DISCLAIMER

The details like name of project, name of fabricator, etc. are indicative only.
These should never be referred for any WPSS related matters. Only the
technical details should be referred and followed for the WPSS purpose.



Model WPSS for
Railway OPEN WEB GIRDER
(25t Loading)



Railway Open Web Girder (25t loading)
30.5m clear span

MODEL WPSS No- RDSO/ Infra-1l/ B&S/ RG/
OWG./ WPSS / 30.5 series (22 nos)
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\ Appendix-V (Ref.CI.26 of BI-200 1)

WELDING PROCEDURE SPECIFICATION SHEET
“25T LOADING-2008" 30.50M SPAN OPEN WEB GIRDER
e TAKING OFF FROM CH:2027m OF JNPD END OF VISHNUPURAM RAILWAY STATION AT KM 137/970
W) YADADRI THERMAL POWER PLANT AT VEERLA PALEM VILLAGE. PROPOSED BRIDGE NO. 4 (ROR) AT CH:
XG. TRACK AT KM: 133/8-9, BETWEEN KONDRAPOL — VISHNUPURAM STATIONS ON BN-NDKD SECTION OF GUNTUR

: PROPOSED RAILWAY SIDING

1138.00m (CROSSING E

7.1 |Joint design details

LY (DVISION) OF SPAN (1X30.5m + 2 x 45.7m) OPEN WEB GIRDER.
Name and address of Fabricator . |M/s. GLOBAL STEEL COMPANY , Survey No-12, Kuchavaram Village,
: Toopran M ak Dist.
ESIE’EEE"“—"‘ ure specification No. : Gsc;zzjsR:?Sc:)a.;anifle;;:.w,fol
@*‘ ; 3:3“""8_ No. s : |RDSO/B-17165/R, Section A-A & RDSO/B-17161(Section LO-L1-L2)
_— eld Joint description : |Fillet 6mm (Bottom Chord)
@ 3 [Base Metal . [15:2062:2011, Gr E250B0 (20MM X 16MM)
4 |Welding Process . [sAW
.5 _|Welding Position . |1F
6 Welding Consumable
Q'_l 6.1 |Electrode/Wire
Class| : |W1 of IRS M.39/2001. -
.__3 Type| : |Copper coated Mild Steel Wire. p ‘\‘ﬂ
. Drying Method| : |N.A. ﬁ&,o\'ﬁ”fﬂﬂ b
@ 6.2 |Flux g o AT =% o
g Class| : |F1 of IRS M.39-2001 W o ,f:._—.‘;"" =
@ Type| : |Agglomerated =
Drying Method| : |250 C for one hour before uses OR Recommendation as per
@ ) ' manufacturer,
6.3 |Shielding Gas : |N.A
@ ] Fusion faces and adjacent surfaces are cleaned and made free from
@ 7 Base metal preparation : |cracks, notches, mill scale, grease, paint, rust etc., which may affect
J weld quality.
(ﬁ{l
3
@]J

S F';

&

=

i" 3 Welding Current
— Type | : |DC

{3_ Polarity| : |Reverse — o — A\

! __ — |
[:: : e As per 15:7310 (Part-1) - 817 =

9 3, /“' R\ 1 A[IH{ T2/, Srinivas Rao : B

(Sketch showing arrangements of parts, weld
groove details, weld passes & their sequence

etc.,)

1SIDE PLs. 300x20
4 FL., Pls. 90x16

I

—— As per IS 4353 1995, C1.7, IRS B1 - 2001, CI. 17.3 & WBC - 2001

e

N~

/i N

/ N

/ N

L/ \ < 4

% N Dy. Chief E’hﬁh
_ N Engg. Worksljo,
o . :{ b S.C. Rly, Lallagu

L) ALY me g
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Aﬁ\ Appendix-V (Ref.C1.26 of BI-2001

PROJECT:
%\n ii?g PROPOSED RAILWAY SIDING TAKING OFF EROM CH:2027m OF JNPD END OF VISHNUPURAM RAILWAY STATION AT
’LPQR /970 (TAKEN AS CH: 00.00m) FOR (5X800MW) YADADRI THERMAL POWER PLANT AT VEERLA PALEM VILLAGE.

5(:;:3 SED BRIDGE NO. 4 (ROR) AT CH: 1138.00m (CROSSING EXG. TRACK AT KM: 133/8-9, BETWEEN KONDRAPOL
+SHNUPURAM STATIONS ON BN-NDKD SECTION OF GUNTUR DIVISION) OF SPAN (1X30.5m + 2X45.7m) OPEN WEB GIRDER.

; 10.1{Welding parameters :

L
Electrodes ; i
%Neld Pass No. wire Al Current Arc Voltage (Volt) Travel SFeed Electrical Stick Gas Flow (I/min)
‘ (i) (Amps) (m/Min) out (mm)
e?_
L@ 1 4 450-550 28-32 0.45.0.55 25-30 N.A.
1?10.2 |Welding Sequence and technique [ : 1,234

l

&

)

L
| 11 [Provision of run-on/run-off tabs i ez

¥ Cleaning of weld bead before laying of RA
|-'a=12 next weld bead o
‘-"_ Root preparation before welding other ik

.13 side of groove weld b :

I. 14 |Preheating and inter pass temperature | : |100°C to 150°C

. By ChisT Btk

i 1 IN.A, Y. el el
eenin,

J "15 i ) Engg. Workshop
| 16 |Post weld treatment N.A. >.C, Iy, taita _da
| By re-welding after complete removal of defective weld & rectifying the
'& 17 |Rectification of weld defect : t;;zlg as per C1.32.2 of IS 9595-96, using A2 class electrode as per IRS M28-
—1 .
, 18 |Inspection of weld : |Visual, D.P. Test & Macro Etching.
I. 19 |Any other relevant detail - |None
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0 .
5 CJ:C;'O PROPOSED RAILWAY SIDING
+ 00.00m) FOR (5x800M W) YADA

38.00m
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Appendix-V (Ref.CI.26 of BI-2001)

WELDING PROCEDURE SPECIFICATION SHEET
"25T LOADING-2008" 30.50M SPAN OPEN WEB Gl

RDER

(CROSSING

TAKING OFF FROM CH:2027m OF JNPD END OF VISHNUPURAM

DRI THERMAL POWER PLANT AT VEERLA PALEM VILLAGE. PROPOSE

DIVISIUN} OF EXG. TRACK AT KM: 133/8-9, BETWEEN KONDRAPOL - VISHNUPURAM STATIONS ON BN-NDKD
SPAN (1X30.5m +2 X 45.7m) OPEN WEB GIRDER.

D BRIDGE NO. 4 (ROR) AT CH:
SECTION OF GUNTUR

M/s. GLOBAL STEEL COMPANY , Survey No-12, Kuchavaram Village,

. Toopran Mandal, Medak Dist.

RAILWAY STATION AT KM 137/970 (TAKEN

ng Procedure specification No.

GSC/22/SRC-30.5M/WPSS/SAW/02

‘Name and address of Fabricator
~ deldi

; ; Drawing No. RDSO/B-17166/R, Section A-A
Weld Joint description Fillet 6mm (Top Chord)
3__|Base Metal 15:2062:2011, Gr E25080 (10MMX10MM)
|4 |Welding Process SAW
JP 5 |Welding Position 1F
1 6 |Welding Consumable
# 6.1 |Electrode/Wire
Class| : |W1 of IRS M.39/2001.
Type Copper coated Mild Steel Wire.
Jﬁ Drying Method N.A. O s,
62 |Flux Naw— 1o 1, (818
™ Class| : |F1 of IRS M.39-2001 VTR ot O
Type Agglomerated T b A ogn Lk
; Drying Method 250 C for one hour before uses OR Recommendation as per
I manufacturer. el
1 6.3 |Shielding Gas N.A
I_ Fusion faces and adjacent surfaces are cleaned and made free from
® 7 Base metal preparation cracks, notches, mill scale, grease, paint, rust etc., which may affect
|7 weld quality.
1;7'1 Joint design details
‘ng (Sketch showing arrangements of parts, weld
| groove details, weld passes & their sequence 1 TOPPL. swxw
> etc.,) /i '
I (- 4 |
3
®
[ 6 ~—2 SIDE, PLs, 300X10
| 0 —2 FL.PLs. 90X10
L] h
| a
I
by Dy. Chief Enaltbe]
| ; I Engg. Workshop’
*I-‘ S.C. Rly, Lallaguda
[ :
( r-?—'z"_ Joint preparation : |As per IS 4353 -1995, CL.7, IRS B1 — 2001, CI. 17.3 & WBC - 2001
[—s__|Welding CurreT:
cy | Type DC .
|':/_ Polarity| : |Reverse —< S— i i
— Sl ﬂﬂslﬂmﬁ:w;@ag;}]m%?q Ban \\_xgﬁﬁ;;;"'qf

E

g immlm—d:."nfﬁw\mm,.
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Appendix-V (Ref.CI.26 of BI-2001

P .

1:-;;];3 ‘TP :& F:’iED RAILWAY SIDING TAKING OFF FROM CH:2027m OF JNPD END OF VISH e

BRIDGE NO. 4 (RCI: CH: 00.00m) FOR (SX800MW) YADADRI THERMAL POWER PLANT AT VEERLA PALEM VILLAGE.

STATIONS ON & ) AT CH: 1138.00m (CROSSING EXG. TRACK AT KM: 133/8-9, BETWEE
N BN-NDKD SECTION OF GUNTUR DIVISION) OF SPAN (1X30.5m + 2 X 45.7m

NUPURAM RAILWAY STATION AT KM

N KONDRAPOL — VISHNUPURAM
) OPEN WEB GIRDER.

e

10.1|Welding parameters :
w el I lectrical Stick out
eld Pass No. wire dia. urrent | arc voltage (Volt) Trovel Spead Ry Gas Flow (I/min)
(m (Amps) {m/Min) (mm)
m)
1 4 450-550 28-32 0.45.0.55 25-30 N.A.
10.2 | Welding Sequence and technique | : [1,2,3,4 |
G ~
1 3
- 4
g x T L
11 |Provision of run-on/run-off tabs Yes
Cleaning of weld bead before laying of
12 N.A.
next weld bead (\ i
13 Root preparation before welding other NA V
side of groove weld & "}A::\,,Ip-nﬂ wﬂ&
14 |Preheating and inter pass temperature 100°C to 150°C oo 3
15 |Peening N.A. o %C
16 |Post weld treatment N.A. '
By re-welding after complete removal of defective w ifyi
) ; eld & rectifying the
17 |Rectification of weld defect weld as per C1.32.2 of IS 9595-96, using A2 class electrode as per le M28
2020. A
S
18 |inspection of weld Visual, D.P. Test & Macro Etching.
—— -ﬁéhln—l—‘ﬁ—ﬂ
19 |Any other n:edlg_ﬂt____qsiail None Dy. Chief Enginee]
> Engg. Workshop

e |



; Drying Method| : [N.A.

z® 9 4
=4
g
g
2
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Appendix-V (Ref.Cl.26 of BI-2001)

WELDING PROCEDURE SPECIFICATION SHEET
"25T - " 30. PEN WEB GIRDER
DI 3050 SRR M RAILWAY STATION AT KM 137/970 (TAKEN

S CH: 00.00m) roERD RAILWAY SIDING TAKING OFF FROM CH:2027m OF JNPD END OF VISHNUPURA
(CROSSING Exg (SXBOOMW) YADADRI THERMAL POWER PLANT AT VEERLA PALEM VILLAGE. PROPOSED BRIDGE NO. 4 (ROR) AT CH: 1138.00m
&)ﬂ - TRACK AT KM: 133/8-9, BETWEEN KONDRAPOL — VISHNUPURAM STATIONS ON BN-NDKD SECTION OF GUNTUR DIVISION) OF

AN (1
AN (1X30.5m + 2 X 45.7m) OPEN WEB GIRDER.
chavaram Village, Toopran

M/s. GLOBAL STEEL COM PANY , Survey No-12, Ku

—

Name and address of Fabricator

Wmu oo Mandal, Medak Dist.
1 dure specification No. . |GSC/22/SRC-30.5M/WPSS/SAW/03
| 2 fJZf;Tﬁ N"d- — : |RDSO/B-17167/R, Section B-B
é’; e int description :_|Fillet 6 mm (End Raker)
ase Metal - 115:2062:2011, Gr E250B0 (20MM X 10 MM), (0MM X JEMH)
I ‘ 4  |Welding Process : |SAW
5 |Welding Position L

* 6 |Welding Consumable
7. 6.1 |Electrode/Wire
& Class| : [W1 of IRS M.39/2001.

3 Type| : |Copper coated Mild Steel Wire.

| 6.2 |Flux
?" Class| : |F1of IRS M.39-2001

I Type| : |Agglomerated
Iﬂ) Drying Method| : [250C for one hour before uses OR Recommendation as per manufacturer.

|
™ 6.3 |[shielding Gas . |NA
J._’; 7 |Base metal preparation Fusion faces and adjacent surfaces are cleaned and made free from cracks,

I notches, mill scale, grease, paint, rust etc., which may affect weld quality.
7 7.1 |Joint design details

I

L (Sketch showing arrangements of parts,

ot weld groove details, weld  passes &

J!D their sequence etc.,) / 1 TOP PL- SWXIG

5 [ #

é 6 2 SIDE.PLs. 300X20
_i'J ¢

\L
3 : : Dy. Chief Enamé%-
| . Engg. Workshop’
"'}\ S.C. Rly, Lallaguda
I;—;—z—_ Joint prepa ration : |As per 154353 -1995, C.7, IRS B1-2001, Cl. 17.3 & WBC - 2001
gl LI

| —-8--‘ Welding Current

5 | S Type | : |DC =5

l/’ e LO;?.\ : [Revarsesti[ ey Y] S

7o |weder gldfsansii\ 21, A N RepS T30 Part)ndezg T O

~ 7 e T OTeTaT Managen(C)

weldi = ean Rl
l’"ffd 7 % 7l Nk 1 e R ey vi T % B T\ T B e g o
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PROJECT
:PROPQ
Py SED RAILW
{CROZ;,;OO‘OOMI FOR {SKBDOl::VS'DING TAKING OFF FROM CH:2027m OF JNPD END OF VISHNUPURAM RAILWAY STATION AT KM 137/970 (TAKEN
(o S ) 1; YADADRI THERMAL POWER PLANT AT VEERLA PALEM VILLAGE. PROPOSED BRIDGE NO. 4 (ROR) AT CH: 1138.00m
e 0. x : 133/8-9, BETWEEN KONDRAPOL ~ VISHNUPURAM STATIONS ON BN-NDKD SECTION OF GUNTUR DIVISION) OF
45.7m) OPEN WEB GIRDER.

Ele;étrodes wire : ;
dia. (mm) Current (Amps) | Arc Voltage (Volt) Travel Speed Electrical Stick out | - . Flow (1/min)
(mm/Min) (mm)
4 450-550 28-32 0.45.0.55 =30 =
Welding Sequence and technique | : 11,234 il

o
[

q -

1 /
6

&

i

2
LT
-Nl 11 |Provision of run-on/run-off tabs Yes
: Cleaning of weld bead before laying of next
12 N.A.
" weld bead ™
13 Root preparation before welding other side of NA \LL
> groove weld »—8
h‘ 14 |Preheating and inter pass temperature 100°C to 150°C AN et i ["“!
el
, 15 |Peening N.A. e
6 |Post weld treatment N.A.

E
I's

S

By re-welding after complete removal of defective weld & rectifying the weld as per

Rectification of weld defect C1.32.2 of IS 9595-96, using A2 class electrode as per IRS M28-2020.

J 18 |Inspection of weld
J 19 lAnv other releva @ P?C\\ : :
- / L - '.‘\. 1 Y =

Visual, D.P. Test & Macro Etching.

B, P éhli;; :
Dy Chref :

Engg. Workshop’
S.C. Ry, Caaguda

None




li:s .00m (cnossms EXG.
ISION) OF spaN (1X30:5

AY SIDING TAKING OFF FROM

WELDING PROCEDURE SPECIFICATION SHEET
"25T LOADING-2008" 30.50M SPAN OPEN WEB GIRDER

OSED RAILW
0.

00m) FOR (SX800MW) YADADRI THERMAL POWER PLANT AT VEERLA PALEM VILLAGE.
TRACK AT KM: 133/8-9, BETWEEN KONDRAPOL — VISHNUPURAM STATIONS O
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Appendix-V (Ref.C1.26 of B1-2001)

RAM RAILWAY STATION TKMW 137/970
PROPOSED BRIDGE NO. 4 (ROR) AT CH:

N BN-NDKD SECTION OF GUNTUR
—

:2027m OF INPD E D OF VISHNUPURA

““‘-—-———_____"" + 2 X 45.7m) OPEN WEB GIRDER.

12, Kuchavaram village,

Na
Me and address of Fabricator M/s. GLOBAL STEEL COMPANY , Survey No-
u’eldlng Pr Toopran Mandal, Medak Dist. PR
e o Ocedure specification No GSC/22/SRC-30.5M/WPSS/SAW/04 -
W T 2DS0/B-11768, Section & RDSO/B-17161(Section of Verticals)
3 5 eld Joint description Fillet 6mm (Verticals) ——
i a8 Mew -~ [15:2062:2011, Gr E250B0 (10MM X 12MM)
Welding Process - [sAwW
/#_5 _ |Welding Position 2F
e 6 |Welding Consumable
@ 6.1 |Electrode/Wire
g Class W1 of IRS M.39/2001.
— Type Copper coated Mild Steel Wire.
Drying Method NA. ~ 2
- 62 Flux W 3 il Tl
L@ Class| : |F1of IRS M.39-2001 e of g
|' Type Agglomerated ' T qrd® <™
,@ Drying Method 250 C for one hour before uses OR Recommendatipn as per manufacturer.
:
@ 6.3 |Shielding Gas NA
|" 7.0 |Base metal preparation Material to be cut straight & square by controlled gas cutting. Fusion faces
D _ |and adjacent surfaces are cleaned and made free from Crack, Notches, Mill
I v * |scale, Grease Paint, Rust etc., which may affected Weld.
| 7.1 |Joint design details Part stretch shown.
7 (Sketch showing arrangements of parts,
l weld groove details, weld passes & their — e —
Ly |reauencectc) 6 \__ INNER FL. PL. 220x10
- ,
I’?H
L <~ WEB PL. 460x12 .
| ' Dy. Chief Eniihas
En
.35 6 s, gg Workgnjp,
| /—OUTER FL. PL. 20510 |~
| 7.2 |Joint preparation As per IS 4353 -1995, C.7, IRS B1 - 2001, CI. 17.3 & WBC - 2001
s
i' g |welding Current
!——"' Type DC
r" ~ Polarity Reverse
M9 |w jon As per IS 7310 (Part-1) — 817 \
‘h{‘]"‘ efexs and tec o, B st - i
- .M ok P A o 1 N\ ey —
1 nmm T




137/970 (Taken
0.4 (ROR) AT
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pendix-V (Ref.C1.26 of Bl-2001)

AS CH: 00.00m) FOR (5X800MW) YADADRI THERMAL POWER PLAN
CH: 1138.00m (CROSSING EXG. TRACK AT KM: 133/8-9, BETWEEN KO

T AT VEERLA PALEM VILLAGE.

NDRAPOL- VISHNUPURAM STATIONS ON BN-

KD <CTION OF GUNTUR DIVISION) OF SPAN (1X30.5m + 2 X 5.7m) OPEN WEB GIRDER: m————
281 WEidi“Eﬂémeters: ]
| (mm) % DC ac / DC
1 4 /4-500 450-550 528 25-30 0.45.0.55 20-25 NA.
10.2| Welding Sequence and technique 182, 3&4

}

I -

Uﬁ' T T T @ =T

11 [Provision of run-on/run-off tabs N.A.
12 Cleaning of weld bead before laying of Yes
next weld bead
Root preparation before welding other \&'_,__-J P
13 |side of groove weld A w\*‘}w b
14 |Preheating and inter pass temperature 100°C to 250°C A g ga'®
. 15 |Peening N.A.
.I_.,,L 16 |Post weld treatment N.A.
| By re-welding after complete removal of defective weld & rectifying the
17 |Rectification of weld defect weld as per C1.32.2 of IS 9595-96, using A2 class electrode as per IRS M28
2020.
s 18 |Inspection of weld Visual, D.P. Test.
| Dy. Chief EIRY;
| None. Engg. Workshop

5.C. Rly, Lallaguda
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J:\ Appendix-V (Ref.C1.26 of BI-2001)

WELDING PROCEDURE SPECIFICATION SHEET
PR j .CT 11} " GIRDER
; : PROP 25T LOADING-2008" 30.50M SPAN OPEN WEB
AKEN As . ODSED RAICWAY STDING TAKING OFF FROM CH:2027m OF JNPD END OF VISHNUPURAM TTWAY STATION AT KM 137/970 o
1138.00m, (cabss;?»;oem} FOR (5X800MW) YADADRI THERMAL POWER PLANT AT VEERLA PALEM VILLAGE. PROPOSED BRIDGE NO. 4 [3?‘:{] :; :
VISION) of NG EXG. TRACK AT KM: 133/8-9, BETWEEN KONDRAPOL — VISHNUPURAM STATIONS ON BN-NDKD SECTION OFG

SPAN :
5 N'{1X30.5m + 2 X 45.7m) OPEN WEB GIRDER.
dme and address of Fabricator _ |M/s. GLOBAL STEEL COMPANY , Survey No-12, Kuchavaram Village,
Welding Prg " [Toopran Mandal, Medak Dist. —
C PP—
Wpecmmtmn No. : GSC]ZZ/SRC-SO.SM/WPSS{SAW/OS
2 ﬁ'“’% No. —[RDS0/B-17169/R & RDS0/B-17161 (Section U1-L2)
7 1s Joint description . [Fillet 6mm (Diagonals)
- ase !Vletal - [15:2062:2011, Gr E25080 (12MM X 16MM)
; WE‘dII"‘Ig Process . |saw
—>__|Welding Position T 1F
&8 |Welding Consumable
| 6.1 |[Electrode/Wire
_ Class . |w1 of IRS M.39/2001.
| Type : |Copper coated Mild Steel Wire.
> Drying Method . INA
. latl _ﬂb .. !
| 6.2 [Flux AN A
7 Class| : |F1 of IRS M.39-2001 e 3
L? Type| : |Agglomerated i
I Drying Method| : |250 C for one hour before uses OR Recommendation as per manufacturer.
ﬁ 6.3 |Shielding Gas . [NA
L? 7.0 |Base metal preparation Material to be cut straight & square by controlled gas cutting. Fusion faces
. |and adjacent surfaces are cleaned and made free from Crack, Notches, Mill
L’) Scale, Grease Paint, Rust etc., which may affected Weld.
| * 7.1 |Joint design details : |Part stretch shown.
/E» (Sketch showing arrangements of parts, -
| weld groove details, weld passes & their
_ : sequence etc.,)
e .
2 SIDB, PLa. 300X12
L /—4 FLPLs.%0X16
L X i
| Dy, Chief Eﬂ&'lﬁm___\,
m Engg. Workshop”
| - - S.C. Rly, Lallagudd
J
_,9 22 |Joint preparation As per IS 4353 -1995, CL.7, IRS B1-2001, Cl. 17.3 ‘ h
|’, g |Welding Current e : 3
vy Type| : [DC =y \\“_
1———"‘ . Polarity| : [Reverse =retth N \=,
P [welder Qua ' Fxger IS 7310 (Part-) - 817 ! ST
| ———Twelding pameisisapdishnique FQI N o "S- — M
——p - - Ban, L 1 11—
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N Appendix-V (Ref.C1.26 of BI-2001)

§ROIECT: TION AT
KM ;?{7 PROPOSED RAILWAY SIDING TAKING OFF FROM CH:2027m OF JNPD END OF VISHNUPURAV RAILU:’{?: LiTG»:
/970 (raken AS CH: 00.00m) FOR (5X800MW) YADADRI THERMAL POWER PLANT AT VEERLA PALEVS :

OPOSEL . L-
OSED BRIDGE NO. 4 (ROR) AT CH: 1138,00m (CROSSING EXG, TRACK AT KM: 133/8-9, BETWEEN KONDRAPO

| GIRDER.
1SHNUPURAM STATIONS 0N BN-NDKD SECTION OF GUNTUR DIVISION) OF SPAN (1X30.5m + 2 45.7m) OPEN WEB

B R

<

10.1 Welding parameters :

Welding Elethdes Travel Speed | Electrical Stick Gas F!ow
.m_ wire dia. Current (Amps) Arc Voltage (Volt) (m/min) out (mm) (1/min)
(mm) > =
Jrl 4 450-550 2832 0.45.0.55 25-2 A,
10.2] Welding Sequence and technique | :
E
2
L-a.
|r'”" 11 |Provision of run-on/run-off tabs : INA.
| Cleaning of weld bead before laying of | Yes
7 12 | \ext weld bead ' O /—\\
] Root preparation before welding other | NA oo P
2;13 side of groove weld o s " Q.:\ S o
- E 14 |Preheating and inter pass temperature | : |100°C to 250°C AR d 58%°
i c '_"1_"-]
IE”_‘_ 15 |Peening . |N.A. g
'_ 16 |Post weld treatment ¢ [N.A
i
| By re-welding after complete removal of defective weld & rectifying the
717 |Rectification of weld defect : |weld as per C1.32.2 of IS 9595-96, using A2 class electrode
| 4 2020. as per IRS M28-
=3
18 [Inspection of weld : |Visual, D.P. Test. Dy‘“‘""‘—c h n
l . Chief Eng] :
her relevant detail : [None. - :
| 19 Any other r g S.C, Rly, Lallagugs
AAREL CAX N
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of.C1.26 of BI-2001)

L e

ECIFICATION SHEET

WELDING PROCEDURE SP -
" -2008" N WEB Gl
25T LOADING-2008" 30.50M SPAN OPE W AN RAICWAY <ATTGN ATRM 377570 [TAKEN

PROJEG 5o
ECT: PROPO OF VISH A 00m
SED RAIL :2027m

WAY SIDING TAKING OFF FROM CH:2027m OF JNPD END OF vi NO. 4 (ROR) AT CH: 1138/

|

CH: 00.00m) FoR (5X800: vabnc
. MW) YADADRI TH WER PLANT AT VEERLA PALEM VILLAGE. PROP
Isvi?qs{s;:s::ﬁ' TRACK AT KM: 133 /8.9, Bm::::ﬁc::naiim _ VISHNUPURAM STATIONS ON BN-NDKD SECTION OF GUNTUR DIVISION) OF
———1-%30.5m + 2 X 45.7m) OPEN WEB GIRDER.
Name and address of e  |M/s. GLOBAL STEEL COMPANY , Survey No-12, Kuchavaram Village,
W Toopran Mandal, Medak Dist. /
| €'ding Procedure specification No. ; [GSC/22/SRC-30.5M/WPSS/SAW/06
1 __|Drawing No. —|RDSO/B-17172 & RDSO/B-17161(Cross Girder) _ ———]
2 |Weld Joint description - |Fillet 10mm (Cross Girder) e ]
3 |Base Metal 15:2062:2011, Gr E250B0 (10MM X 32MM) R |
4 |Welding Process : [SAW
|5 |Welding Position g |38
6 |Welding Consumable |

6.1 |Electrode/Wire

Class . |W1 of IRS M.39/2001.
Type . |copper coated Mild Steel Wire.
O

Drying Method  IN.A.

