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)
91.4m clear span

MODEL WPSS No- RDSO/ Infra-1l/ B&S/ RG/
OWG./ WPSS 91.4 series (43 nos)
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ADIN
Welding Procedure Specification Sheet (WPSS)
Name and Address of Fabricator . Mis M.G.Contractors Pvt. Ltd.,
Vill- Gola, Kalpi-Naraingarh Road,
Opposite E-max Education City,
Mullana, Ambala (HR) 133104
Welding procedure spacification No. MGC PL/20-21/DF CCILISSM-RFO/91 AMISAW/WPSS-01
1. Drawing No. RDSO/B-17184 (LO-L1-L2)
DETAILS OF BOTTOM CHORD
2. Weid joint description WEB(16 MM) WITH FLANGE (12MM) FILLET WELD (BMM)
A Base melal 1S:2062 - 2011 E 350 Quality -B0
4, Welding process Submerged Arc Welding {SAW)
5 Welding position Flat (1F)
6. Welding consumables
61 Elecirodeiwire — Electrode Class: W2 of IRS M.39
Type: Copper coated solid wire
Dia: 4.0 mm (copper coated)
Drying Method: N.A
62  Flux Class: F2 of IRSM.39
Type: : Agglomerated
Drying Method: 250° C 1o 300° C for two hour before use.
6.3  Shielding gas N.A
7.0  Base melal preparation Fusion faces and adjacent surfaces are cleaned and made
free from cracks, notches, mill scale, grease, paint, rust etc.,
which might affect weld quality.
74 Joint design details Sketch showing arrangements of parts, weld groove detalls,
weld passes & their sequence elc
N o
MM FILLET WELD @ >
__FLANGE 150 X12 THK f S &
\ B
WEB 620X16 THK N8 MM
: /[ “"FILLET
,/ WELD

7.2 Joint preparation ;smper IS 4353- 1985, CI. 7, IRS B1 - 2001, CI. 17.3, A WBC -

\ 1 !

\
: Type: DC

y Polarity: Reverse

1.
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91.4M OWG (25T DING

e ation t
i . M/s M.G.Contractors Pyt Ltd.,
: S B0 MM IR Vill- Gola, Kalpi-Naraingarh R‘_oad.
) Opposite E-max Educamng“w.
Mullana, Ambala (HR) 133
= Welding procedure specification No. MGCPL/20-21 JDFGCIUSSM-RFO.*NAM!SAWSS-
02
awing . RDSO/B-17184 (L2-L3-L4)
T PR DETAILS OF BOTTOM CHORD

H FLANGE (! SMM)FILLET WELD (8MM)

joi i . WEB(20 MM) WIT!

5 2, AR WEB{?:ZDMM]MTH ADDITIONAL(16MM) PLATE (8 MM)

3 Base metal 18:2062 - 2011 E 350 Quality -BO

4 Welding process Submerged Arc Welding (SAW)

5. Welding position Flat

8. Welding consumables -

6.1 Electrodehwire — Electrode N\ Class: w2 of IRS M.
B .&“ & Nype Copper coated solid Wire

e 4’&>Dia 4.0 mm (copper coated)
&
Drying Method: N.A
62  Flux Class: F2of IRS M.38

Type: : Agglomerated

Drying Method: 250°C to 300° C for two hour before use.

6.3  Shielding gas NA

7.0 Base metal preparation . Fusion faces and adjacent surfaces are cleaned and made
free from cracks, notches, mill scale, grease, paint, rust elc.,
which might affect weld quality.

& 7.4 Joint design details . Skelch showing arrangements of parts, weld groove details,
weld passes & their sequence elc.

-8 MM FILLET WELD
ke __FLANGE 150 X16 THK

N

\_{},3 MM
SFILLET

-

/"~ WELD

WEB 620X20 THK
\

As per IS 4353- 1885, CI. 7, IRS B1 - 2001, CI. 17.3, & WHC -

72 I'.I Joint preparation
2001
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91.4M 25T LOADING

Type: DC
Polarity: Reverse

8 Welding current

8. Welder qualification First welder as per 1S.7307(Part-l) First welder at al test then
other welder As per IS 7310 (Part I)~1874

10.  Welding paramelers and technique

10.1  Welding parameter

‘ Weld Pass Electrodes/ Current | Arc Voltage | Wirefeed | Travel Electrode | Gas flow i
| | Wira dia. Amp. (volt) Speed Speed Stick out (Vmin)
| Front | Back {mm) {m/min) (m/min) (mm) !
| Fida Side =R N L4
single | single 4 450-550 28-30 controlled by | 0.45-0.50 1520 | NA [
current |
102 Welding sequence

“8 MM FILLET WELD
_~FLANGE 150 X16 THK
3

WEB 620X20 THK

f L9 1’5‘.&
11.  Provision of running & run off tabs © Yes f .‘o .
o

12.  Cleaning of weld bead before laying next weld :  NA. &°* »
bead : 4*

14. Root preparation before welding other side of NA. e
groave weld

14. Preheating & interpass lemperature - Min-150°C |, Interpass Max.- 2500C

15. Peening y N.A

16. Post weld treatment H N.A.

17. Rectification of weld defects By grinding of the defective weld & rectifying the weld

as per Cl 32.2 of IS 9595-86, using A3 class of

eleclrodes of specn IRS M.28-12 after conducting D P
lest.

1B.  Inspection of weld Visually, D.P.Test & Magro Elching

/



y\r

: . |
2P P PP PPN PN 09999V I2II2IIIIIINY

91.4M OWG (25T LOADING)

eldin dure Specification $ PS

- Mis M.G.Contractors Pvt. Ltd.,

Name and Address of Fabricator
Vill- Gola, Kalpi-Naraingarh Road,
Opposite E-max Education City,
Mullana, Ambala (HR) 133104
Welding procedure spacification No. MGCPL/20-21/DFCCI LISSM-RFO/91 4MISAWMWPSS-03
RDS0O/B-17184 (L4-L5-L6)

1 Drawing No. :
DETAILS OF BOTTOM CHORD

WEB(25 MM) WITH FLANGE (20 MM)FILLET WELD (8MM)

£ Weld joint description d
WEB(25 MM) WITH ADD.(16 MM) FILLET WELD (8 MM)
3. Base metal 15:2062 ; 2011 E 350 Quality BO
4. Welding process Submerged Arc Welding (SAW)
5 Welding position Flat
6. Welding consumables '
6.1 Electrode/wire — Electrode Class: W2 of IRS M.39
Type: Copper coaled solid wire
Dia: 4,0 mm (copper coated)
Q
& Drying Method: NA

6.2 Flux Class: F2of IRS M.39

Type: : Agglomerated
Drying Methed. 250°C to 300°C for two hour before use.

MN.A

6.3  Shielding gas

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

7.0 Base metal preparation

7.1 Joint design details ©  Skeich showing arrangements of parts, weld groove details,
weld passes & their sequence elc,

~8 MM FILLET WELD
__FLANGE 150 X20 THK

N

\____%8 MM

JFILLET
/’ WELD

WEB 620X25 THK

/,_ifADDL-WEB 480 X16 THK

7.2 , Joinl preparation T : As perlS 4353-1
| y, \'-3"0} ﬁ-’:’: 20016 3- 1905, Cl. 7, IRS B1 —.2001 Cl. 17.3, & WBGC -
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91.4M OWG (25T LOADING)

8. Weldi . Type: DC
e Polarity: Reverse
then
Welde ificali . First welder as perlS-7307(part-l) First welder at all test
) P other welder As per IS 7310 (Part 1) - 1874 _

10.  Welding parameters and technique

10.1  Welding parameter

flow
Current Arc Vollage Wire feed ‘ Travel | Electrode Gas fl

S Emrgzls! Amp. (\-'nllt,':iﬁl Speed . Speed | Stick out {U/min)
Front Back {mm) (mimin) | (mifmin) (mm) 1
side | Sige | 1 1 1 B = .
single | single 4 450-500 28-30 conlrolled by |ﬂ. 5-0.50 | 15-20 NA i

current

10.2 Welding sequence

LANGE 150 X20 THK
3

11.  Provision of running & run off tabs : Yes
12, Cleaning of weld bead before laying next weld : N.A, -
bead
.
N.A.

13.  Root preparation before welding other side of
groove weld

14, Prehealing & interpass temperature Min-150°C , Interpass Max- 250°C

15.  Peening N.A

16. Post weld treatment N.A.

17.  Reclificalion of weld defects : By grinding of the defeclive weld & reclifying the weld
as per Cl 322 of IS 9585-96, using A3 class of
:aleclloues of specn IRS M.28-12 after conducting D P
est.

Visually, D.P.Test & Macro Etching

r

18. Inspection of weld
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Name and Address of Fabricator

Opposite E-max Education City,
Mullana, Ambala (HR) 133104 -
Welding procedure specification No. MGCPUZO-QHDFCCIUSSM—RFDml.AM!SAWMF‘SE:-UJA
1 Drawing No. . RDSO/B-17184 (L6-LT)
DETAILS OF BOTTOM CHORD
2. Weld joint descnption . WEB({25 MM) WITH FLANGE (25 MM JFILLET WELD (BMM)
WEB(25 MM) WITH ADD.(25 MM) FILLET WELD (B MM)
3. Base melal 15:2082 : 2011 E 350 Quality BO
4. Welding process submerged Arc Welding (SAW)

5. Welding position Flat

6. Welding consumables -

6.1 Electrode/wire — Electrode . Class. W2 of IRS M.38
Type: Copper coated solid wire
Dia. 4.0 mm (copper coaled)

Drying Method: MN.A
6.2 Flux Class: F2of IRS M.39
v Type: : Agglomerated
.3' < Drying Method: 250°C to 300° G for two hour before use.
Q

a”&p
6.3 Shielding gas ‘o . NA

-

70  Basemetal prepamiﬁ. . Fusion faces and adjacent surfaces are cleaned and made
free from cracks, notches, mill scale, grease, paint, rust etc,,
which might atfect weld quality.

71 Joint design details . Skelch showing arrangements of parts, weld groove details,

WEB 620X25 THK

72

1,.4M OWG (25T LOADING

Specification t

. M/s M.G.Conlractors Pvt. Ltd.,
Vill- Gola, Kalpi-Naraingarh Road,

weld passes & their sequence elc.

~8 MM FILLET WELD
~ _ FLANGE 150 X25 THK

\\_ b 8 MM
S FILLET
~  WELD
i

’j ‘ADDL.WEB 480 X25 THK

_____ i’

Joint preparation ’\rﬂTﬁ 3 :
PAO DG 2001

&

ﬁm

As per IS 4353- 1095, CI. 7, IRS B1 - 2001, C1. 173, & WBC -
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M OW LOADING

Walding Procedure Specification Sheet (WPSS)

Name and Address of Fabricator - M/s M.G Contractors Pvt. Ltd.,

Vill- Gola, Kalpi-Naraingarh Road,

Opposite E-max Education City,
Mullana, Ambala (HR) 133104

Weiding procedure specification No. MGCPL/20-21/DF CCILSSM-RFO/91 4AMISAWMWPSS-U3A

1

1
o0 o & W

6.2

6.3

70

WEB 620X25 THK\

72

Drawing No. ©  RDSO/B-17184 (L6-LT)
DETAILS OF BOTTOM CHORD

Weld joint descnption . WEB(25 MM) WITH FLANGE (25 MM)FILLET WELD (8MM)
WEB(25 MM) WITH ADD (25 MM) FILLET WELD (8 MM)

Base melal . 1S:2062 : 2011 E 350 Quality BO

Welding process . Submerged Arc Welding (SAW)

Welding position . Flal

Welding consumables

Electrode/wire — Electrode . Class. W2 of IRS M.38
Type: Copper coated solid wire

N Dia. 4.0 mm (copper coated)
Drying Method. NA

Flux Class: F2of IRS M.39
Type: : Agglomerated
Drying Method; 250° G to 300°C for twa hour before use

Shielding gas N.A

@

Base melal prapaﬁiial . Fusion faces and adjacent surfaces are cleaned and made
free from cracks, nolches, mill scale, grease, paint, rust elc.,
which might affect weld quality.

Joint design details * Sketch showing arrangements of parts, weld groove details,

weld passes & their seguence elc.

8 MM FILLET WELD
™~ FLANGE 150 X25 THK

\\_ 8 MM

¥ FILLET

/ WELD

7z

/_ -ADDL.WEB 480 X25 THK

a\\

Joint preparation -, cﬂ?} A ;. Agper IS 4363- 195, CI. 7, IRS B1 - 2001, CI 173 & WBC -

2001

o

o - "
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8. Weilding current

9. Welder qualificalion

81.4M O

10.  Welding parameters and lechnique

10.1  Welding parameler

LOADING

Type: DC

Polarity: Reverse

First welder as perlS-7307(part-l) First welder at all test then
olher welder As per IS 7310 (Part ) - 1874

Weld Pass Electrodas/ Current | Arc Voltage | Wire feed Travel Electrode Gas flow
B Wire dia. Amp. (v:::;g | Spoed Speed Stick out (Venim) |
| Front | Back {mm) {m/min) (mimin) (mm) |
side Sida | =
[“single | single 4 450-550 2830 | controlled by | 0.45-0.50 1520 NAT
L l current — B
10.2 Welding sequence

WEB 620X25THK

1. Provision of running & run off tabs

12, Cleaning of weld bead before laying next weld

bead

13 Root preparation before welding other side of
groove weld

14. Preheating & interpass temperature

15 Peening

16 Post weld treatment

17. Rectification of weld defects

18. Inspection of weld

MM FILLET WELD
_AFLANGE 150 X25 THK

3

Yes

NA.

NA,

Min-150°C | Interpass Max- 250°C

NA

N.A

By grinding of the defective weld & rectifying the weld
as per Cl 32.2 of IS 959596, using A3 class of
elactrodes of specn IRS M.28-12 afer conducting D P

lest.

Visually. D P Test & Macro Elching
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Welding procedure specification No.

91.4M O 25T L

Welding Procedure Specification Sheet (WP3S)

Name and Address of Fabricator - M/s M.G.Contractars Pvt Lid.,

Vill- Gola, Kalpi-Naraingarh Road,

Opposite E-max Education City,

Mullana, Ambala (HR) 133104 .
MGCPU?.O—:!HDFGCIUSSM-RFOJM.4MISAWM|‘PSS—O4

1 Drawing No. . RDSO/B-17184 (U0-U1-U2)
DETAILS OF TOP CHORD

WEB (10MM) WITH FLANGE (18MM) FILLET WELD (8MM)
WEB(10 MM) WITH TOP PLATE(12MM) OUTER SIDE (8MM)

1S:2062 : 2011 E 350 Quality-BO

2. Weld joint description

3. Base metal
4, Welding process Submerged Arc Welding (SAW)
5. Welding position . Fiat
6. Welding consumables
6.1  Electrodelwire — Electrode . Class: W2 of IRS M.39
Type: Copper coated solid wire
\ Dia: 4.0 mm (copper coated)
“:9{" .»ﬂ'ying Method: N.A
6.2 Flux Class: F2of IRSM.38

Type: ; Agglomerated
Drying Method: 250°C 1o 300° C for two hour before use.

N.A

6.3 Shielding gas

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

70  Basemetal preparath

7.1 Joint design details :  Sketch showing arrangements of pars, weld groove delails,
weld passes & their sequence elc.

TOP 634X12 THK.

8 MM FILLET WELD/

WEB 620X10 TH
WEB 620X10 THK B ki
FILLET
/ WELD

““\FLANGE 150 X16 THK

72 Jointpreparation  ~luql P, - As per IS 4353- 1995, CI. 7, IRS B - 2001, CI. 17.3, & WBC -

1 b e !
\ ; rk:}"f- -.'.f'r 2001

\q,\
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91.4M OWG (25T LOADI

Type: DC

Polarily. Reverse

First welder as per 15-7307(part-l) First welder at all test then
other welder As per IS 7310 (Par 1)-1974

8. Welding current

9 Welder qualification

10 Welding parameters and technique

101 Welding parameter

Weld Pass Electodes/ | Curment | Arcvoliage | Wire feed Travel Clectrode | Gas flow |
I | Wire dia. Amp. [ (volt) Speed W Speed Stick out {/min)
Front | " Back {mm) ' {m/min) {mJmin) (mm)
| side Side | | = .
single | single 4 | 450-550 28-30 controlled by | 0.45-0.50 15-20 l
l ‘ | I current
102 Welding sequence

TOP 634X12 THK

3

WEB 620X10 THK\

1. Provision of running & run off tabs

12.  Cleaning of weld bead before laying next weld

bead

13.  Root preparation before welding other side of

groove weld

14 Preheating & inlerpass temperature
15.  Peening
16. Post weld trealment

17. Rectification of weld defects

18. Inspection of weld

S EILLET WELD 8 MM

o\-'ﬁ
=3 1 K .@' %y
“FLANGE 150 X16 THK P “ﬂ’
\
yes ‘ ﬂpé &
NA. ‘ e
.y"ﬁ'

N.A.

Min-150°C , Interpass Max- 250°C
N.A
N.A.

By grinding of the defective weld & reclifying the weld
as per Cl 32.2 of IS 08505-86, using A3 class of
:Fe'clrndes of specn IRS M.28-12 afier conducting D P
esl.

Visually, D.P Test & Macro Eiching
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14 25T LOADING

Welding Procedure Specification Sheet (WPSS)

Name and Address of Fabricator : M/s M.G Contractors Pt Ltd.,

Welding procedure specification No. MGCPL/20-21/DFCCIL/SSM-RFO/91 4AMIGMAW/WPSS-05
1. Drawing No. ¢ RODSO/B-17184 (U2-U3-U4)
DETAILS OF TOP CHORD
2. Weld joint description . WEB(10 MM) WITH TOP PLATE (12MM) INNER SIDE (BMM)
3 Base metal 15,2062 ; 2011 E 350 Quality BO
4 Walding process : GMAW
5. Welding position : horizontal
6. Welding consumables i

61  Electrodeiwire - Electrode . Class: Class 1 of IRS M .46
Type: Copper coaled solid wire
Dia: 1.2 mm (copper coated)

.,i\ Dmn.g Method: N.A
o R
82  Flux ‘ﬂ‘ Class; NA.
6
o Type: - NA
Drying Method: N.A.
PO

63 Shielding gas }# ¢ CO:

7.0  Base metal prepaﬁj.o‘n . Fusion faces and adjacent surfaces are cleaned and made
free from cracks, notches, mill scale, grease, paint, rust eic , .
which might affect weld quality '

71 Joint design details Skelch showing arrangements of parts, weld details, weld
passes & their sequence efc

TOP 634X12 THK
Y
8 MM FILLET WELD
WEB 620X10 THK
\
FLANGE 150 X22 THK
72 Joint preparation —— . AsperlS10178,ClL 7,IRS B1-2001,Cl 173, & WEC - 2001
saant P
A Welding current I’_ﬁ“& - “‘-;',_'\ Type naG

Vill- Gola, Kalpi-Naraingarh Road,

Opposite E-max Education City,
Mullana, Ambala (HR) 133104

o " i J

& o) L (SIS . Polarity: Reverse
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91.4M OWG (25T LOADING)

First welder as per 1S-7307(part-1)First welder al all test then

a Welder qualification other welder As per IS 7310 (Part - 1974
10 Welding parameters and technique
101 Welding parameter
e , “Electiode | Gasflow
[ Gunent | Arc Voltage | Wire feed Travel | Electiode | Gasf
WeidPass | Elecodes/ | Curer e | Speed | Stckowt | (min) |
Front | Back |  (mm) (m/min) (mi/min) e |
| side Side R - s ;
single 12 10220 | 2226 | Conlrolledby | NA 12-15 “ 1518
| current —
102 Welding sequence
TOP 634X12 THK,
\
WEB 620X10 THK ILLET WELP 8 MM
LANGE 150 X16 THK
11.  Provision of running & run off tabs yes
12, Cleaning of weld bead before laying next weld N.A.
bead
13. Root preparation- before welding other side of : N.A.
groove weld
14.  Prehealing & interpass lemperature Min-75°C | Interpass Max- 250°C f >
15 Feening N.A
16.  Post weld treatment N.A,
17. Rectification of weld defects By grinding of the defective weld & rectifying the weld
as per Cl 32.2 of IS 9595-96, using A3 class of
;’l:;:trodes of specn IRS M 28-12 after conducting D P
18, Inspection of weld Visually, D.P.Test & Macro Etching

i
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g91.4M OWG (25T LOADING)

eldin Procedure S ecification Sh { (WPSS

. M/s M G.Contractors pvt Ltd.,

Name and Address of Fabricator
vVill- Gola, K.alp:-Naramgarh Road,
Opposite E-max Education City,
Mullana, Ambala (HR) 133104
Welding procedure specification No. MGCPU?O-Z11DFCCIUSSM-RFO;‘91.4Mi'5NNﬂNP SS-06
1 Drawing Na. 4 RDSDI‘B-ﬂ‘in (UZ-US—U4)
DETAILS OF TOP CHORD
2. Weld joint descnption . WEB (20 MM) WITH FLANGE (16MM) FILLET WELD (BMM)
WEB(20 MM) WITH TOP PLATE(16MM) OUTER SIDE (BMM)
3 Base melal |5:20682 ;2011 E 350 Quality BO
4, Welding process Submerged Arc Welding (SAW)
5. Welding position Flat
6. Welding consumables
6.1 Electrodaiwire — Elecirode Class: W2 of IRS M.39
Type: Copper coated solid wire
Dia: 4 0 mm (copper coaled)
) | :
\‘\Q\&\ Drying Method: NA
8.2 Flux i @x‘g\aass F2of IRSM.39
gt @ Tyee Agglomerated
g ; .{‘:;"3"* Drying Method. 250°C to 300° C for twe hour pefare use.
& 5"
§.3  Shielding gas ?@ 2° . Wik
& -
70  Base melal preparal 4° . Fusion faces and adjacent surfaces are cleaned and madc
free from cracks, nolches, mill scale, grease, paint, rust etc.,

which might affect weld quality.

Skelch showing arrangements of parts, weld groove delails

71 Joint design details
weld passes & lheir sequence elc

TOP 634X16 THIK

3/
8 MM FILLET WELD/
WEB 620X20 THK 8 MM
\ _FILLET
" WELD
r 4
2
| Fi
FLANGE 150 X16 THK
7.2 Joint preparation
- As per |S 4353- 1995, CI 7 -
.:U:.ll : Frr\‘ i ; . IRS B1 - 2001, Cl. 17.3, & WBC -
B. Welding current * ©% - t " Type: DG

(_ ] o AT Polarnty. Reverse
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First welder as per 1S-7307 (part-) First welder at all test then

8. Welder qualification
! other welder As per IS 7310 (Par I) - 1874

10. Welding parameters and technique

10.1  Welding parameter
| Weld Pass Electrodes/ Currenl | ArcVollage | Wirefeed |  Travel E Eie_ctraclc—"fia? '.‘E';'_ I
L Wire dia. Amp. (volt) Speed Speed Stick out (min)
| Front | Back (mm) {m/min) (m/min) (mm) l
| side | Side | ; =
| sl single 4 450-550 28-30 | controlled by | 045-0.50 15-20 NA |
— Current | U =

0.2 Welding sequence

11.

12,

13

14.

18.

17.

18

TOP 634X20 THK

3

8 MM
FILLET

WEB 620X16TH I-(\

#

Provision of running & run off tabs

Cleaning of weld bead before laying next weld
bead

Root preparation before welding other side of
groove weld

Preheating & interpass temperature
Peening
Post weld treatment

Rectification of weld defects

Inspection of weld

B
2 ~2
]
LANGE 150 X16 THK M
i
W

T FILLET WELD 8 MM

) a¥ e
1 }g&ﬁc‘ \:J;#'Ix\
! ¢ O
es i :(3“
“. ‘4}'{_'5#;2; ﬁ.&dh
NA. ‘é ‘?.}\,\' u';‘.ﬁ i
NA. &‘ Go -

Min-150°C | Interpass Max- 250°C
NA

N.A,

By grinding of the defective weld & rectifyi
ng the weld
as per Cl 32.2 of IS 9595-96, using A3 class of

ﬂ:::uoues of specn IRS M.28-12 afier conducting D P

Visually, D.P.Test & Macro Elching

«5

L}
)



Name and Address of Fabricator

Welding procedure specification No.

1.

a0 o b &M

6.2

63

7.0

71

9 G (25T LO,

P d PS

: M/g M.G.Contractors Pvt. Lid.,
Vill- Gola, Kalpi-Naraingarh Road,
Opposite E-max Educatsggfﬂy
Mullana, Ambala (HR) 1
MGCPL/20- 21/DFCCIL/SSM-RFO/91. AMIGMAW/WPSS-07

Drawing No. . RDSO/B-17184 (U2-U3-U4)
- DETAILS OF TOP CHORD
Weld joint description . WEB(20 MM) WITH TOP PLATE(16MM) INNER SIDE (BMM)
Base melal . 18:2062 : 2011 E 350 Quality- BO
Welding process . GMAW
Welding position . honizontal
Welding consumables y
Electrodelwire — Elecirode . Class: Class 1 of IRS M.46
Type Copper coated solid wire
Dia. 1.2 mm (copper coated)
\.@Q derLng Method: N.A
Flux \" ",aﬁuss NA.
; ol Type: : N.A
\ I i Drying Method. N.A.
s
-]
Shielding gas yﬁa d : CD:
o
Base metal praparauq'" . Fusion faces and adjacent surfaces are cleaned and made
free from cracks, notches, mill scale, grease, paint, rust elc.,
which might affect weld quality.
Joint design details Sketch showing arrangements of parts, weld details, weld
passes & their sequence elc
TOP 6234X20 THK
\
s e dnm 1 )
TSN
8 MM FILLET WELD
WEB 620X16 THK
N
“FLANGE 150 X16 THK
R As per IS 10178, CI 7, IRS B1 - 2001, CI 17 3, & WBC - 2001
Welding current / ,“m P, ] : Type: DC
/& o s Polarity. Reverse
| Weider ““"’"“‘a‘“"" 'C:i g,{) “< " First Weldes as perIS-7307(part-I) First welder ai all test

then other welder As per IS 7310 (Pan |) — 1974

T
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10.  Welding parameters and technique
101 Welding parameter -,
Weld Pass Electodes/ | Cument | ArcVoltage | Wire feed Travel | Electrode G{:s ﬂo}w [
Wire dia. Amp. {volt) Speed Speed | Stick out min

Fronl | Back {mm) (m/min) (mimin) (mm) |

side Side N -
= single 12 180-220 22-26 Controlled by | NA. 12-15 58

| | Current R
10.2 Welding sequence

TOP 634X16 THK

“FLANGE 150 X16 THK -

11. Provision of running & run off tabs : Yes
12. Cleaning of weld bead before laying next weld : N.A.

bead
13.  Rool preparation before welding other side of :  NA

groove weld

o U)

14.  Preheating & interpass temperalure ; Min-75°C , Interpass Max- 250‘-‘0..“
15. Peening : N.A
16. Post weld treatment ; N.A. -

17. Rectification of weld defects By grinding of the defective weld & rectifying the weid

as per Cl 322 of |S 959598, using A3 class of

electrodes of specn IRS M 28-12 after conducting D P
lest.