P 35 b 399 I IIIYIIIII OO
3

6.2 |Flux ML
Class| : |F1of IRS M.39-2001 _ ad? et (M
Type| : |Agglomerated L reset® " qu@®
Drying Method| : (250 C for one hour before uses OR Recomniendation\as.peﬁmﬁu cturer.
6.3 |Shielding Gas : |NA
7.0 |Base metal preparation Material to be cut straight & square by controlled gas cutting. Fusion faces
2 and adjacent surfaces are cleaned and made free from Crack, Notches, Mill
* |scale, Grease Paint, Rust etc., which may affected Weld.
7.1 |joint design details : |Part stretch shown.
(Sketch showing arrangements of parts, TOP FL.
weld groove details, weld  passes & PL. 410x32
their sequence etc.,) I ==
L WEB PL. 836x10
o
|
m L-4

” Dy. Chief E‘l#&h‘e.‘

Engg. Workshop

" 10
. 1y ! S.C. Rly, Lallaguda
. BOTT: FL.
: . PL.410x32

S | ;
“| 7.2 |loint preparation : |As per IS 4353 -1995, C1.7, IRS B1- 2001, Cl. 17.3& W@C - 200

|72 . . Cl. 17. ? - 2001
o s | Welding Current W

&3 Tme : |DC el E &t Enaineer
!’ = Polarity| : |Reverse = - ST --\l\l 2
S T

Maliﬁj@m eI 7310 /(PR + 8171/ | S iyt 1 Sl
elding parAmetérs apdnetiique /4 WILRA Y vasRao 5
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-V (Ref.C1.26 of BI-2001)

OJECT: p

: PROPOS

137/970 (TakeN AE?;RJ.MLWAY SIDING TAKING OFF FROM CH:2027m OF JNPD END OF VISHNUPURAM RAILWAY STATION A7 KM
H: 00.00m) FOR (5X800MW) YADADRI THERMAL POWER PLANT AT VEERLA PALEM VILLAGE. PROPOSED BRIDGE

AT CH:
ECTION DF'G1333-00m (CROSSING EXG. TRACK AT KM: 133/8-9, BETWEEN KONDRAPOL = VISHNUPURAM STATIONS ON BN-
| OF GUNTUR DIVISION) OF SPAN (1X30.5m + 2 X 45.7m) OPEN WEB GIRDER.

® 9

Appendix

-4 (ROR)
{NDKD s

e

]

1 ding p:
0.1 Welding parameters :

Wel Electrodes '
eld Pass No wire dia Current (Amps) Arc Voltage (Volt) Travel Speed | Electrical Stick | Gas Flow
(mm) (M/Min) out (mm) (1/min)
_ AC -~ DC AC DC
1
4 /ﬁt}o 450-550 §-28 25-30 0.45.0.55 20-25 N.A.
210.2]  Welding Sequence and technique . |182,384

5~ ~

Provision of run-on/run-off tabs N.A,

L', 11 :
L, - Cleaning of weld bead before laying of ; Ves \\ /j
i next weld bead
= = - - —
J‘v? x4 Root preparation before welding other : - ‘B\:ﬁ.:\-.-ﬁ’?‘ o
( side of groove weld i
F o R A T
L; 14 |Preheating and inter pass temperature - 100°Cto 250°C n O qat®
A : -;\"éu_
L 15 [Peening N.A. &
L 16 |Post weld treatment N.A.
g
A By re-welding after complete removal of defective weld & rectifying the
LT( 17 |Rectification of weld defect weld as per Cl.32.2 of IS 9595-96, using A2 class electrode as per IRS M28;
& 2020.
S48 [Inspection of weld : Visual, D.P. Test. Dy. Chief Enl} h@e\
Engg. Worksnop

Any other relevant detall—._ TS 5.C. Rly, Lallaguda
N\ 1

R

oy
L=

T
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Appendix-V (Ref.C1.26 of BI-2001)

WELDING PROCEDURE SPECIFICATION SHEET

; "25T LOADING-2008" 30.50M SPAN OPEN WEB GIRDER g
: PROPOSED RATLWAY SID 77 JNPD END OF VISHNUPURAM RAILWAY ATION AT K '
Ny VEERLA PALEM VILLAGE. PROPOSED BRIDGE NO. 4 (ROR) AT CH:

POL - VISHNUPURAM STATIONS ON BN-NDKD SECTION OF GUNTUR

"|11138,00
mwsmr:n ICROSSING EXG. TRACK AT KM: 133/8-9, BETWEEN KONDRA
-——-——-—)EF_SLAN (1X30.5m + 2 X 45.7m) OPEN WEB GIRDER.
| M/s. GLOBAL STEEL COMPANY, 5
" |Toopran Mandal, Medak Dist.

urvey No-12, Kuchavaram village,

Name and addre§s of-Fabricator

&
A
%
L ]
B (TAKEN AS CH: 00.00m) FOR (5XB0OMW) YADADRI THERMAL POWER PLANT AT
L 3
2
2
?

Weldi =
elding Procedure specification No. GSC/22/SRC-30.5M/WPSS/SAW/07 -
1 |Drawing No. RDSO/B-17173 (Section B-B) & RDSO/B-17161(Stringer)
2 |Weld Joint description — [Fillet 10mm (Stringer) i}
3 |Base Metal ~[15:2062:2011, Gr E25080 (10MM X 16MM) ]
4  |Welding Process . |SAW —
5 |Welding Position . |2F
6 |Welding Consumable
,é?l 6.1 |Electrode/Wire
g Class . |W1 of IRS M.39/2001.
) Type . |copper coated Mild Steel Wire. Q‘\
rying Method - INA. o,
Q 6.2 |Flux -5_\.::\ il i':"_
Class| : |F1of IRS M.39-2001 ' « V[
ﬂ Type| : |Agglomerated 5 '
Drying Method| : |250C for one hour before use OR Recommendation as per manufacturer.
6.3 [Shielding Gas : [NA
ﬂr 7.0 |Base metal preparation . |Material to be cut straight & square by controlled gas cutting. Fusion faces
and adjacent surfaces are cleaned and made free from Crack, Notches, Mill
Q Scale, Grease Paint, Rust etc., which may affected Weld.
7.1 |Joint design details . |Part stretch shown.
v TOP FL.
- gro LIRS _— PL. 450x16
g sequence etc.,). i
.
e WEB PL. 718x10
o
- o
- Rk mﬁ-—*t[‘
™ Dy. Chief ERdtisd.—
1 Engg. Workshop~
! ] + S.C. Rly, Lallaguda
" BOTT: FL.
o r PL. 450x16
7.2 |Joint preparation : |As per |5 4353 -1995, CI.7, IRS B1-2001, CI. 17.3
g |welding Current
R Type | : |DC
Polarity| : |Reverse \
o 90 :‘::e:::er Qualification - : |As per IS 7310 (Part-l) - 817 ,p\_ - l
1 elding parametersandiechniqu '
Ep =TT T Sk o T 1'@—:} :
\ _—
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Appendix-

R0JECT: pg

OPOSED RAILWAY SIDING TAKING OFF FROM CH:2027m OF JNPD END OF VISHNUPU

RAM RAILWAY STATION AT KM
RLA PAI

V (Ref.Cl.26 of BI-2001)

LEM VILLAGE. PROPOSED BRIDGE

KEN AS cH: 0o T VEE
0.4 (ROR : 00.00m) FOR (5X800MW) YADADRI THERMAL POWER PLANT ATV NS ON BN-
NDKD SEC% g; CH: 1138,00m (CROSSING EXG, TRACK AT KM; 133/8-9, BETWEEN KONDRAPOL - VISHNUPURAM STATIO
- OF GUNTUR DIVISION) OF SPAN (1X30.5m + 2 X 45.7m) OPEN WEB GIRDER. et}
” 1. _
0.1 Welding parameters : —
| El e
Weld Pass N e.ct mfles Current (Amps) Arc Voltage (Volt) Travel Speed | Electrical Stick Gas Flow
0 wire dia. . ) (1/min)
(M/Min) out (mm
(mm)
AC DC AC DC
1 1 L /osﬁsoo 450-550 /ﬁ?s 25-30 0.45.0.55 20-25 | N.A.
FIG.ZI Welding Sequence and technique 182, 384
a / £
Provision of run-on/run-off tabs N.A. (\
—w
Cleaning of weld bead before laying of
next weld bead v Wﬂ} Tl !
Root preparation before welding other NA T
side of groove weld o ' = P
Preheating and inter pass temperature 100°C to 250°C
Peening N.A.
Post weld treatment N.A.

Rectification of weld defect

By re-welding after complete removal of defective weld & rectifying the
weld as per C1.32.2 of IS 9595-96, using A2 class electrode as per IRS M28
2020.

Inspection of weld

Visual, D.P. Test.

ELCo
Any other relevant “’/"_‘"\? A

None. Engg. Workshop

Dy. Chief Enlindec| |

S.C. Rly, Lallaguda

all sy &
TR/~ ryEY |\ L
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D Appendix-V (Ref.C1.26 of BI-2001)

WELDING PROCEDURE SPECIFICATION SHEET

SEDRA "25T LOADING-2008" 30.50M SPAN OPEN WEB GIRDER
LWAY SIDING TAKING OFF FROM CH:2027m OF JNPD END OF VISHNUPURAM RAILWAY STATION AT KM 137 970

OPGSE
(TAKEN As
CH :
00.00m) FOR (5X800MW) YADADRI THERMAL POWER PLANT AT VEERLA PALEM VILLAGE. PROPOSED BRIDGE NO. 4 (ROR) AT CH:

R
DWISION} OF sO SSING EXG. TRACK AT KM: 133/8-9, BETWEEN KONDRAPOL — VISHNUPURAM STATIONS ON BN- NDKD SECTION OF GUNTUR
T———M .5M + 2 X 45,7m) OPEN WEB GIRDER. —
ame and address of Fabricator | M/s. GLOBAL STEEL COMPANY , Survey No- 12, Kuchavaram Village,
W " |Toopran Mandal, Medak Dist.
: rocedure specification No. . [G5C/22/5RC-30.5M/WPSS/SAW/08
- :awmg No. . [Roso/B-17167/R & RDSO/B-17161(Portal Girder Uy-U")) =
—-—5 = eld Joint description - [Fillet 6mm (Portal Girder)
2 a3 Metal ~115:2062:2011, Gr E25080 (10MM X 10MM) H
Welding Process :
5 : : |SAW
Welding Position . |2F
6 |Welding Consumable -
6.1 [Electrode/Wire
Class . | W1 of IRS M.39/2001. 5D s
Type - [Copper coated Mild Steel Wire. y "K_' QA L4
Drying Method - [NA. 7 BV g L
6.2 |Flux
Class| : |F1 of IRS M.39-2001
Type| : |Agglomerated
Drying Method| : [250 C for one hour before uses OR Recommendation as per man ufacturer.
6.3 [Shielding Gas : [NA
7.0 |[Base metal preparation . [Material to be cut straight & square by controlled gas cutting. Fusion faces
and adjacent surfaces are cleaned and made free from Crack, Notches, Mill
Scale, Grease Paint, Rust etc., which may affected Weld.
7.1 |Joint design details . |Part stretch shown.

(Sketch showing arrangements of Daf'f-".; TOP m PL m10

weld groove details, weld passes & their
* ’
Oy. Chief é" In

sequence etc.,).
Engg. Worksho
S.C. Rly, Lallaguda

«— WEB PL. 350x10
. BOTT: FL. PL. 230x10

“Fi

7.2 |loint preparation . |As per IS 4353 -1995, CI.7, IRS B1-2001, CI. 17.3& WBC - 2001

g8 |welding Current

Type| : |DC
Polarity| : |Reverse
9 |welder Qualification ————x : |As per IS 7310 (Part-1) - 817 "
10 |Welding parametep{%nﬂ,@e@h\ﬂ&&q : P \ Y
LU~/ AN =\ : s I " s Eb{?}b \l A Y |




‘ page-16
pendix-V (Ref.C1.26 of BI-2001)

137/970 (T::EPDSED RAILWAY SIDING TAKING OFF FROM CH:2027m OF JNPD END OF VISHNUPURAM RAILWAY STATION AT KM -
N AS CH: 00.00m) FOR (SX80OMW) YADADRI THERMAL POWER PLANT AT VEERLA PALEM VILLAGE. PROPOSED BRI
PURAM STATIONS ON BN-

.4 (ROR
NDKD SEQ‘}SJ CH: 1138.00m (CROSSING EXG. TRACK AT KM: 133/8-9, BETWEEN KONDRAPOL - VISHNU
OF GUNTUR DIVISION) OF SPAN (1X30.5m + 2 X 45.7m) OPEN WEB GRDER. ——

10.1|Welding parameters :

Elect | '
Weld Pass No wirer :t'jes Current (Amps) Arc Voltage (Volt) Travel Speed | Electrical stick | Gas Flow
Y (M/Min) out (mm) (I/min)

(mm)
F ac,”| oc ac | oc
# . 4 /S{soo 450-550 /g-za 25-30 0.45.0.55 20-25 N.A.

110.2|  Welding Sequence and technique : 1&2, 384

H
[

Provision of run-on/run-off tabs : N.A. m
e, 1%

Cleaning of weld bead before laying of : - W"}'

next weld bead
Root preparation before welding other . NA

side of groove weld

=
8 ]

=
[¥8]

Preheating and inter pass temperature s 100°C to 250°C
Faoen

Peening ! N.A. Dy. Chief EI%M:
Coaan \Aloclohom
ERGE—VEfKsHop

N.A. S.C. Rly, Lallaguda

=
=

[y
un

Post weld treatment

-y
[=)]

By re-welding after complete removal of defective weld & rectifying the
weld as per C1.32.2 of IS 9595-96, using A2 class electrode as per IRS M28-

b

R 371; AT TATI D 9 ﬁ‘fl—'ﬁ-‘
\
W

Rectification of weld defect

[y
~]

l 2020.
o
lH 18 |Inspection of weld Visual, D.P. Test.
&3
l 19 |Any other relevant detail None.
——

T b= L Y NN

—
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Appendix-V (Ref.C1.26 of BI-2001)

WELDING PROCEDURE SPECIFICATION SHEET

P
ROJECT: PRoPosED R "25T LOADING-2008" 30.50M SPAN OPEN WEB GIRDER
(TAKEN Ag CH: 00,00 AY SIDING TAKING OFF FROM CH:2027m OF JNPD END OF VISHNUPURAM RAILWAY STATION AT kM 137 970
1138.00m (CROSS.INcT ,: FOR (SX800MW) YADADRI THERMAL POWER PLANT AT VEERLA PALEM VILLAGE. PROPOSED BRIDGE NO. 4 (ROR) AT CH:
DIVISION) OF sp XG. TRACK AT KM: 133/8-9, BETWEEN KONDRAPOL — VISHNUPURAM STATIONS ON BN-NDKD SECTION OF GUNTUR
i ——2 AN (1X30.5m + 2 X 45.7m) OPEN WEB GIRDER.
a : :
Me and address of Fabricator | M/s. GLOBAL STEEL COMPANY , Survey No-12, Kuchavaram Village,
Weldin ; " |Toopran Mandal, Medak Dist.
: g ::Oceciure specification No. . |GSC/22/SRC-30.5M/WPSS/SAW/09
rawi -
: ﬁ—;:'“g_ No. . [RDS0/B-17174 & RDSO/B-17161(Sway Girder (U,-U, Us-U'3)
: B: Joint description - |Fillet 6mm (Sway Girder)
1T a = _Me"a' . 15:2062:2011, Gr E25080 (10MM X 10MM)
|2 |Welding Process . [sAw
@ 5 |Welding Position . |2F

6  |Welding Consumable

6.1 |Electrode/Wire
Class . |W1 of IRS M.39/2001.
Type . |copper coated Mild Steel Wire. _
Drying Method . INA. }\.,;\-»ﬁ\.,.,

b

]

§

Class| : |F1of IRS M.39-2001 3 O¥ ) _a®
Type| : Agglomerated ey gd ~
Drying Method| : (250 C for one hour before uses OR Recommendation as per manufacturer.

6.3 |Shielding Gas : [NA
7.0 |Base metal preparation . [Material to be cut straight & square by controlled gas cutting. Fusion faces
and adjacent surfaces are cleaned and made free from Crack, Notches, Mill

Scale, Grease Paint, Rust etc., which may affected Weld.

7.1 |Joint design details . |Part stretch shown.

(Sketch showi ts of parts,
weldcgr;m?: (Iiti:i::,a:::l :ar::ez ; :heir TOP FL. PL. lmlw
sequence etc.,).

A
-
f?l: 6.2 |Flux
7
¢
a
(7
i

t+— WEB PL. 290x10

310
=

BOTT: FL. PL. 160x10

AR

. |As per IS 4353 -1995, C1.7, IRS B1-2001, CI. 17.3& WBC - 2001“‘{-5-.“_.

- [_7.2 Joint preparation

8 |welding Current ByChef Eng‘t}@h_‘_\
Type | : |DC ENgy. WOTRSTgp’
Polarity| : |Reverse STty taftaglda
9 |Welder Qualification— : |As per IS 7310 (Part-1) - 817
[ 10 [welding paml:l?{f_‘éfjhﬁ?(%}gique : \ l
1 = gy A —
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r Appendix-V (Ref.C1.26 of B1-2001)
137/970 {T:I?EPOSED RAILWAY SIDING TAKING OFF FROM CH:2027m OF JNPD END OF VISHNUPURAM RAILWAY S:::Eggsw S
.4 (ROR) A N AS CH: 00.00m) FOR (5X800MW) YADADRI THERMAL POWER PLANT AT VEERLA PALEM VILLAGE;’TAHONS =i
NDKD SE(‘.T) T CH: 1138.00m (CROSSING EXG. TRACK AT KM: 133/8-5, BETWEEN KONDRAPOL = VISHNUPURAM
TION OF GUNTUR DIVISION) OF SPAN (1X30.5m +2 X 45.7m) OPEN WEB GIRDER.
% 10.1|Welding parameters :
Weld Pass N Ele.mm,jes Current (Amps) Arc Voltage (Volt) Travel Speed Electrical Stick | Gas Flow
. ° "‘;“’ dia. (M/Min) | out (mm) (1/min)
mm
% } ac” | oc ac/ DC
l(‘ 1 4 /ﬁsoo 450-550 /zézs 55.30 | 0.45.0.55 20-25 N.A.
{710.2| Welding Sequence and technique 1&2, 384
A l
| i
|
I
|
4! 2 |
Provision of run-on/run-off tabs N.A. ‘ '
|
Cleaning of weld bead before laying of 1
Y
next weld bead g m _—
Root preparation before welding other
A.
side of groove weld B \g-/\_) i
Preheating and inter pass temperature 100°C to 250°C et Lo
o A
Peening N.A. ' - '
post weld treatment N.A.
By re-welding after complete removal of defective weld & rectifying the

weld as per C1.32.2 of IS 9595-96, using A2 class electrode as per IRS M28-

Rectification of weld defect
2020,
inspection of weld Visual, D.P. Test. Dyi_ Chief En HJ
L EPET
ther relevant detail None. HEF
puLgr m\ ne X S.C. Rly, Lallaguda
el el e — l

r £ "
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Appendix-V (Ref.C1.26 of BI-2001)

WELDING PROCEDURE SPECIFICATION SHEET
"25T LOADING-2008" 30.50M SPAN OPEN WEB GIRDER

0
(TAKEN As cH; msﬁg RATLWAY STDING TAKING OFF FROM CH:2027m OF JNPD END OF VISHNUPURAM RAILWAY STATION AT KM 137 370
1138.00m (cnbs S'IN:) FOR (SX800MW) YADADRI THERMAL POWER PLANT AT VEERLA PALEM VILLAGE. PROPOSED BRIDGE NO. 4 (ROR) AT CH:
DIVIS) ON) OF San EXG. TRACK AT KM: 133/8-9, BETWEEN KONDRAPOL - VISHNUPURAM STATIONS ON BN-NDKD SECTION OF GUNTUR
: — {(1X30.5m + 2 X 45.7m) OPEN WEB GIRDER.
?, Name and address of Fabricator _ |M/s. GLOBAL STEEL COMPANY , Survey No-12, Kuchavaram Village,
[PTPIrE TS T , Medak Dist.
Welding Procedure specification N oopran Manda), Mec
_—T__ = on No. : GSC/22/SRC-BU.SMIWPSSIS;QW/ 10
%“——2 o No. RDSO/B-17176(Section) & RDSO /B-17161 (Top Laterla Bracing)
Tt eld Joint description Fillet 6mm (Top Lateral Bracings)
= ase !\ﬂetal - 115:2062:2011, Gr E250B0 (10MM X 10MM)
Welding Process - [sAwW
5 |Welding Position 2F
6 |Welding Consumable
m 6.1 |Electrode/Wire
Class . |W1 of IRS M.39/2001.
.—:J Type . |copper coated Mild Steel Wire.
Drying Method N.A. Q /'_j
™ 62 |Flux Y
YN A (e
Class| : |F10of IRS M.39-2001 A
m Type| : |Agglomerated ' 12 st
Drying Method| : |250 C for one hour before uses OR Recommendation as per. manufacturer.
6.3 [Shielding Gas : |NA
"’?‘ 7.0 |Base metal preparation Material to be cut straight & square by controlled gas cutting. Fusion faces
and adjacent surfaces are cleaned and made free from Crack, Notches, Mill
’? Scale, Grease Paint, Rust etc., which may affected Weld.
71 Joint design details Part stretch shown.
| (Sketch showing arrangements of parts,
weld groove details, weld passes & their 2 O 0
ﬂm‘ sequence etc.,).
( / FLI PL. mm
™ L - T -
3 .
) 7.2 |Joint preparatjgn . |As per 15 4353 -1995, CI.7, IRS B1-2001, CI. 17.3& WIBC - Z’Q?-lw'{
g |welding Current L..':,r o .1:, .' _l' Uh "<
‘j. TﬂJE DC :"'._"'TI L :_; e l\?!fl]\ﬁ\ -G?ﬁ
Polarity| : [Reverse S-e—Riyrtellaguga
[
&9 |Welder Qualification : |As per 1S 7310 (Part-l) — 817
10 |Welding parameters and-technique \ t
S - JEAN |\ TF L 1} -




|
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Appendix-V (Ref.Cl.26 of B

PROJECT: PROP
: PROPOSED RAILWAY SIDING TAKING OFF FROM CH:2027m OF INPD END OF
GE.
E;"Of?/ 970 (TAKEN AS CH: 00.00m) FOR (5X800MW) YADADR NT AT VEERLA PALEM VILLA
o OSED BRIDGE NO. 4 (ROR) AT CH: 1138.00m (CROSSING E
HNUPURAM STATIONS ON BN-NDKD SECTION OF GUNTUR DIVISION) OF SPAN (1X3

VISHNUPURAM RAILWAY STATION AT

| THERMAL POWER PLA
XG. TRACK AT KM: 133/8-9, BETWEEN KONDRAPOL -

0.5m +2 X 45.7m) OPEN WEB GIRDER.

10.1{|Welding parameters : i
Welding Electrodes c g Electrical Stick Gas Flow
L urrent :
Sequence No. W(Ire o (Amps) Arc Voltage (Volt)|  Travel Speed (m/min) out (mm) (1/min)
mm)
1 4 450-550 28-32 0.45.0.55 25-30 N.A.
10.2i Welding Sequence and technique E
P
(¢
‘Tl
7| 11 |Provision of run-on/run-off tabs N.A.
Cleaning of weld bead before laying of
71 12 |next weld bead i
Root preparation before welding other
m 13 Side of groove weld g \ /—3
14 |Preheating and inter pass temperature 100°C to 250°C AN
.-___"n,_\
»| 15 [Peening N.A. e
m| 16 Post weld treatment N.A.
wk
\ By re-welding after complete removal of defecti ifyi
. o efective weld & rectifying th
¥ 17 [Rectification of weld defect weld as per CI.32.2 of IS 9595-96, usi e
32, -96, using A2 class electrode
ff arzn as per IRS M28-
18 |Inspection of weld Visual, D.P. Test. Ta=
{
~ Dy. Chief E 5&,@&
19 |Any other relevant detail None. Engg Workns hop o

S.C. Ry, Lallagudal|

AT,
TEACEC LA SN
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Appendix-V (Ref.C1.26 of BI-2001)

WELDING PROCEDURE SPECIFICATION SHEET

OJECT: p "25T LOADING-2008" 30.50M SPAN OPEN WEB GIRDER 57
#m ROPOSED RATTWAY STDING TAKING OFF FROM CH:2027m OF JNPD END OF VISHNUPURAM RAILWAY STATION AT KM 137

KEN ; :
138 AS CH: 00.00m) FoR (SXB00MW) YADADRI THERMAL POWER PLANT AT VEERLA PALEM VILLAGE. PROPOSED BRIDGE NO. 4 (ROR) AT CH

.0
DIVIS| ;:I" éCRUSSING EXG. TRACK AT KM: 133/8-9, BETWEEN KONDRAPOL — VISHNUPURAM STATIONS ON BN-NDKD SECTION OF GUNTUR
! 2 SPAN (1X30.5m + 2 % 45.7m) OPEN WEB GIRDER.
: M/s. GLOBAL STEEL COMPANY , Survey No-12, Kuchavaram Village,

: Toopran Mandal, Medak Dist.
GSC/22/SRC-30.5M/WPSS/GMAW/11

ame and addre'ss of Fabricator

b———e
‘Welding Prog ificati
edure specification No.

_1__ |Drawing No.