18.  Inspeciion of weld Visually, D.P.Tesl & Macro Etching
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Name and Address of Fabricalor

on Sh

. M/s M.G.Contractors Pvt. Ltd.,
Vill- Gola, Kalpi-Naraingarh Road,

Opposite E-max Education City,
Mullana, Ambala (HR) 133104

Welding procedure specification No.

1. Drawing No.

2. Weld joint description

3 Base metal

4, Welding process

5. Welding pasition

6. Welding consumables

6.1 Electrode/wire — Electrode

T

C e "

62 Flux

6.3  Shielding gas 4°

7.0 Base metal preparalion

7.1 Joint design details

N\
Q\'\ |a:
WSS
h e .‘,’é@' Drying Method: N.A

MGCPUZD-Z‘I!DFCCIUSSMaRFOlg 1.4M/SAW/WPSS-08

RDSO/B-17184 (U4-U5-UB)
DETAILS OF TOP CHORD

WEB (32 MM) WITH FLANGE (20MM) FILLET WELD (BMM)
WEB(32 MM) WITH TOP PLATE(20MM) OUTER SIDE (8MM)

1S:2062 ; 2011 E 350 Quality BO
Submerged Arc Welding (SAW)

Flat
Class: W2 of IRS M.39
Type: Copper coaled solid wire

4.0 mm (copper coated)

Class: FZof IRS M.39

Type: : Agglomerated
Drying Method: 250°C to 300° C for two hour before use.

N.A

Fusion faces and adjacent surfaces are cleaned and made
free from cracks, noiches, mill scale, grease, paint, rust etc.,
which might affect weld gualily.

Skelch showing arrangements of pars, weld groove details,
wald passes & their sequence elc

TOP 634X20 TH I'S\

|
A

3
8 MM FILLET WELD/

WEB 620X32 THK

7
d
ppaacmcns

8 MM
~ FILLET
" WELD

i

7

“FLANGE 150 X20 THK

T.2 Joint preparation /;_

O 1AM "\;_:#:&-f 2 oy T .

uy =ﬂ§§%’-i5 4353- 1995, CI. 7, IRS B1 - 2001, CL 17.3, & WBC -
2001 17 Dy

N al

A
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Weldi 1 Type: DC
PR Polarity: Reverse
ificati First welder as per 1S-7307 (pari-l) First welder at all test then
PR other welder As per IS 7310 (Part [) - 1874
Welding parameters and technique

101 Welding parameter

Weid Pass | Elecirodes/ | Curenl | ArcVollage | Wire feed Travel | Electrode | Gas flow
Wire dia. Amp. (volt) Speed Speed Stickout | (Vmin)
Front | Back |  (mm) Ay il e,
sde | Side . ==
single | single a 450-550 2630 | conlrolled by | 0.45-050 15-20 N
. current
102 Welding sequence
TOP 634X20 THK
3 .
4 EILLET WELD 8 MM
WEB 620X32THK
1 &
“FLANGE 150 X20 THK \ L\, @9\\\\
K
Ga }’ .\(P (ﬁ‘r}
‘i O‘E" ﬂ':-‘S'J
11.  Provision of running & run off tabs Yes \ A‘A ,55,‘7‘\ ¥
gl At
12 Cleaning of weld bead before laying next weld NA. ,ﬁ-”i{- S
bead jy a&°
k-]
13.  Rool preparation before welding other side of NA. & -
groove weid ‘.‘
14.  Preheating & interpass temperature Min-150°C | Inferpass Max- 250°C
15.  Peening NA
16.  Postweld treatment N.A.
17. Rectification of weld defects By grinding of the defective weld & rectifying the weld
as per Cl 322 of IS 9595-96, using A3 class of
electrodes of specn IRS M 28-12 after conducting D P
test.
18 Inspection of weld

Visually, D.P Test & Macro Elching
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Name and Address of Fabricator . M/s M.G Contractors Pvt. Lid.,,
Vill- Gola, Kalpi-Naraingarh Road,
Opposite E-max Education City,

Mullana Ambala (HR) 133104

MGCPL}’ZD-21J‘DFCCIUSSM-RFO!91 AM/GMAWIWPSS-08

Welding procedure specification No.
1 Drawing No. . RDSO/B-17184 (U4-U5-UB)
DETAILS OF TOP CHORD
2. Weld joint descnption WEB(20 MM) WITH TOP PLATE(16MM) INNER SIDE (8MM)
3 Base metal 15:2062 : 2011 E 350 Quality- BO
4. Welding process GMAW
] Welding pesition horizontal
8 Woelding consumabies
g1  Electrode/wire - Elecirode . Class: Class 1 of IRS M.48
Type: Copper coated solid wire
Dia: 1.2 mm (copper coated)
Drying Method: N.A
62  Flux Class: N.A.
Type: : N.A

Drying Method' N A,

63 Shielding gas ‘. CO:
70  Base metal preparation . Fusion faces and adjacent surfaces are cleaned and mads
free from cracks, notches, mill scale, grease, paint, rusi etc,

which might affect weld quality

Skelch showing arrangements of parts’ weld details, weld

7.1 Joim design details
passes & their sequence elc

TOP 634X20 THK

.

\\‘B MM FILLET WELD
WEB 620X32 THK

\
“FLANGE 150 X20 THK
72  Joint preparalion e As per IS 10178, CI. 7, IRS B1 - 2001, Cl. 17.3, & WBC - 2001
8 Welding current "5;'3"‘}"7-' 4 Ff.'_.: : . Type: DC
R oy =N Polarity. Reverse
-;-";f-g' | 1 Welder qualification °: T:?/ " -+ kirst Weldér as per 1S-7307
: . ‘eldes qu 23 B it AL per I15- (part=l) First welder a1 all 1961
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91.4M OWG (25T LOADING)

then olher welder As per IS 7310 (Part I) - 1974

10 Welding parameters and technique

101 Welding parameter

Electrode | Gas flow

| Weld Pass Electrodes/ | Cument | ArcVoltage | Wirefeed |  Travel ‘
- _ Wire dia. Amp. (volt) Speed Speed | Stickout | (/min) i
Front | Back | (mm) (m/min) (mimin) {mm)
side Side | RN | Sy =
single | 1.2 180-220 22-26 Controlled by | N.A | 1z1s | 1518 |
_Current ; '
10.2 Welding sequence

TOP 634X20 THI;(_\

WEB 620X32 THK ILLET WELP 8 MM

LANGE 150 X32 THK

11.  Provision of running & run off tabs Yes
12. Cleaning of weld bead before laying next weld NA.

bead
13. Root preparation before welding other side of : N.A.

groove weld

"0
14.  Preheating & interpass lemperalure 150°C L) w
15.  Peening N.A e
NA.

16, Post weld treatment

17.  Reclification of weld defects : By gnnding of the defective weld & reclifying the weld
as per Cl 322 of IS 9595-06. using A3 class of
electrodes of specn IRS M.28-12 after canducting D P
test.

18.  Inspection of weld Visually, D.P.Test & Macro Elching
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Welding Procedure Specification Sheet (WPSS)

Name and Address of Fabricator

Welding procedure specification No.

1 Drawing No.

2. Weld joint description

Base metal
Welding process
Welding position

Welding consumables
1 Electrode/wire — Electrode

on o s w

L

A

6.2 Flux

6.3 Shielding gas

7.0 Base metal preparation

71 Joint design delais

3/
8 MM FILLET WELD/

WEB 620X32 THK

. | P
72 | Joint preparation / “\WE_' Prio\
| : ) el Sy Pl

- ~ & -E"C‘_‘[’:‘_-_ﬁ..fﬂ o

- Mis M G Contractors Pvt. Ltd.,
Vill- Gola, Kalpi-Naraingarh Road,
Opposite E-max Education City,

Mullana Ambala (HR) 133104
MGGPLJZ(]-E1.’DFCCIUSSMTRFDJQ‘I AMISAW/WPSS-10

RDSO/B-17184 (U6-UT)
DETAILS OF TOP CHORD

WEB (32 MM) WITH FLANGE (32MM) FILLET WELD (8MM)
WEB(32 MM) WITH TOP PLATE(25MM) OUTER SIDE (8MM)

I$:2062 . 2011 E 350 Quality BO

Submerged Arc Welding (SAW)
Flat
Class: W2 of IRS M.39
Type: Copper coaled solid wire
o
‘“ Dia: 4.0 mm (copper coaled)
i o

0

hu &ng Method: N.A
"

« " Class. F2of IRS M.38

Type. : Agglomerated
Drying Method: 250° C to 300° C for two hour before use.

N.A

Fusion faces and adjacent surfaces are cleaned and made
free from cracks, notches, mill scale, grease, paint, rust elc.,

which might affect weld quality.

Skelch showing arrangements of pans, weld groove details,
weld passes & their sequence elc

TOP 634X25 THK

\ “FILLET

“FLANGE 150 X32 THK

As per 1S 4353- 1905, CI. 7, IRS 81 - 2001, C1 173, 8 WBC -
2001

P
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© 91.4M OWG (26T LOADING)

8. Welding current Type: DC
Polarity: Reverse
e o 5 ider al all test then
8 lification First welder as per 1S-7307 (part-l) Firs! we
e olher welder As per IS 7310 (Pert I) - 1974
10. Welding parameters and technique
101 Welding parameter
r = = VoIl e fee Flectiode Gas flow |
Eiechodes) | Cument | ArcVollage | Wrefeed |  Travel Electr
| Weld Pass | sy A (volt) Speed Speed Stick out (Wmin)
W\ (mm) (mimin) ! (m/min) | (mm) |
side o | L M
- single 4 450-550 28-30 controlled by | 0.45-0.60 15-20 N.A |
l sgle | J current | -
10.2 Welding sequence
TOP 634X25 THK
> S FILLET WELD 8 MM
WEB 6 20X32THK
a)
g \-L‘\\‘\-.:@"‘
1 1 ® LN W \
“SFLANGE 150 X32 THK WS
& 39 a*
W P
“ﬂ_, 1.;.9 -_&;\-& e
oF gﬂ“ <
1 Provision of running & run off tabs Yes g ®
12 Cleaning of weld bead before laying next weld N.A ." =
bead e
13 Rool preparation before welding other side of NA.
groove weld r
14, Preheating & interpass temperature Min-150°C | Interpass Max- 250°C
15. Peening NA
16 Post weld treatment N.A. .
17 Rectification of weld defects By grinding of the defective weld & reclifying the weld
as per Cl 322 of IS 958596, using A3 class of
electrodes of specn IRS M.28-12 afler conducting D P
1est.
18. Inspection of weld

Visually, D.P.Test & Macro Etching
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Name and Address of Fabricator

91.4 G (25T LOADING

Welding Procedure Specification Sheet (WPSS)

. M/s M G Contractors Pvt. Lid.,
Vill- Gola, Kalpi-Naraingarh Road,
Opposite E-max Education City,
Mullana, Ambala (HR) 133104

Welding procedure specification No MGCPL/20-21/DFCCILISSM-RFO/91 AM/GMAWWPSS-11

1 Drawing MNo. . RDSO/B-17184 (UE-UT)

DETAILS OF TOP CHORD

2. Weld joint description - WEB(20 MM) WITH TOP PLATE(16MM) INNER SIDE (8MM)

a RBase metal . |5.2062 ;2011 E 350 Quality- BO

4. Welding process . GMAW

5 Welding position © horizontal

6. Welding consumables :

6.1 Electrodel/wire - Electrode : Class: Class 1 of IRS M.46
Type: Copper coated solid wire
Dia. 1.2 mm (copper coaled)

Drying Method: N.A

62  Flux \ Q._J\.ﬁlq?a. NA.

e A Y
”ﬁ {sﬁype: (NA
X Drying Methed: N.A.

6.3 Shielding gas CO:

7.0 Base metal preparﬂn - Fusion faces and adjacent surfaces are cleaned and made
free from cracks, notches, mill scale, grease, paint, rust elc.,
which might affect weld qualily

74 Joint design details Skelch showing arrangements of parts, weld delais, weld
passes & their sequance etc.

TOP 634X25 THK
‘\
\B MM FILLET WELD
WEB 620X32 THK
S
“FLANGE 150 X32 THK
72 Joint preperation ) As per IS 10178, Cl. 7, IRS B1 - 2001, CI 17.3, & WBC - 2001
8 Welding current ,*:,;.\ ahi ,,a. \ Type: DG
&7 A Polarily. Reverse
§ e em— — i ]
o ), Nslc.’rer Siicason k_.‘:'—’_ié) 1" "I First Welder as per 15-7307(part-I) First welder at all fest

i - 1 then other welder As per IS 7310 (Par I) - 1974



91.4M OWG (25T LOADING)

10.  Welding parameters and lechnique : )

10.1  Welding parameter L _
Iy S Gas flow
[ e | Eacudeu | Caren [ AmVoNge [ VEL LS crucd | Stakou | Omn) |
Front Back ‘Tﬂ:ﬂi' P (m/min) (mimin) o |
" 12 180-220 2226 | Conlrolled by | NA. 5 | 1618 |
| g _Curent | :

102 Weilding sequence

0332229299999

L:a::asas:

LANGE 150 X32 THK

1. Provision of runping & run off tabs ; Yes
12. Cleaning of weld bead bafore laying next weld : N.A.

bead
13. Root preparation before welding other side of N.A.

groove weld
14.  Preheating & interpass temperature ; Min-75°C | Interpass Max- 250°C
15. Peening . N.A
16. Past weld treatment - N.A, =

17.  Rectification of weld defects By grinding of the defective weld & reclifying the weld

as per Cl 32.2 of IS 9585-96, using A3 class of

;l:;:trodos of specn IRS M.28-12 after conducting D P

18. Inspection of weld Visually, D.P Test & Macro Etching

£

D2V IV
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Name and Address of Fabricator . Mis M.G.Contractors Pvt Lid,,
Vill- Gola, Kalpi-Naraingarh Road,
Opposite E-max Education City,
Mullana, Ambala (HR) 133104
Welding procedure specification No. MGCPL/20-21/DFCCIL/SSM-RFO/1 AM/SAW/WPSS-012
ROSO/B-17184 (LO-MO & MO-LO)

1. Drawing No.
DETAILS OF END RAKER

WEB (25 MM) WITH FLANGE (20MM) FILLET WELD (BMM)
WEB(25MM) WITH TOP PLATE(25MM) OUTER SIDE (BMM)
1S5:2062 : 2011 E 350 Qualty - BO

2. Weld joint description

3. Base metal
4, Welding process Submerged Arc Welding (SAW)
5. Welding position :  Flat
6. Welding consumables
6.1 Electrode/wire — Electrode - Class: W2 of IRS M.39
Type: Copper coated solid wire
q\ Dia: 4.0 mm (copper coated)
,‘@&\ @"\'}}leg Method: N.A
&5
62  Flux e ﬁqs‘%ass: F2of IRS M.29

O'.
o
> a,:.‘\'f‘ Type: : Agglomeraled

Drying Method: 250°C to 300°C for two hour before use.

8.3  Shielding gas N.A

70  Base metal preparation - Fusion faces and adjacent surfaces are cleaned and made
free from cracks, notches, mill scale, grease, paint, rust elc.,
which might affect weld quality.

74 Joint design details . Sketch showing arrangements of parts, weld groove details,

weld passes & their sequence elc.
TOP 634X25 THK

3
8 MM FILLET WEI..D/

WEB 620X25 THK 8 MM
\ SFILLET
~ WELD

“FLANGE 150 X20 THK

7.2  Joint preparation —— . As per IS 4353- 1995, Cl. 7, IRS B1 - 2001, Cl. 17.3, & WBC -
/,- _‘\'\'ﬁ HLPJ','}, w, 200‘
. JI. ‘,f’ - K ;:‘\
8. Walldu'ng current | <§‘-f__h\ \? — i Typa: DC

£y » & (1 l‘@"; 2 : Polarity: Reverse .
=iy g [!_"" . (= gk " (:r-) T L
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91.4M OWG (25T LOADING)
9. Weild ification First welder as per 1S-7307(part-l) First welder at all test
o then other welder As per IS 7310 (Par 1) - 1974
10. Welding parameters and technique
10.1  Welding parameter
Weld Pass Electrodes/ Current Arc Voltage Wire feed Travel | Electrode Gau:n 1i|uw
Wire dia. Amp. (volt) Speed Speed Stick out (U/min)
Front | Back (mm) (m/min) (m/min) (mmj |
side Side - _ 152‘:‘. K
single | single 4 450-550 28-30 controlled by | 0.45-0.50 ) ]
| current _
10.2 Welding sequence

11

12

13,

14.

15.
16.

17

18.

TOP 634X25 THK

Provision of running & run off tabs

Cleaning of weld bead before laying next weld
bead

Root preparation before welding other side of :
groove weld

Preheating & interpass tamperature
Peening
Post weld treatment

Rectification of weld defects

Inspection of weld

Yes

N.A.

N.A.

“FLANGE 150 X20 THK W

‘«‘. "S- _-_ﬁ'é'

M o8° -
™

Min-150UC | Interpass Max- 250°C

N.A

N.A.

Z\FILLET WELD 8 MM

,«ﬂﬁ

Pyl

By grinding of the defective weld & rectifying the weld
as per Cl 322 of IS 959596, using A3 class of
elecirodes of specn IRS M 28-12 after conducting D P

lest.

Visually, D.P.Test & Magyo Etching
FA |
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Welding Procedure Specification Sheet (WPSS)

. M/s M.G Contractors Pvt. Ltd.,

Name and Address of Fabricator
Vill- Gola, Kalpi-Naraingarh Road,
Opposite E-max Education City,
Mullana, Ambala (HR) 133104
Welding procedure specification No. MGCPLED-zuDFCCiLiSSM-RFOf91.AMIGM#.WNVPSS-MS
1. Drawing No. RDSO/B-17184 (LO-MO & MO-LO)
' DETAILS OF END RAKER
2. Weld joint description WEB(28 MM) WITH TOP PLATE(28MM) INNER SIDE (8MM)
. % Base metal 1S2082 - 2011 E 350 Quality -BO
4 Welding process GMAW
5 Welding position harizontal
6. Walding consumables
6.1 Electrode/wire - Electrode Class: Class 1 of IRS M.46
Type: Copper coated solid wire
6“\ Dia. 1.2 mm (copper coated)
\a\\
\F '&,‘\'hrylng Method: N.A
N
62 Flux ; f.&a : Class: N.A,
Type: : N.A
Drying Method: N.A.
”_ &
63  Shielding gas ‘.‘ . CO:
70  Base metal preparation . Fusion faces and adjacent surfaces are cleaned and made
free from cracks, notches, mill scale, grease, paint, rust elc.,

which might affect weld quality.

Sketch showing arangements of paris,'weld details, weld

71 Joint design details
passes & their sequence elc.

TOP 634X25 THK,

L}

,
"

8 MM FILLET WELD

WEB 620X25 THK 8 MM
FILLET

WELD

SFLANGE 150 X20 THK

12 Joint preparation As per IS 10178, CI. 7, IRS B1 - 2001, CI1 17.3, & WEC - 2001

g Welding current it Pri © Type: DG
: Polarity: Reverse

&7 W

/ = N\
[ A— - EY <
9, Welder qualification | C‘ﬂ_ A\ % First welder as per IS-7307(part-I) First welder at all lest
NET f}’ﬁ / then other welder As per IS 7310 (Part I} - 1874
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10. Welding parameters and technique
101 Welding parameter
Nire fei ' Gas flow
Weld Pass Eleclrodes/ | Cument | ArcVoltage | Wire feed Travel Electrode | ;
| | Wire dia Amp. {volt) Speed Speed Stick out (Vmin) |
| Front | Back {mm) (m/min) {m/min) (mm) | N
| side Side o - L | I
L ‘single 12| 200-220 24-26 45 |NA | 1 | 1518
102 Welding sequence
TOP 834X25 THK
e}
WEB 620X25 THK ILLET WELP 8 MM i
“FLANGE 150 X20 THK
1. Provision of running & run off tabs - Yes
12. Cleaning of weld bead before laying next weld NA
bead ‘é‘ﬁ
13. Root preparation before welding other side of N.A. ‘ﬁ“’
groove weld 9
4. Preheating & interpass temperature : Min-75°C , Interpass Max- 260°C s
15. Peening : MN.A -
186. Post weld treatment : NA
17 Rectification of weld defects : By grinding of the defective weld & rectifying the weld -
as per Cl 32.2 of IS 9505-96, using A3 class of
electrodes of specn IRS M.28-12 after conducting D P
test.
18.

Inspection of weid ¢ Visually, D.P.Test & Macro Etching
/
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Name and Address of Fabricator . M/s M.G.Contractors Pvt. Ltd,
Vill- Gola, Kalpi-Naraingarh Road,
Opposite E-max Education City,
Mullana, Ambala (HR) 133104

Welding procedure specification No. MGCPL/20-2 1/DFCCILISSM-RFO/91 AMISAWMWPSS-14
1 Drawing No. . RDSO/B-17184 (MO-U1, MO-L1)
DETAILS OF DIAGONALS
2. Weld joint description . WEB(20 MM) WITH FLANGE (16MM)FILLET WELD (8MM)
3 Base metal . 1S:2062 : 2011 E 350 Quality -BO
4. Welding process ©  Submerged Arc Welding (SAW)
5. Welding position . Flat
6. Welding consumables :
6.1 ElectrodeAwire — Electrode : Class: W2 of IRS M.39
Type: Copper coated solid wire
\ Dia: 4.0 mm (copper coated)
d > o)
‘b"‘ ABrying Method: N.A
V&

82  Flux é&‘ Class: F2of IRS M.39
Type: : Agglomerated

Drying Method: 250° C to 300°C for two hour before use.

6.3 Shielding gas N.A

L
70  Base metal preparn‘lﬂn . Fusion faces and adjacent surfaces are cleaned and made
free from cracks, notches, mill scale, grease, paint, rust efc.,
which might affect weld quality.

71 Joint design details . Skelch showing arrangements of paris, weld groove details,

weld passes & their sequence efc.

8 MM FILLET WELD
__ FLANGE 150 X16 THK

WEB 400X20 THK

7.2, Joinl preparation

Ay




L)))))))))

D3 DIJ93W2IIIIIIID

D
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8. Welding current Type: DC
Polarity: Reverse
8. Welder qualification First welder as per IS-7307 (part —1) First welder at all test
then other welder As per IS 7310 (Pari I) - 1974
10. Welding paramelers and technigue
101 Welding parameter
[ Weld Pass Electrodes/ Current | Arc Voltage Wire feed Travel Eleclrode | Gas flow
! Wire dia. Amp. {volt) Speed Speed Stick out {Vmin)
| Fromt | Back (mm) (mimin) {m/min) (mm)
|__side Side B ) 0 -
| single | single 4 450-550 28-30 controlled by | 0.45-0.60 15-20 N.A
L, | current | ae =l e e
102 Welding sequence
5 MM FILLET WELD
AFLANGE 150 X16 THK
~ 3
1
WEB 400X20 THK
& o
x
P \l @5
Ge ?‘{‘5}; 5 o
® o
2 \\1 & 20 o A
& o &
4 @ &“-"‘h %
11.  Provision of running & run off tabs Yes ¢ &
P
12.  Cleaning of weld bead before laying next weid N.A. .
bead 4
13 Root preparation before welding other side of N.A,
groove weld
14 Preheating & interpass lemperature Min-150°C | Interpass Max- 250°C
15. Peening N.A
16. Paost weld treatment NA
17. Rectification of weld defects By grinding of the defective weld & rectifying the weld
as per Cl 32.2 of IS 9585-96, using A3 class of
electrodes of specn IRS M.28-12 afler conducting D P
test.
18 Inspection of weld Visually, D.P.Test & Macro Etching
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Welding Procedurs Specification Sheet (WPSS)

Name and Address of Fabricator . M/s M.G Contractors Pvt. Ltd.,
Vill- Gola, Kalpi-Naraingarh Road,
Opposite E-max Education City.

Mullana, Ambala (HR) 133104
Welding procedure specification No. MGCPL/20-21/DFCCILSSM-RFO/91.4M/SAW/MWPSS-15
1 Drawing No RDS0/B-17184 (M1-U2)
DETAILS OF DIAGONALS
2 Weld joint description WEB(20 MM) WITH FLANGE (12ZMM)FILLET WELD (8MM)
- Base metal 1$:2062 : 2011 E 350 Quality-B0
4. Wailding process Submerged Arc Welding (SAW)
5 Wealding position Flat
6. Welding consumables
6.1 Electrode/wire — Electrode Class. Wz of IRS M.38
Type: Copper coated solid wire
Dia: 4 0 mm (copper coated}
Drying Method: N.A

&
L]
62  Flux W & «?f‘\
£ AL

6.3  Shielding gas 0"

7.0 Base melal preparation

71 Joint design details

WEB 400X20 THK

!

7.2 Jolm preparation

8. | Welding current a7

Class: F2of IRS M.38

Type: : Agglomerated
Drying Method. 250° C to 300° C for two hour before use.

N.A

Fusion faces and adjacent surfaces are cleaned and made
free from cracks, notches, mill scale, grease, paint, rust etc,

which might affect weld quality.

Skelch showing arrangements of paris, weld groove details,

weld passes & their sequence elc.

MM FILLET WELD
___FLANGE 150 X12 THK

8 MM
S FILLET
~~ WELD

Ao

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

200

*ype o BG i

AR S Rolarly: ,Reverse., .,
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10.  Welding parameters and lechnique

101 Welding parameter

First welder as per 1S-7307(part-l) first welder at all test
then other welder As per IS 7310 (Part 1) - 1674

Nirefeed | Travel | Electrode | Gas flow
AT | e | oot | MoV | Yiousd | Spesd | Stcos | G |
R (mimin) | (mimin) | (mm) I
d Sid T, 520 |
o g a 460550 | 2830, | controled by | 0.45-050 16 =)
| 1 current —
102 Welding sequence

-8 MM FILLET WELD
ANGE 150 X12 THK
. _FL

WEB 400X20 THK k‘%

1. Provision of running & run off tabs

12.  Cleaning of weld bead before laying next weld

bead

13, Root preparation before welding other side of
graove weld

14. Preheating & interpass temperature

15. Peening

16. Post weld treatmant

17. Rectification of weld defecls

18 Inspection of weld

3
1
8 M ;
FILLET S
ELD g ;ﬁ‘k‘ A
; 2 “'b& \CJ_\'-"' ﬂ
8 a &

A -
Yes o

NA .“ -
N.A.

Min-150°C | Interpass Max- 250°C
N.A

N.A.

By grinding of the defective weld & rectifying the weld
as per Cl 322 of IS 8505-96, using A3 class of

rlnfmadan of specn IRS M.20-12 after conducting D P
as

Visually, D P Test & Macro Etching
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Name and Address of Fabricator

Welding procedure specification No.

8. | Welding current

91.4M OWG (25T LOADING)
P du

. M/s MG Contractors Pvt Ltd.,

Vill- Gola, Kalpi-Naraingarh Road,
Opposile E-max Education City,
Mullana, Ambala (HR) 133104

1 Drawing No.

2. Weld joint description

3 Base metal

4 Welding process

5 Welding position

6. Welding consumables

6.1 Electrodehwire - Electrode

\e}.\

6.2 Flux

63  Shieldinggas  &°

7.0 Base metal preparation

74 Joint design details

N
<§‘¥

MGCPL/20-21/DFCCILSSM-RFO/91.4M/SAWMWPSS-18

RDSO/B-17184 (M1-L2)
DETAILS OF DIAGONALS

WEB(18 MM) WITH FLANGE (12MM)FILLET WELD (8MM)

1S:2062 : 2011 E 350 Quality BO

Submerged Arc Welding (SAW)

Flat

Class: W2 of IRS M.38

Type. Copper coaled solid wire
\Dia: 4.0 mm (copper coated)

Drying Method. N.A

Class: F2of IRS M.39

Type: : Agglomerated
Drying Method: 250° C to 300° C for two hour before use.

N.A

s

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

which mighl affect weld quality.

Sketch showing arangements of parts, weld groove details,

weld passes & their sequence &lc.

~8 MM FILLET WELD
iy

WEB 400X16 THK N

7.2 Joint preparation

__—FLANGE 150 X12 THK

;8 MM
ZFILLET

’

. WELD

As per IS 4353- 1995, CI 7, IRS B1 - 2001, C1. 17.3, 8 WBC -

2001

yRe ﬂC

Polarity: Reverss
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91.4M OWG (25T LOADING)
8. Welder qualification First welder as per 1S-7307 (part-1) First welder at all test
then other welder As per IS 7310 (Part ) - 1974
10. Welding parameters and technique
10.1  Welding parameter
Weld Pass Electrodes/ | Curment | ArcVokage | Wire feed Travel | Electrode | Gas flow |
Wire dia. Amp. (volt) Speed Speed Stick out (U/min)
Fromt | Back {mm) (m/min) (m/min) (mm) 1
side Side SETEN R = 1 -
single | single 4 450-550 28-30 contiwiled by | 0.45-0.50 15-20 N.A
1 i current —
10.2 Welding sequence }
\Q MM FILLET WELD
\\ /FLANGE 150 X12 THK -
WEB 400X16 THK .
ET W
ELD .th' \
e, L
4 y% o6
11 Provision of running & run off tabs Yes ‘\ =
12.  Cleaning of weld bead before laying next weld NA. -
bead
13. Root preparation before welding other side of N.A. N
groove weld
14, Preheating & interpass lemperalure Min-150°C , Interpass Max- 250°C
15, Peening N.A
16. Post weld lreatment MN.A.
17. Rectification of weld defacts By grinding of the defective weld & rectifying the weld
as per Cl 32.2 of IS ©595-06, using A3 class of
electrodes of specn IRS M.28-12 after conducting D P
fest.
18. Inspection of weld

Visually. D.P Tesl & Macro Etchina
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i cificati P
N abricator . M/s M.G.Contractors pvt. Ltd.,
ame and Address of F Vill- Gala, Kalp i-Naraingarh Road,
Opposite E-max Education C0:¥
Mullana, Ambala (HR) 1331
Welding procedure specification No. MGCPUZD—z1!DFCCIUSSM-RFO.'91.4WSAWM'PSS-1?
1 Drawing No. RDSO/B-17184 (M2-U3, M2-L3, M3-U4, M3-L4.
‘ - MB-UT & ME-LT)
DETAILS OF DIAGONALS
2 Weid joint description WEB(12 MM) WITH FLANGE (1ZMM)FILLET WELD (8MM)
3. Base melal 15:2082 : 2011 E 350 Quality BO
4, Welding process Submerged AT Welding (SAW)
5. Welding position Flat
6. Welding consumables :
6.1 Electrode/wire — Electrode . Class: W2 of IRS M.38
Type: Copper coated solid wire
Dia: 4.0 mm (copper coated)
Drying Method: N.A
6.2 Flux Class: F2of IRS M.39
Type: : Agglnmarated
Drying Method: 250° C to 300°C for two hour before use.
6.3 Shielding gas "‘ O NA

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

70 Base metal preparation

7.1 Joint design details . Sketch showing arrangements of parts, \.veld groove details,
: weld passes & their sequence etc.

-8 MM FILLET WELD
- FLANGE 150 X112 THK

WEB 400X12 T
HE L S 8 Mm
D

FILLET

E
~ WELD
/ g

72 Joint preparati :

,\ preparation po—— : Q.SDBI' IS 4353- 1995, CI. 7, IRS B1 - 2001, CI. 17.3, & WBC -

f""-p“?'-"-' PN , E
8. 1di & & 3y 39 TR s

\. Welding current f L~ / \df \". -,,'-E :.’-' nga e dc:mtldf

1 € % ] 1
1 X kS [ % ) : Gl PR s
VNV b = AR G e
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91.4M OWG (25T LOADING)

9. Welder qualification First welder as per 1S-7307 (pan-1) First welder at all test
then other welder As per IS 7310 (Part ) - 1974

10. Weiding parameters and technique

10.1  Welding parameter

Weld Pass | Electrodes/ Curent | ArcVoltage | Wirefeed |  Travel Electrode [ Gas flow |
| Wire dia. Amp. {volt) Speed Speed Stick out (Vmin)
[Front | Back L (mm) (m/min) (mimin) (mm) |
| side Side | . i
| single | single | 4 450-550 28-30 controlled by | 0.45-0.50 15-20 NA
L | l _ current - o |

10.2 Welding sequence
MM FILLET WELD
FLANGE 150 X12 THK
// ';
1
WEB 400X12 THK A
—5
8 M
FILLET
ELD
2
4
1. Provision of running & run off tabs Yes
12 Cleaning of weld bead before laying next weld N.A.
bead
13 Root prapuration- before welding other side of N.A.
groova wald s

14, Preheating & interpass temperalure Min-150°C , Interpass Max- 250°C -

15. Peening N.A

16. Post weld treatment N.A.

17. Rectification of weld defects By grinding of the defective weld & reclifying the weld
as per Cl 322 of IS 9585-86, using A3 class of
elecirodes of specn IRS M.28 after conducting D P test.

18. Inspection of weld

Visually, D.P Test & Macro Etching
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Name and Address of Fabricator - M/s M.G Contractors Pvt. Lid.,
Vill- Gola, Kalpi-Naraingarh Road,
Opposite E-max Educatlon Clty
Mullana, Ambala (HR) 13
Welding procedure specification No. MGCPUQU-Q!IDFCCMSSM RF0191 AM/SAWIWPSS-18
z: Drawing No. RDS0/B-17184 (M4-U5, M4-L5, M5-UB & M5-LE)
DETAILS OF DIAGONALS

2. Weld joint description WEB(10 MM) WITH FLANGE (12ZMM)FILLET WELD (BMM)

IS:2082 - 2011 E 350 Quality BO

3 Base melal
4, Welding process Submerged Arc Welding (SAW)
5 Welding position Flat
6. Welding consumables : '
6.1 Electrode/wire — Electrode . Class W2 of IRS M.39
Type: Copper coated solid wire
) Dia 4.0 mm (copper coated)

Drying Method: N.A

6.2 Flux Clags: F2of IRS M.39
Type: ; Agglomerated

Drying Method: 250°C to 300° C for two hour before use.

&
.é . NA

7.0 Base melal preparation . Fusion faces and adjacent surfaces are cleaned and made
free from cracks, nolches, mill scale, grease, paint, rust elc.,

which might affect weld quality.

6.3  Shielding gas

Sketch showing arrangements of parts, weld groove details,

T4 Joint design details
weld passes & their sequence elc.

8 MM FILLET WELD
__ FLANGE 150 X12 THK

WEB 400X10 THK N
12 18 MM
- ZFILLET
~ WELD
//
72 Joint preparation : QI;OTI IS 4353- 1995, CI. 7, IRS B1 - 2001, CI. 17.3, & WBC -
" "T'{W!" 1D‘G; b=

8. | Welding current

Polarity, | qu:;q._,' _
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g

g Welder qualification First welder as per 1S-7307 (part-1) First welder at all test
then ather welder As per IS 7310 (Part |) - 1974
10.  Welding parameters and technique
10.1  Welding parameter
[ WeldPass | Electrodes/ | Cument | ArcVoliage | Wire feed Travel | Elecirode | Gas flow F
i Wireda. |  Amp. (volt) Speed Spsed | B¥ckowt | Wi
{ ’.mt_' Back (mm) {im/min) {(m/min) | {(mm) ]
|__side ‘ Side . — —
[“single | single . 4 450-550 28-30 controlled by | 0.45-0.50 15-20 NA
L 1 current o |
10.2 Welding sequence
8 MM FILLET WELD )
ALANGE 150 X12 THK
P 3
1
WEB 400X10 THK
8M
F1 ET
ELD A\
y 1‘.\"&“ N
4 G+ )'- ‘{ .‘..':S‘-\
W o -
e
1. Provision of running & run off tabs Yes &‘ W& = .
12, Cleaning of weld bead before laying nexi weld NA. fﬂ."ﬁ -
bead ""
13, Root preparation before welding other side of NA. -
groove weld
14, Prehealing & interpass temperature Min-150°C | Interpass Max- 250°¢C
15.  Peening NA -
168 Post weld treatment N.A.
17. Rectifi indi
eclification of weld defects By grinding of the defective weld & rectifying the weld
as per Cl 322 of IS 9585-98, using A3 class of
r;::lrodes of specn IRS M.28-12 after conducting D P
18. Inspection of weld

Visually, D.P.Test & Macro Etching

o £ 1
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\ding P! ure Specification Sheet (WPS

- Mis M.G.Contractors Pvt. Ltd.,

Name and Address of Fabricator
' Vill- Gola. Kalpi-Naraingarh Road,
Opposite E-max Education City.
Mullana, Ambala (HR) 133104
Welding procedure specification No. MGCPL/2 0-21/DFCCIL/SSM-RFO/91 AM/SAW/WPSS-19
1. Drawing No. . RDSO/B-17184 (M1-U1 &M1-LT)
DETAILS OF VERTICALS

2, Weld joint description WEB(16 MM) WITH FLANGE (25MM)FILLET WELD (6MM)

1S:2062 : 2011 E 350 Quality -BO

3 Base metal
4. Welding process Submerged Arc Welding (SAW)
5. Welding position Flat
6. Welding consumables
6.1 Electrodelwire — Electrode Class: W2 of IRS M.39
\Typa: Copper coated solid wire
: 4.0 mm (copper coated
L% h@b‘ \ (coppe )
2\ S
6 ~*_f#ing Method: NA
® 0‘3 oA
62  Flux \' : o~ @i Class: F2of IRS M.38
\. cﬁbﬂc’ 'tdﬁ\
‘ﬁ‘,-p "L"‘ﬁ Type: : Agglomerated

Drying Method: 2509 C to 3007 C for two hour before use.

f : NA

Fusion faces and adjacent surfaces are ¢leaned and made
free from cracks, notches, mill scale, grease. paint, rust elc.,

which might affect weld quality

6.3 Shielding gas

7.0 Base metal preparation

71 Joint design details . Sketch showing arrangements of parts, weld groove details,
weld passes & their sequence etc.

_ FLANGE 310X25 THK

[n

WEB 560X16 THK

6 MM
u 4
7 / 3
W
1
LTS .'r-\_-."-.-ac i
7.2 Joint preparation : 2;0:;51'!5 4353- 1905, CI. 7, IRS B1 - 2001, CI. 17.3, & WBC -
\
8. )' Welding current Type.
g ype: - DG i
2y 1 T’Pﬁléﬂﬂ '.F;ﬁ“’ma

5 %

;W

S

1_";‘_‘ A g
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Q. Welder qualification First welder as per IS-7307(part-1) First welder at all test
then other welder As per 1S 7310 (Part 1) — 1974
10.  Welding parameters and lechnique
101 Welding parameter
| Weld Pass Electrodes/ Current Arc Vollage Wire feed Travel E+e_i:'ltod-a Gas flow [
\__r | Wireda Amp, {voilt) Speed Speed Stick out {Ueminy
| Front | Back (mm) (m/min) (m/min) (mm) [
| side | Side N B e [ i
single | single 4 | 450-500 28-30 controlled by | 0.50-0.55 1520 | NA
| | current | S SR T
10.2 Welding sequence
~FLANGE 310X25 THK
3f\1
WEB 560X16 THK
»MM
1% Provision of running & run off tabs Yes
12. Cleaning of weld bead before laying next weld NA.
bead
13 Root preparation before welding other side of N.A.
groove weld
14 Preheating & interpass lemperature Min-150°C , Interpass Max- 250°C
18 Peening N.A
16 Post weld treatment NA.
17.  Rectification of weld defecls By grinding of the defective weld & rectifying the weld
as per Cl 32.2 of IS 058596, using A3 class of
electrodes of specn IRS M 28-12 after conducting D P
test
18. Inspection of weld

Visually, D.P Test & yacm Elching
J

P e ¥
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Name and Address of Fabricator . M/s M.G Contractors Pvt. Ltd,
Vill- Gola, Kalpi-Naraingarh Road,

Opposite E-max Educahon city

Mullana, Ambala (HR) 1331
MGGPL/20- .21/DFCCIL/SSM- RFD.‘N AMISAWWPSS-20

Welding procedure specification No.

1. Drawing No. . RDSO/B-17184 (M2- U2 & M2-L2)
DETAILS OF VERTICALS

WEB(16 MM) WITH FLANGE (1BMM)FILLET WELD (6MM)

2 Weld joint description
1S-2062 : 2011 E 350 Quality -B0

3 Base metal
_ 4 Welding process Submerged Arc Welding (SAW)
B 5. Welding position Flat
- 6. Welding consumables
61 Electrode/wire = Electrode Class: W2 of IRS M.39
Type: Copper coaled solid wire

Dia: 4.0 mm (copper coated)

- é“ '@r\l:g Method: NA
- 6.2 Flux f \'“ ,’ﬁass F2of IRS M.39

o Type: : Agglomerated

, +

‘.’@ _f, ._,_-;i:“ Drying Method: 250°C to 300°C for two hour before use.
& R
6.3 Shielding gas ‘:}5& ‘u . NA
. Fusion faces and adjacent surfaces are cleaned and made

7.0 Basemetal prepamﬂl}n
free from cracks, notches, mill scale, grease, paint, rust etc.,

which might affect weld quality.

71 Joint design details . Sketch showing arrangements of pars. weld groove details,
weld passes & their sequence elc.

—FLANGE 310X16 THK

WEB 578X16 THK

72 Joint preparation NN
' ey . As per IS 4353 1995, CI, "
'. o N 2001 7, IRS B1 - 2001, CI. 17.3, 8 WBC -
y flu 0 _,_\ G L
. Lo AN g N RHTEST v
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91.4M OWG (25T LOADING

8. Welding current Type: DC
Polarty: Reverse
9. Welder qualification First welder as per IS-7307(part-I) First welder at all test
then other welder As per IS 7310 (Part |) - 1974
10. Weilding paramelers and technique
10.1  Welding parameter
Weld Pass Electrodes/ | Cument | Arc\Voltage | Wire feed Travel | Electrode | Gasflow |
e Wire dia. Amp. (volt) Speed Speed Stick out {/min)
Front | Back (mm) (m/min) (m/min) (mm) |
| side | Side | T |
| single | single 4 450-500 28-30 controllad by | 0.50-0.55 156-20 NA I
| o curred | | o
10.2 Welding sequence

11.

12.

13.

14,
15,
186.

17.

18.

WEB 578X16 TH

Provision of running & run off tabs

Cleaning of weld bead belore laying next weld

bead

Root preparation before welding other side of

groove weld

Preheating & interpass temperature

Peening

Post weld treatment

Recilification of weld defects

Inspection of weld

—FLANGE 310X16 THK

Yes

NA.

NA.

Min-150°C | Interpass Max- 250°C
N.A
N.A

By grinding of the defective weld & reclifying the weld
as per Cl 322 of IS 9595-96, using A3 class of

Iele:ﬂrodas of specn IRS M 28-12 after conducting D P
est.

Visually, D.P.Tesl & Macro Etching

¥ J
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ure S fi heo P.

. M/s M.G.Contractors Pvt Ltd.,
Vill- Gola, Kalpi-Naraingarh Road,
Opposite E-max Education City,

Mullana, Ambala (HR) 133104
MGCPL/20-21/DF CCIL/SSM-RFO/91 AM/SAWMWPSS-21

Name and Address of Fabricator

Welding procedure specification No.
1. Drawing No. . RDSOIB-17184 (M3-U3, M3-L3, M4-U4, M4-L4, M5-U5, M5-L5,
’ M86-U6, MB-L6 & U7-L7)
DETAILS OF VERTICALS

2. Weld joint description WEB(10 MM) WITH FLANGE (12MM)FILLET WELD (BMM)

1S:2062 : 2011 E 350 Quality -B0

a Base metal

4 Welding process Submerged Arc Welding (SAW)

5. Welding position Flat

6. Welding consumables

6.1 Electrode/wire — Electrode Class: w2 of IRS M.39
Type: Copper coated solid wire
Dia: 4.0 mm (copper coated)
Drying Method: NA

62 Flux Class: F2of IRS M.39
Type: : Agglomerated
Drying Method: 250° C to 300°C for two hour before use.

. | S .
6.3 Shielding gas Y © NA
&°

7.0 Base metal preparation © Fusion faces and adjacent surfaces are cleaned and made
free from cracks, nolches, mill scale, grease, paint, rust elc.,
which might affect weld quality.

74 Joint design details ¢ Sketch showing arrangements of pards, weld groove details,

weld passes & their sequence elc.

__FLANGE 310X12 THK

WEB 586X10 THK |

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

w2000 frira ey
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8. Welding current

91.4M OWG (25T LOADING

Type: DC

Polarity: Reverse
First welder as per 1S-7307(part-l) First

welder at all lest

9. Welder qualification then other welder As per IS 7310 (Parl I) — 1974

10.  Welding parameters and technique

10.1  Welding parameter

—— flow |
feed Travel Electrode | Gasf
Woid Poss | Electrogess | Cumnt [ Arc votage | VP 0 Speed | Stickout |  (Umin)

Front | Back v?rrﬁa‘ 2 (m/min) {m/min) (mm)

ron

side Side 50 15-20 NA |

| 28-30 controlled by | 0.45-0.

single | single B 450-500 i

10.2 Welding sequence

3}
WEB 586X10 THK

11.  Provision of running & run off tabs

12 Cleaning of weld bead before laying next weld

bead

13.  Rool preparalion before welding other side of
groove weld

14, Prehealing & interpass temperature

15.  Peening

16 Post weld treatment

17. Rectification of weld defecls

18. Inspection of weld

oMM

Yes

N.A.

NA.

__FLANGE 310X12 THK .

PSR
AT
G:;k & &
o & -
O &
ﬁ“ A :& -
é.‘ -
".
o

Min-150°C . Interpass Max- 250°C

N.A

NA

By grinding of the defective weld & rectifying the weld
as per Cl 322 of IS 9505-96, using A3 class of

test

Visually, D.P.Test & Macro Etching

S

electrodes of specn IRS M.28-12 after conducting D P
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ficati

bricatol . M/s M.G.Contractors Pvt. Lid.,
R r vVill- Gola, Kalpl-Naramgarh Road,

Opposite E-max Educatlg;gt‘w.
_Ambala (HR) 1
ey " 0/61 AM/SAWMWPSS-22

Welding procedure specification No. MGCPL/20-2 1IDFCGIUSSM-RF
i . RDSO/MB-17184
= e DETAILS OF CROSS GIRDERS
2 Weld joint description WEB(16 MM) WITH FLANGE (40 MM)FILLET WELD (12 MM)
< Base metal 1S:2062 : 2011 E 350 Quality- BO
4. Walding process Submerged Arc Welding {SAW)
5. Welding position Flat
6. Welding consumables :
61 Electrode/wire — Elecirode . Class: W2 of IRS M.39
Type Copper coated solid wire
Dia: 4.0 mm {copper coated)
0\ Qpying Method: NA

o
62  Flux f\: @*c'uﬂh\:rzur IRS M.39
A A
3

< {/"‘I.‘ype. : Agglomerated
Drying Method: 250°C to 300°C for two hour before use.

63 Shielding gas N.A
70  Base melal preparalion .“ . Fusion faces and adjacent surfaces are cleaned and made
‘.‘ free from cracks, nolches, mill scale, grease, paint, rust eic.,
which might affect weld quality.
71 Joint design details . Skelch showing arrangements of parts, weld groove details,

weld passes & lheir sequence elc

~___FLANGE 400 X40 THK

G S

72 Joint
oint preparation As per IS 4353- 1885, Cl. 7, IRS B1 — 2001, CI. 17.3, & WBC -

| 2001
8 Welding cufrent ;" ‘Type: DC
) o ’ Polarity. Reverse
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4 G (25T LOADING

Firsi welder as per |1S-7307(part-1)First wider at all test

9. Welder qualification
e then other welder As per IS 7310 (Part I) - 1874
10.  Welding parameters and technique
10.1  Welding parameler
Weld Pass Electrodes/ Current Arc Voltage Wire feed Travel | Electrode Gas flow
1 Wire dia. Amp. (volt) Speed Speed | Stickout | (Vmin)
Front | Back (mm) {m/min) {m/min) (mm) | |
T 30 ledby | 035040 | 3w NA
single le 4 450-500 28- controf .35-0.
o e | current - i i _-_.—-—]
10.2 Welding sequence
FLANGE 400 X 40 THEK
3
WEB 1120 X 16 THK
2 4/ \\‘ﬁ" <
s
, A
Gﬁ } = '."_‘-". ‘1.:1::.#
o ﬁ‘\ “U o fu“"’ ba
1, P i  #% eﬁF”sD e
; rovision of running & run off tabs Yes P <0 P G <
&
12 Cleaning of weld bead before laying next weld N.A. « L
bead 4\° -
o'
13. Rool preparation before welding other side of N.A. =
groove weld
14. Preheating & interpass temperature Min-150°C , Interpass Max- 250°C N
15, Peening N.A =
16. Post weld treatment N.A.
17 Rectification of weld defects By grinding of he defective weld & rectifying the weld
as per Cl 322 of IS 9595-96, using A3 class of
electrodes of specn IRS M.28 after conducting D P test.
18. Inspection of weld Visually, D.P.Test & Macro Elching

/
.



e

Y EEEEN

Lss

!

5 2 @2 2DdIUWIIIIIOIDIII

S
=

91.4M OWG (25T LOADING)

Welding Procedure Specification Sheet (NPSS)

Name and Address of Fabricalor

Welding procedure specification No.

1. Drawing No.
2. Weld joint description
3 Base metal
4, Welding process
5. Welding position
6. Welding consumables
6.1 Electrode/wire — Electrode
6.2 Flux
6.3 Shielding gas
70 Base metal preparation
71 Joint design details
1
1_2rnr:t a2

J
20mm
-+ - L

.

72

. M/s M G Contractars Pvt. Ltd.,
Vill- Gola, Kalpi-Naraingarh Road,
Opposite E-max Education City

Mullana, Ambala (HR) 133104
MGCPL/20-21/DFCCIL/SSM-RFO/91 AM/SAWIWPSS-23

RDSO/B-17184
DETAILS OF STRINGERS

WEB(12 MM) WITH FLANGE (20 MM)FILLET WELD (12 MM)

15,2062 . 2011 E 350 Quallty -BO

Submerged Arc Welding (SAW)

Flat

Class: W2 of IRS M.38

Type: Copper coaled solid wire
Dia: 4.0 mm (copper coaled)
Drying Method: NA

Class: F2of IRS M.39

Type. : Agglomerated
Drying Method. 250°C to 300°C for two hour before use.

N.A

Fusion faces and adjacent surfaces are cleaned and made
free fro,rp cracks, nolches, mill scale, grease, paint, rust etc,,
which might affect weld quality.

Skeich showing arrangemenls of parts, weld groove details,
weld passes & their sequence elc. "\“\

PN
N
j/g}"&.zf‘ kf{?“
VU QY a2
[ =] 'f\ O "h
i o A
\\ ‘4? .'ifp 2

;I[;‘J{,lsr IS 4353. 1095, CI 7, IRS B1— 2001, CI. 17.3, & WBC -

e
try Clypa:- DC .

Palarity: Reverse



1

*-3%93334-}-}'4999ﬂﬂ$9?99

L

S5 9 9 9

5

91.4M OWG (25T LOADING)

po

S Welder qualification First walder As per 18-7307(part-l) first welder at all test
ihen other welder As per IS 7310 (Part 1) - 1974
10.  Walding parameters and lechnique
10.1  Welding parameter
Weld Pass Elocirodes/ | Cumenl | ArcVollage | Wiefeed | Travel Electrode | Gas flow
l- Wire dia. Amp. {volt) Speed |  Speed Stick out {Umin) I
Front Back (mm) {m/min) (m/min) (mm) l
| side Side s - . NA
\ single | single 4 450-500 28-30 controlled by | 0.35-0.40 J 15-20 ; |
. | current B T T
102 Welding sequence
i
R
VAl
i o
b&, 4\*‘ ot S )
\\' -‘2"-‘."\ J'\:‘Lﬁ
‘ L P
P & oF 3 -
< 5 é‘ Sl
) &°
@ -
d"‘é
11. Provision of running & run off tabs Yes
12.  Cleaning of weld bead before laying next weld NA
bead "
13. Rool preparation before welding other side of N.A. -
groove weld
14.  Preheating & interpass temperalure Min-150°C , Interpass Max- 250°C =
15. Peening N.A =
16. Post weld treatment N.A.
17. Rectification of weld defects By grinding of the defective weld & rectifying the weld
as per Cl 32.2 of IS 9595-96, using A3 class of
electrodes of specn IRS M.28-12 after conducting D P
test
18 Inspection of weld

Visually, D.P.Tesl & Macro Eilching

F 4
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91 25T LOADING

u ification Sheet (WPS

. M/s M.G.Contractors Pvt. Ltd.,

Vill- Gola, Kalpi-Naraingarh Road,

Opposite E-max Education City,

Mullana, Ambala (HR) 133104
MGCPL/20-21/DFCCIL/SSM-RFO/S1 AM/SAWMWPSS-24

Name and Address of Fabricator

Welding procedure specification No.
1. Drawing No. . RDSO/B-17184
DETAILS OF PORTAL GIRDER
2 Weld joint description WEB(15 MM) WITH FLANGE (15 MM)FILLET WELD (6 MM)
3. Base metal 15:2062 : 2011 E 350 Quality B0
4 Welding process Submerged Arc Welding (SAW)
5. Welding position Flal
6. Welding consumables
6.1 Electrodelwire — Electrode Class: W2 of IRS M.39
Type: Copper coated solid wire

DQ: 4.0 mm (copper coated)

ing Method: N.A
_ﬁ_«s"ﬁw g

62 Flux Class: F2of IRS M.39
Type: : Agglomerated

Drying Method. 250° C to 300°C for two hour before use.