RDSO/B-17172 (Detail at "H")

2__|Weld Joint description Fillet 6mm (Rib Plate)
13 |Base Metal : [15:2062:2011, Gr E250B0 (10MM X 10MM)
4 |Welding Process - leMAW
5 |Welding Position :|2F
6 |Welding Consumable
Electrode/Wire
Class 1 of IRS M.46
Type 1.2mm MIG Wire
Drying Method
Tying N.A. o
| 6.2 [Flux )
s Class \N\\V“g’
Type N.A gt (=
7 Drying Methed = (M
L -
6.3 |Shielding Gas : |CO2

Base metal preparation

. |and adjacent surfaces are cleaned and made free from Crack, Notches, Mill

Material to be cut straight & square by controlled gas cutting. Fusion faces

Scale, Grease Paint, Rust etc., which may affected Weld.

l: 7.1 |Joint design details Part stretch shown.
!“r (Sketch showing arrangements of parts, _
| ' weld groove details, weld passes & their RIB PL. 190x10x190
s sequence etc.,)
,»[4 |
”
. 6
i L
i “Yea S 4
| , Dy. Chie| Mg e
' Fb Engg. Workshog
l Y 5-6—Riyq allagufal
| - 200

———
-

int preparation -~ ==
Join P P 12‘\(..1_-!- C.-",I. N

As per IS 4353 -1995, CI.7, IRS B1 — 2001, CI. 17.3& WBC - 2001
\

| 8 [Welding Current //;; ,“,bg"f'}ij:“:\ N pre=
S17 12 1Z) Type| : [pc :
I-— l,f"/fPolarity Reverse — S—— 15 - ‘\
9 |Welder Qualificatio®/iery &/ : |As per IS 7310 (Part-l) - 817 Sl L \
10 |Welding parame prue Sh, e Ty Srinivas Ram ]
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Appendix-V ( Ref.Cl.26 of Bl-2001)

o

PROJECT:
Al‘& 1ECT: PROPOSED RAILWAY SIDING TAKING OFF FROM CH:2027

7
oo [,;'970 (TAKEN AS CH: 00.00m) FOR (5X800MW) YADADRI THERM

. GENO. 4 (ROR) AT CH: 1138.00m (CROSSING EXG. TRACK AT KM: 133/8-9, BETWEEN KO -
SATIONS ON BN-NDKD SECTION OF GUNTUR DIVISION) OF SPAN (1X30.5m + 2 X 45.7m) OPEN WEB GIRDER:

KM
m OF JNPD END OF VISHNUPURAM RAILWAY STATION AT

AL POWER PLANT AT VEERLA PALEM VILLAGE. PROPOSED
NDRAPOL - VISHNUPURAM

10.1|Welding parameters :

Welding Elelc""’d“ Biiivarit Wire Feed | 7 el Speed | Electrical Stick| Gas F’low
Sequence No, wire dia. i Arc Voltage (Volt) Spee‘d (m/min) out (mm) (1/min)
(mm) (m/min) TET
! 12 200-220 24-28 2.0-4.0 N.A. 15-20 2
k 12 200-220 24-28 2.0-4.0 N.A. 15-20 16- |
P-zl Welding Sequence and technique | g |
& |
!
} |
\ I
L }.;
Provision of run-on/run-off tabs N.A. i IJ
Cleaning of weld bead before laying of fl
Yes
next weld bead ~ i
Root preparation before welding other NA i
side of groove weld o \! /3 ! |
Preheating and inter pass temperature 100°C to 250°C "”C’\ oy (E1Y |r
. o (Wb | _'
Peening N.A. ' : |
Post weld treatment N.A,
| | By re-welding after complete removal of defe |
o ctive weld & rectifying th |
17 |Rectification of weld defect : |weld as per C1.32.2 of IS 9595-9, i ¢ e
| G 6, using A2 class electrode as per RS M28- |
18 |Inspection of weld S . I
nspection of we Visual, D.P. Test, : AP e
| : Dé”,‘,f“ﬁ’ U’%!‘fﬁa =il
' 19 |Any other relevant detail None. J—Hlarkshon- |
| S.C. Rly, Lallagudg Ijal
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Appendix-V (Ref.CI.26 of BI-2001)

_\ WELDING PROCEDURE SPECIFICATION SHEET |
& "25T LOADING-2008" 30.50M SPAN OPEN WEB GIRDE 577970
| AKEN A ED RATLWAY SIDING TAKING OFF FROM CH:2027m OF INPD END OF VISHNUPURAM RAILWA STATIOII: :;:g‘i (ROR) AT CH:
ﬁz A N AS CH: 00.00m) FOR (SX800MW) YADADRI THERMAL POWER PLANT AT VEERLA PALEM VILLAGE. PROPOSED BRI Bk
r -Wlsrmm (CROSSING EXG. TRACK AT KM: 133/8-9, BETWEEN KONDRAPOL-—VISHNUPURAM STATIONS ON BN-NDKD SECTIO |
%JON} OF SPAN (1X30.5m + 2 X 45.7m) OPEN WEB GIRDER. __—————"——‘——_— !
|Name and address of Fabricator /s, GLOBAL STEEL COMPANY , Survey No-12, Kuchavaram Village,
" |Toopran Mandal, Medak Dist. —
!Jhﬁng Procedure specification No. : Gscfzz/sac-so.SM/WPSS/GMRW/ 12
7.1 |Drawing No. RDS0/B-17167/R (Details of Lacing) e
| 2 [Weld Joint description ~ [Fillet 6mm (Lacing flat welding on End Raker)
3 [Base Metal 520622011, Gr £25080 (10MM X 10MM) |
4  |Welding Process . |GMAW
"} 5 |Welding Position : |2F [
| 6 [welding Consumable . {
ﬁ 6.1 |Electrode/Wire :
| Class 1 of IRS M.46 ' It
I? Type :I.me MIG Wire i
¥ A ]
D . 1
' rying Method o .[ :
| 62 |Flux NI |
A Class o> ‘
Type N.A
oyt
%} Drying Method _ o iy {-1'1 -:i :
L enf A |
' 6.3 |Shielding Gas : [co2 i
'“ 7.0 |Base metal preparation Material to be cut straight & square by controlled gas cutting. Fusion faces ,1}
. |and adjacent surfaces are cleaned and made free from Crack, Notches, Mill | |
’9. : | L
L‘) Scale, Grease Paint, Rust etc., which may affected Weld. I
7.1 |Joint design details Part stretch shown. |
'{“’1— (Sketch showing arrangements of parts, i ! !
’ ' weld groove details, weld passes & their : |
o sequence etc.,) i ,
'IJ < Fiat 30x10mm !
il |
Ly
g - /
I /
J.L;’ \ I
B . \ i
[ | : !\\ — :ﬁ..‘;c:‘—nnﬁ‘_‘h |
f’("- L8 \ Dy C.: hief glﬂj?__?_ -
[ _  Endg. Workshog )
? —S-6-{Rly, Lallaguga ’
1 I
|
IG LACING A E AT 88 0n bl
F : [
int preparation "
) 7.2 |Joint prep As per 15 4353 -1995, C1.7, IRS B1 - 2001, CI. 17\.3& WBC - 2001
g8 |Welding Current ]
g T Type DC {L\%_
_——=Polarity| : |Reverse — S~ - —
. " Z<LELC ' LactiifiETgmes v
T o uke Diicatin /- )\, | : Jaspenis 7310 bty - 517 —
— R cinaimeters pURTNBI \ 2\, | < | o orivas ettt e )i
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Appendix-V (Ref.Cl.26 of BI-2001)

(T

o SED RAILWAY SIDING TAKING OFF FROM CH:2027m OF JNPD END OF VISHNUPURAM RAILWAY STATION AT KM
RIDGE No. 4 (Rc‘)%S CH: 00.00m) FOR (5X800MW) YADADRI THERMAL POWER PLANT AT VEERLA PALEM VILLAGE. PROPOSED
: R) AT CH: 1138.00m (CROSSING EXG. TRACK AT KM: 133/8-9, BETWEEN KONDRAPOL — VISHNUPURAM

N BN-NDKD SECTION OF GUNTUR DIVISION) OF SPAN (1X30.5m + 2 X 45.7m) OPEN WEB GIRDER.
101 Welding parameters :

Electrodes :
wire dia Current Arc Voltage (Volt) Wlsre F?d Travel Speed | Electrical Stick | Gas Flow
. oltage (Vo pee : :
Amps m/min out (mm (I/min)
(mm) (Amps) oy | m/min (mm)
12 200-220 24-28 2.0-4.0 N.A. 15-20 16-18
1.2 200-220 24-28 2.0-4.0 N.A. 15-20 16-18
10.2] Welding Sequence and technique
2
l 3 L \
o Q 4
_ AN
1Y
|' 11 |Provision of run-on/run-off tabs N.A.
?‘ Cleaning of weld bead before laying of
| 12 Yes
B next weld bead o\
' 13 Root preparation before welding other -
L side of groove weld o
! = —
I" 14 |Preheating and inter pass temperature 100°C to 250°C pe A \ (W
-‘h =\ e :
o rrﬁ Peening N.A,
e
| " 16 |Post weld treatment N.A.
¢ By re-welding after complete removal of defective weld & rectifying the
I_ 17 |Rectification of weld defect weld as per C1.32.2 of IS 9595-96, using A2 class electrode as per IRS M28-
v 2020. ;
r‘} 18 |Inspection of weld Visual, D.P. Test.
o ¢
I-_f 19 |Any other relevant detail None. Dy. Chief Evif
‘.i - i_i'.,ff\m Engg. Workshop”
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WELDING PROCEDURE SPECIFICATION SHEET -
\ " " OPEN WEB GIR -
ROJECT: PRg 25T LOADING-2008" 30.50M SPAN RDER TN ATV ‘
TAKEN As cH;PO%?ED RAILWAY SIDING TAKING OFF FROM CH:2027m OF JNPD END OF V|5HNUPUthLAA G0, 4 RN AT -

00m) FOR (SX800MW) YADADRI THERMAL POWER PLANT AT VEERLA PALEM VI
ING EXG. TRACK AT KM: 133/8-9, BETWEEN KONDRAPOL — VISHNUPURAM STAT
N (1X30.5m + 2 X 45.7m) OPEN WEB GIRDER.

|ONS ON BN-NDKD SECTION OF GUNTUR

——

138.00m (cross

Name ang address of Fabricator _ |M/s. GLOBAL STEEL CDMP{&NY, Survey No-12, Kuchavaram Village,
" " |Toopran Mandal, Medak Dist.
elding Procedure specification No. ~[GSC/22/SRC-30.5M/WPSS/GMAW/13 o
. [Drawing No. . [RDSO/B-17166/R (Details of Lacing)
2__|Weld Joint description . [Fillet 6mm (Lacing Angle welding on Top Chord)
3__|Base Metal —[15:2062:2011, Gr E25080 (10MM X 10MM)
4__|Welding Process . [GMAW
S5 __|Welding Position - [2F ]
)FG Welding Consumable
| . Electrode/Wire
Class : |1 0f IRS M.46
Type . |1.2mm MIG Wire
Drying Method - INA. B
Flux T\
Class| : \g : i 2 (ﬁ‘:u
Type| : [N.A VAN et k:,-g.
Drying Method| : : ‘4 a9*
Shielding Gas - |co2 P o . ‘
Base metal preparation Material to be cut straight & square by controlled gas cutting. Fusion face?
. |and adjacent surfaces are cleaned and made free from Crack, Notches, Mill
) Scale, Grease Paint, Rust etc., which may affected Weld.
Joint design details : |Part stretch shown.

sequence etc.,) /

(Sketch showing arrangements of parts, 6
weld groove details, weld passes & their ﬁ 13
P

I
/ ;i \ a1 1Fixt
/ | \ .| 90X10mm
Y
A\
Y,

g N
A\
fa—LACING Ls.
CIx ,

| V7.

? W8 |
| 2b : Dy.Chle@‘E

480
P

480

Fngg Workshoy

‘ 7.2 |Joint preparation : |As per IS 4353 -1995, CI.7, IRS B1 - 2001, Cl. 17.3& WBC - ibﬁﬁl Rly, Lalladu:

(. :

| 8 |Welding Current \ l : ”

N : [DC ’
Reverse . \ i \— ’_:':t’_' = \ ]

/9 e As per IS 7;%0 [PEI‘_T-I_) -817 i —_

O = ) e ]I

B ot - -
L " AIIVIHIRT %! ', STITHVAS _a0
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Appendix-V (Ref.CI.26 of BI-2001)

POSED RAILW ND OF VISHNUPURA
37/9 AY SIDING TAKING OFF FROM CH:2027m OF JNPD E
BH ['; G""EO ’:LAKEN AS CH: 00.00m) FOR (SX800MW) YADADRI THERMAL POWER PLANT AT VEERLA PALEM VILLAGE. Eii::?SED
ATATIONS o 4 (ROR) AT CH: 1138,00m (CROSSING EXG. TRACK AT KM: 133/8-9, BETWEEN KONDRAPOL — VISHNUP

ON BN-NDKD SECTION OF GUNTUR DIVISION) OF SPAN (1X30.5m + 2 X 45.7m) OPEN WEB GIRDER.

Welding parameters :
Welding Ele'ctrotdes Eurart Wire Feed Travel Speed | Electrical Stick | Gas F!'ow
Sequence No, wire dia. A Arc Voltage (Volt) Speed (m/min) out (mm) (1/min)
(mm) (Amps) (m/min) TET
1.2 200-220 24-28 2.0-4.0 N.A. 15-20 e
1.2 200-220 24-28 2.0-4.0 N.A. 15-20 s
10.2| Welding Sequence and technique

L ( \
l 11 |Provision of run-on/run-off tabs N.A.
?? Cleaning of weld bead before laying of

12 Yes
L, next weld bead m
[ = Root preparation before welding other NA oy (A
J,\ side of groove weld o - e (M
& Ik v L e
L 14 |Preheating and inter pass temperature 100°C to 250°C ‘ ga@
; 15 |Peening N.A, .
[' 16 |Post weld treatment N.A.
r? i By re-welding after complete removal of defective weld & rectifying the

17 |Rectification of weld defect : |weld as per C1.32.2 of IS 9595-96, using A2 class electrode as per IRS M28-
7 2020.
) 18 Inspection of weld Visual, D.P. Test. :i
. 19 |Any other relevant detail None. Er.1gc_|. Workshop’

Y I v il an

O Dl
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WELDING PROCEDURE SPECIFICATION SHEET

"25T LOADING-2008" 30.50M SPAN OPEN WEB GIRDER

TAKING OFF FROM CH:2027m OF JNPD END OF VISHNUPURAM RAILWA
m) FOR (SX800MW) YADADRI THERMAL POWER PLANT AT VEERLA PALEM VILLAGE. PROPO
G EXG. TRACK AT KM: 133/8-9, BETWEEN KONDRAPOL — VISHNUPURAM STATIONS ON BN-N
(1X30.5m + 2 X 45.7m) OPEN WEB GIRDER.,
M/s. GLOBAL STEEL COMPANY , Survey No-12, Kuchavaram Village,

" |Toopran Mandal, Medak Dist.

YSTATION AT KM 137 970
SED BRIDGE NO. 4 (ROR) AT CH:
DKD SECTION OF GUNTUR

OSED
KEN AS CH: 00,09

+138.00m (CRoss|N
VISION).OF spa

Name and address of Fébricator

Weldi :
: Ing Procedure specification No. . [G5C/22/SRC-30.5M/WPSS/GMAW/14
: Drawmg_ No. . |[RDSO/B-17165/R (fecHon A &)
3 Weld Joint description . [Fillet 6mm (Diaphragm Plate welding on Bottom Chord)
Base Metal -~ [15:2062:2011, Gr E25080 (8MM X 20MM)
4  |Welding Process : |GMAW
5 Welding Position : |2F
% 6  |Welding Consumable
6.1 |Electrode/Wire
3 Class . |1 of IRSM.46
Type . |1.2mm MIG Wire
: Drying Method . [NA. O ol
Lﬂ 6.2 |[Flux L-%——
Class| : \')K.:—\ﬁ:““ (=
% Type| : |N.A o G et |
| Drying Method| : :
ﬁ Shielding Gas : |Co2

Material to be cut straight & square by controlled gas cutting. Fusion faces
. |and adjacent surfaces are cleaned and made free from Crack, Notches, Mill
Scale, Grease Paint, Rust etc., which may affected Weld.

Base metal preparation

N|o
o|lw

[~ 7.1 |Joint design details : |Part stretch shown.
‘I’n (Sketch showing arrangements of parts-, — 2 SIDE PLs. 300420
" weld groove details, weld passes & their IPL___ZZW 4 FL. PLs. %0x16
f sequence etc.,) R ,
D = L f/ k\
P j ‘[_L/_‘ N
’?. /
’.-.,1 /! N
| 1N \
D d ‘n.z&‘
L. /| Dy. (Njref En'@T(M
Y / Eng\i Workshop”
J = C.|Nly, Lallaguda
0 / \
1 3
9 . vV
» 7.2 |Joint preparation : |As per IS 4353 -1995, C1.7, IRS B1- 2001, CI. 17.3& WBC - 2001
g |Welding Current \ l
. z Type | : [DC = i
| = /’fm Polarity| : [Reverse _ c.—__ ) (%‘_:_______d"\ —
A 3P i _.; \ : |As per IS 7310 (Part-l) - 817 e \ . : \
Y i; : It ﬁﬁ'lll?_d] E\r. pf‘! ?“'T”_'q DTl Srinivyac BPan . o \
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PROJECT
: PR
71970 {TA&LOSED RAILWAY SIDING TAKING OFF FROM CH:2027m OF INPD END OF VISHNUPURAM RAILWAY STATION AT KM
BRIDGE No. 4 (g AS CH: 00.00m) FOR (SXBOOMW) YADADRI THERMAL POWER PLANT AT VEERLA PALEM VILLAGE. PROPOSED
Forioeis oo B':'JR) AT CH: 1138.00m (CROSSING EXG. TRACK AT KM: 133/8-9, BETWEEN KONDRAPOL — VISHNUPURAM
-NDKD SECTION OF GUNTUR DIVISION) OF SPAN (1X30.5m + 2 X 45.7m) OPEN WEB GIRDER.
} 10.1|Welding parameters :
. Weldi Electrod i
. Sequil:mg - di:s Current —_——— Wire Feed Travel Speed | Electrical Stick Gas Flow
ce No. : (Arics) rc Voltage (Volt) Speef! (m/min) out (mm) (I/min)
> (mm) (m/min)
l E 1.2 200-220 24-28 2.0-4.0 N.A. 15-20 16-18
A 12 200-220 24-28 2.0-4.0 N.A. 15-20 16-18
101[ Welding Sequence and technique

e e e o I

Lf’n 11 |Provision of run-on/run-off tabs N.A,
e’ Cleaning of weld bead before laying of
12 Yes
! next weld bead
<A ot preparation before welding other - >
5 [fecteers gother [~y S
‘ side of groove weld VAT o
‘ 14 |Preheating and inter pass temperature 100°C to 250°C
=
15 |Peening N.A.
N.A.

post weld treatment

SR
=
L= ]

Rectification of weld defect

By re-welding after complete removal of defective weld & rectifying the
weld as per C1.32.2 of IS 9595-96, using A2 class electrode as per IRS M28-

17
|-' 2020.
"4 18 |Inspection of weld Visual, D.P. Test. =
|'- vy. Chief Et e |
f ny other relevant detail None. Engg. VWOTRSTOp _
p 19 |AW > 5.C. Rly, Lallaguda.

V

.

TN
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K

.

ELDING PROCEDURE SP

w
M n R
SIELE 25T LOADING-2008 30.50M SPAN OPEN WEB GIRDE -
PROPOSED RATLWAY SIDING TAKING OFF FROM CH:2027m OF JNPD END OF VISHNUPURAM RAILWAY STATION AT KM 137 QR -
LA PALEM VILLAGE. PROPOSED BRIDGE NO. 4 (ROR) ;

AKEN AS CH-
38.00m lciboo'onm) FOR (5X800MW) YADADRI THERMAL POWE
SSING EXG. TRACK AT KM: 133/8-9, BETWEEN KOND

ECIFICATION SHEET

R
il SECTION OF GUNTUR

RAPOL — VISHNUPU RAM STATIONS ON BN-NDKD

No-12, Kuchavaram village,

IVIS| -
ON) OF SPAN (1X30.5m + 2 X 45.7m) OPEN WEB GIRDER.

Name and address of Fabricator

: Toopran Mandal, Medak Dist.

M/s. GLOBAL STEEL COMPANY , Survey

ty

E 4

elding Procedure specification No.

: GSC/ZZ/SRC—SO.SM/WPSS/GMAWIIS

RDSO/B-17166/R (Section A-A)

Fillet 6mm (Diaphragm Plate welding on Top Chord)

15:2062:2011, Gr E250B0 (10MM X 10M M)

ﬁ 1  |Drawing No.
|2 |Weld Joint description
™ 3 [Base Metal :
: [GMAW

Welding Process

. [2F

?[

Welding Position

e ——

| _ 6 [Welding Consumable
’?‘ 6.1 |Electrode/Wire
95 Class 1 of IRS M.46
Type 1.2mm MIG Wire

Jh Drying Method N.A.
| 6.2 |Flux
‘?’fl Class

Type N.A
{ Drying Method
I?Tﬁ 3 |Shielding Gas co2 —
I Material to be cut straight & square by controlled gas cutting. Fusion faces

e
o

d made free from Crack, Notches, Mill

weld g
sequence etc.,)

1

FATITY

_\" —
-

e

roove details, weld passes & their

Base metal preparation
_ |and adjacent surfaces are cleaned an
" |scale, Grease Paint, Rust etc., which may affected Weld.
£
Joint design details part stretch shown. \ A =
(Sketch showing arrangements of parts, A\
DIAPHRAGM =¥

| PL-240x0x460

-—2 SIDE PL.
300x10

e

Dy. Chief EH’?H, e

Engg. Workshop’
S C. r":!',’, I_"”"QHr!a

K T gy o
~
[

1 = T——
Joint preparation As per IS 4353 -
(s DIV prep per IS 4353 -1995, C1.7, IRS B1 - 2001, Cl. 17.3& WBC - 2001
g |welding Current
v Type | : |DC \ |
Polarity Reverse . C—, g
v - =
Vo9 / KE_'?-_LE% As per IS 7310 (Part-l) - 817 E; “‘"“““\“ : T
- 10/ N LY - \ J_f\.r_‘_ - ) \ : 1LY
rEy] TR T —— — | ( \
T
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i

PROJECT

:P

&7/970 (T:S POSED RAILWAY SIDING TAKING OFF FROM CH:2027m OF INPD END OF VISHNUPURAM RAILWAY STATION AT KM
EN AS CH: 00.00m) FOR (5X800MW) YADADRI THERMAL POWER PLANT AT VEERLA PALEM VILLAGE. PROPOSED

BRIDGE
ATY ONS% : (ROR) AT CH: 1138,00m (CROSSING EXG. TRACK AT KM: 133/8-9, BETWEEN KONDRAPOL — VISHNUPURAM
BN-NDKD SECTION OF GUNTUR DIVISION) OF SPAN (1X30.5m + 2 X 45.7m) OPEN WEB GIRDER.

L 10.1 Wélding.parameters:

i El : .
e king ;i:ﬂ;t.l'ﬂ Current e Fed | v speed | Electrical Stick | Gas Flow
Quence No, ia. i) Arc Voltage (Volt) Speed (m/min) out (mm) (I/min)
: (mm) (m/min)
e 1.2 200-220 24-28 2.0-4.0 N.A. 15-20 16-18
% 1.2 200-220 24-28 2.0-4.0 N.A. 15-20 16-18

=

-2| WEldl'ng Sequence and technique | :

PTTI VI

Provision of run-on/run-off tabs : |N.A.

Cleaning of weld bead before laying of Q
: |Yes /,ﬂ

[y
=

L; 12 | ext weld bead
" Root preparation before welding other \ﬁg_/‘—/' Gﬂﬁ
. |N.A. X
l, = side of groove weld AN T‘P‘ (W
r 14 |Preheating and inter pass temperature | : [100°C to 250°C '
75
e
L 15 |Peening NA.
C

[‘ 16 |Post weld treatment N.A.

iC By re-welding after complete removal of defective weld & rectifying the

L 17 [Rectification of weld defect weld as per C1.32.2 of IS 9595-96, using A2 class electrode as per IRS M28-
Ii 2020.

'Lf 18 |Inspection of weld Visual, D.P. Test.

|‘_

19 |Any other relevant detail None. S P T

¥ Dv. Chief Enc K|
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?R WELDING PROCEDURE SPECIFICATION SHEET
- ROJECT: PROP "25T LOADING-2008" 30.50M SPAN OPEN WEB GIRDER
. os (1
2LTAKEN A5 cy. 0 53 RAILWAY STDING TAKING GFF FROM CH:2027m OF INPD END OF VISANUPURAM RAILWAY STATION AT KM f;éf;nm "
.133‘00,“ (CROSS; N(_:") FOR (SXB00MW) YADADRI THERMAL POWER PLANT AT VEERLA PALEM VILLAGE. PROPOSED BRIDGE NO. (wwFl -
IDIVISION} OF SPAN EXG. TRACK AT KM: 133/8-9, BETWEEN KONDRAPOL - VISHNUPURAM STATIONS ON BN-NDKD SECTION OF G
% (1X30.5m + 2 x 45.7m) OPEN WEB GIRDER.
[Name and aggress of Fabricator . |M/s. GLOBAL STEEL COMPANY , Survey No-12, Kuchavaram Village,
elding Proc — Toopran Mandal, Medak Dist.
E T T edure specification No. : |GSC/22/SRC-30.5M/WPSS/GMAW/16
P
zﬁvﬁﬁ.—"'—‘l‘—__?_ : |RDSO/B-17165/R, Section A-A & B-B
3 E;——__(?_'.'lm__igﬂcm : [Fillet 6mm (Batten Plate welding on Bottom Chord)
] WZE,ME‘?’ + [15:2062:2011, Gr £25080 (10mm X 16mm & 10mm X 12mm)
INg Process :
ATt —— : |GMAW
I&M‘_‘Ms_umable
? 6.1 |Electrode/Wire
Class : |10f IRS M.46
_ Type : |1.2mm MIG Wire
: \ Dr‘ﬂﬂg Method - IN.A.
- 6.2 |Flux
! Class| :
Type| : IN.A
Drying Method| :
%.9_5.3 Shielding Gas . [co2 .
] 7.0 |Base metal preparation Material to be cut straight & square by controlled gas cutting. Fusion faces
i and adjacent surfaces are cleaned and made free from Crack, Notches, Mill l
]" ' Scale, Grease Paint, Rust etc., which may affected Weld. f
F— ~
L' 7.1 [Joint design details :_|Part stretch shown. \| 7 D
J'\ (Sketch showing arrangements of parts, W .
i weld groove details, weld passes & their i _ _ ""'\»r' (= |
sequence etc.,) : t — — et A !Il
% N " -,
[ /] N {
L /| N dl
’- 4 N ll
d f \
[ % \
i3 ~  Engg. Workshop'
6 | N Rly, Lallaguda|
i w0 1 BATTENPL, 10TH, | *
i7-_2 Joint preparation ' |As PeriS 4353-1995, C1.7, IRS B1- 2001, C. 17.38 Wac . 2001
8 Welding Current ‘
2 P /Rolakify), \[Reverse — 5 (‘ \%%—l‘ﬂ*"—j"{
A e h NG — = _—y . T, T
I o Mkder Todigodgion " /:;é el Nz s per IS 7310 (Part-) - g17 - \\ 7
i 13EIES 3T, =T \ "
_ 40 elding para %'5 and teﬁi@é&r&ow‘;{};ﬁ” J S ‘“_ VI STINVaS Rao tit T
o o = 7 ey =  —
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- 7/9:;i:: OPOSED RalLWAY siping T
BRIDGE KEN As cH. 00.00m) FOR (5
N BN-N ?

“ATIO
NS ON g. DKD SECTION OF G

AKING OFF FROM CH:2027m OF JNPD END OF VISHNUPURAM RAILWAY STATION AT KM
X800MW) YADADRI THERMAL POWER PLANT AT VEERLA PALEM VILLAGE. PROPOSED
CROSSING EXG. TRACK AT KM: 133/8-9, BETWEEN KONDRAPOL - VISHNUPURAM
UNTUR DIVISION) OF SPAN (1X30.5m + 2 X 45.7m) OPEN WEB GIRDER.