/S

Fusion faces and adjacent surfaces are cleaned and made
free from cracks, nolches, mill scale, grease, paint, rust elc.,
which might affect weld quality.

6.3  Shielding gas

70  Base metal preparation

74 Joint design details - Skelch showing arrangements of paris. weld groove details,
weld passes & their sequenca eic

. LANGE 310 X 12 THK

WEB 625 X 10 THK

5> MM
7.2 Joint preparation 3 ';;ﬂ?‘” IS 4353- 1995, CI. 7, IRS B1 - 2001, C1. 17.3, 8 WBC -
8. Welding current n. Type: DC

" Polarity: Reverse
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91.4M OWG (25T LOADING)

First welder As per |S-7307(pant-1) first waelder at all tesl

8. Welder qualification
then other welder As per IS 7310 (Part 1} = 1974
10.  Welding parameters and lechnique
101 Welding parameter
Weld Pass Siocirodesi | Curreni | ArcVollage T Wire feed Travel | Electrode Gas flow I
Wire dia. Amp. (volt) Speed Speed Stick out (Umin}
Front | Back (mm) {mimin) (m/min) (mm} |
e snirolled by | 0.50-05 — 9820 | NA
single | single 4 460-500 28-30 controlled by | 0.50-0.55
! | current | =
10.2 Welding sequence

WEB 625X 10 THK

B SRR W
"

11.

13.

14.
18

16.

17.

18.

Provision of running & run off tabs

Cleaning of weld bead before laying next weld
bead

Root preparation before welding olher side of
groove weld

Prehealing & interpass temperatura
Paaning

Post weld treatment

Rectification of weld defects

Inspection of weld

ELANGE 310 X 12 THK

Yes

NA.

N.A.

Min-150°C , Interpass Max- 250°C

(e

N.A
N.A.
By grinding of the defective weld & rectifying the weld
as per Cl 32.2 of IS 9595-06, using A3 class of

electrodes of specn IRS M.28-12 after conducling D P
test

Visually, D.P Test & Macro Etching



Iding Procedure cificati hee

. M/s M.G.Contractors Pvt. Ltd..

Mame and Address of Fabricator
Vill- Gola, Kalpi-Naraingarh Road,
Opposite E-max Education City,
Mullana, Ambala (HR) 133104
Welding procedure specification No. MGCPU2IJ-21FDFCCIUSSM-RFGI91 AM/SAWWPSS-25
1. Drawing No. RDSO/B-171B4
DETAILS OF SWAY GIRDER
2. Weld joint description WEB(10 MM) WITH FLANGE (10 MM)FILLET WELD (6 MM)
a Base metal 1S:2062 : 2011 E 350 Quality -BO
4. Welding process Submerged Arc Welding (SAW)
5. Welding position + Flat
6. Welding consumables
6.1 Elecirodelwire — Electrode :  Class: W2 of IRS M.38
Type: Copper coated solid wire
Dia: 4.0 mm (copper coated)

e ‘}/\ \&;&\ ering Method: NA
F ﬁd“ 2 ;ﬁ\cms: F2of IRS M.39

'1);‘)]))1).‘).)'_:.).);)99939##

6.2 Flux “a . 0{;‘\(.
B &> Type: : Agglomeraled
(' €
‘1.'_‘“ W& =@ o Drying Method: 250°C to 300° C for two hour before use.
4 o
o
63  Shielding gas ‘,‘ N.A
7.0 Base metal preparation Fusion faces and adjacent surfaces are cleaned and made
frae from cracks, notches, mill scale, grease, paint, rust elc.,
which mighl affect weld quality.
71 Joint design details Sketch showing arrangements of parts, weld groove details,

weld passes & [heir sequence gic.

LANGE 250 X 10 THK

WEB 620 X 10 THK
\

MM

T2
As per IS 4353- 1995, CI. 7, IRS B1 - 2001, Cl. 17.3, & WEC -

2001
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4M OWG DING
Type: DC
» e Polarity: Reverse 1 .
Welder cation s der at all tes
ider As per 15-7307(part-1) first wel
: " ﬁ:::r::her we‘»d]:r As per IS 7310 (Pan 1) -1974
10.  Welding parameters and technique
10.1  Welding parameéter
Pass ectrod Gasflow |
ArcVollage | Wirefeed |  Travel i
| e E\IM di:” Cmm (volt) Speed Speqd (Uimin)
[“Front | Back (:m] ' (mimin) ] (m/min)
ron -
side Side Ty |
28-30 controlled by J 0
\ single | single 4 \ 450-500 ~ l o ]
10.2 Welding sequence

WEB 620X 10 THK

1.
12

13.

14,

15.

17.

18.

3§

Provision of running & run off tabs

Cleaning of weld bead before laying next weld
bead

Root preparation before welding other side of
groove weid

Preheating & interpass temperature
Peening
Post weld treatment

Rectification of weld defects

Inspection of weld

__FLANGE 250 X 10 THK -

MNA.

Min-150°C , Interpass Max- 250°C
N.A

NA.

By grinding of the defective weld & rectifying the weld
as per Cl 322 of IS 9595-96, using A3 class of

elecirodes of specn IRS M.28-12 after conducting D P
fest.

Visually, D.P Test & Macro Elching

/
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91.4M OWG (25T LOADING)
Welding Procedurs Specification Shest (WPSS)

Name and Address of Fabricator . M/s M.G Contractors Pvt. Ltd.,
Vill- Gola, Kalpi-Naraingarh Road,
Opposite E-max Education City,
Mullana, Ambala (HR) 133104
Welding procedure spegcification No. MGCPU?D-EHDFCGIUSSM-RFOIEH.4M!GMAWMPSS-25

1 Drawing No. :  RDSO/MB-17184
DETAILS OF TOP LAT. BRACING

) D D D W) DD YD

WEB(12 MM) WITH FLANGE (12 MM)FILLET WELD (6 MM)

2. Weld joint description
. |S:2062 : 2011 E 350 Quality -BO

"‘l 3, Base metal
~ 4 Welding process awaw S5 AL o
= 5. Welding position . Horizontal-Veriical , [- L A 3 o0
™ 6 Welding consumables :
= S/ M-
g1  Electrode/wire - Electrode i Class: CLASS-+otiRSMae L2 © FiRs R
™ Type: Copper coaled solid wire
s N _Dia: 1.2 mm (copper coated)
~ vSSSS
~ £ f S @ng Method: NA 39 e,
& s N e
62  Flux (S oY L% Class: N ik (RS 2
- & & g 4
; éﬁé & Type: : -
p= f Rl Drying Method: NA. 9 5o =3 on'g—m  Ji B é‘/‘-‘“’-""u‘
-]
é"
N 83  Shielding gas “. ;. C02
S 7.0  Base metal preparation Fusion faces and adjacent surfaces are cleaned and made
) free from cracks, nolches, mill scale, grease, paint, rust eic,,
- which might affect weld quality.
71 Joint design details + Sketch showing arrangements of parts, weld groove detalls,
. weld passes & their sequence slc
"_\ -
f-\
P
"
Vi
F
7.2\ Joint preparation P T,
_ '. /’:'\"amff\ _A;&e“r IS 10178- 1805, CI. 7, IRS B1 - 2001, Cl 17.3, & WBC
\ N o ' I giin
\ R-7 B 12 ey
T f [SLT—"_Nn /‘,/1-\} ) ur
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1.4 LOADING
8 Welding current : Type: DC
Polanty: Reverse
] Welder qualification . First welder As per I1S-7307(part-l) first welder at all lest

then olher welder As per IS 7310 (Part 1) - 1874
10. Welding parameters and technique : ) =

101 Welding parameter

T ==y
| Weld Pass Electrodes/ Current Arc Voltage Wire feed | Travel | Eiqclt‘rod? (.‘}::n I::;w
Wire dia. Amp. {volt) Speed Speed | Stickou
(mm) (m/min) (vvmin) | (mm)

|

|

= Fa i il . | %/J e 5—2-6_
£ 1-80-'225 2226 controlled by NA: ) 1 _

ﬂ-ﬁe O Se - 928-3° current L-Sﬁ-"'sg 15-29 N'ﬂ_‘

10.2 Welding sequence

11. Provision of running & run off tabs i Yes & a°
Q
&

12. Cleaning of weld bead before laying next weld - N.A =~
bead .’
13 Root preparation before welding other side of . N.A.
groove weld i
14, Preheating & interpass temperature . Min-75°C , Interpass Max- 250°C
15. Peening - N.A
16. Post weld treatment : N.A.

17. Rectification of weld defecls By gninding of the defective weld & rectifying the weld

as per Cl 32.2 of |S 9595-96, using A3 class of
electrodes of specn IRS M.28 after conducting D P test.

18. Inspection of weld Visually, D.P.Test & Macro Etching

sk A



91.4M OWG (25T LOADING)

. Mis M.G.Contractors Pvt. Ld

Name and Address of Fabricalor
Vill- Gola, Kalpi-Naraingarh Road,
Opposite E-max Education City,
Mullana, Ambala (HR) 133104
Welding procedure specification No. MGCPL:‘ZD-ZHDFCCIUSSM-RF 0/91.4M/SAW/WPSS-027
1. Drawing No. ROSO/B-17184/4/1 (LO-L1-L2)

LO-L1-L2
WEB(16 MM) + DIAPHRAGM PLATE (10MM)
FLANGE (12MM) +BATTEN PLATE(10MM)

2. Weld joint description

1S:2062 : 2011 E 350 Quality -BO

3 Base metal

4. Welding process GMAW

5. Welding position Horizontal-Vertical

6. Welding consumables

6.1 Electrode/wire — Electrode Class-l of IRS M.46

Copper coaled solid wiré

7 Dia: 1.2 mm (copper coated)
; Drying Method: N.A
62  Flux W “4;_6 Y Class: NA.
@’} G‘QTL Type: : N.A.
’;‘l“\ Drying Method: N.A.
&

63  Shielding gas co2

BATTEN & DIAPHARGAM WELDING OF BOTTOM CHORD

7.0

71

¥
af 7.2 Joint preparation «

WEB 620X16 THK

Base metal preparation

Joint design details

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

Skelch showing arrangements of paris, weld groove details,
weld passes & their sequence etc.

/FL.ANGE 150 X12THK

N

o
/
7 -

P A

6 M
- FILLET
. zf,:\unr:f : WELD

1 1 n
“As per IS 10178, C1. 7, IRS B1 - 2001, CI 17.3, & WBC - 2001

_DIAPHRAGMS 10 THK

T~BATTEN PL. 10 THK

Ui



|

91.4M OWG (25T LOADING)

8 Welding current : Type: DC
Polarity. Reverse

9. Welder qualification . First welder as per IS-7307(Part-l) First welder at all tes! then
other welder As per IS 7310 (Part |) - 1974 B

10.  Welding parameters and technique

10.1  Welding parameter

Weld Pass | Electrodes/ Current Arc Voltage Wire feed |  Travel Electrode | Gas flow
L Wireda. Amp. (volt) Speed | Speed Stick out (Umin)
| Front | Back | (mm) (m/min) | (m/min) (mm) |‘
side Side | I R S— T
single 1.2MM 180-220 22-26 controlled by N.A. 12-15 15-20 T
current R .

10.2 Welding sequence

1. Provision of running & run off tabs N.A.

12, Cleaning of weld bead before laying next weld N.A.
bead

13. Root preparation before welding other side of N A. _
groove weld

14.  Preheating & interpass temperature Min-75°C , Interpass Max- 250°C

15.  Peening N.A N

16.  Post weld treatment N.A. s

17.  Rectification of weld defects - By grinding of the defective weld & rectifying the weid
as per Cl 322 of IS 650596, using A3 class of
electrodes of specn IRS M.28-12 after conducting D P _
tost.

Visually, D.P.Test & Macro Etching

/

18. Inspection of weld
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91.4M OWG (25T LOADING)

Welding Procedure Specification Sheet (WPSS)

Name and Address of Fabricator M/s M.G Contractors Pwvt. Ltd.,

Vill- Gola, Kalpi-Naraingarh Road,
Opposite E-max Education City,
Mullana, Ambala (HR) 133104
Weilding procedure spacification No. MGCPL/20-21/DFCCIL/SSM-RFO/91 4M/ISAWWPSS-028

1 Drawing No. :  RDSO/B-17184/4/1 (L2-L3-L4)
BATTEN & DIAPHARGAM WELDING OF BOTTOM CHORD

2. Weld joint description T L2314

WEB(20 MM) + DIAPHRAGM PLATE (10MM)
FLANGE (16MM) +BATTEN PLATE(10MM)

3 Base metal . 18:2082 : 2011 E 350 Quality -BO
4 Welding process : GMAW
5. Welding position : Horizontal-Vertical
6. Welding consumables :
6.1 Electrode/wire — Electrode : Class: Class-l of IRS M 46
\] Type: Copper coated solid wire
O g
% (Eb .\'Saa. 1.2 mm (copper coated)
0% & - 4 F
(S @F & Drying Method: NA
Q" ™
62  Flux & A&7 ¢ Class. NA.
&
=0 Type: : NA,
Drying Method; N A,
P ‘. i
83  Shielding gas ;002

7.0 Base metal preparation Fusion faces and adjacent surfaces are cleaned and made

free from cracks, nolches, mill scale, grease, paint. rust efc,
which mighl affect weld quality,
71 Joinl design details Skelch showing arrangements of parts, w;:bd groove delails,
weld passes & their sequencs elc.

/FLANGE 150 X16 THK

[
|

EB 620X20 THK

_AIAPHRAGMS 10 THK

-

H‘Y‘— T~BATTEN PL. 10 THK
6 MM

- FILLET

p ;-_;,_'..m“‘l.' WELD

4o

> ’ G T )

s
b L e

, al
3 r Dy. Chiet py

4 L) g 7 i £ '-‘ ’
(72 | doint preparation (%}9 - fﬂ{i"-:;_ As per IS 10178, C1, 7, IRS B1 - 2001, C!. 17.3, & WBC - 2001

R
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B. Welding current

L: 5 Welder qualification

91.4M OWG (25T LOADING)

10. Welding paramelers and technigue

101 Welding parameter

Type: DC
Polarity: Reverse

e

First welder as per 1S-7307(Part-1) First welder at all test then
other welder As per IS 7310 (Parl ) = 1974

Weld Pass Electrodes/ | Curent | ArcVoltage | Wirefeed |  Travel Electrode | Gas flow |
Wire dia. Amp. (volt) Speed Spegd Stick out (Vmin)
Front | Back {mm) (m/min) (m/min) (mm) |
side Side ) i = ~ N
single 1.2MM 180-220 22-26 controlled by N.A. 12-15 15-20 1
‘ I_ current o
10.2 Welding sequence
1. Provision of running & run off tabs N.A. )
12. Cleaning of weld bead before laying next weld N.A.
bead
13. Root preparation before welding other side of N.A.

groove weld

14. Preheating & inlerpass temperature

15. Peening

16. Post weld treatment

17. Rectification of weld defecls

18. Inspeciion of weld

Min-75°C , Interpass Max- 250°C

N.A

NA.

By grinding of the defective weld & rectifying the weld
as per Cl 32.2 of IS 9595-96, using A3 class of

electrodes of specn IRS M.28 after conducting D P tesL

Visually, D.P.Tost & Macro Etching

’

S
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Name and Address of Fabricator . M/s M.G Contractors Pvt. Ltd.,

Vill- Gola, Kalpi-Naraingarh Road,
Opposite E-max Education City,
Mullana, Ambala (HR) 133104
Welding procedure specification No. MGGPL:‘ZD-21!DFCCIUSSM-RFO!91AMJ'SAWFNPSS-UZQ

1 Drawing No . RDSO/B-17184/4/2 (L4-L5-L6)
BATTEN & DIAPHARGAM WELDING OF BOTTOM CHORD

2 Weld joint description . L4-L5-L6
WEB(25 MM) + DIAPHRAGM PLATE (10MM)

FLANGE (20MM) +BATTEN PLATE(10MM)

3 Rase metal . 1S:2062 : 2011 E 350 Quality -BO
4. Welding process : GMAW
5 Welding position ) . Horizontal-Vertical
6 Welding consumables
6.1 Electrodeiwire - Electrode . Class. Class-| of IRS M.46
Type: Copper coated solid wire
“‘\ 5 Dia: 1 2 mm (copper coated)
Gbé ‘\a'ymg Method: N.A
6.2 Flux ~ Class: N.A.
Type: : NA.

Drying Method: N A.

6.3 Shielding gas coz2

70 Base metal preparation . Fusion faces and adjacent surfaces are cleaned and made
free from cracks, noiches, mill scale, yrease, pant, rusl elc,
which might affect weld quality.

71 Joint design details . Skeich showing arrangements of parts, weld groove details,
weld passes & their sequence elc

FLANGE 150 X20THK

EB 620X25 THK

\

_DIAPHRAGMS 10 THK

T-BATTEN PL. 10 THK

N
e
6 MM
FILLET
’/\1"'*3"-' N WELE B
P amar T

aar

' . It W et Mos
(7.2 Joint preparation < :i:“;{:f/ oy As per 1S 10178, Cl. 7 IRS'B1 - 2001, Cl. 17.3, & WBC - 2001



91.4M OWG (25T LOADING)

cikid

Visually, D.P.Test & Macro Etching

Welding current Type: DC
Polarity: Reverse
: Ider at all test then
8. Weld alificati First welder as per 1S-7307(Part-1) First we
. = other welder As per IS 7310 (Part |) - 1974
10.  Welding parameters and technique
101 Welding parameter
Weld ArcVoage | Wirefeed | Travel | Electiode | Gasflow |
i Em?i:.v c:rr"\;r.“ rc(voit} d Speed Speed Stick out (Vmin)
Front | Back {mm) (m/min) (m/min) (mm) f
side Side _ e e
\ single 1.2MM 180-220 22-26 controlled by N.A. 12-15 15-20 |
current
10.2 Welding sequence o
t..'\.
w”
G"y o 6‘"
v © c‘fi\o
W 4‘@ 4‘
11.  Provision of running & run off tabs N.A. f \Q_- .‘_6
B
12, Cleaning of weld bead before laying next weld NA. '?*9’ S
bead &
13. Rool preparation before welding other side of N.A. )
groove weld
14.  Preheating & interpass temperature Min-75°C . Interpass Max- 250°C ~
15. Peening N.A =
16. Paost weld treatment N.A. ~—
17. Rectification of weld defects By grinding of the defactive weld & rectifying the weld —
as per Cl 32.2 of IS 9595-96, using A3 class of
electrodes of specn IRS M.28 after conducting D P test.
18. Inspection of weld



3222323323330 3333999999L92990900900000

91.4M OWG (25T LOADING)
Welding Procedure Specification Sheet (WPSS)

Name and Address of Fabricator . Mis M.G Contractors Pvt. Ltd.,
Vill- Gola, Kalpi-Naraingarh Road,
Opposite E-max Education City,
Mullana, Ambala (HR) 133104
Welding procedure spacification No. MGCPL/20-21/DFCCIL/SSM-RFO/91 4M/SAWMWPSS-030

1 Drawing No. . RDSO/B-17184/4/2 (LB-LT)
BATTEN & DIAPHARGAM WELDING OF BOTTOM CHORD

2 Weld joint description © LB-L7
WEB(25 MM) + DIAPHRAGM PLATE (10MM)
FLANGE (25MM) +BATTEN PLATE(10MM)

3 Base metal © 15:2062 ;. 2011 E 350 Quality -B0
4 Welding process ¢ GMAW
5. Weilding position . Horizontal-Vertical
6. Welding consumables :
61 Electrode/wire — Electrode . Class: Class-| of IRS M.46

Type: Copper coated solid wire

Dia: 1.2 mm (copper coated)

\
\& O Drying Method: NA
Ay
62  Flux e ééﬂ" Class: N.A.
éd&ﬁ Type: : NA.

Drying Method. N.A.
63  Shielding gas )# d . coz
70  Base metal WBM’: . Fusion faces and adjacent surfaces are cleaned and made

free from cracks, notches, mill scale, grease, paint, rust etc.,

which might affect weld quality.
| Joint design details :  Skelch showing arrangements of parts, weld groove details,

weld passes & their sequence etc

_FLANGE 150 X25THK
=

IAPHRAGMS 10 THK

/ 72 Jeintpreparation | € qr=al 1 :  AoperlS 10178, Cl 7, IRS 2 - 2001
"_J{ i \xt#j y P , IRE B1 - 2001, CI. 17.3, 8 WBC - 200
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MO T LOADING -
8. Welding current Type: DC
Polarity: Reverse
9. Welder qualification First welder as per 1S-7307(Part-|) First welder at all test then
other welder As per IS 7310 (Part 1) - 1974
10. Welding parameters and technique
10.1  Welding parameter
Weld Pass Elecirodes/ Current Arc Voltage Wire feed " Travel | Efqmroa'ﬂ Gas flow
Wire dia. Amp. {valt) Speed Speed Stick out (I/min)
Front Back {mm) {m/min) (mimin) ‘ (mm) [
side Side _ | A —
| single 1.2MM 180-220 2226 controlied by NA. l 12-15 1520
= curront
10.2 Welding sequence
11. Provision of running & run off tabs N.A,
12. Cleaning of weld bead before laying next weld NA.
bead
MN.A.

13. Root preparation before welding other side of
groove weld

14, Preheating & interpass lemperature

15. Peening

16. Post weld treatment

17. Rectification of weld defects

18, Inspecton of weld

Min-75°C , Inlerpass Max- 250°C

N.A

N.A,

By grinding of the defeclive weld & reclifying the weld _
as per Cl 32.2 of IS 9595-96, using A3 class of
electrodes of specn IRS M.28-12 afier conducting D P

test

Visually, D P.Test & Macro Etching
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Welding Procedure Specification Shest (WPSS)

Name and Address of Fabricator . M/s M.G Contractors PvL. Lid.,

PP EEEEEEEEE E R B B2 2 2 dhdh i

Welding procedure specification No.

1.

Drawing No.

2. Weld joint description

Base metal
Welding process
Welding position

Welding consumables
1 Elecirodeiwira — Electrode

oo o & W

62  Flux . \ Af*‘ ‘&q

6.3 Shielding gas &

70  Base metal preparation

TA Joint design details

Vill- Gola, Kalpi-Naraingarh Road,
Opposite E-max Education City,

Mullana, Ambala (HR) 133104
MGCPL/20-2 1/DFCCIL/SSM-RFO/81 AMISAWWPSS-031

RDSO/B-17184/51
LACING BATTEN & DIAPHARGAM WELDING OF TOP

CHORD

uo-ut-u2
WEB(10 MM) + DIAPHRAGM PLATE (1 oMM)

FLANGE (18MM) +BATTEN PLATE(10MM)
FLANGE (16MM)+LACING PLATE (16MM)
1S:2062 : 2011 E 350 Quality -BO

GMAW

Horizantal-Vertical

Class: Class-l of IRS M.46
Type: Copper coated solid wire
t‘fﬁ: 1.2 mm (copper coated)
SN
ing Method: NA

J_{‘é Class: N.A.

& Type: : NA.

Drying Method: N.A.

coz

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

Sketeh showing arrangements of pars, weld groove details,
weld passes & their sequence elc

WEB 620X10 | ]
IAPHRAGMS 10 THK L r
\ | A?lm}:; 16 THK
\ \ I {
\ \ f‘l J-'l
A W WA A
FLANGE 150 X16THK ™ by S .
g TBATTEN PL. 10 THK L 6 MM
T FIT LET
FILLET WELD

_WELD
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91.4M OWG (25T LOADING)

7k

7.2 Joint preparation As per IS 10178, Cl. 7, IRS B1 - 2001, CI. 17 3, & WBC - 2001
8. Welding current Type: DC
Polarity: Raeverse
9 Welder qualification First welder as per IS-7307(Pan-I) First welder at all test then
other welder As per IS 7310 (Part |) - 1974
10. Welding parameters and lechnique
10.1  Welding parameter
f' Weld Pass Electrodes/ Current ArcVoltage | Wirefeed | Travel | Electrode Gas IIFw |
o | Wire dia. Amp. (volt) Speed Speed Stick out (Vmin)
’> Front | Back (mm) (m/min) (m/min) {mm) |
| side Side T
[ | single 1.2MM 180-220 22-26 controlled by |  N.A. 12-15 15-20 l
e . current I —— =
10.2 Welding sequence
i \
Q x‘?‘ \\
\“'
cp(““ﬁ
11. Provision of I ff N.A,
iston of running & run off tabs t“‘ d‘
12. Cleaning of weld bead before laying next weld NA.
bead s
13. Root preparation before welding other side of N.A. ‘.‘
groave weld =

14.  Preheating & interpass temperature Min-75°C , Interpass Max- 250°C ~

15, Peening NA —

16. Post weld treatment N.A,

17. Rectification of weld defects By grinding of the defective weld & rectifying the weld i
as pwi Cl 32.2 of IS 9595.96, using A3 class of
electrodes of specn IRS M 28 after conducting D P test.

18. Inspection of weld

Visually, D.P.Test & Macro Etching
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Welding Procedure Specification Sheet (WPSS)

Name and Address of Fabncator . M/s M G Contractors Pvt. Lid.,
Vill- Gola, Kalpi-Naraingarh Road,
Qpposite E-max Education City,
Mullana, Ambala (HR) 133104

Welding procedure specification No. MGGF’U‘ZO-Z‘!IDFGCIUSSM-RFO.’91.4MISAW!WF’SS-O32
1 Drawing No. . RDSO/B-17184/511
LACING BATTEN & DIAPHARGAM WELDING OF TOP
CHCORD
2. Weld joint description © U2-U3-U4

WEB(25 MM) + DIAPHRAGM PLATE (10MM)
FLANGE (16MM) +BATTEN PLATE(10MM)
FLANGE (16MM)+LACING PLATE (16MM)

3. Base metal . 18:2062:2011 E350 Quality -BO
4, Welding process . GMAW
5. Welding position . Horizontal-Vertical
6. Welding consumables :
6.1 Electrodeiwire — Electrode . Class: Class-l of IRS M.46
Type: Copper coated solid wire
é@ Dia: 1.2 mm (copper coated)
\ -gb"c‘ g Method: NA
24 = D’@ .
62  Flux o ég*éctass- NA.
o
B
N Type: ' N.A.
& ype

Drying Method: N.A.

6.3  Shielding gas coz2

70  Base metal preparation Fusion faces and adjacent surfaces are cleaned and made

free from cracks, notches, mill scale, grease, paint, rust etc,,
which might affect weld quality.

71 Joint design details Skelch showing arrangements of parts, weld groove details,

weld passes & their sequence eic

WEB 620X25 TH
OIAPHRAGMS 10 THK \

| yo- o B R
FLANGE 150 X18THK —y L
~}— TT-BATTEN PL. 10 THK | 6 MM
6 MM i _I.l:T
FILLET WELD
WELD
AN A
> o \:1___1 .r /"_

o ey v

R o)
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7.2 Joint preparation As per IS 10178, Cl. 7, IRS B1 - 2004, CI 17.3, & WBC - 2001 -
8 Welding current : Type: DC
Polarity: Reverse
9. Welder qualification First welder as per IS-7307(Part-l) First welder al all lest then
other welder As per IS 7310 (Part ) - 1874
10. Welding paramelers and technique
101 Welding parameter
Weld Pass Electrodes/ | Cument | ArcVollage | Wirefeed | Travel —‘ Electrode | Gas flow
Wire dia. Amp. (volt) Speed | Speed Stick out (I/min)
Front | Back (mm) (mimin)  (m/min) ‘ (mm)
| side Side | _ .
[ single 12MM 180-220 22-26 controlled by NA. | 1215 15-20
' currant )

10.2 Wielding sequence

11. Provision of running & run off tabs N.A.

12, Cleaning of weld bead before laying next weld N.A.

bead

13. Rool preparalion before welding other side of N.A.

groove weld

14, Preheating & Interpass temperature Min-75°C , Interpass Max- 250°C

15.  Peening NA

16. Past weld treatment N.A.

17 Rectification of weld defects By giinding of the defective weld & rectitying the weld
as per Cl 322 of IS 9595-96, using A3 class of
electrodes of specn IRS M 28 after conducting D P test.

18. Inspection of weld Visually, D.P.Test & Macro Elching
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Name and Address of Fabricator . Mis M.G.Contractors Pvt. Ltd.,

Vill- Gola, Kalpi-Naraingarh Road,
Opposite E-max Education City,
Mullana, Ambala (HR) 133104

Welding procedure specification No. MGCPL/20-21/DFCCILUSSM-RFO/81 4M/SAWWPSS-033
1. Drawing No. :  RDSO/B-17184/5/2
LACING ,BATTEN & DIAPHARGAM WELDING OF TOP
2 CHORD
2 Weld joint description : U4-U5-UB

oo o & @

6.2

6.3
7.0

71

WEB(32 MM) + DIAPHRAGM PLATE (10MM)
FLANGE (20MM) +BATTEN PLATE(10MM)
FLANGE (20MM)+LACING PLATE (16MM)

Base metal . 15:2062 : 2011 E 350 Quality -BO
Welding process . GMAW
Welding position . Horizontal-Vertical '
Welding consumables :
Electrodefwire — Electrode +  Class: Class-1 of IRS M 48
Type. Copper coated solid wire
@DI{ 1.2 mm (copper coaled)
™ OXing Method: NA
Flux {:'{? Class: N.A.
b
)
."’-* Type: . N.A.
Drying Method: N.A.
Shielding gas ‘y & . co2
Base metal preparation ’ . Fusion faces and adjacent surfaces are cleaned and made
free from cracks, notches, mill scale, grease, paint, rust efc.,
which might affect weld quality.
Joint design details . Sketch showing arrangements of parts, weld groove datails,

weld passes & their sequence elc.

N\
LOIAPHRAGMS 10 THK \ AAGING 16 THK
A [
\ /]
- _‘,\___.I,".__.r,.__ =
FLANGE 150 X20THi #
: “§—— “BATTEN PL. 10 THK \a 6 MM
R, - FILLET
FILLET NELE

WELD
/L,
[ o ™
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1 ING
72 Joint preparation As per IS 10178, CI. 7. IRS B1 - 2001, C. 17.3, & WBC - 2001
" Type. DC
8. Welding current Polarity: Reverse
| Il test then
First welder as per 1§-7307(Part-1) First welder at a
' Welder quuioston other welder As per IS 7310 (Part ) - 1974 e
10. Welding parameters and technique
101 Welding parameler
| Weld Pass Electrodes/ | Curment | ArcVollage | Wire feed Travel | Electrode G;J:n?:r I
| Wire dia. Amp. (volt) Speed Speed Stick out
‘ Front | Back {mm) (m/min) (mvimin) {mm) i
side Side ~ . .
o T aingle | T2WM | 180220 2% | conwoledty | NA | 1215 | 1920 g
: current |

10.2 Welding sequence

11.  Provision of running & run off tabs NA.

12.  Cleaning of weld bead before laying next weld N.A.

bead

13.  Root preparation before welding other side of NA,

groove weld

14,  Preheating & interpass temperature Min-75°C , Interpass Max- 250°C

15 Peening NA

16.  Post weld treatment NA,

17.  Rectification of weld defects By grinding of the defective weld & rectifying the weld
as per Cl 322 of IS 9508598, using A3 class of
electrodes of specn IRS M.28 after conducting D P test.

18. Inspection of weld

Visually, D.P.Test & Macro Etching

e
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i | on Sheet (WP

Name and Address of Fabricator . M/s M.G.Contractors Pvt. Ltd.,
Vill- Gola, Kalpi-Naraingarh Road.
Opposite E-max Education City,
Mullana, Ambala (HR) 133104

Welding procedure specification No. MGCPL/20-21/DF CCILSSM-RFO/91 AM/SAWMPSS-034
1. Drawing No. :  RDSO0/B-17184/5/2
LACING ,BATTEN & DIAPHARGAM WELDING OF TOP
CHORD
2 Waeld oint description ¢ ue-u?

WEB(32 MM) + DIAPHRAGM PLATE (10MM)
FLANGE (32MM) +BATTEN PLATE(10MM)
FLANGE (32MM)+LACING PLATE (16MM)

3. Base metal . 152062 : 2011 E 350 Quality -BO
4. Welding process . GMAW
5. Welding position © Horizontal-Vertical
6. Welding consumables i
61  Electrode/wire - Elecirode éﬁ & Class Class-l of IRS M.46
N “-b' g ype: Copper coaled solid wire
Dia. 1.2 mm (copper coated)
Drying Methad: N.A
6.2 Flux Class: N.A.
Type: : NA.
Drying Method: N.A.
6.3  Shielding gas ;. Ccoz
7.0 Base matal preparation . Fusion faces and adjacent surfaces are cleaned and made
free trom cracks, notches, mill scale, grease, paint, rust etc
which might affect weld quality.
7 Joint design detalls . Sketch showing arrangements of paris, weld groove details,

weld passes & their sequence etc.

o 7]

\ .'l
/DIAPHRAGMS 10 THK '\r‘ AAGING 16 THK
- .. f /

)
\ \ | |
'\_ L] [} /

Py
FLANGE 180 X32THK | oyl
Ng—— BATTEN PL. 10 THK :L.'.b MM
6 MM FITLET
FILLET WELD
WELD

JE— 3 o 1 TR
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91.4M OWG (26T LOADING) -

7.2 Joint preparation . As perlS 10178, CI. 7, IRS B1 - 2001, Cl. 17.3, & WBC - 2001 ~

8. Welding current . Type: DC e
Polarity: Reverse

9. Welder qualification _ First welder as per 15-7307(Part-l) First welder at all test then

other welder As per IS 7310 (Par Iy-1974

10. Welding paramelers and technique

101 Welding parameter

Elecirodes/ Currenl ArcVoltage | Wirefeed | Travel Electiode | Gasflow |
Wire dia. Amp {volt) Speed Speed Stick oul {Vmin)
| Front | Back (mm) | (m/min) (m/min} (mmj} 1
| side Side . | A — ST WSS
! single 1.2MM 180-220 22-26 controlled by l NA. 12-15 ‘ 15-20 :
! e ~currenl =
10.2 \Welding sequence

1. Provision of running & run off tabs / N.A.
12. Cleaning of weld bead before laying next weld NA.

bead
13.  Root preparation before welding other side of : N.A.

groove weld
14, Preheating & interpass temperature : Min-75°C , Interpass Max- 250°C -
15. Peening ! NA -
18 Post weld treatment : NA =
17. Rectification of weld defects : By grinding of the defective weld & rectifying the weld

as per Cl 32.2 of IS 959596, using A3 class of
electrodes of specn IRS M.268-12 after conducting D P
test

18 Inspection of weld . Visually, D.P.Test & Macro Eiching



Name and Address of Fabricator

Welding procadura specification No.

1. Drawing No.

2. Weld joint description

Base metal
Welding process

Welding position

>0 o b oW

6.2 Flux

6.3 Shielding gas

7.0 Base melal preparation

Welding consumables
A Electrode/wire — Electrode

74 Joint design details

__‘ﬁLEE_MHJS\

FLANGE 150 X20TH

ADING

Weldina Procedure Specitication Sheet (WPSS)

. M/s M.G Contractors Pvt Ltd.,
Vill- Gola, Kalpi-Naraingarh Road,
Opposite E-max Education City,

Mullana,

Ambala (HR) 133104

MGCPL/20-21/DFCCILSSM-RFO/81 AM/SAW/WPSS-035

ﬂ@/‘l
F &

~d

———

& MM

FILLET

_WELD
RN

&

o r
N —

S

D\
QG

RDSO/B-17184/6

LACING BATTEN & DIAPHARGAM WELDING OF END

RAKER
LO-M0-UD

WEB(25 MM) + DIAPHRAGM PLATE (10MM)
FLANGE (20MM) +BATTEN PLATE(10MM)
FLANGE (20MM)+LACING PLATE (16MM)

1S.2062 : 2011 E 350 Quality -BO

GMAW
Horizontal-Vertical

Class:

Type:

Dia:
\

\%rying Method:
Class: N.A.

Type: : N.A.

Class-l of IRS M.46
Copper coated solid wire

1.2 mm (copper coated)

N.A

Drying Method: N.A.

coz2

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

Skelch showing arrangements of parts, weld groove delails,
waeld passes & their sequence elc.

T~BATTEN PL. 10 THK

EFTEANLL mTeis Sl LWL RIS » ST

L — .r _,"'

_DIAPHRAGMS 10 THK \ \\_,»LACP'IINP 168 THK

\
\ /!

\ ,:"I /
—
:. , o MM

“FILLET
WELID

"
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7.2 Joint preparation As per IS 10178, Cl. 7, IRS B1 - 2001, Cl. 17.3, & WBC - 2001 _
8. Welding current Type: DC
Polarily. Reverse
B -1) Fi elder at all test ther
9 Weilder qualification First welder as per 1S-7307(Part-l) First w i
other welder As per IS 7310 (Part ) - 1674
10. Welding paramelers and technique
101 Welding parameler
¢ =1 Gas flow
[ Weld Pass Electrodes/ Current Arc Voltage Wire feed Travel | Electrode f
Wire dia Amp. (volt) Speed Speed Stick out (Umin) |
" Front ‘ Back (mm) (m/min) | (m/min) (mm) )
side | Side _— ' 1530 o
\ single 1.2MM 180-220 22-26 controlled by N.A. 12-15 l
L l current | e i 1
10.2 Welding sequence
)
) gl e,
N
y ¥ &
= & o
£ » ‘éé;?&e'@ ,&6
<
1. Provision of running & run off tabs N.A. \ f \.q'. 14, ~
o
12, Cleaning of weld bead before laying next weld NA. £ =
bead .‘i
& -
13. Root preparation before welding other side of N.A. &
groove weld =
14,  Preheating & interpass temperature Min-75°C , Interpass Max- 250°C
15 Peening N A
16. Post weld treatment N.A, -
17. Raectification of weld defocts By grinding of the defective weld & reclilying the weld -
as per Cl 32.2 of IS 9595-86, using A3 class of
elecirodes of specn IRS M.28 after conducting D P test.
18. Inspection of weld

Visually, D.P.Test & Macro Etching



91.4M OWG (25T LOADING)

Name and Address of Fabricator . M/s M.G Contractors Pvt Ltd.,

Vill- Gola, Kalpi-Naraingarh Road,
Opposite E-max Education City,
Mullana, Ambala (HR) 133104

Waelding procedure specification No. MGCPU20-21.fDFCClussm-RFom 4AM/SAWWPSS-036

1.

oo o & W

6.2

6.3
7.0

7.1

72

| Joint preparation ; 7~

. RDSO/B-17184/11 7O 17184118
et BATTEN WELDING OF DIAGONALS

Weld joint description + MO-L1, MO-U1
he . FLANGE (16MM) +BATTEN PLATE(10MM)
Base metal . 15:2062 : 2011 E 350 Quality -BO
Welding process ¢ GMAW
Welding position . Horizontal-Vertical
Welding consumables :
Electrode/wire — Electrode : Class: Class-l of IRS M.46
Type: Copper coated salid wire
NDia: 1.2 mm (copper coated)
'N
Drying Method: N.A
Flux Class' N A
Type: : NA,
Drying Method: N.A.
Shielding gas coz2
Base melal preparalion g . Fusion faces and adjacent surfaces are cleaned and made
free from cracks, nolches, mill scale, grease, paint, rust etc.,
which might affect weld quality
Joint design details .+ Skelch showing arrangements of parts, weld groove details,

weld passes & their sequence elc.

FLANGE 150 X16TH

g BATTEN PL. 10 THK
6 MM

FILLET

WELD

W

ant g,

: . o1yt As'per 1S 10178, C1. 7, IRS B1 - 2001, CI 17.3 8 WBC - 2001
=y ,_..-—-,‘__. r/- [ I
. (R =, .- Ny 7a

.
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8. Wulding current Type. DC
Polarity.: Reverse
9.
Welder qualification First welder as per 1S-7307(Part-l) First welder at all lest then
other welder As per IS 7310 (Part I) — 1974 L
0. Welding parameters and technique
101 Welding parameter
Weld Pass | Electrodes/ Current Arc Voltage | Wirefeed | Travel | Elecirode | Gas flow
e S W:re d::a. Amp. (volt) Speed Speed Stick out (I/min)
mm, Imi
side Sids L (m/min) (m/min) (mm) ' |
single 1.2MM 180-220 22-26 contolled by | NA | 1215 | 1520
1 curent | .
10.2 Welding sequence
1, Provision of running & run off tabs N.A.
12 Cleaning of weld bead before laying next weld N.A.
bead
13, Root preparation before welding other side of N.A.
groove weld
14, Preheating & interpass temperature Min-75°C , Interpass Max- 250°C
15. Peening N.A s
16. Post weld treatment NA.
17. Rectification of weld defects By grinding of the defective weld & reclifying the weld
as per Cl 322 of IS 9595-96, using A3 class of
electrodes of specn IRS M 28 after conducting D P test.
18. Inspection of weld Visually, D.P Test & Macro Etching
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. M/s M.G Contractors Pyt Ltd.,
vVill- Gola, Kalpi-Naraingarft Road.
Opposite E-max Education City,

Mullana, Ambala (HR) 133104
MGCPL/20-21 IDFCCIL/SS M-RFO/91 AMISAWNVP 55-037

Mame and Address of Fabricator

Welding procedure specification No.

. RDSO/B-17184/1 TO 17184118
T et BATTEN & LACING WELDING OF DIAGONALS

M1-L2, M2-L3, M3-L4, M4-L5, M5-LE, MB-L7, M1-U2Z, M2-U3,

M3-u4, M4-U5, M5-U6 & ME-U7
FLANGE (12MM) +BATTEN PLATE(10MM)
FLANGE (12ZMM) +LACING PLATE(16MM)

2. Weld joint description

1S:2062: 2011 E 350 Quaiity -BO

3. Base metal
4. Welding process GMAW
5. Welding position Horizontal-vertical
8. Welding consumables
6.1 Electrodefwire — Electrode +  Class: Class-1 of IRSM .46 *
o yre: Copper coated solid wire
SN
Nl 1.2 mm (copper coated)
X rying Method: NA
62  Flux A@A Class: NA.
‘3

Type: : N.A.
Drying Method: N.A.

6.3 Shielding gas co2

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

71 Joint design details Skelch showing arrangements of paris, weld groove detalls,

weld passes & thair sequence atc.

\ ! / !
A ]
\ ;}( ACING 16 THK

h |'I I,"

FLANGE 150 X12TH

, s

g4 TBATTEN PL. 10 THK
6 MM

FILLET

WELD



72 Joint preparation
8. Welding current

9. Welder qualification

91.4M OWG (25T LOADING)

As per IS 10178, Cl. 7, IRS B1 - 2001, Cl. 17.3. & WBC - 2001~

10. Welding parameters and technique

101 Welding parameter

Type: DC
Polarity: Reverse

;}f b¥

First welder as per IS-7307(Part-l) First welder at all test then
other welder As per IS 7310 (Part |) — 1974

Current Arc Volla Wire feed |  Travel Electrode | Gas flow |
SRERE Em%.ﬂ .;mp. | (volt) i Speed Speed Stick out (/min) l
Front Back {mm) {m/min) {m/min) {mm) 1
side Side — - - o R
single 1.2MM 180-220 22-26 controlled by 1 NA. 1215 | 1520 |f
current '
10.2 Welding sequence
.,:»
11. Provision of running & run off tabs N.A.
12 Cleaning of weld bead before laying next weld N.A.
bead &
N.A.

13. Root preparation before welding other side of

groove weld

14, Preheating & interpass temperature

15. Peening

16. Post weld treatment

17. Rectification of weld defects

18. Inspection of weld

L]
Min-75°C . Interpass Max- 80°c

N.A

N.A.

By grinding of the defective weld & rectifying the weld

as per Cl 32.2 of IS 9595-96, using A3 class of
electrodes of specn IRS M.28-12 after conducting D P

tast.

Visually, D.P.Test & Macra Etching

!
iy
r



Name and Address of Fabricator

Welding procedure specification No.

1

oo o A W

8.2

6.3

70

71

Drawing No.

Weld joint description

Base metal

Welding process
Welding position

Welding consumables
Electrode/wire — Electrode

Flux

e .g}»

Base metal preparation

-\:

Joint design detalls

FILLED wpP
WELD MATERIAL

/’““auf i

Iq
f’( T

OWG (25T LOADING

: Mis M.G Contractors Pvt. Ltd,,
Vill- Gola, Kalpi-Naraingarh Road.,
Opposite E-max Education City.
Mullana, Ambala (HR) 133104
MGCPL/20-21/DFCCIL/SSM-RFO/91. 4M/SAW/WWPSS-038

RDS0/B-17184/12
END PLATE OF CROSS GIRDER WITH WEB & FLANGE OF
CROSS GIRDER

WEB (16MM) +END PLATE (20MM) WELDING -12ZMM
FLANGE (40MM) +END PLATE(20MM)- WELDING -12MM
IS 2082 - 2011 E 350 Quality -BO

GMAW

Horizontal-Vertical

Class: Class-| of IRS M.46
Type. Copper coated solid wire
Dla 1.2 mm (copper coated)

-¢~°n Method: NA
4@{@ lass: N.A.

<é‘
€0 &

Type: : N.A.
Drying Methad: N.A.

coz2

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

Skelch showing arrangements of parts, weld groove details,
weld passes & their sequence efc.

412

1605 1

END PLATE 310x20x1200 —l

|12

3
+
T

7

-
-
-
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91.4M OWG (25T LOADING)

Jeo

As per IS 10178, CL. 7, IRS B1 - 2001, CI. 17.3, & WBC - 2001~

o

72 Joint preparation
8. Welding current . Type: DC
Polarity: Reverse
9. Welder qualification First welder as per 1S-7307(Part-l) First welder at all test then
other walder As per IS 7310 (Part [) - 1874
10. Welding parameters and technique
101 Welding parameter
Weld Pass Eiectrodes/ | Cumont | ArcVollage | Wire feed Travel | Electrode | Gas flow
Wire dia. Amp. (volt) Speed Speed Stick out {imin)
Front Back (mm) {mimin) {m/min) (mm)
side Side e s
single 1.2MM 180-220 22-20 “controlled by N.A. 12-16 15-20
+ current
10.2 Welding sequence
1. Provision of running & run off tabs N.A,
12, Cleaning of weld bead before laying next weld o YE S
bead
13 Root preparation before welding other side of N.A.
groove weld
14.  Preheating & interpass temperature Min-75°C , Interpass Max- 260°C
15. Peening NA
16. Post weld treatment N.A.
17.  Rectification of weld defects By grinding of the defective weld & rectifying the weld
as per Cl 32.2 of IS 9595-86, using A3 class of
electrodes of specn IRS M.28-12 after conducting D P
tast.
18 Inspection of weld Visually, D.P.Test & Macro Etching
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91.4M OWG (25T LOADING)

_ M/s M.G.Contractors Pvt Ltd.,
Vill- Gola, Kalpi-Naraingarh Road,
Opposile E-max Education City,
Mullana, Ambala (HR) 133104
MGCPU20-21fDFGG1USSM-RFOIQ1 AM/SAWWPSS-039

Name and Address of Fabricalor
Welding procedure specification No.
i 1 Drawing No.
2. Weld joint description
3. Base metal
4 Welding process
5. Welding position
- 6. Welding consumables
6.1 Electrode/wire — Electrode

- 6.2 Flux \
G ~
e F_u‘? Q;r.u
& N g
» SFe
6.3  Shielding gas é‘
9
70  Base metal preparalion .’
71 Joint design details
I:r;; ! ]
|
RIB PLATE
181 1 570x16x570
35
-
|‘ T
- g
1}
)
7] e

DETAIL

/

(7=

[ Sl ~—

AT

RDSO/B-17184/12
END CLEAT OF CROSS-GIRDER

WEB (16MM) +FLANGE (16MM)

1S:2062 : 2011 E 350 Quality -B0

GMAW
Horizontal-Vertical
Class. Class-l of IRS M.46
Type: Copper coaled solid wire
N Dia: 1.2 mm (copper coated)
4 E*\ N\

i - {‘?@Meﬂwd:
5

N &
'}, & Q‘?J: aiass:NA

)
e
- ()

WELD MATERIAL

NA

Type : N.A.
Drying Method: N.A.

co2

Fusion faces and adjacent surfaces are cleaned and made
free from cracks, nolches, mill scale, grease, paint, rust elc.,
which might affect weld quality.

Skelch showing arrangements of parts, weld groove details,
weld passes & their sequence elc.

PL 2R0x 162600

W00
FILLED up}

2 ]
ol - |._|.«,\—p: 2RO 1 ExB0D

DETAIL_AT 'X’
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AM OWG (25T DING

As per IS 10178, CI. 7, IRS B1 - 2001, CI. 17.3, & WBC - 2001

72 Joint preparation
8. Welding current Type: DC
Polarity: Reverse
9. Welder qualification First welder as per 1S-7307(Part-l) First welder at all test theri”
other welder As per IS 7310 (Part ) — 1974
10. Welding parameters and technique
10.1  Welding parameter '
[ WeldPass | Electrodes/ | Current | ArcVolage | Wire feed Travel Electrode | Gas flow |
R Wire dia Amp. (volt) Speed Speed Stick oul . (/min)}
. Front | Back (mm) (m/min) (m/min) (mm) f
| side Side ' '
| single 1.2MM 180-220 22-26 controlled by | N.A. I 12415 15-20
L l _curent |
10.2 Welding sequence
11. Provision of running & run off tabs N.A.
12. Cleaning of weld bead before laying next weld N.A.
bead
13. Root preparation before welding other side of N.A.
groove weld e
14, Preheating & interpass temperature Min-75°C , Interpass Max- 250°C —
15. Peening NA
16. Post weld treatment N.A.
17. L =
Rectification of weld defects By grinding of the defective weld & reclifying the weld
as per Cl 322 of 1S 9595.986, using A3 class of —
:ﬂ::ﬂmdes of specn IRS M.28-12 after conducting D P
18. Inspection of weld

Visually, D.P.Test & Macro Etching
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1.4M OWG DING
Name and Address of Fabricator . M/s M.G.Contractors Pvt. Ltd.,
Vill- Gola, Kalpi-Naraingarh Road,
Opposite E-max Education Cﬁy
Mullana, Ambala (HR) 133104
Welding procedure specification No MGCPL/20- 24/DFCCIL/SSM-RFO/81 AMISAW/WPSS-040
1 Drawing No. RDSO/B-17184/12
PAD PLATE OF CND CROSS GIRDER
2, Weld joint description WEB (16MM) +FLANGE (16MM) WELDING -8MM
3. Base metal 1S:2062 ; 2011 E 350 Quality -BO
4. Welding process GMAW
5. Welding position Horizontal-Vertical
[} Welding consumables
6.1 Electrode/wire — Electrode Class’ Class- of IRS M.48
Type. Copper coated solid wire
Dia. 1.2 mm (copper coaled)
Drying Method: N.A
6.2 Flux Class. NA.
Type: : NA.
Drying Method: N.A.
63 Shielding gas coz2
70  Base metal preparation Eusion faces and adjacent surfaces are cleaned and made
free from cracks, notches, mill scale, grease, paint, rust eic.,
which might affect weld quality.
7.1 Joint design details Sketch showing arrangements of parts, weld groove details,
weld passes & their sequence elc
]
‘@
L
.© é“(ﬂ
/ 40 MM
| 095‘ éf‘
12 m/w—y‘\_xmm ‘ﬁ‘* -3-“‘
7.2 i
Joint preparation As per 1S 10178, CI. 7, IRS B1 - 2001, C1 17.3, & WBC - 2001
8. Welding current Type: DC
Polarity. Reverse
9. Welder qualification X
First welder as per 1S-7307(Part-1) First
other welder As per IS 7310 (Part i'lJ Tlr:ig;:;a!dar at all test then
10. Welding parameters and technique ;
L weadi] f by s ¢ o L e .
10 1 O e % TR Lt B L1 E =T

Welding parameter /

i g
&

V2 2y .
3 ‘; . -"‘ . \

o 4
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5T LOADING

a4

| Weld Pass Electrodes/ Cument | ArcVoltage | Wire feed Travel Electrode | Gas flow
N Wire dia. Amp. (volt) Speed Speed Stick out (Vmin)
Front | Back | (mm) (m/min) (m/min) (mm)
side Side _
' single 1.2MM 180-220 22-26 controlled by N.A. 12-15 l 15-20
A= N current | =
10.2 Welding sequence
1. Provision of running & run off tabs N.A.
12 Cleaning of weld bead before laying next weld N.A.
bead
13. Root preparation before welding other side of N.A.
groove weld
14. Preheating & interpass temperature Min-75°C , Interpass Max- 250°C
15.  Peening N.A
16. Post weld treatment N.A.
17. Rectification of weld defects By grinding of the defective weld & rectifying the weld
as per Cl 322 of IS 9585-96, using A3 class of
electrodes of specn IRS M.28-12 after conducting D P
test.
18. Inspection of weld

Visually, D.P.Test & Macro Etching



91.4M OWG (25T LOADING)

Name and Address of Fabncator

Welding procedure specification No.