10.1 i
Weldlng Parameters :

Welding Flectrodes c Wire Feed
Se ire di urrent : .
Quence No, Wire dia. ol Arc Voltage (Volt) — Travel S!:aeed Electrical Stick | Gas F.fow
(mm) ps) (m/min) (m/min) out (mm) (I/min)
5 b il 200-220 24-28 2.0-4.0 NA. 15-20 16-18
E‘“‘*————E__Lg 200-220 24-28 2.0-4.0 N.A. 15-20 16-18
10. ~
? 02| Welding Sequence and technique
11 |Provision of run-on/run-off tabs N.A.
—
f‘ 12 Cleaning of weld bead before laying of Yes
?‘ next weld bead
- R_oot preparation before welding other NA. iy "}- 2 (g
e side of groove weld o B
L 14 |Preheating and inter pass temperature 100°C to 250°C
Yl
o 15 |Peening N.A.
(-
L 16 |Post weld treatment N.A.
( By re-welding after complete removal of defective weld & rectifying the
|,,. 17 |Rectification of weld defect weld as per C1.32.2 of IS 9595-96, using A2 class electrode as per IRS M28-
li 2020.
; e
. ion of weld Visual, D.P. Test. MW
l,218 Inspectio T =
F . Workshop”'
‘C 19 |Any other relevant detail None. Engg p

|

. _S.C.Rly, Lallaguda
T -
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, WELDING PROCEDURE SPECIFICATION SHEET
ROJECT: PROPG “25T LOADING-2008" 30.50M SPAN OPEN WEB GIRDER
S s
*AKEN AS CH; oo MLWAY SIDING TAKING FF FROM CFE2027im OF JNPD END OF VISANUPURAN RAILWAY STATION AT KNI T37/570

00.00 ;
138.00m {CRDSS!N: é:g R (SX800MW) YADADRI THERMAL POWER PLANT AT VEERLA PALEM VILLAGE. PROPOSED BRIDGE NO. 4 (ROR) AT CH:
I|U|V|SI0N} OF SPAN - - TRACK AT KM: 133/8-9, BETWEEN KONDRAPOL — VISHNUPURAM STATIONS ON BN-NDKD SECTION OF GUNTUR
m\\_ﬂm X 45.7m) OPEN WEB GIRDER.
aMe and address of Fabricator . |M/s. GLOBAL STEEL COMPANY , Survey No-12, Kuchavaram Village,
e ' Toopran Mandal, Medak Dist.
elding Proced g :
%B____‘Ee_specm':atlon No. : |GSC/22/SRC-30.5M/WPSS/GMAW/17
S
b wa]‘:'"g_ No. : |RDSO/B-17166/R, Section A-A
: : eld Joint description : |Fillet 6mm (Batten Plate welding on Top Chord)
?T \ﬁjse !V‘Eta! : |15:2062:2011, Gr E250B0 (10MM X 10MM )
eld1.ng Process GMAW
‘F5 Welding Position 2F
6 |Welding Consumable
? 6.1 |[Electrode/Wire
Class : |10f IRS M.46
?? 5 Type : [1.2mm MIG Wire
rying Method .
fb : [N.A. (‘\
| 6.2 |Flux N )
(<) Class| : < R i
l Type| : [N.A ol AL (a§
E Drying Method| : o CIRAT AicE!
4@_5.3 Shielding Gas : [co2 :
| 7.0 |Base metal preparation Material to be cut straight & square by controlled gas cutting. Fusion faces
3 and adjacent surfaces are cleaned and made free from Crack, Notches, Mill
o
l Scale, Grease Paint, Rust etc., which may affected Weld.
Hm
’rf“” 7.1 |Joint design details : |Part stretch shown.
] (Sketch showing arrangements of parts,
{B weld groove details, weld passes & their
L) sequence etc.,) =
l:l— =~—2 SIDE PL. 300x10
J':}
'JD 2 FL.PL. 90x10
o — =4
’. \ |
i Z BATTENPL. 10 THICK |
: o
|@ Dy. Chief EW%
: . 4 CTOY. VWorkshop:
F \sint preparation  |As per 154353 -1995, C1.7, IRS B1-2001, CI. 17.3& WBCE 2004 Lallaguda
Iding Current \ \
ri Welgre Type | : |DC '__L‘ = l ~ i
I!,___— Polarity| : |Reverse —s.5=—= e : _
- : LW | i |
. Stion L | =0[AsperiSTAI0 (Partl) 817 5 - L sl ol
: Aeters apd techriquel Co . : dretem (BN o L 2 nsrucusn| gl T
10 LR T A h e %) LIS S R W TR y  wy ORERI=ILT p—— ——




-—

(

00m) FoR (X800
(ROR) AT CH: 1138.00m (C

:ATIONS ON BN-NDKD SECT|QN OF

‘\
PROJECT: PROPOSED RAILWAY
| S TATION AT KM
371970 Tang pe G TAKING OFF FROM CH:2027m OF JNPD END OF VISHNUPURAM RAILWAY S
BRIDGE NO. 4

MW) YADADRI THERMAL POWER PLANT AT VEERLA PALEM VILLAGE. PROPOSED
ROSSING E
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XG. TRACK AT KM: 133/8-9, BETWEEN KONDRAPOL — VISHNUPURAM
VISION) OF SPAN (1X30.5m + 2 X 45.7m) OPEN WEB GIRDER.

GUNTUR DI
~ 10.1|Welding parameters .
Welding

EIECtFOdes D Wire Feed |
——— ire Fee ; ick| Gas Flow
= Wire dia Current Travel Speed | Electrical Stic
equence No, : |
(mm) (Amps) AIC Voltage (Volr} {:_5 f:ii) (m/min) out (mm) (1/min)
ki _—‘—-—_'__‘-‘—-——.__.
_'““““1-'2———-.-__2_02'220 24-28 2.0-4.0 N.A. 15-20 16-18 J
12 | 200220 24-28 2.0-4.0 NA. 15-20 16-18 |
elding Sequence ang technique |
)
'j | 11 Provision of run-on/run-off tabs N.A. |
2 | 12 Cleaning of weld bead before laying of Y |
| i‘ next weld bead = o
} i3 R.oot preparation before welding other NA. ﬂ,\::\ > :
q - 2 side of groove weld . office I
i | 14 [Preheating and inter pass temperature 100°C to 250°C g G¥sl '
L.,
15 |Peening N.A.
I 16 |Post weld treatment N.A.
By re-welding after complete removal of defective weld & rectifying the
l 17 |Rectification of weld defect weld as per C1.32.2 of IS 959596, using A2 class electrode as per IRs M28-
| ' 2020.
| ;
Inspection of weld Visual, D.P. Test. ;
ll 18 P Oy. Chief EI ol
other relevant detail None. Engg. Workshop' o=
{ 138 Aoy S.C. Rly, Lallaguda | [P |
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WELDING PROCEDURE SPECIFICATION SHEET

"25T LOADING-2008" 30.50M SPAN OPEN WEB GIRDER
op

AKEN AS cu: {f:' o TAKING OFF FROM CH:2027m OF JNPD END OF VISHNUPURAM RATLWAY STATION AT KM :3;39:)% o
00m) FOR (SXS00MVW) YADADRI THERMAL POWER PLANT AT VEERLA PALEM VILLAGE. PROPOSED BRIDGE NO. 4 { -

138 00m
IVISION) :JCFRDSS'NG EXG. TRACK AT KM: 133/8-9, BETWEEN KONDRAPOL — VISHNUPURAM STATIONS ON BN-NDKD SECTION OF GUNTUR
SPAN (1X30.5m + 2 X 45, 7m) OPEN WEB GIRDER.

N i r
4 2Me and address of Fabricator . [M/s. GLOBAL STEEL COMPANY , Survey No-12, Kuchavaram Village
; Toopran Mandal, Medak Dist.
eldin — '
: g%ﬁ’ie"“fe specification No. . |GSC/22/SRC-30.5M/WPSS/GMAW/18
> Tawing No. . |RDSO/B-17172 (Section Plan)
= Weld Joint description - | Fillet 8mm (Pad Plate Welding to End Cross Girder)
Base Metal . [15:2062:2011, Gr E250B0 (10MM X 32MM)
4 Welding Process - leMAW
5 |Welding Position - |2F
JF 6 |Welding Consumable
6.1 |Electrode/Wire
& Class . |1 of IRS M.46
Type . |1.2mm MIG Wire
i Drying Method - INAA.
LS.Z Flux S f N
a Class| : V <
Type| : [N.A e "'"
Drying Method| : c LIRS A
6.3 |Shielding Gas : [CO2 i %
7.0 |[Base metal preparation Material to be cut straight & square by controlled gas cutting. Fusion faces
and adjacent surfaces are cleaned and made free from Crack, Notches, Mill
Scale, Grease Paint, Rust etc., which may affected Weld.
7.1 |Joint design details : |Part stretch shown.
(Sketch showing arrangements of parts, PAD PL. 350X10X350

weld groove details, weld passes & their
sequence etc.,)

N

© 0 o0 0oV o e R

#ﬂﬁ—u"':

*

easotase ———
i |
£ ~ Dy. C;lef ﬁ}#ﬁr:jlg_

I_I \vj T
S.C. Rly, Lallagpud!
8

As per IS 4353 -1995, CL.7, IRS B1 - 2001, CI. 17.3& WBC - 2001 A 1

. Huo
!

|

AL e
=
38

Joint preparation

€

|
Welding Current
T e Type | : |DC e

Reverse =

Ly Ldelils L ——
e L1 im“ Vivv, 1T L, -

B R

|“‘f‘\
v

1_)’1"1 T l

]

| H
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PROJECT: P
7/970 (T:&POEED RAILWAY SIDING TAKING OFF FROM CH:2027m OF INPD END OF VISHNUPURAM RAILWAY STATION AT KM
SRIDGE No, 4 {ROR)T: 00.00m) FOR (SX800MW) YADADRI THERMAL POWER PLANT AT VEERLA PALEM VILLAGE. PROPOSED
MLATIONS o BN-ND T CH: 1138,00m (CROSSING EXG. TRACK AT KM: 133/8-9, BETWEEN KONDRAPOL — VISHNUPURAM
KD SECTION OF GUNTUR DIVISION) OF SPAN (1X30.5m + 2 X 45.7m) OPEN WEB GIRDER.

Electrodes :
wire dia. Current Arc Voltage (Vol WircFeed. | oo speed | Electrical Stick [ Gas Flow
mm) (m/min)
12 200-220 24-28 2.0-4.0 N.A. 15-20 16-18
12 200-220 24-28 2.0-4.0 N.A. 15-20 16-18

Provision of run-on/run-off tabs : |N.A.

Cleaning of weld bead before laying of

next weld bead
Root preparation before welding other

: [N.A
side of groove weld &) /(3 =y (e

Yes

Preheating and inter pass temperature | : [100°C to 250°C %ﬁ.\' hES i
Peening : |N.A.
Post weld treatment ¢ |N.A.

By re-welding after complete removal of defective weld & rectifying the
Rectification of weld defect : |weld as per C1.32.2 of IS 9595-96, using A2 class electrode as per IRS M28-

2020.
Inspection of weld : [Visual, D.P. Test. TS

‘ Dy Chiet Eni‘jw@,r_

Any other relevant detail : |None. Engg. Workshop

AN SC Blv | al
//,"/%,EL Cd&\ . = 335__!:33

P —
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WELDING PROCEDURE SPECIFICATION SHEET

TTWAY STATION AT KM 137/970

Ti
. ; [SHNUPURAM RA
kA THE AL S FARTAT VR VILLAGE. PROPOSED BRIDGE NO. 4 (ROR) AT CH:
TIONS ON BN-NDKD SECTION OF GUNTUR

"25T LOADING-2008" 30.50M SPAN OPEN WEB GIRDER

OJECT: PROPOSED RAILWAY SIDING

AKEN AS CH:
Jasa.oﬂm (c:bmmm] FOR (5XB0OMW) YADADRI THERMAL POWER PLANT AT VEERLA PALEM
SSING EXG. TRACK AT KM: 133/8-9, BETWEEN KONDRAPOL ~ VISHNUPURAM STA

IVISIO
N) OF SPAN (1X30.5m + 2 X 45.7m) OPEN WEB GIRDER. -
: age,
| Name and address of Fabricator . |M/s. GLOBAL STEEL COMPANY , Survey No-12, Kuchavaram Villag
, di " |Toopran Mandal, Medak Dist. e
elding Procedure specification No. - |GSC/22/SRC-30.5M/WPSS/GMAW/19 JR—
Drawing No. - |[RDSO/B-17172 e
Weld Joint description ~[Fillet 10mm (End Plate welding to Cross Girders) ]
@® 3 |Base Metal - [15:2062:2011, Gr E250B0 (16mm X 10mm)
4 |Welding Process . [eGMAW
S5 |Welding Position i |2F
) 6 |Welding Consumable
6.1 |Electrode/Wire
Class + |1 of IRS M.46
Type . |1.2mm MIG Wire
# Drying Method . INA.
6.2 |Flux & Tp——
_a Class| : o>
Type| : [N.A \@fﬂ—. (g
: Drying Method| : sart B
! ,
= 6.3 |Shielding Gas : [co2 _
7.0 |Base metal preparation Material to be cut straight & square by controlled gas cutting. Fusion faces
; and adjacent surfaces are cleaned and made free from Crack, Notches, Mill
scale, Grease Paint, Rust etc., which may affected Weld.
7.1 |Joint design details Part stretch shown,
,l@ (Sketch showing arrangements of parts, . 410 N
weld groove details, weld passes & their e i
[ P e J
3 sequence etc.,) 3
L | wel \omm -
N -
L = END PLATE
L@ o 16X310X900
& | 108 Crve.
| a
o SLge—— Dy. Chief
‘ /L 410 Engg. Workshop’
Q@ ———— "= ————¥ 5.C.Rly, Lallaguda
) 7.2 |Joint preparation : |As per IS 4353 -1995, CI.7, IRS B1-2001, CI. 17.3& WBC - 2001
[ 8 |Welding Current é/ﬁ"a*}\\ 1
< Jar g\ Type] : |DC L
= Q/SUNEY\ > Bolarity| : [Reverse —=.S—> \ t_l‘%;————
. " -{‘ - = . - -
Y N GA * /il | ¢ |As per 1S 7310 (Part-1) - 817 =RCEHBRY =GR CEHAAV
elding paramale GF PLI[TOTS Y197, Srinivas Rao— oot Bt HOCY!

10 // %
1 LM 1 -~ &g?'!1 TR IR R N e T I mmrn E e s i IT21) . - g Pl ¥ T HITV
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PROJECT:
: PROPOSED
]i RAILWAY SIDING TAKING OFF FROM CH:2027m OF JNPD END OF VISHNUPURAM RAILWAY STATION AT KM

7/970 (TAKE
N AS CH-
J_%“DGE NO. 4 (Ron)c; 00.00m) FOR (5X800MW) YADADRI THERMAL POWER PLANT AT VEERLA PALEM VILLAGE. PROPOSED
CH: 1138.00m (CROSSING EXG. TRACK AT KM: 133/8-9, BETWEEN KONDRAPOL - VISHNOPURAW

ATIONS ON B
N-
,-iIINDKD SECTION OF GUNTUR DIVISION) OF SPAN (1X30.5m + 2 X 45.7m) OPEN WEB GIRDER.___
10.1|Welding parameters :
Gas Flow

l Welding Electrodes
-aSequence No. W::: r4:i,a. {(::;:::}t Arc Voltage (Volt) Wlsr:e:fd Tr?:;ni:fd Ereoc:;i?:.::)it:k (1/min)
; 12 200-220 2428 {;éﬂl.gl NA. 15-20 1618 |
( 12 200-220 24-28 2.0-4.0 N.A. 15-20 16-18
lﬁlo.z] Welding Sequence and technique | :
4 o=l =

0

?

A

;ED

P 100
;

’

|

10 TrP
= N
SRTSaialy
11 |Provision of run-on/run-off tabs : [N.A.
12 Cleaning of weld bead before laying of Y
next weld bead =
@ Root preparation before welding other
I 13 |. . [N.A.
@ side of groove weld
l 14 |Preheating and inter pass temperature | : |100°C to 250°C
@15 Peening . INA Um
I@ i Engg. Workshop
e L Uared
I 16 |Post weld treatment N.A. ST RiyteHeguea—
@- By re-welding after complete removal of defectiv ——
; e weld & rectifying the
l 17 |Rectification of weld defect . |weld as per C1.32.2 of IS 9595-96, using A2 class el
ectrod :
9 2020. e as per IRS M28
; 18 |Inspection of weld Visual, D.P. Test.
Fg Any other relevant detail . |None.
! - ————
27 Gl AN \
1

|
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CII:EE:T: PROPOSED RAILWAY SIDING
AS CH: 00.00m) FOR (5x800m

WELDING PROCEDURE SPECIFICATION SHEET
"25T LOADING-2008" 30.50M SPAN OPEN WEB GIRDER
TAKING OFF FROM CH:2027m OF JNPD END OF VISHNUPURAM RAILWAY STATION AT kKM 137/970 |
W) YADADRI THERMAL POWER PLANT AT VEERLA PALEM VILLAGE. PROPOSED BRIDGE NO. 4 (ROR) AT CH:
KM: 133/8-9, BETWEEN KONDRAPOL — VISHNUPURAM STATIONS ON BN-NDKD SECTION OF GUNTUR
_{1)(30‘51'“ +2 X 45.7m) OPEN WEB GIRDER.

ame and addresﬁ of Fabricator

e —

M/s. GLOBAL STEEL COMPANY , Survey No-12, Kuchavaram Village,

Toopran Mandal, Medak Dist.

B E':lns Procedure specification No. GSC/22/SRC-30.5M/WPSS/GMAW/20
| > Drawmg No. RDSO/B-17172 (Detail at "Z")
» Weld Joint description Single Bewel Welding of End Plate with Cross Girder & Fillet 10mm
J 3 |Base Metal 1$:2062:2011, Gr E250B0 (16MM X 32MM)
- 4  [Welding Process GMAW
/ 5  |Welding Position 2F
A 6 Welding Consumable
i 6.1 |Electrode/Wire
; 5 Class 1 of IRS M.46
T Type 1.2mm MIG Wire
Drying Method

I % rying NA. ™
. [ 6.2 |Flux \ )’ l _\
Class S
1 . q‘
1 | Type| : [N.A Y
4 Drying Method
i |

! Shielding Gas co2

B )

VoOTH o ®

]
Fiog] 123
ofw

Base metal preparation

Material to be cut straight & square by controlled gas cutting. Fusion faces
and adjacent surfaces are cleaned and made free from Crack, Notches, Mill
Scale, Grease Paint, Rust etc., which may affected Weld.

—

Joint design details Part stretch shown.
(Sketch showing arrangements of parts,
weld groove details, weld passes & their " ___._..PL OF CROSS m
sequence etc.,)
s 4)
0 iSgih
" FILLED UP BY o
( =
WELD MATERIAL Dy’ Chiet Ed5fhed
Engg. Workshop
S.C. Rly, Lallaguda

® © © ¢

~—END PL. OF CROSS
_\,_ GIRDER 16 THICK

|

Joint preparation

o
(¥

As per IS 4353 -1995, CI.7, IRS B1- 2001, CI. 17.3& WBC - 2001

g |welding Current _ \ A
///g—mé& oC ["‘&5 ( m___ “ IL.I‘ -
~~"‘Péfe:r Reverse — & .
) {(C&‘\’(/S'U‘Ve?\%% == C _E;Ld'._;',_L‘_L. PV T It 1T AV
Fg e R, (65205 As per IS 7310 (Part-l) - 817 e
t ezknique alEmm vy ‘ini = = ! il i
10 |W : paramete =l L ﬂf,g_ [ ¥1d/J. Srinivas Rao ., : \1
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(o]
/970 (T
RIDGE N
ATION

o

(4

ECT: PRO
AI(EPIN.IOEED RAILWAY SIDING TAKING OFF FROM CH:2027m OF JNPD END OF VI5
i S CH: 00.00m) FOR (SX800MW) YADADRI THERMAL POWER PLANT ATV
: R) AT CH: 1138.00m (CROSSING EXG. TRACK AT KM: 133/8-9, BETW

EEN KONDRAPOL — Vi
€8 GIRDER. __

HNUPURAM RAILWAY STATION AT KM
EERLA PALEM VILLAGE. PROPOSED
SHNUPURAM

i

10.1|Welding parameters :

S ON BN-
N BN-NDKD SECTION OF GUNTUR DIVISION) OF SPAN (1X30.5m + 2 X 45.7m) OPEN w

xose Welding E:ictr:ufles — Wire Feed Travel Speed | Electrical stick| Gas Flow

L quence No, re dia. (Amps) Arc Voltage (Volt) Speed (m/min) out (mm) (1/min)

© 1 (mm) (m/min) ———

‘ = 12 200-220 24-28 2.0-4.0 N.A. 15-20 1639

G— 1.2 200-220 24-28 2.0-4.0 N.A. 15-20 16-18 |
10.2]

Welding Sequence and technique

1,2

oo B U A

\
-

Y
N‘
-—

O
| 11 |Provision of run-on/run-off tabs N.A.
ol 15 Cleaning of weld bead before laying of ™

: next weld bead

@_3 Root preparation before welding other NA

I@&1 side of groove weld o

, 14 |Preheating and inter pass temperature 100°C to 250°C

9 adsman
|15 Peening N.A. Dy. Chief Enlbwé&N
,@_ Enqg Workshop

| 16 |Post weld treatment N.A. 3.C. Rly, Lallaguda
g By re-welding after complete removal of defecti

s o ective weld & rectifying th
| 17 |Rectification of weld defect weld as per Cl.32.2 of IS 9595-96, usin i
@ 2020. , Using A2 class electrode as per IRS M28-
0 18 Inspection of weld Visual, D.P. Test.
19 |Any other relevant detail None.

0 e
e acel Lo
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" " IRDER
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KEN : BRIDGE NO. 4 (ROR) AT CH:
- ODAS CH: 00.00m) FOR (SX800MW) YADADRI THERMAL POWER PLANT AT VEERLA PALEM VILLAGE. PROPOSEED D ON OF GUNTUR
DWIS.IO ™ (CROSSING EXG. TRACK AT KM: 133/8-9, BETWEEN KONDRAPOL — VISHNUPURAM STATIONS ON BN-ND!
N) OF SPAN (1X30.5m +2 X 45.7m) OPEN WEB GIRDER. Village
' -12, Kuchavaram Vi ,
‘ ame and address of Fabricator : s, GRORAL TEE. COMPFNY I
- Toopran Mandal, Medak Dist.
elding Procedure specification No. . |65C/22/SRC-30.5M/WPSS/GMAW/21
Gl 1 |Drawing No. . |RDSO/B-17172 , Detail at "X"
|2 |Weld Joint description . [Single Bewel Welding & Fillet 6mm of Bracket
%3 Base Metal - [15:2062:2011, Gr E25080 (10MM X 10MM) -
4  |Welding Process : |GMAW
( ! 5 |Welding Position . |2F
6  |Welding Consumable
(M 6.1 |[Electrode/Wire
| Class . |1 of IRS M.46
"3 Type : [1.2mm MIG Wire
‘ Drying Method - IN.A.
F! 6.2 |Flux AN
@ Class| : =
| Type| : |N.A .w’\“;\&a
@ Drying Method| :
L &
E@ 6.3 |Shielding Gas . |co2
| 7.0 |Base metal preparation Material to be cut straight & square by controlled gas cutting. Fusion faces
and adjacent surfaces are cleaned and made free from Crack, Notches, Mill
? Scale, Grease Paint, Rust etc., which may affected Weld.
@ 7.1 |Joint design details : |Part stretch shown.
| (Sketch showing arrangements of parts,
o weld groove details, weld passes & their o . 8
|? sequence efc.,) 3 N
{. 2
| g e
F ] \[—-E/ Dy. Chief d MM
| itk Engg. Workshop’
® Q S-C. Rly, Lallaguda
a T \
| 25 |
{ PL. 190X10X275
. fm-EDUPBYWE[DMhTERIH
7.2 |Joint preparation : |As per IS 4353 -1995, C1.7, IRS B] - 2001, CI. 17.3& WBC - 2001
g8 [welding Current \
._ Type| : [DC :
14 Polarity]| : |Reverse —2A- > "‘"""“"‘Lq
o A i AY
L aJR JACEL Oy Asgper IS 7310 (Part-|) — Ex&cun Neer’Ch
| St ey~ 728 rert) 817 e i Ll
[;ﬁ wé?{ng param . T b | u&p_;ut‘rp‘l\.ﬂmﬁm "ﬂr'-'.-’J Crimivmace Ran | ! 5 | \
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|

PROJECT:
37/970 (::&ZOEEiTtLWAY SIDING TAKING OFF FROM CH:2027m OF JNPD END OF VISHN UPURAM RAILWAY STATION AT KM
BRIDGE NO. 4 (ROR) AT 00.00m) FOR (5X800MW) YADADRI THERMAL POWER PLANT AT VEERLA PALEM VILLAGE. PROPOSED
ATIONS ON BN-NDI(DCSH: 1138.00m (CROSSING EXG. TRACK AT KM: 133/8-9, BETWEEN KONDRAPOL - VISHNUPURAM
ECTION OF GUNTUR DIVISION) OF SPAN (1X30.5m + 2 X 45.7m) OPENWEBGIRDER.

10.1|Welding parameters :
[

Weldin Electrodes i ;
SEQUencegN wire dia Curent Arc Volt Volt W;re FZEd Travel Speed Electrical Sick ki
o. bt i) oltage (Volt) { T{eeim (m/min) out (mm) (1/min)
1 my/m
. 1.2 200-220 24-28 2.0-4.0 N.A. 15-20 16-18
1.2 200-220 24-28 2.0-4.0 N.A. 15-20 _16-18 |

10.2|  Welding Sequence and technique | :

.\ﬁ
A

Provision of run-on/run-off tabs N.A.

-
=

Cleaning of weld bead before layingof | Yeis

next weld bead
Root preparation before welding other | "

side of groove weld

=
3]

=
L¥4]

"ﬁl—%—a—e—@—a—g—@i 3
!

? 14 preheating and inter pass temperature | : 100°C to 250°C
R ST A Ceesscamea—— =
T
‘ I —Engg Workshop
| 16 |Post weld treatment : IN.A S.C. Rly, Lallaguda
REEE——
ey By re-welding after complete removal of defective weld & rectifying the

weld as per C1.32.2 of IS 9595-96, using A2 class electrode as per IRS M28-

2020.

I
Inspection of weld . |Visual, D.P. Test.

_—l—'—'________ i
levant detail B . [None.
Any other rele ,g‘éf’{i:L C',S,‘\ \ ~ .
L — T ] e L = ; ;EJ;:IA}-A-%\

Rectification of weld defect

oy
~

2

[

L

3




ROJECT;

GUNT

(TAKEN AS CH:
*00.00m) ro

UR DIViSION] OF SPAN (1x30.
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WELDING PROCEDURE SPECIFICATION SHEET
"25T LOADING-2008" 30.50M SPAN OPEN WEB GIRDER
G TAKING OFF FROM CH:2027m OF JNPD END OF VISHNUPURAM RAILWAY STATION AT KM 137/970
MW) YADADRI THERMAL POWER PLANT AT VEERLA PALEM VILLAGE. PROPOSED BRIDGE NO. 4 (ROR) AT
CK AT KM: 133/8-9, BETWEEN KONDRAPOL — VISHNUPURAM STATIONS ON BN-NDKD SECTION OF
S5m + 2 X 45.7m) OPEN WEB GIRDER.

PROPOSED RAILWAY SiDIN

m (CROSSING £xg, TRA

M/s. GLOBAL STEEL COMPANY , Survey No-12, Kuchavaram Village,
Toopran Mandal, Medak Dist.

GSC/22/SRC-30.5M/WPSS/MMAW/22

Drawing No.

RDSO/B-11761

Weld Joint description

Tack Weld (5mm)

3
Base Metal 1S:2062:2011, Gr E250B0 (10MM X 10MM)

4 Welding Process MMAW

5 |Welding Position 1F/2F

6

Welding Consumable

6.1 Electrode/Wire
Class A2 of IRS M28-2012
Type Medium Coated.
Drying Method As recommended by the Electrode Manufacturer.
6.2  |Flux
Class Q&;_;D
Type N.A WD
A Ky (W
Drying Method - k" ; """_ﬁ !{pl
_. | B J'.
@ 6.3 |shielding Gas N.A

Base metal preparation

Fusion faces and adjacent surfaces are cleaned and made free from
cracks, notches, mill scale, grease, paint, rust etc., which may affect weld
quality.

Joint design details

(weld beads details, weld passes & their

sequence etc.,)

Length of tack Weld 50mm Gap between two tack Weld appr.300mm

Joint preparation

As per IS 4353 -1995, C1.7, IRS B1 - 2001, CI.17.3

Welding Current

Welder Qualification

Type DC
Vosacams ¢
Polarity Reverse Dy Chief Eﬂg'klfi@"-—
ENQQ. WoTkKsiop—

As per IS 7310 (Part-I) - 1974 S.C. Rly, Lallaguda

Welding parameters and tech/fgd/ug_‘gi(‘{, E
=)

-

¥ \

T

Y
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Appendix-V (Ref.C1.26 of BI-2001)

NO. 4

N "

i ;S CH: 00.00m) FOR (5X800MW) YADADRI THERMAL POWER PLANT AT VEERLA PALEM

< R) AT CH: 1138.00m (CROSSING EXG. TRACK AT KM: 133/8-9, BETWEEN KONDRAPO
CTION OF GUNTUR DIVISION) OF SPAN (1X30.5m + 2 X 45.7m) OPEN WEB GIRDER.

RAILWAY STATION AT KM

VILLAGE. PROPOSED

L - VISHNUPURAM STATIONS

Welding parameters -

E 15.0
:
:

16.0

Post weld treatment

Se\t:elding Electrodes Current N il Wire Feed Travel Speed | Electrical Stick Gas Flow
1 4 180-210 24-27 NA. N.A. N.A. N.A.
Welding Sequence and technique

Provision of run-on/run-off tabs N.A. (‘\
Cleaning of weld bead before laying of NA
next weld bead il Vs,
Root preparation before welding other NA "°;T\~-~"_"'“’"?’i ““_
side of groove weld — ' or
Preheating and inter pass temperature N.A.
Peening N.A.

N.A.

Rectification of weld defect

By re-welding after complete removal of defective weld.

Inspection of weld

Visual, D.P. Test.

R
Dy. Chief Engt (‘4&.“\

Any other relevant detail

None,

Engg. Workshop
5.C. Rly, Lallaguda

\



Railway Open Web Girder (25t loading)
45.7/m clear span

MODEL WPSS No- RDSO/ Infra-Il/ B&S/ RG/
OWG./ WPSS / 45.7 series (22 nos)
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WELDING PROCEDURE SPECIFICATION SHEET
PROJEG "25T LOADING-2008" 45.7 M SPAN OPEN WEB GIRDER
[TAKEE:T ASP OPOSED RATLWAY SIDING TAKIN OFF FROM CH:2027m OF J OF VISHNUPURAM RAILWAY STATION AT KM 137/970 N
1138.09 CH: 00.00m) For (SXB0OMW) YADADRI THERMAL POWER PLANT AT VEERLA PALEM VILLAGE. PROPOSED BRIDGE NO. 4 (ROR) AT CH:
DIVIS]ONm \ROSSING EXG. TRACK AT KM: 133/8-9, BETWEEN KONDRAPOL — VISHNUPURAM STATIONS ON BN-NDKD SECTION OF GUNTUR
“—-——lgf_sm"‘(____lil*_ﬂim +2 X 45.7m) OPEN WEB GIRDER.
g illage,
Name ang address of Fabricator M/s. GLOBAL STEEL COMP{!NY , Survey No-12, Kuchavaram Villag
Weldi Toopran Mandal, Medak Dist.
———Ifffff'ff‘fispeciﬁcation No. GSC/22/SRC-45.7M/WPSS/SAW/01
———{Prawing No. RDSO/B-17181/4/R, Section A-A
2 |Weld Joint description Fillet 6mm (Bottom Chord, LO-L1 & L1-12)
—3__|Base Metal 1S:2062:2011, Gr E250B0 (12MM X 16MM)
4 |Welding Process SAW
S__ |Welding Position 1F
6 |Welding Consumable
6.1 |Electrode/Wire
Class W1 of IRS M.39/2001.
Type| : |Copper coated Mild Steel Wire. -
Drying Method| : [N.A. S e
6.2 . |Flux : 2qrIm Sgmay S
Class| : [F1of IRS M.39-2001 lotant Rese&BR BT
Type Agglomerated T o NTo W PSS
Drying Method 250 C for one hour before uses OR Recommendation as per
manufacturer.
6.3 [Shielding Gas N.A
Fusion faces and adjacent surfaces are cleaned and made free from
7 Base metal preparation cracks, notches, mill scale, grease, paint, rust etc., which may affect
weld quality.
7.1 |Joint design details
(Sketch showing arrangements of parts, weld
groove details, weld passes & their sequence
etc.,] 2 PLS- 542):1 2
gﬁ‘r FL. PLs. 150x16
N
Dy. Chief En§IAd s
Engg. Workshop
- 8.C. Rly, Lallaguda
_——_.__. -
7.2 |Joint preparation As per IS 4353 -1995, Cl.7,IRS B1 - 2001, CI.17.3
— g |Welding Current
—T Type DC
e pe=— Polarity Reverse
5 |welder QuaiiasBRYN\ :_|As per IS:7310 (Part-1) — 817
9 _ |Weleer R chni : < P
— 10 |Welding ﬁﬁ‘q’ﬁ ita%‘bh?', u INge gt i b & ._;:'? D VAP — ¥ o




Page-02

Appendix-V (Ref.Cl.26 of BI-2001

OJECT: PROPOSED RAILWAY SIDING TAKING OFF FROM CH:2027m OF JNPD END OF VISHNUPURAM RAILWAY STATION AT KM 137/970

tTAKEN AS CH: 00.00m) FOR (5X800MW) YADADRI THERMAL POWER PLANT AT VEERLA PALEM VILLAGE. PROPOSED BRIDGE NO. 4 (ROR) AT

%' 1138.00m (CROSSING EXG. TRACK AT KM: 133/8-9, BETWEEN KONDRAPOL — VISHNUPURAM STATIONS ON BN-NDKD SECTION OF
~UNTUR DIVISION) OF SPAN (1X30.5m + 2 X 45.7m) OPEN WEB GIRDER.

dE BRI

Welding pérameters :

Electrodes ; :
: Travel Speed Electrical Stick 5
-'Weld Pass No. ire di - Arc Voltage (Volt Gas Flow (I/min)
Mgl (Amps) s yditage (vor) (M/Min) out (mm)
(mm)
i
A 1 4 450-550 28-32 0.45.0.55 25-30 N.A.
fﬂ_o.z | Welding Sequence and technique | : [1,2,34
11 |Provision of run-on/run-off tabs : |Yes FALL
J‘? e
12 Cleaning of weld bead before laying of | B P SN & e
{ next weld bead B ' ; g R
| . Root preparation before welding other NA
= 42 side of groove weld n
J"l 14 |Preheating and inter pass temperature | : |100°C to 150°C
(C .
(0 15 |Peening B s Dy. Chief Eﬂgiﬂe&\
r Ellgu. ‘v?urkq-hcp
(716 |Post weld treatment b |NA. 8.C. Rly, Lallaguda
L By re-welding after complete removal of defective weld & rectifying the
I_’J 17 [Rectification of weld defect : |weld as per C1.32.2 of IS 9595-96, using A2 class electrode as per IRS M28-
2020
I. 18 |Inspection of weld : |Visual, D.P. Test & Macro Etching.
, 19 |Any other relevant detail : |None
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WELDING PROCEDURE SPECIFICATION SHEET

"25T LOADING-2008" 45.7 M SPAN OPEN WEB GIRDER

'| PROJECT: PROPOSED RAILWAY SIDING TAKING OFF FROM CH:2027m OF JNPD END OF VISHNUPURAM RAILWAY STATION AT KM 137/970
(TAKEN AS CH: 00.00m) FOR (5X800MW) YADADRI THERMAL POWER PLANT AT VEERLA PALEM VILLAGE. PROPOSED BRIDGE NO. 4 (ROR) AT CH:
1138.00m (CROSSING EXG. TRACK AT KM: 133/8-9, BETWEEN KONDRAPOL — VISHNUPURAM STATIONS ON BN-NDKD SECTION OF GUNTUR

DIVISION) OF SPAN (1X30.5m + 2 X 45.7m) OPEN WEB GIRDER.

M/s. GLOBAL STEEL COMPANY , Survey No-12, Kuchavaram Village,

- |Name and address of Fabricator ]
Toopran Mandal, Medak Dist.

ﬂWeiding Procedure specification No. : |GSC/22/SRC-45.7M/WPSS/SAW/02

Drawing No. : |RDSO/B-17181/4/R, Section B-B
Weld Joint description : |Fillet 6mm (Bottom Chord, L2-L3 & L3-L4)
Base Metal ¢ |15:2062:2011, Gr E250B0 (20MM X 25MM)
Welding Process . |SAW
Welding Position : |1F
Welding Consumable
Electrode/Wire

Class| : |W1 of IRS M.39/2001.

Type| : |Copper coated Mild Steel Wire.

Drying Method| : |N.A. m ,“)

Flux . \Ef{;\{m i

Class| : |F1of IRS M.39-2001 f Spicer (M
Type| : |Agglomerated P i I —
Drying Method| : |250 C for one hour before uses OR Recommendation as per

manufacturer.
Shielding Gas ! |N.A
Fusion faces and adjacent surfaces are cleaned and made free from
Base metal preparation : |cracks, notches, mill scale, grease, paint, rust etc., which may affect
weld quality.

Joint design details
(Sketch showing arrangements of parts, weld

::z?}vedetails, weld passes & their sequence 2 PLS. 5 4-2}(20
44 FL. PLs. 150x25

Dy. Chief Enﬁ[m‘ég“-——

Engg. Workshdp
. . 8.C. Rly, Lallaguda

7.2 |Joint preparation As per IS 4353 -1995, CI.7, IRS B1-2001,Cl.17.3

g [welding Current

— Type | : [DC \
l—’—"’__ /'-:B‘\\ Polarity| : [Reverse -1,,9__—__:; B | v
——{iveider au%%;} |As per 15:7310 (Part-) - 817 , :
= Tieters and technigue g0 VRIS MISIITSTINVES A0 o) Sl =
5 Twelding pafae segtitoii ¥ cecutiV Engine
’_____.1'._-—-—1 [ s & =i | A\lT- I.Ta d.97 HETY D ST DY Ceraral Manameirn " e el

- gt RERNRR LA



W08 0935393 Lb33933929292972 73

Page-04
Appendix-V (Ref.Cl.26 of BI-2001

:::;::T AS P;:J.POSED RAILWAY SIDING TAKING OFF FROM CH:2027m OF JNPD END OF VISHNUPURAM RAILWAY STATION AT KM 137/970

ool i E::D.Oﬂm] FOR (SX800MW) YADADRI THERMAL POWER PLANT AT VEERLA PALEM VILLAGE. PROPOSED BRIDGE NO. 4 (ROR) AT

SN 0:15{ ROSSING EXG. TRACK AT KM: 133/8-9, BETWEEN KONDRAPOL — VISHNUPURAM STATIONS ON BN-NDKD SECTION OF GUNTUR
PAN (1X30.5m + 2 X 45.7m) OPEN WEB GIRDER.

10.1|Welding parameters :
Electrodes C R Travel Speed s .
Weld Pass No. wiie dia. urren Arc Voltage (Volt) ravel Spee Electrical Stick out Gas Flow (I/min)
(Amps) (m/Min) (mm)
(mm)
1 4 450-550 28-32 0.45.0.55 25-30 N.A.
10.2 I Welding Sequence and technigue | :11,2,3,4
- =
1 3
2 4
L1 - T L
11 |Provision of run-on/run-off tabs Yes
%5 Cleaning of weld bead before laying of NA
next weld bead e /_\
ati fi i h
13 r\'loot preparation before welding other NA. Wﬁ _—
side of groove weld RN AT
14 |Preheating and inter pass temperature 100°C to 150°C : ch OF : J
15 |Peening N.A. x
16 |Post weld treatment N.A,
By re-welding after complete removal of defective weld & rectifying the
17 |Rectification of weld defect weld as per Cl.32.2 of IS 9595-96, using A2 class electrode as per IRS M28-
2020
— . ; 'Y—'*“:"“'“"_-'._
18 |Inspection of weld Visual, D.P. Test & Macro Etching. Dy. Chief En g‘{ 45@1‘_\
19 |Any other relevant detail None S.C. R'i‘,r. Lallaguda
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WELDING PROCEDURE SPECIFICATION SHEET

"25T LOADING-2008" 45.7 M SPAN OPEN WEB GIRDER
PROJECT: PROPOSED RAILWAY SIDING TAKING OFF FROM CH:2027m OF JNPD END OF VISHNUPURAM RAILWAY STATION AT KM 137/970 (TAKEN
CH: 00.00m) FOR (SX800MW) YADADRI THERMAL POWER PLANT AT VEERLA PALEM VILLAGE. PROPOSED BRIDGE NO. 4 (ROR) AT CH: 1138.00m

|( ROSSING EXG. TRACK AT KM: 133/8-9, BETWEEN KONDRAPOL — VISHNUPURAM STATIONS ON BN-NDKD SECTION OF GUNTUR DIVISION) OF

SPAN (1X30.5m + 2 X 45.7m) OPEN WEB GIRDER.

Jyame and address of Fabricator

. [M/s. GLOBAL STEEL COMPANY , Survey No-12, Kuchavaram Village,
) Toopran Mandal, Medak Dist.

GSC/22/SRC-45.7M/WPSS/SAW/03

Welding Procedure specification No.

RDSO/B-17181/R, Section of U1-U2 & U2-U3

4" 1  |Drawing No.
* 2 |Weld Joint description Fillet 6mm (Top Chord, U1 - U2 &U2 - U3)
wr 3 Base Metal 1S:2062:2011, Gr E250B0 (10MM X 12MM & 12MM X 12MM)
*l 4  |Welding Process SAW
¥ 5 |Welding Position 1F

Welding Consumable
Electrode/Wire

£. Class W1 of IRS M.39/2001.
Type Copper coated Mild Steel Wire.
#} Drying Method| : [N.A. /—)
1 o
L 62 | P el
Y Class| : |F1of IRS M.39-2001 r AT
% Type Agglomerated
- Drying Method| : |250 C for one hour before uses OR Recommendation as per
,J? manufacturer.
| 6.3 |[Shielding Gas N.A
? Fusion faces and adjacent surfaces are cleaned and made free from
7 Base metal preparation cracks, notches, mill scale, grease, paint, rust etc., which may affect
1 weld quality.
% 7.1 |Joint design details
U (Sketch showing arrangements of parts, weld
,_,J_.J‘ groove details, weld passes & their sequence
—
T e ~TOP PL.642x12
.-’.‘li
- | ;
e -— 2PLs.542x12
. -2 FL.PLs150x10
J e - : u
Dy. Chief Ehﬁu
—7 [Joint preparation As per 15 4353 -1995, €17, IRS B1 - 2001, C1. 17.3__ Enaq. Workshop
L’T—fﬂ@ﬂﬁi‘ﬂr—e"‘ S.C. Rly, Lallagu}t
T | Type DC ~
| e Polarity| : |[Reverse — 15> ‘\ 1
- _: |As per I5:7310 (Part-l) - 817 o g
| HSRT XTI Shinivas Rao =ode .»N : w*lr‘l::a.r::-‘\

439 BRI N1 S M Pm e n
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R PROJECT: PROPOSED RAILWAY

00.00m) FOR SIDING TAKING OFF FROM CH:2027m OF JNPD END OF VISHNUPURAM RAILWAY STATION AT KM 137/970 (TAKEN AS CH:
TRA f5)€300MW] YADADRI THERMAL POWER PLANT AT VEERLA PALEM VILLAGE. PROPOSED BRIDGE NO. 4 (ROR) AT CH: 1138.00m (CROSSING EXG.
P CK AT KM: 133/8-9 BETWEEN KONDRA! =
v |wes GIRDER ' POL = VISHNUPURAM STATIONS ON BN-NDKD SECTION OF GUNTUR DIVISION) OF SPAN (1X30.5m + 2 X 45.7m) OPEN
H__lgg Welding parameters :
™ Weld Pass N Electrodes wire Travel Speed Electrical Stick out
v 0. ) Current (Amps Arc Voltage (Volt as Flow (I/min
dia. (mm) g e {yor) (mm/Min) (mm) G (1/min)
N 1 4 450-550 28-32 0.45.0.55 25-30 N.A.
p.* 10.2 | Welding Sequence and technique | 11,234
% S
? 11 |Provision of run-on/run-off tabs : |Yes
| 13 Cleaning of weld bead before laying of next NA
? weld bead e o
- 13 Root preparation before welding other side of . Na. /
groove weld e
14 |Preheating and inter pass temperature : {100°C to 150°C N i S
-i -I * ! 4 ¥ =
"| 15 |Peening : [N.A S e WET
( 16 |Post weld treatment : |NAA
3 ) a defaict . |By re-welding after complete removal of defective weld & rectifying the weld as per
17 |Rectification of weld defe * |c1.32.2 of IS 9595-96, using A2 class electrode as per IRS M28-2020
$
18 |Inspection of weld : |Visual, D.P. Test & Macro Etching.
{
19 |Any other relevant detail : |None 'ﬁh&»;m
- Dy. Chief En e
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WELDING PROCEDURE SPECIFICATION SHEET
"25T LOADING-2008" 45.7 M SPAN OPEN WEB GIRDER

PROJECT: PROPOSED RAILWAY SIDING TAKING OFF FROM CH:2027m OF JNPD END OF VISHNUPURAM RAILWAY STATION AT KM 137/970 (TAKEN

S CH: 00.00m) FOR (SX800MW) YADADRI THERMAL POWER PLANT AT VEERLA PALEM VILLAGE. PROPOSED BRIDGE NO. 4 (ROR) AT CH: 1138.00m

(CROSSING EXG. TRACK AT KM: 133/8-, BETWEEN KONDRAPOL ~ VISHNUPURAM STATIONS ON BN-NDKD SECTION OF GUNTUR DIVISION) OF
*p

AN (1X30.5m + 2 X 45, 7m) OPEN WEB GIRDER.

¥

kvame and address of Fabricator

M/s. GLOBAL STEEL COMPANY , Survey No-12, Kuchavaram Village,
Toopran Mandal, Medak Dist.

Welding Procedure specification No.

GSC/22/SRC-45.7M/WPSS/SAW/04

V1 |Drawing No. RDSO/B-17181/R, Section of U3-U4
I 2 |Weld Joint description Fillet 6mm (Top Chord, U3 - U4 )
b 3 Base Metal 1S:2062:2011, Gr E250B0 (16MM X 16MM & 16MM X 20MM)

-9

‘ Welding Process . |SAW
: S |Welding Position . |1F
6  |Welding Consumable
i. ' 6.1 |Electrode/Wire
‘L Class W1 of IRS M.39/2001.
Type Copper coated Mild Steel Wire.
Drying Method N.A.

. S— 55
; 62 [Flux \%-\ e
T‘" Class| : |F1of IRS M.39-2001 . mesearch G
ﬁ Type Agglomerated -

| Drying Method 250 C for one hour before uses 0;! Recommendatlon as per
_,;t manufacturer.

|__6.3 |Shielding Gas NA

o}t Fusion faces and adjacent surfaces are cleaned and made free from

7 Base metal preparation cracks, notches, mill scale, grease, paint, rust etc., which may affect
weld quality.

,] 7.1 |Joint design details

1( (Sketch showing arrangements of parts, weld

4 groove details, weld passes & their sequence T
‘]ﬁ Etc.,] / OP PL: 642X16

¢ ——p

f.~ 2 FL.PLs150x20

| Dy. Chief En

| Engg. Workshap |

72 |Joint preparation S.C.Rly, | silaguay

As per IS 4353 -1995, CI.7, IRS B1 —-2001,Cl.17.3

Welding Current

F\W ‘

Type DC \
Polarity| : |Reverse — M- =" > | :
Welderal}ﬁikwf,o\,\ | : |As per15:7310 (Part) - 817 r‘s‘?\ ﬂ\%’ér—ﬂ-“"—-\-_
Welding rametefs hnique SAPNEGCIGESTE I/J. Stinivas % :__ ‘“ —
mal" w0 f A I — T AL . HNnea
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TRACK AT KM: 133/8-9, BETWE

“ PROJECT: PROPOSED RAILWAY SIDING TAKING OFF FROM CH:2027m OF JNPD END OF VISHNUPURAM RAILWAY STATION AT KM 137/970 (TAKEN AS CH:
00.00m) FOR (5X800MW) YADADRI THERMAL POWER PLANT AT VEERLA PALEM VILLAGE. PROPOSED BRIDGE NO. 4 (ROR) AT CH: 1138.00m (CROSSING EXG.
EN KONDRAPOL - VISHNUPURAM STATIONS ON BN-NDKD SECTION OF GUNTUR DIVISION) OF SPAN (1X30.5m + 2 X 45.7m) OPEN

% WEB GIRDER.
®|__10.1|Welding parameters :
y Electrodes wire Travel Speed Electrical Stick out ;
Weld Pass No. Voltage (Volt Gas Flow (1/min)
Lo dia.(mm) | Current{Amps) | ArcVoltage (Volt) (mm/Min) (mm)
% 1 4 450-550 28-32 0.45.0.55 25-30 N.A.
ol 102 | Welding Sequence and technique 1,2,3,4
e

11 |Provision of run-on/run-off tabs Yes
12 Cleaning of weld bead before laying of next NA.

weld bead

Root preparation before welding other side of (8%
13 N.A. .

groove weld (i A ot 1
14 |Preheating and inter pass temperature 100°C to 150°C - 5 g ©

T2

15 |Peening N.A.
16 |Post weld treatment N.A.

17 |Rectification of weld defect

By re-welding after complete removal of defective weld & rectifying the weld as per
C1.32.2 of IS 9595-96, using A2 class electrode as per IRS M28-2020

18 |Inspection of weld

Visual, D.P. Test & Macro Etching,

19 |Any other relevant detail

AL E R E-E-R XN N

Dy. Chief Enggfll g‘—'-..ﬁ

None

Engg. Worksnop
& C. Rly, Lallaguda
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WELDING PROCEDURE SPECIFICATION SHEET
"25T LOADING-2008" 45.7 M SPAN OPEN WEB GIRDER
ROJECT: PROPOSED RAILWAY SIDING TAKING OFF FROM CH:2027m OF JNPD END OF VISHNUPURAM RAILWAY STATION AT KM 137/970 (TAKEN
|AS CH: 00.00m) FOR (SX800MW) YADADRI THERMAL POWER PLANT AT VEERLA PALEM VILLAGE. PROPOSED BRIDGE NO. 4 (ROR) AT CH: 1138.00m
n(CROSSING EXG. TRACK AT KM: 133/8-9, BETWEEN KONDRAPOL — VISHNUPURAM STATIONS ON BN-NDKD SECTION OF GUNTUR DIVISION) OF
"[SPAN (1X30.5m + 2 X 45.7m) OPEN WEB GIRDER.

M/s. GLOBAL STEEL COMPANY , Survey No-12, Kuchavaram Village, Toopran
~»Name and address of Fabricator

* |Mandal, Medak Dist.

Welding Procedure specification No. . |GSC/22/SRC-45.7M/WPSS/SAW/05
1  |Drawing No. : |RDSO/B-17181/R, Section LO-U1

ﬂ\ 2 Weld Joint description : |Fillet 6 mm (End Raker)

' 3 Base Metal . |1S:2062:2011, Gr E250B0 (16MM X 20MM)
4  |Welding Process 1 |SAW
5 |Welding Position i |1F
6 |Welding Consumable

Electrode/Wire
Class| : |W1 of IRS M.39/2001.
Type| : |Copper coated Mild Steel Wire. ;
Drying Method| : |N.A. A

Flux _ z u
Class| : |F1 of IRS M.39-2001

~ Type| : |Agglomerated .

4 Drying Method| : |250 C for one hour before uses OR Recommendation as per manufacturer.
7

7 6.3 |Shielding Gas . [NA

Base metal preparation t |Fusion faces and adjacent surfaces are cleaned and made free from cracks,
notches, mill scale, grease, paint, rust etc., which may affect weld quality.

8

7.1 |Joint design details
(Sketch showing arrangements of parts,
weld groove details, weld passes & their

ettty /—TOP PL.642x20

0 /" 1 9pLs 549416

)P

g

b

iR i 8.C. Rly, Lallaguda
| —
7.2 |loint preparation + |As per s 4353 -1995, CL.7, IRS B1 - 2001, CI. 17.3
___—_—__ LY
8 Welding Current . \ I :
T B CouN Type | : [DC o~ -
' /e 7\  Polarity| : [Reverse Tt WL! \m "‘__ "‘\
Y L= ! ” net
9 o i ¥ AsperlS 7310 (Partl)-1974 : g I
T ; 3 "l ST TR visien
10 VT o e ST T TT—r— _ 2l




R

Al

00.00m) FOR (5x800MW)
TRACK AT KM: 133/8-9,
"\ WEB GIRDER.

Nﬁm‘—msen RAI

LWAY SIDING TAKING OFF FROM CH:202

Page-10

YADADRI THERMAL POWER PLANT AT VEERLA PAL
ETWEEN KONDRAPOL - VISHNUPURAM STATIONS

7m OF JNPD END OF VISHNUPURAM RAILWAY STATION AT KM 137/970 (TAKEN AS CH:

EM VILLAGE. PROPOSED BRIDGE NO. 4 (ROR) AT CH: 1138.00m (CROSSING EXG.
ON BN-NDKD SECTION OF GUNTUR DIVISION) OF SPAN (1X30.5m + 2 X 45.7m) OPEN

o 10.1\Welding parameters ;

Electrodes wire Travel Speed Electrical Stick out
N Weld Pass No. C Arc Voltage (Volt e pen i I/mi
G‘ dia. (mm) urrent (Amps) rc ge (Volt) (mm/Min) (ol Gas Flow (I/min)
~ 1 4 450-550 28-32 0.45,0.55 25-30 N.A.
10.2 | Welding Sequence and technique T T
=

T YN N R-E-R E-E~ R,

T L
11 |Provision of run-on/run-off tabs Yes
12 Cleaning of weld bead before laying of next NA.
weld bead ( \ =
13 Root prepz:;at‘lon before welding other side of NA.
- gt?
groove we - T\{n > ";;L
14 |Preheating and inter pass temperature 100°C to 150°C — o & .ﬁ A
e Pl AFEET
pramt REGCATOE =0
15 |Peening NA. . ap—"
16 |Post weld treatment : IN.A
By re-welding after complete removal of defective weld & rectifying the weld as per
17 [Rectification of weld defect * 1€1.32.2 of I5 9595-96, using A2 class electrode as per IRS M28-2020
@ {nspection of weld : |Visual, D.P. Test & Macro Etching.
ns ; ¥ -] ——
@l 3 e W
| 19 [Anyother relevant detail falone Dy GMeY, =0 =

o
Fan YYUIHSFEET
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WELDING PROCEDURE SPECIFICATION SHEET
"25T LOADING-2008" 45.7 M SPAN OPEN WEB GIRDER

' ROJECT: PROPOSED RAILWAY SIDING TAKING OFF FROM CH:2027m OF JNPD END OF VISHNUPURAM RAILWAY STATION AT KM 137/970
AKEN AS CH: 00.00m) FOR (SX800MW) YADADRI THERMAL POWER PLANT AT VEERLA PALEM VILLAGE. PROPOSED BRIDGE NO. 4 (ROR) AT CH:
-+138.00m (CROSSING EXG. TRACK AT KM: 133/8-9, BETWEEN KONDRAPOL — VISHNUPURAM STATIONS ON BN-NDKD SECTION OF GUNTUR

% CRE

|Name and address of Fa“bricator

DIVISION) OF SPAN (1X30.5m + 2 X 45.7m) OPEN WEB GIRDER.

: Toopran Mandal, Medak Dist.

M/s. GLOBAL STEEL COMPANY , Survey No-12, Kuchavaram Village,

elding Procedure specification No.