1. Drawing No.

2 Weld joint description

3. Base metal

4, Welding process

5. Welding position

6. Welding consumables

6.1 Electrodeliwire — Eleclrode
6.2 Flux

6.3 Shielding gas

7.0 Base metal preparation
7.1 Joint design details

. M/s M.G Contractors pPvt Ltd.,
Vill- Gola, Kalpi-Naraingarh R_oad.
Opposite E-max Education City,

Mullana Ambala (HR) 133104
MGCPL/20-21/DFCCI L/SSM-RFO/91 AM/SAW/WPSS-041

RDS0/B-17184/13/1
END STRINGER BRACKET

WEB (16MM) +FLANGE (16MM)
IS:2062 : 2011 E 350 Quality -B0
GMAW

Horizontal-Vertical

Class. Class-l of IRS M.46

Type: Copper coated solid wire
Dia: 1.2 mm (copper coated)
Drying Method: N.A

Class: N.A

Type: : N.A.

Drying Method: N.A.

coz2

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

Skelch showing arrangements of parts, weld groove details,
weld passes & their sequence elfc.

..___\'

— \)
gl 2|% * P c Y \’ \Q&&\\
_ Lh :EI}JME » * \\' ) 5 \\_—P‘ ?
) BENT PLATE = . : \xgﬁ,@*
450x10x743 ot g
- 9
: S

i 2 Ls. 150x150x12x900 o R

* D)
: BOTTOM PLATE Y5 ¢

450x20x243 +

FILLED UP BY
WELD MATERIAL

10
Want /
.-L\I:'\}-"" i
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As per IS 10178, CI. 7, IRS B1 - 2001, CI. 17.3, & WBC - 2001

72  Joint preparation

Type: DC

8 Welding current
Polarity: Reverse

First welder as per 1S-7307(Part-l) First welder at all tesl the'

¢ Welder qualification
other welder As per IS 7310 (Part I) — 1874

10. Welding parameters and technique

101 Welding parameter
| Weld Pass Electrodes/ | Current ArcVoltage | Wirefeed | Travel Electrode | Gas flow
Wire dia Amp. (volt) Speed Speed Stick out {(Vmin) ]-
Front | Back (mm) {m/min) (m/min) (mm)
side Side | .
single 1.2MM 180-220 22-26 controlled by N.A. | 12-15 1520 |
| ok current  ——
10.2 Welding sequence ; y
46\ D
)’ \ \{'k \'S‘tP‘
G]. ﬁ‘ ) -'C'KI
;2 o™
11.  Provision of running & run off tabs N.A. AN ﬁé‘a 'asag\. 666
& 2
12. Cleaning of weld bead before laying next weld w.YE 5 q.er’ 1“‘ .
bead f °
Q)
13, Root preparation before welding other side of :  NA. & -
groove weld ..‘

14. Prehealing & interpass lemperature Min-75°C , Interpass Max- 250°C

15. Peeoning : N.A

16. Post weld treatment N.A,
By yrinding of tha defective weld & rectifying the weld
as per Cl 322 of IS 9595-96, using A3 class of
electrodes of specn IRS M.28-12 after conducting D P
test.

17 Rectification of weld defecta

18. Inspection of weld Visually, D.P.Test & Macro Eiching



9 OWG (2 DING

Name and Address of Fabricalor

Welding procedure specification No.
1. Drawing No.
2. Weld joint description
3. Base metal
4, Welding process
5. Welding position
6. Waelding consumables
6.1 Electrode/wire — Electrode

6.2 Flux

63 Shielding gas

7.0 Base maetal preparation

71 Joint design detalls

|
THFINING P .,
LaTRLCTRNT ]

{lb:-n-llm

. M/s M.G Contractors Pvt. Ltd., .
Vill- Gola, Kalpi-Naraingarh Road,
Opposite E-max Education City,
Mullana, Ambala (HR) 133104
MGCPU20-21IDFCCIUSSM-RFOMAM!SAW!WF'SIS-M.‘Z

RDSO/B-17184/13/2
Stiffening plate with Stringer Web

WEB (12MM) +SF PLATE (10MM) WELDING -8MM

|S:2082 ; 2011 E 350 Quality -BO
GMAW
Horizontal-Vertical

Class: Class-l of IRS M.46

Type: Copper coaled solid wire
Dia: 1.2 mm (copper coated)
Drying Method: N.A

Class: N.A.

Type: ' N.A,

Drying Method: N.A.

coz

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

Sketch showing arrangements of parts, weld groove details,
weld passes & their sequence efc. &\
é& A0

a3 N

Y 4

£y -
-

N
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A4AM O 25T LOADING
7.2 Joint preparation As per IS 10178, CI. 7, IRS B1 - 2001, CI. 17.3, & WBC - 2001
8. Welding current Type: DC
Polarity: Reverse
9. Welder qualification First welder as per 1S-7307(Part-l) First welder at all test the:
other welder As per IS 7310 (Part I) - 1874
10.  Welding parameters and technique
10.1  Welding parameter
Weld Pass Electrodes/ Current Arc Voltage Wire feed Travel Electrode Gas flow
Wire dia. Amp. (volt) Speed Speed Stick out (/rmin) |
Front Back (mm) {m/min) (m/min) (mm)
side Side ~ . i
| | single 1.2MM 180-220 22-26 controlled by N.A. 12-15 15-20
| : current = .
10.2 Welding sequence
1. Provision of running & run off tabs N.A.
12, Cleaning of weld bead before laying next weld N.A.
bead
13. Root preparation before welding other side of N.A.
groove weld
14, Preneating & interpass temperature Min-75°C , Inlerpass Max- 250°C
15.  Peening NA -
16. Post weld treatment N.A. _
17. Reclification of weld defecis By grinding of the defective weld & rectifying the weld
as per Cl 322 of IS 0505-96, using A3 class of
electrodes of specn IRS M 28 after conducting D P test
18. Inspection of weld Visually, D P.Test & Macro Elching

J



91.4M OWG (25T LOADING)

inq Procedu

Name and Address of Fabricator

Welding procedure specification No.

1.
2
3
4.
5
6.
6.1
6.2

6.3

7.0

7.4

7.2

10.
101

Drawing No.

Weld joint description
Base metal

Welding process

. Welding position

Welding consumables
Electrodefwire — Electrode

Flux

Shielding gas

Base metal preparation

Joint design details

(Sketch showing arrangements of parts, weld
grcn;va details, weld passes & their sequence
elc.

Joint preparation

Welding current

Welder qualification

Welding parameters and technique

Welding parameter

ification Sheet (WPSS

. M/s M.G Contractors Pvt. Ltd.,
Vill- Gola, Kalpi-Naraingarh Road,
Opposite E-max Education GCity,
Mullana, Ambala (HR) 133104
MGCPL/20-21 fDFCClLfSSM—RFom AM/MMAW/WPSS-43

All relevant drawings.

§ mm Tack welds on all jolnts.
1S:2062 : 2006 E 350 Quality-BO
MMAW

Horizontal-Vertical

Class. B1/B2 class of electrodes of IRS M.28

Type: Medium coated

Dia: 3.15 mm

Drying Method: As recommended by the glectrode
manufacturer.

Class: N.A

Type: N.A

Drying Method: N.A
N.A

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

Length of Tack weld 50 mm, Gap between two Tack welds 300
mm

As per IS 9505, CI. 7, IRS B1 -2001, Cl 17.3, & WBC - 2001

Type: DG
Polanty: Reverse

First welder as per 1S-7303(part-1) First welder at al
then other welder As per 1S 7310 (Part ) - 1974 @

t
)
THEITN

¢

L




91.4M OWG (25T LOADING)

102 Welding sequence
oL o0
ALL SPACING TYPICAL
[ Weld Pass Electrodes/ Current Arc Vollage Wire feed | Travel | Electrode | Gas flow
Wire dia. Amp. (volt) Speed | Speed Stick out (Umin)
: (mm) (m/min) | (m/min) | (mm) o
L st 4 120-160 20-26 NA ' NA | N.A | NA
s \
-&f-@h N \
- . SR -
11.  Provision of running & run off tabs NA. 5 &“b'
12.  Cleaning of weld bead before laying next weld NA. C "@,_,,_
bead : \_,511‘
13.  Root preparation before welding other side of NA. S
groove weld )
14, Preheating & interpass temperature NA
15. Peening N.A
16.  Postweld treatment NA -
17.  Reclification of weld defecls By gnnding of the defective weld & rectifying the weld -
as per C | - 32.2 of IS 9595-96, using A3 class of
electrodes of specn IRS M.28 after conducting D P tesl.
18 Inspection of weld Visually



Railway Open Web Girder (25t loading)
106.7m clear span

MODEL WPSS No- RDSO/ Infra-Il/ B&S/ RG/
OWG./ WPSS 106.7 series (30 nos)



alded thio by l‘,lllli

Page 1 of 6(
/ ' Appendix-V (Ref.CI.26 of B 1-2001).
an Open Web Girder (Welded through type

M/s. Royal Infraconstru Ltd.,

Name and address of Fabricator : Urla Industrial Growth Centre, Ra'ﬁre;gggé Z(ZC'G')
. 2 .7/01 dat
Welding Procedure spedification No. + | ROYAL/SIVOK-RANGPO/106.7/0
01. | Drawing No. - | RDSO/B-17185/R (G.A.)
2. | Weldi i iption. : | Fillet 8 mm
33. BF.llse]:‘F?;"I:J;::ﬂ R . | IS: 2062:2011 E-350 C.
04. | Welding Process ;| S.AW.
05. | Welding Position. : | Flat
06. | Welding Consumable.
Electrode/Wire
? Class | : | W2 of IRS M.39-2001.
n | W2 Type | : | Copper coated Solid Wire.
Drying Method | @ | N.A.
- 6.2 | Flux
%‘_, . Class | : | F2 of IRS M.39 — 2001
Type | : | Agglomerated.
Drying Method | : | Recommendation as per manufacturer.
6.3 Shielding Gas . NA.
Base Metal Preparation Fusion Faces and adjacent surfaces are cleaned and made free from
07. : | Cracks, Notches, Mill scale, Greass, Paint, Rust etc, which may
affected weld quality.
51 | Joint design Details
20
(Sketch showing arrangements of parts, weld ﬂ r_ —20
beat , weld passes & their sequence efc.,) ] — |
ot Y 3
1. Bottom Chord LO-L1-12 - ;Y !
-8 MM WELD
o
o
@
N it
(9 (
o || /B MMWELD AN
Sl 5—{ g D (%

- . K B kA, ¥
- Bl =l

* 20 U 7 carch OFIT

L puEE

b oo iR e
gl J—L

iste .
LO-L1-12 q;t‘lﬂﬂ“ﬂ' I

i

Joint preparation
7.2 As Per IS: 4353 - 1995, C1.7, IRS B1-2001, C1.17.3 & WBC - 2001.

i
=

Welding Current

Type : | DC
Polarity

Reverse

09 Welder qualification
- i | As per IS: 7310/7307 (Part-I) - 1974

10. Welding Parameters and technique

101 Welding Parameters

= e 5 4 m: fiwn




Page2 uf'6t-

— : 7 N W
Weld Electrodes Cument | ArcVotage | WireFeed | TravelSpeed | Electrical Stick ??fsmﬁj:}
Sequence No. | wire dia. (Amps) (Vo) Speed (m/min) | out (mm)
(mm) (m/min)
1 4 550 — 600 28-32 14-18 | 035-0.50 15- 20 N.A.
10.2 | Welding Sequence and technique Welding from run on to run off tabs at the free ends.
3
| %
N
( Fa
%4
1. Provision of run-on / run-off tabs Ves
Cleaning of weld bead before laying next weld
12. | bead By brush cleaning & grinding O
/-F"‘-
Root preparation before welding other side of v )
13. | groove weld NA, r
14, | Preheating and inter pass temperature NA,  Wom\xe T 5'#{_.___%5 et
= [P =
16. Post Weld treatment NA. bl Nl ﬁ}
o/ Rectification of weld defect By re-welding after complete removal of defective weld & rectify '
17. the weld as per C1.32.2 of IS 9595-96, using B1 class of
Electrodes of spean. IRS M.28-2017 after conducting DP Test.
1g, | Inspection of Weld Visual, D.P. Test & Macro Etching.
19. | Any other relevant Details Bottom Chord L0 ~L1 & L1 - L2, Diagonal UI-L2 & End Raker LO-
. ul.

Appendix-V (Ref.C126 of BI-2001)
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Page 3 of 6C
Appendix-V (Ref.CI.26 of B I-2001).
Gir Weld 2 ding — 20
Name and address of Fabricator : | M/s. Royal Infraconstru Ltd.,
Urla Industrial Growth Centre, Raipur — 493221 (C.G.)
Welding Procedure specification No. : | ROYAL /SIVOK-RANGPO/106.7/02 dated 5/8/2022
01. | Drawing No. ;| RDSO/B-17185/R (G.A.)
02. | Welding Joint Description. : | Fillet 8 mm
03. | Base Metal. 1 | IS: 2062:2011 E-350 C.
04. | Welding Process : | S.AW,
05. | Welding Position. : | Flat
06. | Welding Consumable.,
Electrode/Wire
Class | : | W2 of IRS M.39-2p01.
= Type | : | Copper coated Solid Wire.
Drying Method | : | N.A.
6.2 | Flux
Class | : | F2 of IRS M.39 — 2001
Type | : | Agglomerated.
Drying Method | : | Recommendation as per manufacturer.
6.3 | Shielding Gas . | N,
Base Metal Preparation Fusion Faces and afijacent surfaces are cleaned and made free from
07. i | Cracks, Notches, M|l scale, Grease, Paint, Rust etc., which may
affected weld quality.
Joint design Details
7.1
- 32
(Sketch showing arrangements of parts, weld —-] 16
beat, weld passes & their sequence etc.,) - _r
]
Component :- Bottom Chord L2 - L3 - L4 E—r . |
\
F!ange Witf'l WEIJ _‘_8 MM VJELD
-
o
/H18 MM WELD ot
o
[~ i L
153 A - M,
Agslatant Bovelios = o
L24 314 . yawia B oGP0 TRS
- z o
Joint preparation | As Per IS: 4353 - 195, C1.7, IRS B1-2001, CL.17.3 & WBC - 2001.

08. | Welding Current

Tyee | . | pe

Polarity | | P

09, | Welder qualification : | As per IS: 7310/7307 (Part1) - 1074

10 Welding Parameters and technique . "
i . : YAL -ITL (JV)
Nt o

101 | Welding Parameters Jm
_ ) Praconiit Purkavast y
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Appendix-V (Ref.C1.26 of BI-2001

- m Flow
Weld Electrod ArcVoltage | Wire Feed | Travel Speed | Electrical Stick | G23 ©9
Sequence No, Wire di:s F:,::;?; (uomg Speed (m/min}) out (mm) (1/min.)
(mm (m/min) 5
1 3 530 - 570 28 - 32 1.4-18 0.35-0.50 15-20 NA
’_Llriding Sequence and technique : | Welding from run on to run off tabs at the free ends.
ca—
-
.4
e
re
—
L =
11. Provision of run-on / run-off tabs . | Yes
Cleaning of weld bead before laying next weld
12. | bead : | By brush cleaning & grinding O /~—~3
Root preparation before welding other side of
13. | groove weld : | NA, -.-..»-!":r___,
o N
14. Preheating and inter pass temperature s | e S VSO l::::) P 3
15, | Freenng : [ NA. '
16, | Post Weld treatment i |pga
Rectification of weld defect By re-welding after complete removal of defective weld & rectify
17. : | the weld as per C1.32.2 of IS 9595-96, using B1 class of
Electrodes of specn. IRS M.28-2017 after conducting DP Test.
18 Inspection of Weld Visual, D.P. Test & Macro Etching.
19. | Any other relevant Details : | Bottom Chord L2- 13 - L4
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Appendix-V (Ref.C1.26 of B 1-2001).

Name and address of Fabricator M/s. Royal Infraconstru Ltd.,
P— Urla Industral Growth Centre, Raipur — 493221 (C.G.)
Welding Procedure spedification No, ROYAL /SIVOK-RANGPO/106.7/03 dated 5/8/2022
01l. | Drawing No. RDSO/B-17185/R (G.A.)
02. | Welding Joint Description. Fillet 8 mm
03. | Base Metal. IS: 2062:2011 E-350 C.
04. | Welding Process S.AW.
05. | Welding Position, Flat
06. | Welding Consumable,
Electrode/Wire
o Class W2 of IRS M.35-2001.
6.1
Type Copper coated Solid Wire,
= Drying Method N.A.
6.2 | Flux
“ f
7/ Class | : | F2 of IRS M.39 - 2001
Type Agglomerated.
Drying Method Recommendation as per manufacturer.
6.3 Shielding Gas NA.
Base Metal Preparation Fusion Faces and adjacent surfaces are cleaned and made free from
07. Cracks, Notches, Mill scale, Grease, Paint, Rust etc., which may
affected weld quality.
5.1 | doint design Details
(Sketch showing arrangements of parts, weld 32m Irh 25
beat, weld passes & their sequence etc.,) a1  OORREE,
I et R 1
Component :- Bottom Chord L4 -L5-L6 | -
[ —=8 MM WELD
Flange with Web :
o
. =
}z—bB MM WELD
R i iz T
. [ oy €T p
J“ - _! CF"-.
25 fectaiea
La-LE48 g i
2.2 | Joint preparation As Per IS: 4353 ~ 1995, (1,7, IRS B1-2001, CL17.3 & WBC - 2001.
- Welding Current
Type DC
Posary Reverse
gg. | Weider quaification As per IS: 7310/7307 (Part-T) - 1974
10 Welding Parameters and technique
104 | Welding Parameters .
Prasenjit Purkayastha ROYAL -OIL (JV) |
O eeeta—me 1 DU Siunkdl ¢ YAL | !
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Appendix-V (Ref.C1.26 of BI-2001)

__——__———_
Weld Electrodes Current Arc Voltage Wire Feed | Travel Speed | Electrical Stick | Gas Flow
Seguence No, wire dia, (Amps) (Volt) Speed (m/min) out (mm) (1/min.)
— {mm) (m/min)
a— S 4 530 - 570 28 - 32 14-18 0.35 - 0.50 15-20 N.A.
102 l Welding Sequence and technique + | Welding from run on to run off tabs at the free ends.

#
§
™,
—4
11, | Provision of run-on / run-off tabs Yes
Cleaning of weld bead before laying next weld
12, | bead By brush deaning & grinding
Root preparation before welding other side of
13. | groove weld ;| NA. Q
A
14. | Preheating and inter pass temperature : e Criom- gogc) W
Peening = -
15. N.A. guras v Ty {m
16. Post Weld treatment . N.A. 3 :,;:E}‘n agt B
Rectification of weld defect By re-welding after complete removal of defective weld & redtify -}
17. : | the weld as per C1.32.2 of IS 9595-96, using Bi class of
Electrodes of spean. IRS M.28-2017 after conducting DP Test
18 Inspection of Weld . | Visual, D.P. Test & Macro Etching.
19, Any other relevant Details Bottom Chord L4 —L5-L6
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Appendix-V (Ref.CI.26 of B I-2001).

Name and address of Fa bricator M/s. Royal Infraconstru Ltd.,
Ura Industrial Growth Centre, Raipur — 493221 (C.G.)

Welding Procedure spedification No. ROYAL/SIVOK-RANGPO/106.7/04 dated 5/8/2022

01. | Drawing No. RDSO/B-17185/R (G.A.)

02. | Welding Joint Description. Fillet Bmm

03. | Base Metal, IS: 2062:2011 E-350 C.

|_04. | Welding Process S.AW.
05. | Welding Position. Flat
06. | Welding Consumable.
Electrode/Wire
% Class W2 of IRS M.39-2001.
6.1
Type Copper coated Soli! Wire,
Drying Method N.A. ~
6.2 | Flux
Class F2 of IRS M.39 — 2001
Type Agglomerated.
Drying Method Recommendation as per manufacturer.
6.3 | Shielding Gas NA.
Base Metal Preparation Fusion Faces and adjacent surfaces are cleaned and made free from
07. Cracks, Notches, Mill scale, Grease, Paint, Rust etc., which may
affected weld quality.
71 Joint design Details

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

Component: - Bottom Chord L6-L7-L8 & L8-19

Flange with Web

32ﬂ r—

“IE md

¥ 4 e sl

L j—32
ot IN
=8 MM WELD

=
[ ]
o

i l@
] A0

~ : L PH-g;

L6-L7-L8 &L819
72 Joint preparation As Per IS; 4353 — 1995, C1.7, IRS B1-2001, C1.17.3 & WBC — 2001.
08. | Welding Current
Type bC
Polarity Reverse
0. Welder qualification As per IS: 7310/7307 (Part-I) — 1974
10 Welding Parameters and technique .
101 | Welding Parameters Prasenjit Purkayagtha ] @'YAL -ﬂ'l._ V)
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Appendix-V (Ref.C1.26 of BI-200])

Weld Electrodes Current Arc Voltage Wire Feed Travel Speed | Electrical Stick Gas Flow
Sequence No. |  wire dia. (Amps) (Volt) Speed (m/min) out (mm)
N {mm) (m/min)
[ 4 530 - 560 28 - 30 14-18 0.35- 0.50 15-20
Lmz ‘ Welding Sequence and technique Welding from run on to run off tabs at the free ends.
o
: ==
%
-
1
Vs
—.
M
—4
I 11, | Provision of run-on / run-off tabs Vs
Cleaning of weld bead before laying next weld
12. | bead By brush cleaning & grinding A
Root preparation before welding other side of e
13. | groove weld N.A. \r-ﬂ"'/
- - f"LV
14, ‘ Preheating and inter pass temperature AA f e'C-150°C ) .
15. Peening N.A.\ ' guer 5 (2
\_r 16 I Post Weld treatment N
Rectification of weld defect By re-welding after complete removal of defective weld & redtify
17. the weld as per C1.32.2 of IS 9595-96, using B1 class of
Electrodes of spean. IRS M.28-2017 after conducting DP Test.
’ 18 Inspection of Weld . Visual, D.P. Test & Macro Etching.
’ 19 f Any other relevant Details Bottom Chord L6-L7-L8 & L5-L9
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Appendix-V (Ref.Cz26 of B 1-2001).

Name and address of Fabricator

M/s. Royal Infraconstru Ltd.,
UHa Industrial Growth Centre, Raipur — 493221 (C.G.)

ROYAL/SIVOK-RANGPO/106.7/05 dated 5/8/2022

Welding Procedure spedification No.

01. | Drawing No. RDSO/B-17185/R (G.A.)
02. | Welding Joint Description. Fillet 8mm

03. | Base Metal. IS: 2062:2011 E-350 C.
04. | Welding Process S.AW.

05. | Welding Position. Flat

06. | Welding Consumable.

a Electrode/Wire
Class W2 of IRS M.39-2001.
6.1
- Type Copper coated Solid Wire.
Drying Method N.A.
6.2 | Flux
Class F2 of IRS M.39 — 2001
Type Agglomerated.
Drying Method Recommendation as per manufacturer.
6.3 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

07,
affected weld quality.
7.1 Joint design Details P
20
(Sketch showing arrangements of parts, weld _FII_'
beat, weld passes & their sequence etc.,)
Component: - Top Cherd U0- U1 - U2
Web with Flange
[ —~8 MM WELD ot
J’ [
T grre s TR (G
N 12} 1\"l§'.:'..'-.';1 £ b Q'icer (B
12_- T nalJeyi[alse T 1 ai
uo-u1-u2

As Per IS: 4353 — 1995, CL.7, IRS B1-2001, C1.17.3 & WBC ~ 2001.

= | 22 Joint preparation
08. | Welding Current
Type DC
Polarity Reverse
0., | Yvekder. qualiicaion As per IS: 7310/7307 (Part-]) - 1974
10 Welding Parameters and technique g
101 | Weding Parameters _Prasenjit Purkayasthd "Q” s
% GanaralManaaar-PHeGivefet s
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Appendix-V (Ref.C1.26 of BI-200]

Weld Electrodes Current Arc Voltage Wire Feed | Travel Speed | Electrical Stick ?Ialsmf:ﬁb;“
Sequence No. |  wire dia. (Amps) (Volt) Speezd) (m/min) out (mm) '
(mm) (m/min
1 4 530 — 560 28 - 30 14-18 0.35-0.50 15-20 N.A.
10.2 | Welding Sequence and technique : | Welding from run on to run off tabs at the free ends.
f /l-\
é_tv
"
11, Provision of run-on / run-off tabs Yes
Cleaning of weld bead before laying next weld
12. | bead By brush cleaning & grinding o
Root preparation before welding other side of
13. | groove weld N.A.
_ A FN‘"-,J—
14, | Preheating and inter pass temperature %Gl o'C - 1EC ) NS N
15, | Peening - NA. b et \--{:H’
16. Post Weld treatment NA. — . L =
Rectification of weld defect By re-welding after complete removal of defective weld & rectify
17, the weld as per C1.32.2 of IS 9595-96, using Bl class of
Electrodes of spean. IRS M.28-2017 after conducting DP Test
18 Inspection of Weld Visual, D.P. Test & Macro Etching.
19. | Any other relevant Details Top Chord Top Chord UQ- U1 - U2
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Appendix-V (Ref.C1.26 of B 1-2001).

pading — 2008

Name and address of Fabricator . | M/s. Royal Infraconstru Ltd., )
Urla Industrial Growth Centre, Raipur — 493221 (C.G.)

ROYAL/SIVOK-RANGPO/106.7/06 dated 5/8/2022
RDSO/B-17185/R (G.A.)

Welding Procedure spedification No.
01. | Drawing No.

02. | Welding Joint Description. : | Fillet 8 mm
03. | Base Metal. . | 1S: 2062:2011 E-350 C.
04. | Welding Process : | S.A.W.
05. | Welding Position. : | Flat
06. | Welding Consumable.
Electrode/Wire
Class | : | w2 of IRS M.39-2001.
& Type | : | Copper coated Solid Wire.
Drying Method | : | N.A.
6.2 | Flux
r .
Class | : | F2 of IRS M.39 — 2001
Type | : | Agglomerated.
Drying Method | : | Recommendation as per manufacturer.
6.3 Shielding Gas . | NA.
Base Metal Preparation Fusion Faces and adjacent surfaces are cleaned and made free from
07. + | Cracks, Notches, Mill scale, Grease, Paint, Rust etc., which may

affected weld guality.

Joint design Details

71
12 o
(Sketch showing arrangements of parts, weld = {m
beat, weld passes & their sequence etc.,
b o ] gl WELD<— ||  8MMWELD<
Component :- Top Chord U0 — U1- U2
Web with Top flange
" ,:% =1
12
siallen
g U uz

gz ;[ SOnCprEgamn : | As Per 15:4353 - 1995, C1.7, IRS B1-2001, CL.17.3 & WBC — 2001.