GSC/22/SRC-45.7M/WPSS/SAW/06

Drawing No. RDSO/B-17181/R, Section U1-L2
Weld Joint description Fillet 6mm (Diagonals)
Base Metal 1S:2062:2011, Gr E250B0 (12MM X 16MM)

I_'J l_-}f_g
N

Welding Process SAW
#Ls Welding Position 1F
| 6 |Welding Consumable
7} 6.1 |[Electrode/Wire
l,. Class W1 of IRS M.39/2001.
Type Copper coated Mild Steel Wire.
Brvi
rying Method N.A. t‘?ﬁ"&b1 |
1 6.2 |Flux B4
h Class| : |F1of IRS M.39-2001
i Type| : |Agglomerated
% Drying Method| : |250 C for one hour before uses OR Recommendation as per manufacturer.
7% 6.3 |[Shielding Gas NA
7.0 |Base metal preparation Material to be cut straight & square by controlled gas cutting. Fusion faces
, and adjacent surfaces are cleaned and made free from Crack, Notches, Mill
Jz Scale, Grease Paint, Rust etc., which may affected Weld.
r{- 7.1 |Joint design details Part stretch shown.
J;(_ (Sketch showing arrangements of parts,
; weld groove details, weld passes & their
% i 2 PLs. 400x16
L 4 FL. PLs. 100x12
L{ £
I. il
1
[ 6
\L
[ Dy. Chief Eng:.l!a‘é&*
- Engg. Workshop
[ 8.C. Rly, Lallaguds
l-f;._z_djoint preparation As per IS 4353 -1995, CI.7, IRS B1 - 2001, CI. 17.3
I—-T—Wurrent
ot Type DC .
Polarit Reverse
= : A (Ao gt M
— As per IS 7310 (Part-I) - 817 =
== - — . .
_-\\.;"inll-;':iTEI‘{1 YicelT T - - ‘“ - - \
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L ;:g;zcr: PROPOSED RAILWAY SIDING TAKING OFF FROM CH:2027m OF JNPD END OF VISHNUPURAM RAILWAY STATION AT KM 137/970 (TAKEN AS CH:
TR.Ac;ng. FOR (SX800MW) YADADRI THERMAL POWER PLANT AT VEERLA PALEM VILLAGE. PROPOSED BRIDGE NO. 4 (ROR) AT CH: 1138.00m (CROSSING EXG.
T KM: 133/8-9, BETWEEN KONDRAPOL — VISHNUPURAM STATIONS ON BN-NDKD SECTION OF GUNTUR DIVISION) OF SPAN (1X30.5m + 2 X 45.7m) OPEN

-/|WEB GIRDER,
'|10.1|Welding parameters :
Electrodes wire | i i
# Weld Pass No. Ciiireiit (Ames Arc Voltage (Volt Travel Speed Electrical Stick out i
N dia. (mm) (Amps) ge (Volt) (mm/Min) o) Gas Flow (I/min)
~ 2 “ 450-550 28-32 0.45.0.55 25-30 N.A.
10.2 Welding Sequence and technique [ :11,2,3,4
- L ] L=
11 |Provision of run-on/run-off tabs : |Yes
Cleaning of weld bead before laying of next
12 N.A.
weld bead
13 Root preparation before welding other side of NA
groove weld S
14 |Preheating and inter pass temperature + [100°C to 150°C e { | crqrgT U
15 |[Peening : |N.A.
16 |Post weld treatment : |N.A
ot vield delect . |By re-welding after complete removal of defective weld & rectifying the weld as per
A7 |Rectification of weid e * |€1.32.2 of IS 9595-96, using A2 class electrode as per IRS M28-2020
_ l 18 |Inspection of weld : |Visual, D.P. Test & Macro Etching. i 2
{ ‘Cﬂs‘““‘". inls
: |None
EQJ Any other relevant detail el ot
{ er Rlv | allacgudsa
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WELDING PROCEDURE SPECIFICATION SHEET
"25T LOADING-2008" 45.7 M SPAN OPEN WEB GIRDER
PROJECT: PROPOSED RAILWAY SIDING TAKING OFF FROM CH:2027m OF JNPD END OF VISHNUPURAM RAILWAY STATION AT KM 137/970
(TAKEN AS CH; 00.00m) FOR (SX800MW) YADADRI THERMAL POWER PLANT AT VEERLA PALEM VILLAGE. PROPOSED BRIDGE NO. 4 (ROR) AT CH:
1138.00m {C_RDSSING EXG. TRACK AT KM: 133/8-9, BETWEEN KONDRAPOL — VISHNUPURAM STATIONS ON BN-NDKD SECTION OF GUNTUR
DIVISION) OF SPAN (1X30.5m + 2 X 45.7m) OPEN WEB GIRDER.
Name and address of Fabricator M/s. GLOBAL STEEL COMPANY , Survey No-12, Kuchavaram Village,
Toopran Mandal, Medak Dist.
Welding Procedure specification No. GSC/22/SRC-45.7M/WPSS/SAW/07
1 Drawing No. RDSOQ/B-17181/R, Section of Verticals
2 Weld Joint description Fillet 6mm (Verticals)
3 Base Metal 1S:2062:2011, Gr E250B0 (10MM X 12MM)
4  |Welding Process SAW
5 Welding Position 2F
6  |Welding Consumable
6.1 |Electrode/Wire
Class W1 of IRS M.39/2001.
Type Copper coated Mild Steel Wire.
Drying Method =
NA. \!\'::__\q‘iu feng
5.2 Fh,I'K ,--_—‘--:-.'“Ff 2N A L - \,r.fl.
Class| : [F1of IRS M.39-2001 : 5,
Type Agglomerated -
Drying Method 250 C for one hour before uses OR Recommendation as per manufacturer,
6.3 |Shielding Gas NA
7.0 |Base metal preparation Material to be cut straight & square by controlled gas cutting. Fusion faces
and adjacent surfaces are cleaned and made free from Crack, Notches, Mill
Scale, Grease Paint, Rust etc., which may affected Weld.
7.1 |Joint design details Part stretch shown.
(Sketch showing arrangements of parts,
weld groove details, weld passes & their e ——
R 6 — FL. PL. 200x12
~——WEBPL.586X10
FL.PL. 200;}} vof Eng)
Engg. Workshep
5.C. Rly, Lallagudp
-____-_. -
7.2 |loint preparation As per IS 4353 -1995, CL.7, IRS B1 - 2001, Cl. 17.3
—-g"‘m“"eﬂt
e Type DC
e Polarity Reverse
“’rmlification : As per IS 7310 (Part-1) - 817 \ _ X
__-————-Wam and technigue - {
10| AW N P 11 117 p—
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RROJECT: PROPOSED RAILWAY SIDING TAKING OFF FROM CH:2027m OF JNPD END OF VISHNUPURAM RAILWA i KM 137/970 [TAKEN AS
I;—”= 00.00m) FOR (SX800MW) YADADRI THERMAL POWER PLANT AT VEERLA PALEM VILLAGE. PROPOSED BRIDGE NO. 4 (ROR) AT CH: 1138.00m
CROSSING EXG. TRACK AT KM: 133/8-9, BETWEEN KONDRAPOL — VISHNUPURAM STATIONS ON BN-NDKD SECTION OF GUNTUR DIVISION) OF SPAN

4X30.5m+2 X 45.7m) OPEN WEB GIRDER.

>3

_10.1|Welding pér'ameters :

A Ele
' Weld Pass No wiirz‘ijaes SHRE (A Arc Voltage (Volt) Travel Speed | Electrical Stick | Gas Flow
J,\ fim) ’ (M/Min) out (mm) (1/min)
. AC - DC AC DC
ﬁ]_ 1 4 /ﬁiﬂﬂ 450-550 AB 25-30 0.45.0.55 20-25 N.A.
| A 10-2| Welding Sequence and technique 1&2, 3&4
i ] _
| ? T~y 2
% . / 3
]_ 11 |Provision of run-on/run-off tabs N.A,
[ 12 Cleaning of weld bead before laying of Sy \Lg/\/‘)
7 next weld bead N A
£ Root preparation before welding other M (WY
13 N.A. 7 SIE
% side of groove weld g
" 14 |Preheating and inter pass temperature 100°C to 250°C : i
1" 15 |Peening N.A.
Ws
["‘ 16 |Post weld treatment N.A.
] By re-welding after complete removal of defective weld & rectifying the
l 17 |Rectification of weld defect weld as per Cl.32.2 of IS 9595-96, using A2 class electrode as per IRS M28-
2020
{ 18 Inspection of weld Visual, D.P. Test.
I._ —gaalee T
Any other relevant detail None. Dy. Chief Enginés’
Enan Woaorkshop
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=
WELDING PROCEDURE SPECIFICATION SHEET
- "25T LOADING-2008" 45.7 M SPAN OPEN WEB GIRDER
2 PRCUECT PROPOSED RAILWAY SIDING TAKING OFF FROM CH:2027m OF JNPD END OF VISHNUPURAM RAILWAY STATION AT KM 137/970 (TAKEN
m AS CH: 00. 00m) FOR (5X800MW) YADADRI THERMAL POWER PLANT AT VEERLA PALEM VILLAGE. PROPOSED BRIDGE NO. 4 (ROR) AT CH: 1138.00m
) |(CROSSING EXG. TRACK AT KM: 133/8-9, BETWEEN KONDRAPOL — VISHNUPURAM STATIONS ON BN-NDKD SECTION OF GUNTUR DIVISION) OF
ﬁ SPAN (1X30.5m + 2 X 45.7m) OPEN WEB GIRDER.
' ¥ Village,
Name and address of Fabricator M/s. GLOBAL STEEL COMPANY , Survey No-12, Kuchavaram Villag
ﬁ' Toopran Mandal, Medak Dist.
-V |Welding Procedure specification No. GSC/22/SRC-45.7M/WPSS/SAW/08
~ 1  |Drawing No. RDSO/B-17181/R (Lg-L'g, Ly-L'y, Ly-L'y, Ly-L's, LaL's)
) 2 |Weld Joint description Fillet 12mm (Cross Girder)
) 3 [Base Metal 1S:2062:2011, Gr E250B0 (20MM X 25MM)
. 4  |Welding Process SAW
& 5 Welding Position 2F
N 6 |Welding Consumable
ﬁ 6.1 |Electrode/Wire
' Class W1 of IRS M.39/2001.
Type Copper coated Mild Steel Wire.
“} Drying Method N.A. q\m"b
7 [ 62 [Fux . |
Class F1 of IRS M.39-2001 ) .
@ Type Agglomerated
@ Drying Method 250 C for one hour before uses OR Recommendation as per manufacturer.
6.3 |Shielding Gas NA
F_b 7.0 |Base metal preparation Material to be cut straight & square by controlled gas cutting. Fusion faces
and adjacent surfaces are cleaned and made free from Crack, Notches, Mill
@5 Scale, Grease Paint, Rust etc., which may affected Weld.
fb 7.1 |joint design details Part stretch shown.
(Sketch showing arrangements of parts,
? weld groove details, weld  passes & TOP FL.
,5 their sequence etc.,) 1 — PL.450X25
(e
{3 WEB PL.925X20
: (=)
- i
: Dy. Chief o
il 12) Engg. Workshog
. 8.C. Rly, Lellaguqa:
) /— BOTT.FL.
PL.450X25
(!
7.2 |Joint preparation As per IS 4353 -1995, CI.7, IRS B1-2001, Cl. 17.3
g |welding Current
f——— Type DC -\
I Polarity| : |Reverse s \
| . =3 = !‘-\\(B :
= :_|As per I 7310 (Part-l')':sfl';'__ O\
{ "'_1'6_- A '-:ll 20602 2 12 ¢ 7 B e O S, \‘:-";;\‘ X
A It = o=~ i
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Appendix-V (Ref.Cl.26 of BI-2001)
*ROJECT: PROPOSED RAILWAY SIDING TAKING OFF FROM CH:2027m OF JNPD END OF VISHNUPURAN RAILWAY STATION AT KM 137/970 (TAKEN AS
ri- 00.00m) FOR (SX800MW) YADADRI THERMAL POWER PLANT AT VEERLA PALEM VILLAGE, PROPOSED BRIDGE'NO. 4 (ROR) AT CH: 1138.00m

ROSSING EXG. TRACK AT KM: 133/8-9, BETWEEN KONDRAPOL - VISHNUPURAM STATIONS ON BN-NDKD SECTION OF GUNTUR DIVISION) OF SPAN
-X30.5m + 2 X 45.7m) OPEN WEB GIRDER.

E’% » 9

5 ¢

mi

* 101 Weldiﬁg bar’éhl“leters:
l‘P'.\r‘\J'e!o:i Pass No E::icrgcc:?aes Current (Amps) Arc Voltage (Volt) Travel Speed | Electrical Stick | Gas Flow
L\ ' (M/Min) out (mm) (1/min)
mm
S {rom} AC DC AC DC
g 1 4 45{5@5 450-550 25?/ 25-30 0.45.0.55 20-25 N.A.
E 2 a /60-500 450-550 /5-28 25-30 0.45.0.55 20-25 NA.
h 10.2| Welding Sequence and technique : 182, 3&4
—p |
o TN 2
E: & o >
| 11 |Provision of run-on/run-off tabs s N.A.
F Cleaning of weld bead before laying of
fm & next weld bead . Yes
e Root preparation before welding other
|,‘_13 side of groove weld : N.A.
g ] 14 |Preheating and inter pass temperature : 100°C to 250°C B -
¢
|' 15 |Peening . N.A.
"" 16 |Post weld treatment : N.A.
o

By re-welding after complete removal o

I 17 |Rectification of weld defect f defective weld & rectifying the

: weld as per C.32.2 4 i
[ i P of IS 9595-96, using A2 class electrode as per IRS M28-
.18 [Inspection of weld ; Visual, D.P. Test,
.19 [Any other relevant detail : None. Engg. Workshop
— —

. s PDiv | allzauda
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WELDING PROCEDURE SPECIFICATION SHEET

"25T LOADING-2008" 45.7 M SPAN OPEN WEB GIRDER
TAKING OFF FROM CH:2027m OF JNPD END OF VISHNUPURAM RAILWAY STATION AT KM 137/970
(TAKEN AS CH: 00.00m) FOR (5X800MW) YADADRI THERMAL POWER PLANT AT VEERLA PALEM VILLAGE. PROPOSED BRIDGE NO. 4 (ROR) AT CH:

138.00m (CROSSING EXG. TRACK AT KM: 133/8-9, BETWEEN KONDRAPOL — VISHNUPURAM STATIONS ON BN-NDKD SECTION OF GUNTUR
[DIVISION) OF SPAN (1X30.5m + 2 X 45.7m) OPEN WEB GIRDER.

"iName and address of Fa'bricator

" |Toopran Mandal, Medak Dist.

M/s. GLOBAL STEEL COMPANY , Survey No-12, Kuchavaram Village,

Welding-paragieters and technique

- Velding Procedure specification No. GSC/22/SRC-45,7M/WPSS/SAW/09
: 1 DraWing No- RDSO,B‘l?lBl/R “‘ﬂ-"l! LI-LZF LI'L3, I.3'L4)
|2 |Weld Joint description Fillet 10mm (Stringer)
ﬁ" 3 Base Metal 15:2062:2011, Gr E250B0 (10MM X 20MM)
1_ 4 Welding Process : |SAW
Fﬁ 5 Welding Position 2F
|_6 |Welding Consumable
q 6.1 |Electrode/Wire
Class W1 of IRS M.39/2001.
- Type Copper coated Mild Steel Wire.
’k Drying Method N.A. Sy
¥ 6.2 |Flux VN
”Jl‘ Class| : [F1of IRS M.39-2001
> Type| : |Agglomerated . .
JI‘ Drying Method 250 C for one hour before uses OR Recommendation as per manufacturer.
| 6.3 [Shielding Gas NA
ﬂt\ 7.0 |Base metal preparation Material to be cut straight & square by controlled gas cutting. Fusion faces
’ and adjacent surfaces are cleaned and made free from Crack, Notches, Mill
&N Scale, Grease Paint, Rust etc., which may affected Weld.
| 7.1 |loint design details Part stretch shown.
% O (Sketch showing arrangements of parts, TOP FL.
% weld groove details, weld passes & their ' £ PL.450X20
sequence etc.,).
3
Jp WEBPL.750X10
.idr g
’? -
B 10
J‘o \ BOTT.FL.
| [ >— PL.450X20
:ﬁ-—;fz"m:nration . |As per IS 4353 -1995, CI.7, IRS B1 - 2001, CI. 17.3 ¢ 1
— [welding Current By-Chiet Englhbli—
y 2 Type DC Enag\Aorkshop
I———’_—--—_—_—____ P0|aritv Reverse [~ {"'t’ﬂln 1 --:'||_".{",‘f‘_a
-_—— :

' 7
Welder Qualification

As per IS 7310 (Part-1) - 817

a b
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mﬁTT‘r_f‘k_ pendix-V (Ref.CI.26 of BI-2001)
{fH- - : PROPOSED RAILWAY SIDING TAKING OFF FROM CH:2027m OF JNPD END OF VISHNUPURAM RAILWAY STATION AT KM 137/970 [TAKEN AS
| -1 00.00m) FOR (5X800MW) YADADRI THERMAL POWER PLANT AT VEERLA PALEM VILLAGE. PROPOSED BRIDGE NO. 4 (ROR) AT CH: 1138.00m

P
#.ROSSING EXG. TRACK AT KM: 133/8-9, BETWEEN KONDRAPOL — VISHNUPURAM STATIONS ON BN-NDKD SECTION OF GUNTUR DIVISION) OF SPAN
fﬂ]ﬁm +2 X 45.7m) OPEN WEB GIRDER.

10.1|Welding p-ararneters :

T

Elect
| ' Weld Pass No ;].erz?: : Current (Amps) Arc Voltage (Volt) Travel Speed | Electrical Stick | Gas Flow
(mm) ' (M/Min) out (mm) (1/min)

AC /‘ DC AC / DC

1 4 /4500 450-550 /25/-23 25-30 0.45.0.55 20-25 N.A.

10.2|  Welding Sequence and technique : 182, 384

T

1~ 2

—»3—3—0—1.-)-—3—-37‘--}

(Lf 11 |Provision of run-on/run-off tabs : N.A.
i  am
l‘ 12 Cleaning of weld bead before laying of - NA
(t. next weld bead : o :
I 13 Rﬁoct preparation before welding other ; NA. “7’&.3\ 3 (m§
,@ side of groove weld . hER: e (M
] 14 |Preheating and inter pass temperature : 100°C to 250°C

15 |Peening . N.A.
]C 16 |Post weld treatment : N.A.
il By re-welding after complete removal of defective weld & rectifying the
i, 17 |Rectification of weld defect : weld as per C1.32.2 of IS 9595-96, using A2 class electrode as per IRS M281
X ¢ 2020
I' i s Visual, D.P. Test.

i i Uy, Lhie 9]

t 19 |Any other relevant detail : None. Engg. Workshop

= L —— Sl WiV Tt aiaanansa . —
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WELDING PROCEDURE SPECIFICATION SHEET

"25T LOADING-2008" 45.7 M SPAN OPEN WEB GIRDER
PROJECT PROPOSED RAILWAY SIDING TAKING OFF FROM CH:2027m OF JNPD END OF VISHNUPURAM RAILWAY STATION AT kM 137/570

TAKEN AS CH: 00.00m) FOR (SX800MW) YADADRI THERMAL POWER PLANT AT VEERLA PALEM VILLAGE. PROPOSED BRIDGE NO. 4 (ROR) AT CH:

A;HB-DUM (CROSSING EXG. TRACK AT KM: 133/8-9, BETWEEN KONDRAPOL — VISHNUPURAM STATIONS ON BN-NDKD SECTION OF GUNTUR

VIVISION) OF SPAN (1X30,5m + 2 X 45.7m) OPEN WEB GIRDER.

A\Name and address of Fabricator

M/s. GLOBAL STEEL COMPANY , Survey No-12, Kuchavaram Village,

: Toopran Mandal, Medak Dist.

)
LWeIding Procedure specification No.

GSC/22/SRC-45.7M/WPSS/SAW/10

& 1

RDSO/B-17181/R Portal Girders (U;-U';)

: Drawing No.
’L 2 |Weld Joint description Fillet 6mm (Portal Girder)
y 3 Base Metal 15:2062:2011, Gr 25080 (10MM X 10MM)

Welding Process

SAW

2F

4
5 Welding Position
6 Welding Consumable

Electrode/Wire

Class W1 of IRS M.39/2001.
r—. Type Copper coated Mild Steel Wire. q};—)
Drying Method
g N.A. >
6.2 |Flux ¥ e AW
Class F1 of IRS M.39-2001
Type Agglomerated
Drying Method 250 C for one hour before uses OR Recommendation as per manufacturer.
6.3 [Shielding Gas NA
7.0 |Base metal preparation Material to be cut straight & square by controlled gas cutting. Fusion faces

and adjacent surfaces are cleaned and made free from Crack, Notches, Mill
Scale, Grease Paint, Rust etc., which may affected Weld.

7.1 |loint design details

Part stretch shown.

(Sketch showing arrangements of parts,
weld groove details, weld passes & their

sequence etc.,).

TOP FL.
- PL.200X10

WEB PL.522X10
=
i
L .
\ BOTT.FL.
PL.200X10

|

{

J

Vs .

| 72 A8 intpreparatlon

As per IS 4353 -1995, C1.7, IRS B1-2001, Cl. 17.3

w

g |Welding Current 5
f—"‘_' Type DC Dy. Chiet ENgT tat
Polarity Reverse Engo. Workshop
i Il rms i Alem
f—_g——_- Welder QU@ - As per IS 7310 (Par‘t-I}—Bi? TS,C. K1y, Conta oo
i~ Welding/prpmetet/and technique _ _ e &
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®

:T-'R' ECT: PROPOSED RAILWAY SIDING TAKING OFF FROM CH:2027m OF JNPD END OF VISHNUPURAM RAILWAY STATION AT KM 137/370 [TAKEN A
H: 00.00m) FOR (SX800MW) YADADRI THERMAL POWER PLANT AT VEERLA PALEM VILLAGE, PROPOSED BRIDGE NO. 4 (ROR) AT CH: 1138.00m

H[L(FR':’:DSSII'NI{S EXG. TRACK AT KM: 133/8-9, BETWEEN KONDRAPOL — VISHNUPURAM STATIONS ON BN-NDKD SECTION OF GUNTUR DIVISION) OF SPAN
_1X30.5m +2 X 45.7m) OPEN WEB GIRDER.

- 10.1|Welding parameters :
El

Weld Pass No ;‘::Z?:S Gyt (Amgs) Arc Voltage (Volt) Travel Speed | Electrical Stick | Gas Flow
' (M/Min) out (mm) (1/min)

i AC” DC ac /| oc

* 4 /Sﬁsoo 450-550 /{zs 2530 | 045055 20-25 NA.

10.2|  Welding Sequence and technique : 1&2, 384

Q—)——

>

1\ 3

09

11 |Provision of run-on/run-off tabs N.A.
12 Cleaning of weld bead before laying of ) NA .

next weld bead : - (\ ,/—3

tion befi Idi th ps (U

13 R.oot preparation before welding other ; NA. \&/E_{/ A "',1'_‘

side of groove weld ey O
14 |Preheating and inter pass temperature 100°C to 250°C ' - -

- 15 |Peening N.A.
16 [Post weld treatment N.A.
By re-welding after complete removal of defective weld & rectifying the

AR50

Rectification of weld defect weld as per CI.32.2 of IS 9595-96, using A2 class electrode as per IRS M28-

[ 17

4 2020

d o

f:_;d Inspection of weld Visual, D.P. Test. pDy. Chief Engin®

: Worksnep
F nag.

E Any other relevant detail None. S?C?gl‘i' Lallaguda

_,_#_'_'_—_
T g,
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Appendix-V (Ref.CI.26 of BI-2001)

J\_ WELDING PROCEDURE SPECIFICATION SHEET
Y "25T LOADING-2008" 45.7 M SPAN OPEN
PROJECT: P . WEB GIRDER
AW\KEN pe ;iP(?OSED RAILWAY SIDING TAKING OFF FROM CH:2027m OF JNPD END OF VISHNUPURAM RAILWAY STATION AT KV 137/370
4138.00m (cnbssmm) FOR (SX800MW) YADADRI THERMAL POWER PLANT AT VEERLA PALEM VILLAGE. PROPOSED BRIDGE NO. 4 (ROR) AT CH:
|Q|V13|0N) - . ING EXG. TRACK AT KM: 133/8-9, BETWEEN KONDRAPOL - VISHNUPURAM STATIONS ON BN-NDKD SECTION OF GUNTUR
R ‘OF SPAN (1X30.5m +2 X 45.7m) OPEN WEB GIRDER.
AName and address of Fabricator M/s. GLOBAL STEEL COMPANY , Survey No-12, Kuchavaram Village,
1We|d‘ Toopran Mandal, Medak Dist.
| Welding Procedure specification No. GSC/22/SRC-45.7M/WPSS/SAW/11
1 _|Drawing No. RDSO/B-17181/R (Sway Girder U,-U';, Us-U'5, U,-U'y)
ﬁ 2 Weld Joint description Fillet 6mm (Sway Girder)
F 3 Base Metal 1S:2062:2011, Gr E250B0 (10MM X 16MM)
-~ 4  |Welding Process SAW
L5 |Welding Position 2F
A' 6 Welding Consumable
\ 6.1 |Electrode/Wire
b i W1 of IRS M.39/2001.
| Type Copper coated Mild Steel Wire.
p} Drying Method N.A.
/?} 6.2 |Flux WU s
‘ Class| : |F1 of IRS M.39-2001 i
% Type| : |Agglomerated ; . i
ll Drying Method 250 C for one hour before uses OR Recommendation as per manufacturer.
"’lf‘ 6.3 |Shielding Gas NA
: | 7.0 |Base metal preparation Material to be cut straight & square by controlled gas cutting. Fusion faces
,?r and adjacent surfaces are cleaned and made free from Crack, Notches, Mill
: l Scale, Grease Paint, Rust etc., which may affected Weld.
’f 7.1 |Joint design details Part stretch shown.
] (Sketch showing arrangements of parts,
: TOP FL.
. details, weld passes & their
? weld groove detalls, weld pas: - i PL.160X16
| sequence etc.,).
?
L WEB PL.526X10
J i
v
.‘-? Wi
]' 6 ,
c“ N\ BOTT.FL.
| PL.160X16
K | F— . -
-I,_—?__Z—— Joint preparatioﬂ As per IS 4353 -1995, CL.7, IRS B1-2001, Cl. 17.3 _‘%
o LD il o
(—g |welding Current Dy. Chie T
|—_/_____._._————— Type DC Engg. WOrkshop
N Polarity| : |Reverse 8.C. Rly, Lallagues
- e e W | .
5 |welder Qualif_iﬁatﬂ;ﬂ;}hd - As per IS 7310 (Part-1) - 817 : t
. —— techniqu o
MA—Tweldin ot ~ [yt

—

[
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PROJE : PROPOSED RAIL

~H: 00.00m) FOR (SX800MW
'J.gcaossme EXG. TRACK AT K
1X30.5m +

Y SIDING TAKING OFF FROM CH:2027m NPD END OF VISHNUPURAM A ON AT KM 137/970 (TAKE
) YADADRI THERMAL POWER PLANT AT VEERLA PALEM VILLAGE. PROPOSED BRIDGE NO. 4 (ROR) AT CH: 1138.00m

M: 133/8-9, BETWEEN KONDRAPOL — VISHNUPURAM STATIONS ON BN-NDKD SECTION OF GUNTUR DIVISION) OF SPAN
2 X 45.7m) OPEN WEB GIRDER.

pendix-V (Ref.C1.26 of BI-2001)

qu _10.1|Welding parameters :

A Electrodes Current (Amps) Arc Voltage (Volt) Travel Speed | Electrical Stick | Gas Flow
rL Weld Pass No wire dia.

(M/Min) out (mm) (I/min)
{prire) AC _~ DC AC DC

1 4 )ﬁﬂl} 450-550 5-28 25-30 0.45.0.55 20-25 N.A.