Welding Current : T~

Tyee | . [pc \z
D,
Y | : | Reverse e

Welder qualification % Livk
09. w : | As per IS: 7310/7307 (Part-1) - 1974 e L
0. | Welding Parameters and technique . B Tl =]
101 Welding Parameters : ity il :

 RGYALJFL (JV)
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Appendix-V (Ref.CL26 of BI-2001) |
i ical Stick |  Gas Flow
i Electrodes Current rcVoltage | Wire Feed | Travel Speed | Electrica i
SEQUG!CE No, wire dia, (:ITIDS) "& wolt) (Sf)‘fed) (m'}mm} out {mm) (I'fm|n )
(mm m/min
4 . 540 - 570 28 -32 1.4-1.8 0.35-0.50 15-20 N.A.

10.2 | Welding Sequence and technique Welding from run on to run off tabs at the free ends.
= ]
| [™ 7| s
3 e
‘U
f— = )
J

11, Provision of run-on / run-off tabs Yes

Cleaning of weld bead before laying next weld
12. | bead By brush cleaning & grinding (\

Root preparation before welding other side of \r’""/
13. | groove weld : | NA. %

heati i A / y i
14, Preheating and inter pass temperature ; Al 1o -] So* € ) T
——— )

15, | Peening : [ NA. gqrT T .4
16. | Post Weld treatment NA. 5 "_: ‘ b grrrE o

Rectification of weld defect By re-welding after complete removal of defective weld & rectify
17. the weld as per C1.32.2 of IS 9595-96, using B1 class of

Electrodes of spean. IRS M.28-2017 after conducting DP Test.

18 Inspection of Weld Visual, D.P. Test & Macro Etching.

Any other relevant Details Top Chord UD - U1- U2

19,

[

[
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Appendix-V (Ref.CI.26 of B 1-2001).

Span Ope i | u 2 ing — 200

Name and address of Fabricator M/5. Royal Infraconstru Ltd.
Urth Industrial Growth Centre, Raipur — 493221 (C.G.)
Welding Procedure spedfication No. ROYAL/SIVOK-RANGPO/106.7/07 dated 5/8/2022
01. | Drawing No. RDS0/B-17185/R (G.A.)
02. | Welding Joint Description. Fillet 8 mm
03. | Base Metal. 15:12062:2011 E-350 C.
04. | Welding Process S.AW.
05. | Welding Position. Flat
| _06. | Welding Consumable.
Electrode/Wire
Class w2 of IRS M.39-2001.
81 Type Copper coated Solid Wire.
= Drying Method N.A
6.2 | Flux
@J‘ Class F2 of IRS M.39 - 2001~
Type Agglomerated.
Drying Method Recommendation as per manufacturer.
6.3 Shielding Gas NA.
Base Metal Preparation Fusian Faces and adjacent surfaces are cleaned and made free from
07. Cracks, Notches, Mill scale, Grease, Paint, Rust etc., which may
affected weld quality.
71 Joint design Delails
(Sketch showing arrangements of parts, weld 25
beat weld passes & their sequence etc.,)
Component :- Top Cherd U2- U3 - U4
Web with Flange
© /8 MM WELD AAN\AS
- e -~ 4
| A— qyms oones Srenrh (@
{ __I L 15:7 Amlatazy Secocron Giliezr (33
25 DoTeTeUe T¥ GIUIST TR
Uz-uue
74 | Jontpmpaiation As Per|I5:4353 ~ 1995, C1.7, IRS B1-2001, CL17.3 & WBC — 2001.
08. | Welding Current
- Type DC
Polarity R
Welder qualification
09. f As DEFJIS: 7310/7307 (Part-I) - 1974
10 Welding Parameters and technique > | -
10.1 Welding Parameters
Brocenit-Prrkaratt
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Appendix-V (Ref C126 of BI-2001)

19 Any other refevant Details

e - - - Flow
weld Blectrodes G| Acvolage | wWicfeed [ TraveSpeed | BRCUCE 3;* G{Iafsmin.)

Sequence No. wire dia. (Amps) (volt) {g{peed_ A (m/min) out (m

min
el {m.m) 530 - 570 28-32 1.4-18 0.35- 0.50 15-20 NA.
1;)_21w;nw; ;pmmd technique Welding from run on to run off tabs at the free ends.
|
P
_],:3
b
r

11. Provision of run-on / nun-off abs Yes
= Cieaning of weid bead before kyng next weld R B

12. | bead y brush deaning & gnn

0 .
Root preparation before weiding other side of w

13. | groove weid NA. _,ﬁ\v:;\

14, Preheating and inter pass temperature e ||o‘c_|s.'c " - It

15 | NA.

16, | Post Weid treatment NA

Rectification of weid oefect By reweiding after complete removal of defective weld & redify
17. the weld as per C1.32.2 of IS 9595-96, using B1 class of
Electrodes of spaan. IRS M.28-2017 after conducting DP Test
Lo, | Inspection of Wedd Visual, D.P. Test & Macro Etching.
Top Chord U2- U3 - U4
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Appendix-V (Ref.CI.26 of B I-2001).

Name and address of Fabricator

M/s. Royal Infraconstru Ltd.,
Ura Industrial Growth Centre, Raipur — 493221 (C.G.)

ROYAL/SIVOK-RANGPO/106.7/08 dated 5/8/2022

Welding Procedure spedification No.
01. | Drawing No. RDSO/B-17185/R (G.A.)
02. | Welding Joint Description. Fillet 8 mm
03. | Base Metal. IS: 2062:2011 E-350 C.
04. | Welding Process S.AW.
05. | Welding Position, Flat
06. | Welding Consumable.
Electrode/Wire
’ Class W2 of IRS M.39-2001.
6.1 Type Copper coated Solid Wire.
Drying Method M.A.
%, 6.2 | Flux
t Class F2of IRS M.39 - 2001
Type Agglomerated.
Drying Method Recommendation as per manufacturer.
6.3 Shielding Gas NA.
Base Metal Preparation Fusion Faces and adjacent surfaces are deaned and made fre= from
07. Cracks, Notches, Mill scale, Grease, Paint, Rust etc., which may
affected weld quality.
7.1 Joint design Details
o o, = |
(Sketch showing arrangements of parts, weld ! 12 »
beat weld passes & their sequence etc.,) _ T
Component - Tcp Chord U2 = U3- U4 B MM ‘J\ELD“H_‘ 8 M I \AJELD“Q_'
Web with Top flange -,
S
:lji i
A
25
T ' U203
72 |J0Wtprpemiion As Per IS:4353 — 1995, C1.7, IRS B1-2001, CL17.3 & WSC — 2001.
© [To8. | Welding Current
Type DC
Polarity |, | o
Welder qualificati i
09. s As per IS: 7310/7307 (Part-I) - 1974

10.

Welding Parameters and technique

101

Welding Parameters




Page 16 of 60
Appendix-V (Ref.C1.26 of BI-2001)

Weld Electrodes Current Arc Voltage | Wire Feed | Travel Speed | Electrical Stick |  Gas Flow
Sequence No, wire dia. (Amps) (Volt) Speed (m/min) out (mm) (I/min.)
(mm) (m/min)
1 4 530 - 570 28 -32 1.4-18 0.35 - 0.50 15-20 H.A.
10.2 | Weiding Sequence and technique Welding from run on to run off tabs at the free ends.
[ |
. AT
= 2 e
N\
[ === itz
11, Provision of run-on / run-off tabs Yes
Cleaning of weld bead before laying next weld
12. | bead ’ By brush cleaning & grinding r.\
Root preparation before welding other side of
13. | groove weld N.A.
14, Preheating and inter pass temperature NA— [10°C - 157" C
15, | Peening N.A. Arslazazy 114,
WITeT T2 —gns 4
16. Post Weld treatment NA. e
Rectification of weld defect By re-welding after complete removal of defective weld & redify
17. the weld as per C1.32.2 of IS 9595-96, using B1 class of
Electrodes of spean. IRS M.28-2017 after conducting DP Test. —"—:’
18 Inspection of Weld Visual, D.P. Test & Macro Etching. L+
19. AI'IY other relevant Details TDP Chord U2 - U3- U4
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Appendix-V (Ref.CI.26 of B I-2001).

Name and address of Fabricator

M/s. Royal Infraconstru Ltd.,
Urla Industrial Growth Centre, Raipur — 493221 (C.G.)

Welding Procedure spedfication No.

ROYAL/SIVOK-RANGPO/106.7/09 dated 5/8/2022

g el

01. | Drawing No. RDSQ/B-17185/R (G.A.)
02. | Welding Joint Description. Fillet 8 mm
03. | Base Metal. IS: 2062:2011 E-350 C.
04. | Welding Process S.AW.
05. | Welding Position. Flat
06. | Welding Consumable.
Electrode/Wire

Class W2 of IRS M.35-2001.
6.1

Type Copper coated Solid Wire.

Drying Method N.A.
6.2 | Flux T\
7
Class F2 39 -
of IRS M.39 - 2001 M
o\
Type Agglomerated.
[ — - f,.-
Drying Method Recommendation as per manufacturer, =rop =0T
6.3 | Shielding Gas NA. retgrsnt |
Base Metal Preparation Fusion Faces and adjacent surfaces are cleaned and made free from
07. Cracks, Notches, Mill scale, Grease, Paint, Rust etc., which may
affected weld quality.

71 | Joint design Details

32
(Sketch showing arrangements of parts, weld e “
beat weld passes & their sequence etc.,) 12 I
1
Component :- Top Chord U4 — US- U6 & U&- 8 I WELD=- BUM wam—ﬂ
U7-UB & U8s-Uusg
End Raker — M0-UO & MO-LO
Web with Top flange MM WELD
Web With flange = A
f__-l L 32‘:F -=-j{ —
3z __j 3 :
.|} £ o LT - n § g vom
e el i e
7.2 | 4ot pregacaicn As Per 15:4353 - 1995, C1.7, IRS B1-2001, CL.17.3 & WBC — 2001.
08. | Welding Current
Type oc
Polarity Reverse
09, | Welder qualfication As per IS: 7310/7307 (Part-1) — 1974
10. Welding Parameters and technique
101 Welding Parameters

Dﬁ’-v:l_‘:h'l r v
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Appendix-V (Ref.C1.26 of BI-2001)

Weld Electrodes Current Arc Voltage Wire Feed Travel Speed | Electrical Stick [  Gas Fn? ‘;
Sequence No. |  wire dia. (Amps) (Volt) Speed (m/min) out (mm) (1/min.
(mm) (m/min)
L 4 530 - 570 28-32 1.4-18 0.35 - 0.50 15-20 NA.
10.2 | Welding Sequence and technique Welding from run on to run off tabs at the free ends.
b o 3
—
»
. 2
,/“"]
#
~ %,
g
11. Provision of run-on / run-off tabs Yes
Cleaning of weld bead before laying next weld
12. | bead By brush cleaning & grinding Q /'7
Root preparation before welding other side of %..u-’
13. | groove weld N.A.
14 Preheating and inter pass temperature NA- (1O - 1Se'c S ~ f "
15, | Peening : [ N :
16. Post Weld treatment NA.
Rectification of weld defect By re-welding after complete removal of defective weld & rectify
17. the weld as per C1.32.2 of 1S 9595-96, using B1 class of
Electredes of spean. IRS M.28-2017 after conducting DP Test.
18 Inspection of Weld Visual, D.P. Test & Macro Etching.
Any other relevant Details Top Chord & End Raker

19.
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Appendiz-V (Ref .C1.26 of B 1-2001).
mmmammmﬂummzmunummnmmmmmmﬂmemw

-ﬁﬁ-hmlal”muuﬂnflkalor - S T MA llnyhl Infraconstry lltl S o
—— o . Urla Industoal Geoedh Contre, Rapr - M2 (CGY ]
Wekding Procedue speafication Mo L T ROVAUSIVOK RANGEO/ 106, /10 dated /82072 |
0 Dmmr!gNn N Bl 1o o L L (. o
02, f Wekting Joimt Description. : i Hllnl [
_03 | Base Metal, RN 0 & TF [ (T H O D
1| Wekting Process. i : .Aw e S —
|05, | Weking Posttion, I N T S ——————————e—
06, | Welding Consymatde, S
Electrodie/ Wine
Class | ¢ | W2 of IRS M.39-2001.
6.
q Type | : | Copper coated Sold Wire,
Drying Method | : | WA,
6.2 | Flux
& Class | : | F2 of IRS M.39 - 2001
Type | : | Agglomerated.
Drying Method | : | Recommendation as per manufacturer,
Sh
&y |omeEgan ¢ | N
Base Metal Preparation Fusion Faces and adjacent surfaces are cleaned and made free from
07. ¢ | Cracks, Notches, Mill scale, Grease, Paint, Rust etc., which may
affected weld qualty,
2.1 | 20Nt design Details :
(Sketch showing arrangements of parts, weld -
beat wekd passes & their sequence etc.,) ! I| ,—20
Component :- Diagonal-M0-U1 & MO-L1 ! IR ‘
| .
Web With FL f ~8 MM WELD
2 A\
b e e #irTE (F
F l Arlitan AV
| ~+8 MM WELD, sgarrane iu wigmd® TEFF
: ey
* 20-
MOUT &KMO-LY
in
7.2 [ Jontpreparation ¢ | As Per 1S: 4353 - 1995, C1.7, IRS B1-2001, C1.17.3 & WEC - 2001.
08. | Weiding Cunrent H
Tvee | | e
Polarty ! | Reverse
Welder qualification
09. - t | As per IS: 7310/7307 (Part-1) - 1974
10, | Wekding Parameters and technique ,
101 | Welding Pammeters : =
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Appendix-V (Ref.CL26 of BI-2001)

Weld Electrodes Current Arc Voltage Wire Feed Travel Speed | Electrical Stick Gas Flow
Sequence No, wire dia. (Amps) (volt) Speed (m/min) (1/min.)
(mm) {m/min)
1 4 530 - 570 28 - 32 14-18 0.35 - 0.50 N.A.
10.2 | Welding Sequence and technique Welding from run on to run off tabs at the free ends.
7 1 3
F*:—_—t;
—2
“
P 1 '
_';\l""l
e
11, | Provision of run-on / run-off tabs Yes l
Eélaaaning of weld bead before laying next weld
12, d By brush cleaning & grinding D il
Root preparation before welding other side of
13. | groove weld N.A. .,a-c-""'/
14, Preheating and inter pass temperature NeA— (O — | So'C P
i, | Peening NA.
16. Post Weld treatment N.A.
Rectification of weld defect By re-welding after complete remaval of defective weld & rectify
l.__ﬂ'_ the weld as per C1.32.2 of IS 9595-96, using B1 class of
Electrodes of spen. IRS M.28-2017 after conducting DP Test.
18 Inspection of Weld Visual, D.P. Test & Macro Etching.
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MName and address of Fabricator

M/s. Royal Infraconstru Ltd.
. e trial Growth Centre, Ralpur — 493221 (C.G.)
ROYAL/SIVOK-RANGPO/106.7/11 dated 5/8/2022

Welding Procedure spedfication No.
01. gIZ:rrin,-\.rim_:j Na. RDS0O/B-17185/R (G.A.)
02. Welding Joint Description. Fillet B mm
03. Base M?ata!. & 1S: 2062:2011 E-350 C.
04. | Welding Process S.AW.
05. Welding Position. Flat
08. Welding Consumable.
Electrode/Wire
Class W2 of IRS M.39-2001.
e A Type Copper coated Solid Wire.
Drying Method N.A.
.| 6.2 | Flux
E- Class F2 of IRS M.39 — 2001
Type Agglomerated.

Drying Method Recommendation as per manufacturer.

6.3 Shiekding Gas A,
Base Metal Preparation Fusion Faces and adjacent surfaces are cleaned and made free from
07. Cracks, Notches, Mill scale, Grease, Paint, Rust etc., which may
affected weld quality.

7.1 Joint design Details

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

N 20

=1
Component :- Diagonal-M1-U2 & M1-12 o E\ Lf
Web With Flange =8 MM WELD 5
3 N\
[ =]
=
&
8 MM WELD
o J 1
Il | A
1
20~
= M1-U2 & M1-L2
gia |20 prmpaiion As Per IS:4353 - 1995, CL7, IRS B1-2001, CI.17.3 & WBC — 2001.
- 08. | Welding Current
Type oc
Polarity A -
00, | Welder qualification PR P———
10, | Welding Parameters and technique
101 Welding Parameters
__m rnn
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Appendix-V (Ref.CL.26 of BI-2001)

Weld Electrodes Current Arc Voltage Wire Feed | Travel Speed | Electrical Stick |  Gas Flow
Sequence No. wire dia, (Amps) (Volt) Speed {(m/min) out (mm) (1/min.)
= T {mm) (m/min)
4 530-570 28-32 14-18 0.35-0.50 15-20 N.A.
10.2 | Welding Sequence and technique Welding from run on to run off tabs at the free ends.
a '3
—#
\‘\
—2
—1
2 ™
e
L. '\‘
—4
11. Provision of run-on / run-off tabs Yes
Cleaning of weld bead before laying next weld
12. | bead By brush cleaning & grinding
Root preparation before welding other side of
13. | groove weld N.A. /‘)
14, | Preheating and inter pass temperature NA- [18°C - | Se'C w
Peeni —
15. = NA. apiwe oot ORI (= 'f
16. Post Weld treatment NA. Arstataz: t:“ 24 -':::_“E-j_‘l-:
Rectification of weld defect By re-welding after complete removal'of defective weld & redify
17. the weld as per C1.32.2 of IS 9595-96, using B1 class of n
Electrodes of spean. IRS M.28-2017 after conducting DP Test. D
18 Inspection of Weld Visual, D.P. Test & Macro Etching.
19, | Any other relevant Details Diagonal-M1-U2 & M1-L2
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Appendix-V (Ref.C1.26 of B 1-2001).

.‘,_nr

Name and address of Fabricator

M/s. Royal Infraconstru Ltd.,
Urla Industrial Growth Centre, Raipur — 493221 (C.G.)

Welding Procedure specification No.

ROYAL/SIVOK-RANGPO/106.7/12 dated 5/8/2022

01. | Drawing No. RDSO/B-17185/R (G.A.)
02. | Welding Joint Description. Fillet 8 mm
03. | Base Metal. 15: 2062:2011 E-350 C.
04. | Welding Process S.A.W.
05. | Welding Position. Flat
06. | Welding Consumable.
ElectrodefWire
Class W2 of IRS M.39-2001.
L Type Copper coated Solid Wire.
Drying Method N.A,
6.2 | Flux
Class F2 of IRS M.39 — 2001
Type Agglomerated.
Drying Method Recommendation as per manufacturer.
6.3 Shielding Gas NA.
Base Metal Preparation Fusion Faces and adjacent surfaces are cleaned and made free from
07. Cracks, Notches, Mill scale, Grease, Paint, Rust etc., which may
affected weld quality.
54 [Joint design Details
(Sketch showing arrangements of parts, weld
beat weld passes & their sequence etc.,) : _f_ﬂ F- _[_ 16
Component :- Diagonal-M2-U3 , M2-13 & M3- = \
U4, M3-L4 & M4-U5,M4-L5 »8 MM WELD \r&t"’l
A\
Web With Flange =
¥ T ’ -
/~+8 MM WELD N
o
| = _a'_,_l
1 Sj
MZU2, KE-L2 & KB-U4, M2-L4
& M&UE M&LE
B i As Per 15:4353 - 1995, C1.7, IRS B1-2001, CL.17.3 & WBC — 2001.
08. | Welding Current
Type DC
Polarity Reverse
Welder qualification
09. q As per IS: 7310/7307 (Part-1) - 1974
10 Welding Parameters and technique
Welding Parameters :
101 =, ROYAL -IFL (Jv)
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Weld Electrodes Current Arc Voltage Wire Feed Travel Speed | Electrical Stick Gas Flow
Sequence No. wire dia. (Amps) (Volt) Speed (m/min} out (mm) (I/min.)
(mm) (m/min)
1 4 530 - 570 28-32 14-1.8 0.35-0.50 15-20 N.A.
10.2 | Welding Sequence and technique Welding from run on to run off tabs at the free ends.
P
—
“\
—2
. D
LI \ .
e
11. Provision of run-on / run-off tabs : | Yes
Cleaning of weld bead before laying next weld
12. | bead By brush cleaning & grinding
N
Root preparation before welding other side of
13. | groove weld N.A.
Y w_..rd'/
14, | Preheating and inter pass temperature NA- |18°C - LSoC )
15, Peening | M. L
16. | Post Weld treatment N.A. 278
Rectification of weld defect By re-welding after complete removal of defective weld & rectify
17. : | the weld as per C1.32.2 of IS 9595-96, using B1 class of {D
Electrodes of specn. IRS M.28-2017 after conducting DP Test \
18 Inspection of Weld Visual, D.P. Test & Macro Etching.
19 Any other relevant Details Diagonal-M2-U3 , M2-L3 & M3-U4, M3-L4 & M4-U5,M4-LS
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Appendix-V (Ref.CI.26 of B I-2001).

['Name and address of Fabricator

M/s. Royal Infraconstru Ltd.,
Urla Industrial Growth Centre, Ralpur — 433221 (CG.)

Welding Procedure specification No.

ROYAL/SIVOK-RANGPO/106.7/13 dated 5/8/2022

01 Drawing No.

RD50/B-17185/R (G.A.)

02. | Welding Joint Description. Fillet 8 mm

03. | Base Metal. 15: 2062:2011 E-350 C.
(4. | Welding Process S.AW.

05. | Welding Position. Flat

06. | Welding Con5umabie..

Electrode/Wire
Clgss W2 of IRS M.39-2001.
B Type Copper coated Solid Wire.
Drying Methpd NL.A.
6.2 | Flux
CITS F2of IRS M.39 - 2001
Type Agglomerated.
Drying Methgd Recommendation as per manufacturer.
6.3 Shielding Gas NA

Base Metal Preparation

Fusion Faces and adjacent surfaces are cleaned and made free from

07. Cracks, Notches, Mill scale, Grease, Paint, Rust etc., which may
affected weld quality.
71 Joint design Details
‘ 12
(Sketch showing arrangements of parts, weld _.‘Il r— I‘l 2
beat weld passes & their sequence etc.,) - -
Component :- Diagonal-M5-U6 , M5-L6 & M6- k- %
u7, M6-L7 & M7-U8,M7-L8,M8-U9,M8-L9 8 MM WELD '5"\“_‘,”’/
Web With Flange S CLTEF SR48™ w7 {::
= “ncsani Ressazel, Ciacer (IS
SeRehrete VO Truioy Cual
~—=8 MM WELD
i | A
1 12
M&US , M5-L6 & M6-UT, N6-LT &
M7-U8.I7-LE & 18-U9, MBL9
2.2 | Joint preparation As Per 15:4353 - 1995, C1.7, IRS B1-2001, C1.17.3 & WBC — 2001.
08. | Welding Current
Polarity Reverse
Welder qualification
09. a As per IS: 7310/7307 (Part-1) - 1974
10. Welding Parameters and technique
Welding Parameters
101 ROYAL -IYL riv
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9

Weld Clectindes Cunent Arc Vollage Wire Feed Travel Speed | Electneal Stick Gas Flow
Sequence No, | wire dia. (Amps) (volt) Speed (m/min) ot (mm) (U/min.)
— g (mm) SO (EN E (' ) S SR
4 530 - 570 20 - 32 1418 035-09 15-20 NA.
10.2 | Welding Sequence and techniue i | Welding from run on o run off tabs at the free ends.
= = K
-
—
-
2
=
7 S——
s
= _:;_
J
.
11 Prowvision of run-on / run-off tabs Yes |
Cleaning of weld bead before laying next weld |
12. | bead By brush cleaning & grinding |
r\l e 1
Rool preparation before welding other side of \L/’_/ |
13. | groove weld N.A,
_ 'n:-.\r""/ |
14. Preheating and inter pass temperature NA |IBC—|Se'e e = l
g5, | Peening NA. '
16. Post Weld treatment NA.
Rectification of weld defect By re-welding after complete removal of defective weid & rectfy
17. the weld as per C1.32.2 of IS 9595-96, using Bl class of
Electrodes of specn. IRS M.28-2017 after conducting DP Test
18 Inspection of Weld Visual, D.P. Test & Macro Etching.
Any other relevant Detalls Diagonal-M5-U6 , M5-L6 & M6-U7, M6-L7 & M7-UB M7-L8 M-

19.

U9 M8-19
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Name and address of Fabricator M/s. Royal Infraconstru Ltd.,
. Ura Industrial Growth Centre, Raipur — 493221 (C.G.)
Welding Procedure spedfication No. ROYAL/SIVOK-RANGPO/106.7/14 dated 5/8/2022
01. | Drawing No. RDSO/B-17185/R (G.A.)
02. | Welding Joint Description. Fillet Bmm
03. | Base Metal. IS: 2062:2011 E-350 C.
4. | Welding Process S.AW.
05. | Welding Position. Flat
06. | Welding Consumable.
Electrode/Wire
Class W2 of IRS M.39-2001.
6.1
Type Copper coated Solid Wire.
Drying Method NL.A.
6.2 | Flux
Class F2 of IRS M.39 — 2001
Type Agglomerated.
Drying Method Recommendation as per manufacturer.
6.3 Shielding Gas NA

Base Metal Preparation

Fusion Faces and adjacent surfaces are cleaned and made free from
Cracks, Notches, Mill scale, Grease, Paint, Rust etc., which may

Q7.
affected weld quality.
7.1 Joint design Details
(Sketch showing arrangements of parts, weld 32-—I
beat weld i
al passes & their sequence etc.,) ! 1 —8 MM WELD J
Component :- Bottom Chord- L2-13 & L3-L4 i 4\\?’*_
Web With Additional Plate y
[=] | ]
g — =25 y
c
12-13-14
7.2 | Joint preparation As Per IS: 4353 - 1995, CL.7, IRS B1-2001, C.17.3 & WBC — 2001.
Welding Current
Type oC
Polarity Reverse
Welder qualification
09. R As per IS: 7310/7307 (Part-1) - 1974
10 Welding Parameters and technique

101

Welding Parameters
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Appendix-V (Ref.C.26 of BI-2001

Weld Electrodes Current Arc Voltage | Wire Feed | Travel Speed | Electrical Stick |  Gas Flow
Sequence No. wire dia. (Amps) (Volt) Speed (m/min) out (mm) (I/min.)
| (mm) (m/min})
L 4 530 — 560 26 - 30 1.4-18 0.35 - 0.50 15-20 N.A.
10.2 | Welding Sequence and technique Welding from run on to run off tabs at the free ends.
11, Provision of run-on / run-off tabs Yes o
Cleaning of weld bead before laying next weld
12. | bead By brush cleaning & grinding
[ _
Root preparation before welding other side of ol

13. | groove weld MN.A. '...J'"

i i tw : . m3<:\_—
14, Preheating and inter pass temperature HA. Jje"C - [Sa O B ol Sy o
15. Peening N.A. i:.!rl.’i:‘.:;f . Y s . d {]

28sWelule 77 gooIwD i
16. Post Weld treatment N.A. “ oT
ectification of weld defect By re-welding after complete removal of g!efective weld & rectify
17 Recticaton the weld as per C1.32.2 of IS 9595-96, using B1 d‘ass of
) Electrodes of speen. IRS M.28-2017 after conducting DP Test

18 Inspection of Weld Visual, D.P. Test & Macro Etching.
19. | Any other relevant Detils Bottom Chord- L2-13 & L 3-L4 Additional Plate

/L
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Appendix-V (Ref.CI.26 of B 1-2001).