":'p

’Li 10.2|  Welding Sequence and technique : 182, 384

1] 2

it
%
%
t

L |

| 11 Provision of run-on/run-off tabs : N.A.
€ 12 Cleaning of weld bead before laying of : - (,.\
next weld bead
Root preparation before welding other ; A w
J s side of groove weld “\A 'y
I( 14 |Preheating and inter pass temperature - 100°C to 250°C Jicet k:
F 15 |Peening 1 N.A.
'-C_lﬁ Post weld treatment : N.A.
| By re-welding after complete removal of defective weld & rectifying the
> Rectification of weld defect . weld as per C1.32.2 of IS 9595-96, using A2 class electrode as per IRS M28-
-l'( Y : 2020
|I‘D i : Visual, D.P. Test. .
18 |Inspection of weld : isual, D.P. Te
: Dy. Chiet tngm' ==
i detail g None. W 1’550
r? Any other relevant detai Enga. Workshop
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R.i Appendix-V (Ref.Cl.26 of BI-2001)
F\“, WELDING PROCEDURE SPECIFICATION SHEET
"25T LOADING-2008" 45.7 M SPAN OPEN WEB GIRDER
Rﬁ PROJECT: PROPOSED RAILWAY SIDING TAKING OFF FROM CH:2027m OF JNPD END OF VISHNUPURAM RAILWAY STATION AT KM 137/970
(TAKEN AS CH: 00.00m) FOR (SX800MW) YADADRI THERMAL POWER PLANT AT VEERLA PALEM VILLAGE, PROPOSED BRIDGE NO. 4 (ROR) AT CH:
ﬁ' 1138.00m [CE!DSSIN:G EXG. TRACK AT KM: 133/8-9, BETWEEN KONDRAPOL - VISHNUPURAM STATIONS ON BN-NDKD SECTION OF GUNTUR
" |DIVISION) OF SPAN {1X30.5m + 2 X 45.7m) OPEN WEB GIRDER.
= [Name and address of Fabricator M/s. GLOBAL STEEL COMPANY , Survey No-12, Kuchavaram Village,
Toopran Mandal, Medak Dist.
Fﬁ* Welding Procedure specification No. GSC/22/SRC-45.7M/WPSS/SAW/12
| 1 |Drawing No. RDSO/B-17181/R (U;-U';, Up-U's, Us-U',)
h\j 2  |Weld Joint description Fillet 6mm (Top Lateral Bracings)
3 Base Metal 15:2062:2011, Gr E250B0 (10MM X 10MM)
@ 4 |Welding Process SAW
5  [Welding Position 2F
Q 6 |Welding Consumable
= 6.1 |Electrode/Wire
- Class W1 of IRS M.39/2001.
Type Copper coated Mild Steel Wire.
?7 anil'lg Method N.A /D
A, —n
71 6.2 |Flux SASIN T
L Class F1 of IRS M.39-2001 :
?? Type Agglomerated - :
- Drying Method 250 C for one hour before uses OR Recommendation as per manufacturer.
? 6.3 |Shielding Gas NA
T 7.0 |Base metal preparation Material to be cut straight & square by controlled gas cutting. Fusion faces
. and adjacent surfaces are cleaned and made free from Crack, Notches, Mill
? Scale, Grease Paint, Rust etc., which may affected Weld.
: 7.1 |Joint design details Part stretch shown.
'c (Sketch showing arrangements of parts,
) weld groove details, weld passes & their
Py sequence etc.,).
-
s B
22 |Joint preparation As per IS 4353 -1995, C.7, IRS B1 - 2001, CI. 17.'_\ .‘W“ o e b i
1 uUy. o =T
'__—3__.— Welding Current }.F- _‘..“?:Unrbchnn
L Type DC cgys 'w'--t-'-—frm
o0 Dy |
s Polarity Reverse §:6-RiyrLallagu
Tmualiﬁcaﬁm As per IS 7310 (Part-1) - 817 & 4
Tmpam._. Lhmdtethnrque ] | \ -
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ROJECT: PROPOSED RATL Appendix-V (Ref.Cl.26 of BI-2001)

: WAY SIDING TAKING OFF FROM CH:2027m OF JNPD END OF VISHNUPURAM RAILWAY STATION AT KM 137/370 |
(TAKEN AS CH: 00.00m) FOR (SX800MW) YADADRI THERMAL POWER PLANT AT VEERLA PALEM VILLAGE. PROPOSED BRIDGE NO. 4 (ROR) AT
CH: 1138.00m (CROSSING EXG. TRACK AT KM: 133/8-9, BETWEEN KONDRAPOL - VISHNUPURAM STATIONS ON BN-NDKD SECTION OF
SUNTUR DIVISION) OF SPAN (1X30.5m + 2 X 45.7m) OPEN WEB GIRDER.

10.1‘Welding parameters :

2 7

Welding Electrodes Current Electrical Stick| Gas Flow
Sequence No. w{l:: nc:;a. (Amps) Arc Voltage (Volt) Travel Speed (m/min) St i) (1/min)
1 4 450-550 28-32 0.45.0.55 25-30 N.A.

10.2|  Welding Sequence and technique |

o

11 (Provision of run-on/run-off tabs : IN.A.
Cleaning of weld bead before laying of
12 : |IN.A
next weld bead U %
- Root preparation before welding other | NA il
side of groove weld i P
J \'%
14 |Preheating and inter pass temperature | : |100°C to 250°C ; pelUibicer (M
- o wmriral
15 |Peening : [NA. L
16 |Post weld treatment ¢ IN.A,
By re-welding after complete removal of defective weld & rectifying the
17 |Rectification of weld defect : |weld as per C1.32.2 of IS 9595-96, using A2 class electrode as per IRS M28-
2020
'__18 Inspection of weld : |Visual, D.P. Test. p,.&u-——gr—
Dy. Chief En [y
er relevant detail . |None. Engg. Workshop
19 |Any oth e acs plu lallasuda
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Appendix-V (Ref.CI.26 of BI-2001

WELDING PROCEDURE SPECIFICATION SHEET

"25T LOADING-2008" 45.7 M SPAN OPEN WEB GIRDER
'ROJECT: PROPOSED RA ILWAY SIDING TAKING OFF EROM 2027t JNPD END OF VISHNUPURAM 1377970
: 00. W) YADADRI THERMAL POWER PLANT AT VEERLA PALEM VILLAGE. PROPOSED BRIDGE NO. 4 (ROR) AT CH:

'l;lsa.ﬂﬂm (CROSSING EXG. TRACK AT KM: 133/8-9, BETWEEN KONDRAPOL ~ VISHNUPURAM STATIONS ON BN-NDKD SECTION OF GUNTUR

DIVISION) OF SPAN (1X30.5m + 2 X 45
—t >~ OFAN X

.7m) OPEN WEB GIRDER,

Name and address of Fabricator

M/s. GLOBAL STEEL COMPANY , Survey No-12, Kuchavaram Village,

" |Toopran Mandal, Medak Dist.

Welding Procedure specification No.

GSC/22/SRC-45.7M/WPSS/GMAW/13

Drawing No.

RDSO/B-17181/13, Detail at H

Weld Joint description

Fillet 6mm (Rib Plate)

Base Metal

15:2062:2011, Gr E250B0 (10MM X 10MM)

N

4 |Welding Process GMAW
5 |Welding Position 2F

L 6  |Welding Consumable
Y 6.1 [Electrode/wire

l Class 10f IRS M.46

_— Type 1.2mm MIG Wire
: Drying Method N.A.

6.2 |Flux £ ™ P
ﬁl Class

’ Type N.A a 9){}\1‘5’3

£ g Officer (M
% 6.3 [Shielding Gas 02 s . By st

 | 7.0 |Base metal preparation Material to be cut straight & square by controlled gas cutting. Fusion faces

A . |and adjacent surfaces are cleaned and made free from Crack, Notches, Mill
‘e Scale, Grease Paint, Rust etc., which may affected Weld.

% 7.1 |Joint design details Part stretch shown.

i (Sketch showing arrangements of parts,

(@ weld groove details, weld passes & their RIB PL. 190x10x190

_L sequence etc.,) #

-r'h & R
,I(I;-

( # P\ 3 |
| DY. Chjef ¥khin
_(" 200 Engg| Worksh¢
] 8.C. Rly, LallapL
. . N As per IS 4353 -1995, C1.7, IRS B1- 2001, CI, 17.3

m‘ Joint preparation
A E{L-————-mrent

| 8 ———S = Type | : [DC i X % >

{ L—— 2L L04N  Polarity Reverse e —— i t—
P e — — M e =]
r’/-———-—-“_i 27 e \Z reqertS 7310 (PEH)-817/. Srinivas R ao .\ -\\ 2qir
"9 |welder Qualif - D3 e Py E e [iiint
-9 ing para od techffijue /N 1= Sy I HETURAS([]}/Sr Dy Ganer: Lananay () 54
@weldlng 5 /AW /M \ ‘3(\1’? 31 Fo N =
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ACROJECT: PROPOSED RAI
\FAKEN AS CH: 00,00m)
p~1138.00m (CROSSING E
IVISION) OF spAN (1x

"L Sequence No.

=

]

-

LWAY SIDING TAKING OFF

FOR (5X800MW) YADADRI
XG. TRACK AT KM: 133/8-9,
30.5m + 2 X 45.7m) OPEN W

FROM CH:

EB GIRDER.

2027m OF INPD END OF VISHNUPURAM RAI
THERMAL POWER PLANT AT VEERLA PALEM VILLAGE. P
BETWEEN KONDRAPOL - VISHNUPU RAM STATIONS O
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Appendix-V (Ref.Cl.26 of BI-2001)

LWAY STATION AT KM 137/970
ROPOSED BRIDGE NO. 4 (ROR) AT CH:
N BN-NDKD SECTION OF GUNTUR

- 10.1|Welding Parameters ;

10.2

- _;;J_;g)d)—[

; Elect i
Welding E—.c roc'ies Current Wire Feed Travel Speed | Electrical Stick| Gas Flow
wire dia. Arc Voltage (Volt) Speed : ;
(Amps) ) (m/min) out (mm) (I/min)
(mm) (m/min)
1 1.2 200-220 24-28 2.0-4.0 N.A. 15-20 16-18
1.2 200-220 24-28 2.0-4.0 N.A. 15-20 16-18
Welding Sequence and technique
S |
— l/'

| "

N
— A — )

o ——

11 |Provision of run-on/run-off tabs N.A.
Cleaning of weld bead before laying of Yes (-\
- next weld bead _ fi-\
- Root preparation before welding other NA. _I -_k*ﬂ\w%‘:
side of groove weld s Cifer U6
14 |Preheating and inter pass temperature 100°C to 250°C .
15 |Peening N.A.
45
r_lﬁ Post weld treatment N.A.
F By re-welding after complete removal of defective weld & rectifying the
-32.2 of IS 9595-96, using A2 class electrode as per IRS M28-
: i i f weld defect weld as per Cl
r i i 2020
" '____ Visual, D.P. Test.
| 18 |mnspection of weld : Wit
. i i . Worksho
" ____HA,W other relevant detail None. Engg [
9 S C Ry, tettaguos——
1 R
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Appendix-V (Ref.CI.26 of BI-2001)

WELDING PROCEDURE SPECIFICATION SHEET
" "25T LOADING-2008" 45.7 M SPAN OPEN WEB GIRDER
OJECT: PROPOSED RAIL AY SIDING TAKING OFF FROM CH:2027m OF JNPD END OF VISHNUPURAM RAILWAY STATION AT KM 137/970
-AKEN AS CH;: 00.00m) FOR (5X800MW) YADADRI THERMAL POWER PLANT AT VEERLA PALEM VILLAGE. PROPOSED BRIDGE NO. 4 (ROR) AT CH:
<138.00m (CROSSING EXG. TRACK AT KM: 133/8-9, BETWEEN KONDRAPOL — VISHNUPURAM STATIONS ON BN-NDKD SECTION OF GUNTUR
VISION) OF SPAN (1X30.5m + 2 X 45.7m) OPEN WEB GIRDER.
Name and address of Fabricator . |M/s. GLOBAL STEEL COMPANY , Survey No-12, Kuchavaram Village,
o) " |Toopran Mandal, Medak Dist.
E‘"d'“g Procedure specification No. : |GSC/22/SRC-45.7M/WPSS/GMAW/14
a1 |Drawing No. : |RDSO/B-17181/6/R (Details of Lacing)
#2 Weld Joint description : |Fillet 6mm (Lacing flat welding on End Raker)
o 3 Base Metal : |15:2062:2011, Gr E25080 (10MM X 20MM)
;r‘* Welding Process : [GmAw
# 5 [Welding Position : |2F
6 [Welding Consumable
& 6.1 |Electrode/Wire
I e _ |1 of IRs M.46
" Type " [1.2mm MIG wire
%‘ Drying Method ‘ N.A.
{ [
L 6.2  |Flux \ ] /‘ﬂ\
s Class| : \g_/\:\{mc-
Type| : |[N.A e’
(s Drying Method| S
763 |shielding Gas : |co2 & JitTEr (M
~ 7.0 |Base metal preparation Material to be cut straight & square by controlled gas cutting. Fusion faces
%‘« and adjacent surfaces are cleaned and made free from Crack, Notches, Mill
Lf Scale, Grease Paint, Rust etc., which may affected Weld.
|~°7.1  [Joint design details : _|Part stretch shown.
l{ (Sketch showing arrangements of parts, .
= weld groove details, weld passes & their — =
"h sequence etc.,) 7
> / FLAT
: [0\ e
- y \ |
| - \. |
P N/ §
| ' L 5§ £
C \
I c I -I'\
| Froe
. y 1.
[¢ ' L/ \ ; Dy. CHjief HHivg >
| ' = Engg. Workst 21
fpenugia
¢ —8:C-Rly, Lat
| - LACING FLAT
& 65X10X542
L—"'—__——_
§52 |loint preparation : |As per 54353 -1995, C1.7, IRS B1- 2001, CI. 17.3& WBC - 2001
[ 1S
L——/—' ing Current
Lf____ﬂfl_f‘-'ﬂ-g——— —=-_ Type| : |DC B ﬁ\ \Fo .l\ rryv=" LI
L/-————-—_—__ S =—~Of Pglarity| : [Reverse — \ =11
: | —— "Iw_ 3 ‘s: . e 3 e TT=1 R m -—
[I L;#Welder Qualification Lot \Z - Flo (Part L8171/ Srinivas Rao ...\ l
. twmlq i Q| J’;'—-\' GTI Iimtila_“r?“‘}\_‘i— W Laener: Inane = _' AN,
rfa-_dell'lB para - 7 o 1 v, -\A\-_. Toa r_l- = ! -Du C ral F.T 030 r{ﬂ:l I. Y1 Ly "
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Appendix-V (Ref.Cl.26 of BI-2001)

; PROPOSED RAILWAY SIDING TAKING OFF FROM CH:2027m OF JNPD END OF VISHNUPURAM RAILWAY STATION AT KM 137/970
J::‘A"EN AS CH: 00.00m) FOR (SX800MW) YADADRI THERMAL POWER PLANT AT VEERLA PALEM VILLAGE. PROPOSED BRIDGE NO. 4 (ROR) AT CH:
38.00m (CROSSING EXG. TRACK AT KM: 133/8-9, BETWEEN KONDRAPOL — VISHNUPURAM STATIONS ON BN-NDKD SECTION OF GUNTUR

E's"j‘“} OF SPAN (1X30.5m + 2 X 45.7m) OPEN WEB GIRDER.

J?md Welding parameters :
g El ,
¢ Welding elc_trzc'ies =L —— W;re FZEd Travel Speed | Electrical Stick | Gas Flow
Sequence No, WLEa (Amps) e Voitage (Voit) pee, (m/min) out (mm) (I/min)
' (mm) (m/min)
k E 1.2 200-220 24-28 2.0-4.0 N.A. 15-20 16-18
) 2 1.2 200-220 24-28 2.0-4.0 N.A. 15-20 16-18
J¥10.2‘ Welding Sequence and technique |
b < 3
,J?. 11 |Provision of run-on/run-off tabs N.A.
L_ 13 Cleaning of weld bead before laying of Yes
’f‘ next weld bead (\ .
- Root preparation before welding other NA M
b side of groove weld = \_}\,\_\?o@::
%‘.\ 14 |Preheating and inter pass temperature 100°C to 250°C -
L 15 [Peening N.A.
-
L. 16 |Post weld treatment N.A,
|_ By re-welding after complete removal of defective weld & rectifying the
(" 17 |Rectification of weld defect weld as per CI.32.2 of IS 9595-96, using A2 class electrode as per IRS M28-
r' 2020
g :
8 ction of weld Visual, D.P. Test. Y.am%—"—w
| 18 |Inspecti Dy. Chief Eng o
| t detai None. Engg. Workshop
19 |Any other relevan §.C. Rly, Lalla~nds

F =l ]
P AAZSAY N
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Fd Appendix-V (Ref.Cl.26 of BI-2001)

[

WELDING PROCEDURE SPECIFICATION SHEET

':FD ECT: PROPOSED RAT "25T LOADING-2008" 45.7 M SPAN OPEN WEB GIRDER
WWWWWWMM STATION AT KM 137/970

UEEAKEN AS CH: 00.00m) FOR (5X800MW) YADADRI THERMAL POWER PLANT AT VEERLA PALEM VILLAGE. PROPOSED BRIDGE NO. 4 (ROR) AT CH:

+138.00m (CROSSING EXG. TRACK AT KM: 133/8-9, BETWEEN KONDRAPOL — VISHNUPURAM STATIONS ON BN-NDKD SECTION OF GUNTUR

%Vls‘_‘)ﬂ) OF SPAN (1X30.5m + 2 X 45.7m) OPEN WEB GIRDER.

Name and address of Fabricator . |M/s. GLOBAL STEEL COMPANY , Survey No-12, Kuchavaram Village,
~ " [Toopran Mandal, Medak Dist.
gfding Procedure specification No. : |GSC/22/SRC-45.7M/WPSS/GMAW/15
A_1  |Drawing No. : |RDSO/B-17181/5/R (Details of Lacing)
%2 Weld Joint description :_|[Fillet 6mm (Lacing Angle welding on Top Chord)
.8 3 Base Metal : |15:2062:2011, Gr E250B0 (10MM X 10MM)
1 4 |Welding Process : |GMAW
.# 5 |Welding Position : |2F
':TB Welding Consumable

T

6.1 Electrode/Wire

< Class : |10f IRS M.46
Type : [1.2mm MIG Wire
Drying Method : IN.A. ﬁ
Flux \/ - )
Class| : . ES\‘"’5:nf{-:l\"v-?-""‘-" »
Type| : [N.A ol fh i,
Drying Method)| : ) ——
Shielding Gas : [co2 s ot
Base metal preparation Material to be cut straight & square by controlled gas cutting. Fusion faces
and adjacent surfaces are cleaned and made free from Crack, Notches, Mill
Scale, Grease Paint, Rust etc., which may affected Weld.
Joint design details : |Part stretch shown.

(Sketch showing arrangements of parts,
weld groove details, weld passes & their
sequence etc.,)

"P-”‘"//-E%
b

610

YT W/ . {

!x-a-io
. 272.5 272.5 | .
I 1
Dy. Chief Enm
Engﬂl !!Q[hhl‘mn

As per IS 4353 -1995, CL7, IRS B1 - 2001, C1. 17.38 Wi Flok?' " <

J. 7.2 |Joint preparation

P_,, Type | : |DC \ .
(——— == Polarity] : [Reverse R T \ ) e
' — ualificatio” Aspects 7310 Parto) =817, . . _ 3\
l-’.’g”w'zlder Qualificatfolt i RN r—SHaivesRae— L

Y SOReaT Y . W, : “ \ -i",: :I
| k'_:_L-I:T—_W-F:Ii!’""ﬂ parame w- >~ A R R ITEE TR e Dy G et T 1.-12




\

G. TRACK AT KM: 133/8
0.5m + 2 X 45.7m) OPEN WEB GIRDER.
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Appendix-V (Ref.CI.26 of BI-2001)
LWAY STATION AT KM 137/970
POWER PLANT AT VEERLA PALEM VILLAGE. PROPOSED BRIDGE NO. 4 (ROR) AT CH:

-9, BETWEEN KONDRAPOL ~ VISHNUPURAM STATIONS ON BN-NDKD SECTION OF GUNTUR

: Electrode i
a5 WEId'“g S s Current Wire Feey Travel Speed | Electrical Stick| Gas Flow
Sequence No, wire dia, P, Arc Voltage (Volt) Speed (enin) ik i) (1/min)

Rewssciae || (mm) P (m/min)
: 1 1.2 200-220 24-28 2.0-4.0 N.A. 15-20 16-18
)?I 12 200-220 24-28 2.0-4.0 N.A, 15-20 16-18

._10.2|  Welding Sequence and technique
T
%-‘ L \ —
%\ 11 (Provision of run-on/run-off tabs N.A.

)_

i3 Cleaning of weld bead before laying of y
B next weld bead h Q /——-\
Root preparation before welding other i s
é’\ B3 Lside of groove weld o i e
(t_ 14 |Preheating and inter pass temperature 100°C to 250°C L r (M
)J_ 15 |Peening N.A.
i’l' 16 |Post weld treatment N.A.
L2 By re-welding after complete removal of defective weld & rectifying the
)--_ 17 |Rectification of weld defect weld as per C1.32.2 of IS 9595-96, using A2 class electrode as pér IRS M28-
. 2020
I
(* 18 linspection of weld Visual, D.P. Test. e
g IR

rlflg Any other relevant detail None. Dy. Chief E“QIMéE‘-L"““
I ——

i AR .&
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WELDING PROCEDURE SPECIFICATION SHEET
"25T LOADING-2008" 45.7 M SPAN OPEN WEB GIRDER

OJECT: PROPOSED RATLWAY SIDING TAKING OFF FROM CH:2027m OF JNPD END OF VISHNUP [LWAY STATION AT KM 137/970

AKEN AS CH: 00.00m) FOR (SX800MW) YADADRI THERMAL POWER PLANT AT VEERLA PALEM VILLAGE. PROPOSED BRIDGE NO. 4 (ROR) AT CH:
+138.00m (CROSSING EXG. TRACK AT KM: 133/8-9, BETWEEN KONDRAPOL — VISHNUPURAM STATIONS ON BN-NDKD SECTION OF GUNTUR
RIVISION) OF SPAN (1X30.5m + 2 X 45.7m) OPEN WEB GIRDER.

Name and éddress of Fabricator

" |Toopran Mandal, Medak Dist.

M/s. GLOBAL STEEL COMPANY , Survey No-12, Kuchavaram Village,

Welding

Procedure specification No.

GSC/22/SRC-45.7M/WPSS/GMAW/16

! 1 Drawing No. RDSO/B-17181/4/R & B-17184/5/R, Section A-A & B-B
% 2 |Weld Joint description Fillet 6mm (Batten Plate welding on Bottom Chord & Top Chord)
T 3 |Base Metal IS:2062:2011, Gr E250B0 (10MM X 10MM / 10MM X 20MM))
h 4 |Welding Process GMAW
‘& 5 |Welding Position 2F
|. 6 |Welding Consumable
A 6.1 |Electrode/Wire
_ Li. Class 1 0f IRS M.46
Type 1.2mm MIG Wire
Drying Method N.A
(e = -
6.2 |[Flux NI
’r Class
-2
_ Type N.A ) ﬂ\_ a
€ Drying Method row agEaTy ArERT (Wi
| \z3latamt Ressarcir Officer 'FM'
6.3 |Shielding Gas o2 asualAeE AT TINITL TG
7.0

Base metal preparation

Material to be cut straight & square by controlled gas cutting. Fusion faces
and adjacent surfaces are cleaned and made free from Crack, Notches, Mill
Scale, Grease Paint, Rust etc., which may affected Weld.

T

GO\ Ty O O

&

T

s

o

S
L e

ﬂ

i

r—
o

;K

i

7.1 |Joint design details Part stretch shown.
(Sketch showing arrangements of parts,
weld groove details, weld passes & their .
e —

sequence etc.,)

<

B o IL]EZ
Dy. Chief Engi -

Engg. Workshop
S.C. Rly, Lallaguds

BATTENS 10 THICK

Joint preparation

As per IS 4353 -1995, CI.7, IRS B1 — 2001, C1. 17.3& WBC - 2001

=

elding Current
L—-—— Type DC 1\! . :
—— =\, Polarity| : |Reverse S- B\ w
%ﬁﬁmmwzm; Srinivas Rao  EXCUf - o=y /!
- w q ‘ii-;-i"_\{:‘: ll -.\_\.i‘_: :|' I] I' (_1;-:-I| I'.';-I-—-—-‘!—_r' 1| Tﬂn | =R : I ' \ .
“-.%‘?. T e e = :,‘EC AROuY I.\.i-". e
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138.00m (CROSSING EXG. TRACK AT KM: 133/8-9, BETWEEN KONDRAPOL ~ VISHNUPURAM STATIONS ON BN-NDKD SECTION OF GUNTUR
. ~IVISION) OF SPAN (1X30.5m + 2 X 45.7m) OPEN WEB GIRDER.

’;FOJECT: PROPOSED RAILWAY SIDING TAKING OFF FROM CH:2027m OF JNPD END OF VISHNUPURAM RAILWAY STATION AT KM 137/970
*‘AKEN AS CH: 00.00m) FOR (5X800MW) YADADRI THERMAL POWER PLANT AT VEERLA PALEM VILLAGE. PROPOSED BRIDGE NO. 4 (ROR) AT CH:

>

(" 10.1|Welding parameters :

%I Welding Ele-c t_rzt_:les Current Arc Voltage (Volt) Wlsre F?d Travel Speed | Electrical Stick | Gas Flow
Sequence No. wire dia. Aripg) rc Voltage (Vo pee. (roin) out (mm) (1/min)
* (mm) (m/min)
N 1.2 200-220 24-28 2.0-4.0 N.A. 15-20 16-18
% 2 1.2 200-220 24-28 2.0-4.0 N.A. 15-20 16-18
'#A 10.2| Welding Sequence and technique
|
¢ b
(I- 11 |Provision of run-on/run-off tabs N.A.
'T Cleaning of weld bead before laying of Yes m
C 12" | next weld bead il
‘ Root preparation before welding other " W
C, = side of groove weld e | \.,,@
| 14 |Preheating and inter pass temperature 100°C to 250°C ' B
4 m
C :
| 15 |Peening NA.
ity
| 16 |Post weld treatment N.A.
O By re-welding after complete removal of defective weld & rectifying the
I - 17 Rectification of weld defect weld as per Cl.32.2 of IS 9595-96, using A2 class electrode as per IRS M28-
(; ] 2020
i Id Visual, D.P. Test. | P p——
{L_E,_ Inspection of we PN AL%
L * i l E TooT
) levant detail None. Engg. Workshop
A ner
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~

WELDING PROCEDURE SPECIFICATION SHEET
"25T LOADING-2008" 45.7 M SPAN OPEN WEB GIRDER

(o
FROIECT: PROPOSED RAILWAY SIDING TAKING OFF FROM CH:2027m OF JNPD END OF VISHNUPURAM RAILWAY STATION AT KM 137/970

/KEN AS CH: 00.00m) FOR (SXBOOMW) YADADRI THERMAL POWER PLANT AT VEERLA PALEM VILLAGE. PROPOSED BRIDGE NO. 4 (ROR) AT CH:
£138.00m (CROSSING EXG. TRACK AT KM: 133/8-9, BETWEEN KONDRAPOL — VISHNUPURAM STATIONS ON BN-NDKD SECTION OF GUNTUR

\Name and address of Fabricator

P]VIS!ON] OF SPAN (1X30.5m + 2 X 45.7m) OPEN WEB GIRDER.

M/s. GLOBAL STEEL COMPANY , Survey No-12, Kuchavaram Village,
Toopran Mandal, Medak Dist.

'Evelding Procedure specification No. GSC/22/SRC-45.7M/WPSS/GMAW/17

1 [prawing No. RDSO/B-17181/4/R & B-17184/5/R, Section A-A & B-B

E 2 |Weld Joint description Fillet 6mm (Diaphragm Plate welding on Bottom Chord & Top Chord)

3 Base Metal 1S:2062:2011, Gr E250B0 (10MM X 20MM / 10MM X 16MM)

& 4  |Welding Process GMAW

'S5 |Welding Position 2F

|__ 6 |Welding Consumable

L 6.1 |[Electrode/Wire

Class 1 0f IRS M.46

T) Type 1.2mm MIG Wire

o Drying Method NA. ﬁ e

I_ 6.2 |Flux \1@24—
Class AN
Type| : |N.A A h

C Drying Method Bt Res .

1]': 6.3 |Shielding Gas : [CO2

|‘ 7.0 |Base metal preparation Material to be cut straight & square by controlled gas cutting. Fusion faces

. |and adjacent surfaces are cleaned and made free from Crack, Notches, Mill

F Scale, Grease Paint, Rust etc., which may affected Weld.

}C 7.1 |Joint design details Part stretch shown.

I (Sketch showing arrangements of parts,

-

o
A

f

4 ™Mo Wa kY e T ( —.(--.— L
o L . i i i W
(o]

T

|

. !
(U]

weld groove details, weld passes & their
sequence etc.,)

DIAPHRAGM
WEB PL. 450x10x564

Dy. Chiet En:‘” ol

Engg. Workshop
GtCt RIY, LB”agUd

L& L L L el I TTT I

|

Joint preparation

: |As per IS 4353 -1995, C1.7, IRS B1 - 2001, CI. 17.3& WBC - 2001

mg_current

Bl N Type | : [DC \ —
ZATECUN, Polarity] ¢ [Reverse S S -\:‘—'ﬁ%‘:ﬁ\:——
i E\‘ Y, ' , - ) SR ;_._,1 1 0™
Wwelding étets an ! — [RefER { T T T — LONET jl
P .O&k i . s




b
»

i——-ﬁi

[--VISION) OF SPAN
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OJECT: PROPOSED RAILWAY SIDING TAKING OFF FROM CH:2027m OF JNPD END OF VISHNUPURAM RAILWAY STATION AT KM 137/970
(+AKEN AS CH: 00.00m) FOR (5X800MW) YADADRI THERMAL POWER PLANT AT VEERLA PALEM VILLAGE. PROPOSED BRIDGE NO. 4 (ROR) AT CH:
138.00m (CROSSING EXG. TRACK AT KM: 133/8-9, BETWEEN KONDRAPOL — VISHNUPURAM STATIONS ON BN-NDKD SECTION OF GUNTUR

(1X30.5m + 2 X 45.7m) OPEN WEB GIRDER.

J:c. 10.1{Welding parameters :

Jﬁ- Welding El'e.Ctm'.jes Current Wik Fent Travel Speed | Electrical Stick| Gas Flow
Sequence No, |  Wire dia. Ao} Arc Voltage (Volt) Spee'd Py Sutto) (1/min)

Jﬁ (mm) (m/min)

e 1 1.2 200-220 24-28 2.0-4.0 N.A. 15-20 16-18

}f 2 1.2 200-220 24-28 2.0-4.0 N.A. 15-20 16-18

N

E 10.2|  Welding Sequence and technique |
% 11 |Provision of run-on/run-off tabs : IN.A.
| ' 1, |Cleaning of weld bead before laying of .
next weld bead e —
13 Root preparation before welding other . Ina =
. side of groove weld i 3\ 72 g
% 14 |Preheating and inter pass temperature 100°C to 250°C aUEs N . oftwcer (M
15 |Peening N.A. ied?
Post weld treatment N.A.

By re-welding after complete removal of defective weld & rectifying the
weld as per C1.32.2 of IS 9595-96, using A2 class electrode as per IRS M28-
2020

Rectification of weld defect

[y
~J

O ,j._‘\ 53—
o

Inspection of weld Visual, D.P. Test.

'

2|

None.

Dy, Chief EngiHee—

Any other relevant detail

dl

Enpy- Workshed

P T | [P

L

1
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~
WELDING PROCEDURE SPECIFICATION SHEET
¥ "25T LOADING-2008" 45.7 M SPAN OPEN WEB GIRDER
~ROJECT: PROPOSED ILWAY SIDING TAKING OFF FROM CH:2027m OF JNPD END OF VISH RAM RAILWA 10 970

RAKEN AS CH: 00.00m) FOR (SX800MW) YADADRI THERMAL POWER PLANT AT VEERLA PALEM VILLAGE, PROPOSED BRIDGE NO. 4 (ROR) AT CH:
+238.00m (CROSSING EXG. TRACK AT KM: 133/8-9, BETWEEN KONDRAPOL — VISHNUPURAM STATIONS ON BN-NDKD SECTION OF GUNTUR

Name and address of Fabricator

%YISION] OF SPAN (1X30.5m + 2 X 45.7m) OPEN WEB GIRDER.

M/s. GLOBAL STEEL COMPANY , Survey No-12, Kuchavaram Village,
Toopran Mandal, Medak Dist.

|Welding Procedure specification No. GSC/22/SRC-45.7M/WPSS/GMAW/18
E 1 Drawing No. RDSO/B-17181/13 (Sectional Plan)
2 |Weld Joint description Fillet 8mm (Pad Plate Welding to End Cross Girder)
'3 Base Metal 15:2062:2011, Gr E250B0 (12MM X 25MM)
4 |Welding Process GMAW
SE Welding Position 2F
6  |Welding Consumable
(6.1 |Electrode/Wire
e Class 1 of IRS M.46
- Type 1.2mm MIG Wire
Drying Method
| ?\ rying N.A. - .L:l-hﬂp"
6.2 |Flux
Class
Type N.A : TG
(@ Drying Method
6.3 |Shielding Gas c0o2
7.0 |Base metal preparation Material to be cut straight & square by controlled gas cutting. Fusion faces
,{,_ and adjacent surfaces are cleaned and made free from Crack, Notches, Mill
. Scale, Grease Paint, Rust etc., which may affected Weld.
|(- 7.1 |Joint design details Part stretch shown.
L, (Sketch showing arrangements of parts,
( weld groove details, weld passes & their PAD PL. 305X1 2X430
i sequence etc.,) 25mm Thick
J
| 1 !
C
L
i b= o
(€] .
Q
o '-r- = -'_...‘... s -
(¢ A Dy. Ehief Walin
‘ . — qh
¢ S.C.Rly, Lallgg:,’
| 8
(¢

Joint preparation

As per IS 4353 -1995, C1.7, IRS B1 - 2001, CI. 17.3& WBC - 2001

Welding Current

e m Type DC _ S \ = \ - _:

L o 7 Pglarity Reverse - ‘_*:zw_...\fuﬂ‘-ﬁ__ '

- 2% B [. 01T ALK T nivas ! \

mficatlo S(s90 \Z 1S 7310 {&’art:f}*Bii' TS N0 ! \\“i = A%

- = 14l @ N ITOr Oy General Manager(C) CAnehr el 1 Tak

. arameter C iy / “yeiiv) NS | Ca
wEId]ngp ,_..&Q&h Q ' 'Z“[ Tl i I e o 1T I 1| 'R B e T +TaTh W [WET
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?‘mscr: PROPOSED RAILWAY SIDING TAKING OFF FROM CH:2027m OF JNPD END OF VISHNUPURAM RAILWAY STATION AT KM 137/970
! AKEN AS CH: 00.00m) FOR (5X800MW) YADADRI THERMAL POWER PLANT AT VEERLA PALEM VILLAGE. PROPOSED BRIDGE NO. 4 (ROR) AT CH:
138.00m (CROSSING EXG. TRACK AT KM: 133/8-9, BETWEEN KONDRAPOL — VISHNUPURAM STATIONS ON BN-NDKD SECTION OF GUNTUR

1IVISION) OF SPAN

> N

(1X30.5m + 2 X 45.7m) OPEN WEB GIRDER.

- 10.1|Welding parameters :
, Elect i
; Welding :irer‘:i?:s Current |, Voltage (Volt) w;re F?d Travel Speed | Electrical Stick | Gas Flow

Sequence No. ' (Amps) & pee (m/min) out (mm) (I/min)
_ (mm) (m/min)

B 13 200-220 24-28 2.0-4.0 N.A. 15-20 16-18

2 1.2 200-220 24-28 2.0-4.0 N.A. 15-20 16-18

10.2] Welding Sequence and technique
g —————

Y
=

Provision of run-on/run-off tabs

N.A.

Cleaning of weld bead before laying of

i
e\

_:—-r'\:—h—H‘ﬂ—"ﬂ“ﬁaﬁ_bﬂ_"ﬁﬁ—',_rﬂ_

12 | hext weld bead 19
13 R_oot preparation before welding other NA " \% e n;:
side of groove weld _gH®

14 |Preheating and inter pass temperature 100°C to 250°C

i —

I 15 |Peening N.A.

" 16 |Post weld treatment N.A.

5 By re-welding after complete removal of defective weld & rectifying the

| 17 |Rectification of weld defect weld as per Cl.32.2 of IS 9595-96, using A2 class electrode as per IRS M28-

2020

Inspection of weld

Visual, D.P. Test.

Any other relevant detail

None.

A L ————_
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WELDING PROCEDURE SPECIFICATION SHEET
25T LOADING-2008" 45.7 M SPAN OPEN WEB GIRDER

OJECT: PROPOSED RATLWAY SIDING TAKING OFF FROM CH:2027m OF JNPD END OF VISHNUPURAM RAILWAY STATION AT KM 137/970
K

i EN AS CH: 00.00m) FOR (5X800MW) YADADRI THERMAL POWER PLANT AT VEERLA PALEM VILLAGE. PROPOSED BRIDGE NO. 4 (ROR) AT CH:

8.00m (CROSSING EXG. TRACK AT KM: 133/8-9, BETWEEN KONDRAPOL — VISHNUPURAM STATIONS ON BN-NDKD SECTION OF GUNTUR
ISION) OF SPAN (1X30.5m + 2 X 45.7m) OPEN WEB GIRDER.

> T

ame and address of Fabricator

M/s. GLOBAL STEEL COMPANY , Survey No-12, Kuchavaram Village,
Toopran Mandal, Medak Dist.

T

elding Procedure specification No.

GSC/22/SRC-45.7M/WPSS/GMAW/19

-3 Drawing No. RDSO/B-17181/13
| 2 Weld Joint description Fillet 10mm (End Plate welding to Cross Girders)
3 Base Metal 1S:2062:2011, Gr E25080 (16MM X 20MM)
4 |Welding Process GMAW
5 Welding Position 2F
6 Welding Consumable
%6.1 |Electrode/Wire
n Class 1 of IRS M.46
'E Type 1.2mm MIG Wire

,_ Drying Method N.A. =
lFE.Z Flux \

B Class NN Y ey
Jr Type N.A ' = (M
W Drying Method -

6.3 [Shielding Gas CcO2
7.0

Base metal preparation

Material to be cut straight & square by controlled gas cutting. Fusion faces
and adjacent surfaces are cleaned and made free from Crack, Notches, Mill
Scale, Grease Paint, Rust etc., which may affected Weld.

Joint design details

Part stretch shown.

SEami o) O 9 or

45 -
: & 4~ (8] .
weld groove details, weld passes & their o | -
sequence etc.,) B~ o
20mm Thick
Web
' 3 END PLATE
C - 16X400X975
I(.
| 19b<rve.
@ P
| Wy |
| S - Dy. Chief Engiba
v i ] Engg. Workshop
I ,L _ 450 | S.C. Rly, Lallaguda

(Sketch showing arrangements of parts,

o

=~
(3 ]

e

N

-

ﬂ

|

Joint preparation

As per IS 4353 -1995, CL.7, IRS B1-2001, Cl. 17.3& WBC - 2001

Welding Current

\ \
Type DC - |
ﬁi‘;’-};&_@{,\ﬁ\\' Polarity Reverse = < L. = = e
p z

<per i 7310 }I;zlrtglj ‘—I"IEJI?:'-' rnivas Rao

Heldddd| I )/or Dy T

A yGeneral anagenc) ' ST DI n

e A%%
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Appendix-V (Ref.C|.26 of BI-2001)
,;FOJECT: PROPOSED RAILWAY SIDING TAKING OFF FROM CH:2027m OF JNPD END OF VISHNUPURAM RAILWAY STATION AT KM 137/970

138.00m (CROSSING EXG. TRACK AT KM: 133/8-9, BETWEEN KONDRAPOL ~ VISHNUPURAM STATIONS ON BN-NDKD SECTION OF GUNTUR

%AKEN AS CH: 00.00m) FOR (SX800MW) YADADRI THERMAL POWER PLANT AT VEERLA PALEM VILLAGE. PROPOSED BRIDGE NO. 4 (ROR) AT CH:

[IVISION) OF SPAN (1X30.5m + 2 X 45.7m) OPEN WEB GIRDER.

€ 10.1/Welding parameters :
q Welding _Ej:ii::?:s Current Arc Voltage (Volt) w;reelzied Travel Speed | Electrical Stick| Gas Flow
Sequence No. (i) : (Amps) 8 (m';min) (m/min) out (mm) (I/min)
il 1 1.2 200-220 24-28 2.0-4.0 N.A. 15-20 16-18
k 2 12 200220 20-28 2.04.0 NA. 15-20 16-18
i
.l 10.2|  Welding Sequence and technique
e

|
e
-.Ik\ 1OB<rrp.
'(‘ [ —

| 11 |Provision of run-on/run-off tabs N.A. Q N

F Cleaning of weld bead before laying of Yes ) '9:7;

. 12 next weld bead \-p-\ﬁ;’" 1T {_ﬂ"\‘j

7 Root preparation before welding other - Rty
I(.- 13 side of groove weld o g gad®
[ 14 |Preheating and inter pass temperature 100°C to 250°C (@ '

.
l 15 |Peening N.A.
I'\‘ 16 |Post weld treatment N.A.

(=1 By re-welding after complete removal of defective weld & rectifying the
[ 17 |Rectification of weld defect :t;;g as per C1.32.2 of IS 9595-9¢, using A2 class electrode as per RS M28-
|-—_—_— ction of weld Visual, D.P. Test,
L 18 |[Inspe Dy Ch.‘uf T
— - oo S

ther relevant detail _ None, Engg. w

D19 AP e s Workshap

L_——’_J %:'\‘-/':___\Oj& - Iy I T
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WELDING PROCEDURE SPECIFICATION SHEET

: PROPOSED RAILWAY SIDING TAKING OFF FROM CH: 2027rn JNPD END OF VISHNUPURAM RAILWAY STATION AT KM 137/970
E:;(EN AS CH: 00.00m) FOR (5X800MW) YADADRI THERMAL POWER PLANT AT VEERLA PALEM VILLAGE. PROPOSED BRIDGE NO. 4 (ROR) AT CH:

8.00m (CROSSING EXG. TRACK AT KM: 133/8-9, BETWEEN KONDRAPOL — VISHNUPURAM STATIONS ON BN-NDKD SECTION OF GUNTUR
?.VISDN) OF SPAN (1X30.5m + 2 X 45.7m) OPEN WEB GIRDER.

Name and address of Fabricator ; M/s. GLOBAL STEEL COMPANY , Survey No-12, Kuchavaram Village,
Toopran Mandal, Medak Dist.
Weldmg Procedure specification No. : |GSC/22/SRC-45.7M/WPSS/GMAW/20
(o 1 Drawing No. . |RDSO/B-17181/13 (Detail "Y")
I Weld Joint description : |Single Bewel Welding of End Plate with Cross Girder & Fillet 12mm
r 3 Base Metal : |15:2062:2011, Gr E250B0 (16MM X 25MM)
I Welding Process : |GMAW
,f‘ 5 |Welding Position : |2F
| 6 Welding Consumable
Ihﬁ.l Electrode/Wire
= Class : |10f IRs M.46
’r Type : [1.2mm MIG Wire
? Drying Method - INLA.
(9! - i Y
| 6.2 [Flux \| p)
( Class| : W
C s
l_ Type| : |IN.A i 2, C il
C Drying Method| : gyad 9O
| R
'(\ 6.3 [Shielding Gas : [co2
I 7.0 |Base metal preparation Material to be cut straight & square by controlled gas cutting. Fusion faces
and adjacent surfaces are cleaned and made free from Crack, Notches, Mill
Scale, Grease Paint, Rust etc., which may affected Weld.
F 7.1 |Joint design details : |Part stretch shown.
B (Sketch showing arrangements of parts,
(\' weld groove details, weld passes & their ¥
L sequence etc.,) ‘ 5
1 of 1
| p- . ‘
5 WELD MATRIAL
v
¢ Tumn—-rﬂ_‘““
I L__ DY. Chlef Eng| g@l‘——-\
e M E”QQ Workshop
__H Bl 8.C. Ry, Lallagud=
§!?
L 22 Dot preparation : |As per IS 4353 -1995, CI.7, IRS B1 - 2001, CI. 17.3& WBC - 2001
’ elding Current
_8 Ak % ZeLCo N Type | : |DC "
F.’" ::‘/ (\:0‘1\ larity| : |Reverse =
5 . 1S 731D (Partal Lk S rMIVAs Ra
§ o |welder Qualificatio {L@K ) J “ X 15_?:!1&’1‘4?? ) ~817 : = iy
ing paramete c Q' ¢ TAGHDAI ) ar Ly.Gereral TTanager(C)
—0 |WeldingPp = v —oy——————————
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K'IDJECT: PROPOSED RAILWAY SIDING TAKING OFF FROM CH:2027m OF JNPD END OF VISHNUPURAM RAI
:rAKEN AS CH: 00.00m) FOR (5X800MW) YADADRI THERMAL POWER PLANT AT VEERLA PALEM VILLAGE. P
138.00m (CROSSING EXG. TRACK AT KM: 133/8-9, BETWEEN KONDRAPOL — VISHNUPURAM STATIONS O

[IVISION) OF SPAN (1X30.5m + 2 X 45.7m) OPEN WEB GIRDER.
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Appendix-V (Ref.C1.26 of BI-2001)

[WAY STATION AT KM 137/970
ROPOSED BRIDGE NO. 4 (ROR) AT CH:
N BN-NDKD SECTION OF GUNTUR

- 10.1|Welding parameters :
: . Electrodes Wi
. Welding S i Current | Voltage (Volt) ;‘:;Td Travel Speed | Electrical Stick| Gas Flow
quence No. ’ A i i
Aﬁ - (Amps) (m/min) (m/min) out (mm) (1/min)
1 1.2 200-220 24-28 2.0-4.0 N.A. 15-20 16-18
. < 12 200-220 24-28 2.0-4.0 N.A. 15-20 16-18
b 10.2| Welding Sequence and technique [ : ]1,2
| < ‘
| 11 [Provision of run-on/run-off tabs N.A.
O —sning orweid bead bators laying of :
' 0 12 | next weld bead =
o Root preparation before welding other NA
]c 13 side of groove weld S
l 14 |Preheating and inter pass temperature 100°C to 250°C
l' 15 |Peening N.A.
[ ( 16 |Post weld treatment N.A.
C— By re-welding after complete removal of defective weld & rectifying the
[ 17 Rectification of weld defect weld as per Cl.32.2 of IS 9595-96, using A2 class electrode as per IRS M28-
‘ 2020
fi:: Inspection of weld Visual, D.P. Test,
detail one. Engg. W
Any other relevant ! 99. Workshop
Y '/H_.n \ Qﬂ pl":'."‘l_n”;qql s

K;ﬁ-
A
w

0N\
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Appendix-V (Ref.C1.26 of BI-2001)

‘_F WELDING PROCEDURE SPECIFICATION SHEET

Q "25T LOADING-2008" 45.7 M SPAN OPEN WEB GIRDER
! mmmﬁ
KEN AS CH: 00.00m) FOR (SX800MW) YADADRI THERMAL POWER PLANT AT VEERLA PALEM VILLAGE. PROPOSED BRIDGE NO. 4 (ROR) AT CH:
£238.00m (CROSSING EXG. TRACK AT KM: 133/8-9, BETWEEN KONDRAPOL — VISHNUPURAM STATIONS ON BN-NDKD SECTION OF GUNTUR
?&S'ONI OF SPAN (1X30.5m + 2 X 45.7m) OPEN WEB GIRDER.
M/s. GLOBAL STEEL COMPANY , Survey No-12, Kuchavaram Village,

" [Toopran Mandal, Medak Dist.

IName and address of Fabricator

|_Weldina Procedure specification No. . [Gsc/22/src-45.7M/WPss/GMAW/21

{1 Torawing no, : |RDSO/B-17181/13 (Detail "X")

|2 |WeldJoint description : |single Bewel Welding & Fillet 12mm of Bracket
3 [Base Metal : [15:2062:2011, Gr E250B0 (10MM X 10MM)

l___ 4  |Welding Process : |GMAW
5 [Welding Position : |2F
6  [Welding Consumable

r

rﬁ.l Electrode/Wire

" Class : |10f IRS M.46
Type : |1.2mm MIG Wire
c\ Drying Method . INA. (\ —
[ 62 |Flux o -
O Class| : ":’w\?’ T
, Type| : |N.A agaur . '_ ricer (M
IC Drying Method| : : = "_ -t :
6.3 _|Shielding Gas : |co2
’ 7.0 |Base metal preparation Material to be cut straight & square by controlled gas cutting. Fusion faces
(" . |and adjacent surfaces are cleaned and made free from Crack, Notches, Mill

Scale, Grease Paint, Rust etc., which may affected Weld.

K=K

Joint design details : |Part stretch shown.
(Sketch showing arrangements of parts,
weld groove details, weld passes & their @

sequence etc.,) b
TAPPERED

LIS )— | A
1 10 200 AT TOP )/ Dy- Chief Engifea |

Engg. Worksnép
.C. Rly, Lallz~ ™2

~ 5~

FILLED UP u_

(¢
-‘ e
| WELD MATR oL 2000050

[E—
i : |As per IS 4353 -1995, C1.7, - !
Joint preparation P Cl.7, IRS B1-2001, CI. 17.3& WBC 2001

L?.Z
alding CUrTe A\ \

i 3 cUrrent
welding .

| Welding Curren Type [ : [bC S = ] *
L ery]_ g \

[ . & 721 b I S TIvAs Rag =)
o Qualiicatia_one) A S ep310 (Part-) 817 N
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ROJECT: PROPOSED RAILWAY SIDING TAKIN
AKEN AS CH: 00.00m) FOR (SX800MW) YA
138.00m (CROSSING EXG. TRACK AT KM: 1
VISION) OF SPAN

2 SE

Page-4

Appendix-V (Ref.Cl.26 of BI-2001

G OFF FROM CH:2027m OF JNPD END OF VISHNUPURAM RAILWAY STATION AT KM 137/970
DADRI THERMAL POWER PLANT AT VEERLA PALEM VILLAGE. PROPOSED BRIDGE NO. 4 (ROR) AT CH
33/8-9, BETWEEN KONDRAPOL — VISHNUPURAM STATIONS ON BN-NDKD SECTION OF GUNTUR
(1X30.5m + 2 X 45.7m) OPEN WEB GIRDER.

s

-1|Welding parameters :

Welding . Ele.Ctmt.ies Current ARENGlE Volt w;re F?d Travel Speed | Electrical Stick | Gas Flow
Sequence No. wike g, (Amps) reVolRge (ol pee' (m/min) out (mm) (I/min)
J- (mm) (m/min)
() 1 13 200-220 2428 2.04.0 NA. 1520 16-18
g 2 1.2 200-220 24-28 2.0-4.0 N.A. 15-20 16-18
|_ 10.2| Welding Sequence and technique
A k \
s b \
>
T

N

11 |Provision of run-on/run-off tabs N.A. Wﬁbﬁ (ﬁ_‘_’i:-
Cleaning of weld bead before laying of Yes —
| 12 next weld bead i
Ay— Root preparation before welding other o
T 13 side of groove weld
f 14 |Preheating and inter pass temperature 100°C to 250°C
‘( 15 |Peening N.A.
" 16 |Post weld treatment N.A.
‘ By re-welding after complete removal of defective weld & rectifying the
| Rectification of weld defect weld as per Cl.32.2 of IS 9595-96, using A2 class electrode as per IRS M28-
¢ N 2020
I Visual, D.P. Test. L
‘ 18 |ﬂ5peaion of weld D-,: Ghiaf F:nguL& {:‘L‘“\‘
ail X None. Engg. Workshop
T Any other relevar}’tr‘\ rx’fb‘,\\\\ ’
§ | o T AN —§.C.Riy, Lallagud
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Appendix-V (Ref.CI.26 of BI-2001)

WELDING PROCEDURE SPECIFICATION SHEET

K%

ame and address of Fabricator

M/s. GLOBAL STEEL COMPANY , Survey No-12, Kuchavaram Village,
Toopran Mandal, Medak Dist.

l H . .

f_\fe ding Procedure specification No. GSC/22/SRC-45.7M/WPSS/MMAW/22
}\ 1 Drawing No. RDSO/B-17181/R

L2 |Weld Joint description Tack Weld (5mm)
(,'\ 3 |Base Metal 15:2062:2011, Gr E250B0 (10MM X 10MM)
(L\ 4 |Welding Process MMAW
g.\ > |Welding Position 1F/2F

6 |Welding Consumable

5 6.1 |Electrode/Wire

- Class A2 of IRS M28-2012

é\ _ Type Medium Coated.

i Drying Method As recommended by the Electrode Manufacturer.
(62 |Fiux

Class th

i\ Type N.A T (g

s Drying Method ' i
(J_\ F e =

" 6.3 [Shielding Gas N.A
Fusion faces and adjacent surfaces are cleaned and made free from
| 7.0 |Base metal preparation cracks, notches, mill scale, grease, paint, rust etc., which may affect weld

quality.

Joint design details

(weld beads details, weld passes & their
sequence etc.,)

Length of tack Weld 50mm Gap between two tack Weld appr.300mm

P,
[N}

Joint preparation

As per IS 4353 -1995, C1.7, IRS B1 - 2001, CI. 17.3

Cy—C)

&
(<}

|

|

o ——

e —

welder Qualification

Welding Current

o Ol o

Type e

e . kshop
Engg. Wor

Polal"iw Reverse S-C' Rly, Lallaa ud:

Wi A

As per IS 7310 (Part-1) - 1974

chnigue
welding paramETffaéﬁdi\(ﬂ o

— O
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0 Appendix-V (Ref.CI.26 of Bl -2001)

O PROJECT: PROPOSED RAILWAY SIDING TAKING OFF FROM CH:2027m OF JNPD END OF VISHNUPURAM RAILWAY STATION AT KM 137/970 .
(TAKEN AS CH: 00.00m) FOR (SX800MW) YADADRI THERMAL POWER PLANT AT VEERLA PALEM VILLAGE. PROPOSED BRIDGE NO. 4 (ROR) AT CH:
1138.00m (CROSSING EXG. TRACK AT KM: 133/8-9, BETWEEN KONDRAPOL — VISHNUPURAM STATIONS ON BN-NDKD SECTION OF GUNTUR

DIVISION) OF SPAN (1X30.5m + 2 X 45.7m) OPEN WEB GIRDER.

(@)

10.1 |Welding parameters :
Weldi ire Feed | Travel Speed | Electrical Stick | Gas Flow
O ing .Elec?rodes Current Arc Voltage (Volt) Wire Fee P min)
A Sequence No. |wire dia. (mm)|  (Amps) Speed (m/min)|  (m/min) out (mm) (
O 1 4 180-210 24-27 N.A. N.A. N.A. N.A.
&
| 10.2 Welding Sequence and technique
= a |
q 11.0 |Provision of run-on/run-off tabs : IN.A.
C 12,0 |Cleaning of weld bead before laying of | [
next weld bead
O Root preparation before welding other
13.0 | . : [N.A.
side of groove weld il
O 14.0 |Preheating and inter pass temperature : |N.A. W rAT
O 15.0 |Peening : IN.A.
O 16.0 |Post weld treatment : |N.A.
O 17.0 |Rectification of weld defect : |By re-welding after complete removal of defective weld.
5 . ;
,ﬂ 18.0 |Inspection of weld . |Visual, D.P. Test.
|
C/I 19.0 |Any other relevant detail : |None. [ ;
L = Blatof [ !-IE
F o LIV, IO =117t