Name and address of Fabricator

M/s. Royal Infraconstru Ltd.,
Ura Industrial Growth Centre, Raipur — 433221 (CG.)

ROYAL/SIVOK-RANGPO/106.7/15 dated 5/8/2022

Welding Procedure spedification No.

01. | Drawing No. RDSO/B-17185/R (G.A.)
02. | Welding Joint Description. Fillet 8 mm
03. | Base Metal. 15: 2062:2011 E-350 C.
04. | Welding Process S.AW.
05. | Welding Position. Flat
06. | Welding Consumable.
Electrode/Wire
Class W2 of IRS M.39-2001.
61 Type Copper coated Solid Wire.
Drying Method N.A.
6.2 | Flux
Class F2 of IRS M.39 — 2001
Type Agglomerated.
Drying Method Recommendation as per manufacturer.
6.3 Shielding Gas NA.
07 Base Metal Preparation Fusion Faces and adjacent surfaces are cieaned and made free from Cracks,
) Notches, Mill scale, Grease, Paint, Rust etc., which may affected weeld quality.
7.1 Joint design Details
(Sketch showing arrangements of parts, 32—~
weld beat weld passes & their sequence |
etc.,) _—+8 MM WELD
Bottom Chord- L4-L5-L6 & L6-L7-L8 & L8 ’-!
-9
Web With Additional Plate
=] 32
—
ot (T
'J e o oL -
L4-L516 & LE-L7-18 &L8-LY |
7.2 | Joint preparation As Per IS: 4353 — 1995, C1.7, IRS B1-2001, C1.17.3 & WBC — 2001.
08. | Welding Current
Type DC
Polarity "
09. | Welder qualification As per IS: 7310/7307 (Part-I) — 1974
10. | Welding Parameters and technique
10.1 | Welding Parameters
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Appendix-V (Ref.CL.26 of BI-2001

chu\g:h } Electrodes Current Arc Voltage Wire Feed | Travel Speed | Electrical Stick | Gas Flow

ce No. wire dia, (Amps) (Volt) Speed {m/min) out (mm) (I/min.)

(mm) {m/min)
1 4 560 - 600 28 - 32 23-32 0.22-0.32 15-20 NA.
10.2 | Welding Sequence and technique Welding from run on to run off tabs at the free ends.

o

N

11. Proviston of run-on / run-off tabs Yes ’
Cleaning of weld bead before laying next weld
12. | bead By brush cleaning & grinding (\
i e,
Root preparation before welding other side of
13. | groove weld N.A. .,u-'j
Preh . .
14, reheating and inter pass temperature NA |1D°C - 1Sa'e
15. e N.A. >
16. Post Weld treatment NA.
By re-welding after complete removal of defective weld & rectify
17. | Rectification of weld defect the weld as per 1.32.2 of 1S 9595-96, using B1 class of
Electrodes of spean. IRS M.28-2017 after conducting DP Test
i P.T ing.
18. | Inspection of Weld Visual, D.P. Test & Macro Etching
19. | Any other relevant Details Bottom Chord- L4-L5-L6 & L6-L7-L8 & L8 -19 Addmional Plate

)

dl
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g thouan typs
Name and address of Fabricator Hfs Royal Infraconstru L=d
Urla Industrial Grovah len-, Raipur = 493221 (CG.)
Welding Procedure speafication No. T ROYAL/SIVOK - RANGPO/ 106.716 dated 5/8/2022
01. | Drawing No. : | RDSO/B-17185/R (G.A.)
02. | Welding Joint Description, ¢ | Fillet 12mm__
03. | Base Metal. — 17715 20622011 E-350 C.
04. | Welding Process L | 5AW.
05. | Welding Position, + | Flat
056. | Wekling Consumable.
Electrode/Wire
Class | : | W2 of IRS M.33-2001.
ad Type | : | Copper coated Sold Wire.
Drying Method | @ | N.A.
6.2 | Flux
Class | : | F2 of IRS M.39 — 2001
Type | : | Agglomerated.
Drying Method | : | Recommendation as per manufacturer.
63 Shielding Gas . | na
Base Metal Preparation Fusion Faces and adjacent surfaces are cleaned and made free from
07. : | Cracks, Notches, Mill scale, Grease, Paint, Rust etc., which may
affected weld quality.
71 | J0int design Details
o
(Sketch showing arrangements of parts, weld Jf_n
beat weld passes & their sequence etc.,) :—_—‘:: T
Component :- Cross Girder ' \_
Web with Flange +12 MM WELD v,
AN
20—~ L o
& siik i i} ?:—»—
apzletas t
~+12 MMWELD -+ Rl
| S — '_i
o !
™
CROSS GIRDER
t preparalio
72 |0 n : | As Per IS: 4353 - 1995, C1.7, IRS B1-2001, CL17.3 & WEC - 2001.
08. | Welding Current :
Type : | DC
s I Reverse
VWelder qualification
09. As per IS: 7310/7307 (Part-l) - 1974
10, | Welding Parameters and technique
101 Welding Parameters ;
' : VAL £ ivm
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Appendix-V (Ref.C1.26 of BI-2001)
Electrical Stick Gas Flow
Weld Electrodes Current ArcVoliage| | Wire Feed | Travel Speed .
Sequence No. wire dia. (Amps) (Volt) Speed {m/min) out (mm) (I/min.)
(mm) (m/min) - —
1 4 530 - 560 26 - 30 14-18 0.35 - 0.50 15-2 NA.
2 B 530 - 560 26 - 30 1.4-18 0.35 - 0.50 15 - 20 A.
10.2 | Welding Sequence and technique Welding from run on to run off tabs at the free ends.
———
H', \'.
| &5~ 347
488 = /»-—2& 3]
's.\ ’.
|

Provision of run-on / run-off tabs

| —
]

11.

Cleaning of weld bead before laying next weld
12. | bead

Root preparation before welding other side of

y brush cleaning & grinding

e

oo

=1
=

13. | groove weld l- . 'r"\\,

14, | Preheating and inter pass temperature Il:Hc le'c - |8 o®C e e g

s [ 7 o

16. Post Weld treatment . li.A. =
y re-welding after complete removal of defective weld & rectify

Rectification of weld defect
17. : | the weld as per C1.32.2 of IS 9595-96, using Bl class of
lectrodes of specn. IRS M.28-2017 after conducting DP Test

\isual, D.P. Test & Macro Etching.

Inspection of Weld
Any other relevant Details

18.

. t]‘ross Girder

/4
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Appendix-V (Ref.CI.26 of B I-2001).

sding — 2008

Name and address of Fabricator

M/s. Royal Infraconstru Lid.,
Urla Industrial Growth Centre, Raipur — 493221 (C.G.)

ROYAL/SIVOK-RANGPO/106.7/17 dated 5/8/2022

Welding Procedure spedfication No.

RDSO/B-17185/R (G.A.)

01. | Drawing No.
02. | Welding Joint Description. Fillet 12mm
Q3. Base Metal. 1S: 2062:2011 E-350 C.
04, | Welding Process S.AW.
05. | Welding Position. Flat
06. | Walding Consumable.
Electrode/\Wire
Class W2 of IRS M.39-2001.
" Type Copper coated Solid Wire.
Drying Method N.A.
62 | Flux
Class F2 of IRS M.39 - 2001
Type Agglomerated.
Drying Method Recommendation as per manufacturer.
6.3 Shielding Gas NA.
Base Metal Preparation Fusion Faces and adjacent surfaces are cleaned and ma_de free from
07. Cracks, Notches, Mill scale, Grease, Paint, Rust etc., which may
affected weld quality. ==
7.4 | Jomt design Details \) /?
o
_ _*_N %:/
(Sketch showing arrangements of parts, weld g =7 {
beat welkd passes & their sequence etc.,) 1 5
Component :- Stringer 12 MMWELD _ . i
Web with Flange. coapaies® ®
12—
~+12 MM WELD
/ 1
1
| N———
o
o™
STRINGER
72 Joint preparation As Per IS: 4353 — 1995, CL.7, IRS B1-2001, C1.17.3 & WBC - 2001.
Welding Current
Type e
Polarity R
og, | Wekler qualiication As per IS: 7310/7307 (Part-T) — 1974
10 Welding Parameters and technique
Welding Parameters
10.1 9 ROYAL -IFL (JV)




Page 34 of 60

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

i i Gas Flow
Weld ectio Current Arc Voltage Wire Feed | Travel Speed | Electrical Stick i
Sweneto, | iede | ) | Go0 | Sped | (ume) | out(om) | (Umin)
m/min
mm
1 ¢ 4 ) 540 - 580 28-32 20-28 0.24-0.35 15-20 N.A.
2 4 540 - 580 28 - 32 2.0-28 0.24-0.35 15 - 20 N.A.
10.2 | Welding Sequence and technique Welding from run on to run off tabs at the free ends.
e
/"’ \
1 &5~ —3&7
483—, —286
, 7
") LF
[ ] T\

11. Provision of run-on / run-off tabs Yes

Cleaning of weld bead before laying next weld d A
12, | bead By brush cleaning & grinding (\

Root preparation before welding other side of \)"‘V"j
13. H

3. | groove weld N.A Y

14. Preheating and inter pass temperature N [10°C —[Se C B Ty
i5. | Feening N.A. sotgrant Rttt e Ll ,..\
16. Post Weld treatment N.A. ~apofjjeTe v 7

Rectification of weld defect By re-welding after complete removal of defective weld & rectify
17. the weld as per Cl.32.2 of IS 9595-96, using B1 class of

Electrodes of specn. IRS M.28-2017 after conducting DP Test.

18 Inspection of Weld Visual, D.P. Test & Macro etching
19 Any other relevant Details Stringer Web with Flange. ll—h
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Name and address of Fabncator

M/s. Royal Infraconstru Ltd.,
Uriz Industrial Growth Centre, Raipur — 493221 (C.G.)

| Welding Procedure specfication No.

ROYAL/SIVOK-RANGPO/106.7/18 dated 5/8/2022

1).

01. | Drawing No. : RDSO/B-17185/R (G.A.)
02. | Welding Joint Description. : | Fllet 08Bmm
03. | Base Metal. : | IS: 2062:2011 E-350 C.
04. | Welding Process S.AW.
05. | Welding Position. Flat
06. | Welding Consumable.
Electrode/Wire
Class W2 of IRS M.39-2001.
6.1 Type Copper coated Solid Wire.
Drying Method N.A.,
6.2 | Flux
Class F2 of IRS M.39 — 2001
Typa Agglomerated.
Drying Method Recommendation as per manufacturer.
6.3 Shielding Gas NA.
Base Metal Preparation Fusion Faces and adjacent surfaces are cheaned and made free from
07. Cracks, Notches, Mill scale, Grease, Paint, Rust etc., which may
affected weld quality.
2.1 Joint design Detaiks
(Sketch showing arrangements of parts, weld 20 7
beat weld passes & their sequence elc.,) 1 | _—+8 MM WELD
Component :- All Vertical f:‘a b w“”)
Web with Flange. = o
o
o
=T 3
2305 e’
[7a]
-~
20 ] ~—8 MM VWELD
L-1-M-1-U-1TO
L9-M3-Ug
VERTICAL
Jaoint ration
7.2 prEpa As Per IS: 4353 — 1995, C1.7, IRS B1-2001, C1.17.3 & WBC — 2001.
Welding Current
Type oC
Polarity R
Waelder qualification
09. W As per IS: 7310/7307 (Part-I) - 1974
10. Welding Parameters and technique
101 Welding Parameters =
’ . m £ nn
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Appendix-V (Ref.CL.26 of BI-2001)

i i i Gas Flow
Weld Electrodes Current Arc Voltage Wire Feed Travel Speed Electrical Stick g
Sequence No. wire dia. (Amps) (Valt) Speed (m/min) out (mm) (1/min.)
(mm) (m/min) n
1 4 540 - 580 28 - 32 2.0-28 0.24-0.35 15-20 NA.
10.2 | Welding Sequence and technique Welding from run on to run off tabs at the free ends.

5
— 7
-
D
Faes
f
|
L ". :
—4
11. Provision of run-on / run-off tabs Yes
Cleaning of weld bead before laying next weld
12. | bead By brush cleaning & grinding Q A
Root preparation before welding other side of u-*‘"
13. | groove weld N.A. qﬂ\\i}
14 Preheating and inter pass temperature NA- |(0°C = |So"C =t
15, |Pesning N.A. : - : e
16. Post Weld treatment NA. O
Rectification of weld defect By re-welding after complete removal of defective weld & rectify
17. the weld as per C1.32.2 of IS 9595-56, using B1 class of
Electrodes of specn. IRS M.28-2017 after conducting DP Test.
18 Inspection of Weld Visual, D.P. Test & Macro etching

19.

Any other relevant Details

Vertical Web with Flange.
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Name and address of Fabricator : | M/s. Royal Infraconstru Ltd.,
Urla Industrial Growth Centre, Raipur — 493221 (C.G.)
Welding Procedure spedification No. : | ROYAL/SIVOK-RANGPO/106.7/19 dated 5/8/2022
01. | Drawling No. : | RDSO/B-17185/R (G.A.)
|__02. | Welding Joint Description. : | Fillet 08mm
03. | Base Mefal. : | IS: 2062:2011 E-350 C.
04. | Welding Process : | SAW.
05. | Welding Position. : | Flat
06. | Welding Consumable.
Electrode/Wire
Class | : | W2 of IRS M.39-2001.
6.1
Type | : | Copper coated Solid Wire.
Drying Method | : | N.A.
6.2 | Flux
Class | : | F2 of IRS M.39 - 2001
Type | : | Agglomerated.
Drying Method | : | Recommendation as per manufacturer.
6.3 Shlelding Gas . | na
Base Metal Preparation Fusion Faces and adjacent surfaces are cleaned and made free from
07. : | Cracks, Notches, Mill scale, Grease, Paint, Rust etc., which may
. _ affected weld quality.
7.1 | Jointdesign Details ; (\ /'_*3
(Sketch showing arrangements of parts, weld o ..,M.""""" [
beat weld passes & their sequence etc.,) ;F N
f o -1 (l’ =
Component :- Sway Girder = T :
Web with Flange. ‘-4*6EM ,,WELD reh Ofizeet B9
deits L] TIRD
araurade e
10— l—— =
/—Va MM WELD
| N _{
ot
-~
SWAY GIRDER
25 | Joint preparation : | As Per IS; 4353 - 1995, CL.7, IRS B1-2001, C1.17.3 & WBC - 2001.
08. | Welding Current -
Type : | DC
Polsiiy :'| Reverse
Welder qualification
09. Qe ¢ | As perIS: 7310/7307 (Part-I) — 1974
10, Welding Parameters and technique
i y :
Welding Parameters . [
101 L= | ROYAL -IFL (Jv)
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Weld Electrodes Current Arc Voltage Wire Feed Travel Speed | Electrical Stick Gas Fbw
Sequence No. wire dia. (Amps) (Volt) Speed (m/min) out (mm) (I/min.)
(mm) {m/min)
1 4 540 - 580 28-32 20-28 0.24-0.35 15-20 N.A.
10.2 | Weiding Sequence and technique : | Welding from run on to run off tabs at the free ends.
]
~,
1= -3
N\
4~ || 2
== — ]
11. Provision of run-on / run-off tabs Yes
Cleaning of weld bead before laying next weld
12. | bead : | By brush deaning & grinding o\
Root preparation before welding other side of /
13. | gmoove weld 1 | N.A. it
A
14, | Preheating and inter pass tempersture MA- 1[e°C~ | $0& - - o -
O R : | na. e288 Re-gor: b
16. Post Weld treatment NA.
Rectification of weld defect By re-welding after complete removal of defective weld & redify
17. : | the weld as per C1.32.2 of IS 9595-96, using Bl class of
Electrodes of spean. IRS M.28-2017 after conducting DP Test. n.)
18 Inspection of Weld . | Visual, D.P.Test & Macro etching
19. | A other relevant Details : Sway Girder Web with Flange.
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Appendix-V (Ref.C1.26 of B I-2001).

M/s. Royal Infraconstru Lid.,

SR EE RN Uria Industrial Growth Centre, Raipur — 493221 (CG.)
Welding Procedure spedfication No. ROYAL/SIVOK-RANGPO/106.7/20 dated 5/8/2022
OL. | Drawing No. RDSO/B-17185/R (G.A.)
02. | Welding Joint Description. Fillet 08mm
03. | Base Metal. IS: 2062:2011 E-350 C. S
04. | Welding Process S.AW.
05. | Welding Position. Flat
06. | Welding Consumable.
Electrode/Wire
Class W2 of IRS M,39-2001.
- Type Copper coated Solid Wire.
Drying Method N.A.
6.2 | Flux
Class F2 of IRS M.39 — 2001
Type Agglomerated.
Drying Method Recommendation as per manufacturer.
6.3 Shielding Gas NA.
Base Metal Preparation Fusion Faces and adjacent surfaces are cleaned and made free from
07. Cracks, Notches, Mill scale, Grease, Paint, Rust etc., which may
affected weld quality.
Joint design Details
71 ~
o -
(Sketch showing arrangements of parts, weld 1 \r*"‘rj
™ 1
beat weld passes & their sequence etc.,) \ A n’\\_,
Compoanent :- Portal W EL
Web with Flange. .
10 °° el b
B & 4
ﬁ '
PORTAL GIRDER
7.2 | 3ontprepartion As Per IS: 4353 — 1995, CL.7, I
y : - . C1.7, IRS B1-2001, C1.17.3 & WBC — 2001.
08, | Welding Current
Type oc
Polarity B
F—
pg | EErErQEEe As per IS: 7310/7307 (Part-I) — 1974
10 Wedding Parameters and technique

10.1

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

Gas Flow
Weld Electrodes Current ArcVoltage | WireFeed | Travel Sipee : Emtm{a;%d‘ (1/min.)
Sequence No, wire dia. (Am pg) (VO".) (E{ﬁ:ﬁ} {mjfm n) ou
mm
1 () =20 =580 28 - 32 20-28 | 0.24-035 15-20 NA.
10.2 | Welding Sequence and technique Welding from run on to run off tabs at the free ends.
AT
= | =3
N
S | s
| e
11. Provision of run-on / run-off tabs Yes
Cleaning of weld bead before laying next weld
12. | bead By brush cleaning & grinding
Root preparation before welding other side of O
13. | groove weld N.A. .g\\_‘"‘
14. Preheating and inter pass temperature MNA JjO"C~ 183°C ' ¥ r‘ FJ _3_
35, |Feening N.A. B e "
L%} TRt = : -
16. Post Weld treatment NA. «
Rectification of weld defect By re-welding after complete removal of defective weld & rectify
17. the weld as per C1.32.2 of IS 9595-96, using B1 class of
Electrodes of specn. IRS M.28-2017 after conducting DP Test.
18 Inspection of Weld Visual, D.P. Test & Macro etching 1 q)
19. | Any other relevant Details Portal Web with Flange.
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Name and address of Fabricator

M/s. Royal Infraconstru Ltd.,
Urla Industrial Growth Centre, Raipur - 493221 (C.G.)

ROYAL/SIVOK-RANGPO/106.7/21 dated 5/8/2022

Welding Procedure spedfication No.

01, | Drawing No. _,_ RDS0O/B-17185/R (G.A.)
02. | Welding Joint Desaription. : | Fillet 06mm
03. | Base Metal. IS: 2062:2011 E-350 C.
| _04. | Welding Process S.AW,
05. | Welding Position. Flat
06. | Welding Consumable.
Electrode/Wire '
Class W2 of IRS M.39-2001.
o Type Copper coated Solid Wire.
Drying Method N.A. Y
6.2 | Flux N )
N’
Class F2 of IRS M.39 - 2001 ”,-J\__
Type Agglomerated. — g
Drying Method Recommendation as per manufactures,.s=.Li2st & *
g3 | Shielding Gas N P @eTeTles ¥ TeuIvd uu'l‘-|1
Base Metal Preparation Fusion Faces and adjacent surfaces are cleaned and made free from
07. Cracks, Notches, Mill scale, Grease, Paint, Rust etc., which may
affected weld quality.
51 | Joint design Details
(Sketch showing arrangements of parts, weld :i‘ o
beat weld passes & their sequence etc.,) 0 Tz |-
Component :- Top Lateral Bracing j 2 = g
LO Joint Bracket L-,_.r 1 i L
- BHHVED " |
16+~ l - Y
2 |'iJ :;-'Lrn:-_ i y
T0? LATERAL BRACING Toean —;!?'— ~*
73 | oWt preperation As Per IS: 4353 — 1995, C1.7, IRS B1-2001, CL17.3 & WEC ~ 2001.
Welding Current
Type oC
Polarity Reverse
" As per IS: 7310/7307 (Part) - 1974
10. Welding Parameters and technique .
101 Welding Parameters ‘
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Appendix-V (Ref.CL.26 of BI-2001)

T Weld

Seqy tlectodes | Current ArcVoltage | Wire Feed | Travel Speed | Elecirical Stick | Gas Flow

ence No. | wine dia, (Amps) (Volt) Speed (m/min) out (mm) (1/min.)

e S (1,1 ) N e (m/min)

—— 4 _5t0-580 | 28-32 2.0-28 0.24-0.35 15-20 N.A,
102 | Wekiing Sequence and technique Welding from run on to run off tabs at the free ends.

— || —2

Y ,'

Proviston of run-on / un-off tabs

ves D

11.
Cleaning of weld bead before laying next weld
12, | bead By brush deaning & grinding
(-\\ Bt %
Root preparation before welding other side of 4
13. | groove weld N.A. P
Preheati n =
e
14, ng and inter pass temperature WA |1o'C- 1S C
{5 | Peeng NA, oy SATE L or (M
= FEf) il o=
Post Weld treatment T wq Aty
i oo astfegloe 1T LR
Rectification of weid defect By re-welding after complete removal of defective weld & rectify
17, the weld as per €1.32.2 of IS 9595-96, using B1 class of
Electrodes of specn. IRS M.28-2017 after conducting DP Test
18 Inspection of Weld Visual, D.P. Test & Macro etching
19, [ Any other relevant Details Top Lateral Bracing
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Appendix-V (Ref.C1.26 of B 1-2001).

Name and address of Fabricator

M/s. Royal Infraconstru Ltd.,
Urla Industrial Growth Centre, Raipur - 493221 (CG.)

ROYAL/SIVOK-RANGPO/106.7/22 dated 5/6/2022

Welding Procedure specification No.

RDS0/B-17185/R (G.A.)

01. | Drawing No.
02, Welding Joint Description. Filiet € mm
03. | Base Metal. IS: 2062:2011 E-350 C.
04. | Welding Process GMAW
05. | Welding Position. Horizontal
06. | Welding Consumable.
Electrode/Wire
Class I of IRS M 46-2013.
83 Type Copper coated Solid Wire.
Drying Method N.A.
6.2 | Flux
Class MNL.A.
Type N.A
Drying Method N.A
6.3 Shielding Gas co2
Base Metal Preparation Fusion Faces and adjacent surfaces are cleaned and made free from
07. Cracks, Motches, Mill scale, Grease , Paint, Rust etc., which may
affected weld quality.
Joint design Details
7.1
(Sketch showing arrangements of parts, weld i
beat weld passes & their sequence etc.,) o o
Cn!'nponeﬂt ;- Comer bracket Rib Plate for X | =2 gl:?ox‘::léﬁr;&o
Girder i § 0"’\‘2"""/
1 76
V type groove to be fill up by weld material in v ;.‘.'_"-—_—_‘:.';L s
both plate. b g |00 | . 2 naaztcd O 2
} wextets 1T
L. 3102162590 ges
FILLED UP
WELD MATERIAL
ol — =10 —FL
7.2 Joint preparation As Per IS: 10178 - 1995, CL9, IRS B1-2001, C1.17.3 & WBC — 2001.
08. | Welding Current
Type DC
Polarky Reverse
Welder qualification
9. " As per IS: 7310/7307 (Part-I) - 1974
10. Welding Parameters and technique
- [V
101 Welding Parameters f ( T
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W TR e Gt ] i Wkage | Wire Teed [T tavel Speed | Electical Stick | Gas Flow
Saasne My Wi g, {(Amps) {voly Spead (nymin) out (mm) (I/min,)
SR—— I AR -t e
i 12 18- 220 M- 28 | 44=22 N.A, 1310 15-20
< -_!: o i.a-ﬂli.'l = o20 _ - - 20 1o = 22 N.A, _j 13-10 15-20
W02 } Welding Seaquence and techinkgue !
 S—1
5%
- L
11, | FrovEon of umon [ ninoft tads . NA,I
Cloacing of weld bead bofore Lying neat weld
2. | band By brush cleaning & grinding Q /)
ri
R0t preparaton before welding other side of -
13. | groove weld [ Nal %
i
14, | Freheatng and inter pass temperature , N-k-'l— 1He*c - |Se*c  ggmv =~ ! 'I:!'Q (:Tig
Axzizient TRy
IS Peenko : NAJu Basatialfe 1T WINIWY guiId
16, Fost Wadd treatment : N.A.,!
Ractfication of weld defact By re-wekding after complete removal of defective weld & rectify
17, t | the yveld as per L322 of IS 9595-96, using B1 class of
Elecirodes of speen. IRS M.28-2017 after conducting DP Test.
Inspachion of Weid . | Visual & D.P. Test,
18 : i —-.)
1o, | A7y other revant Detass [ Rib of Comer Bracket
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Appendix-V (Ref.C1.26 of B 1-2001).
Name and aocress of Rabroator o lMs -\c«ai Infraconstru Lid.,
: |7 o Incustral Growth Centre, Raipur — 493221 (CG.)
L Waldne Smoeme seciceien Mo BE ROY AL SIVOR-RANGPOY 106.7/23 dated §/8/2022
82, | Dreeirg NG | : | ROROS-1718SR (GA)
2. Weading Xont Desooooy j : | Fdatl2mm
Eogir—ar— T | IS: 20622011 E-350C
L0 Waong doosss | GMAW
1 S - Waonc foston { 1 | Horsontal
L0 wadne Corsomabe =
Sacaoaivre i
| Cass | @ | Iof RS M 46- 2013
: =1 Type | : | Copper coated Sofid Wire.
{ | Drving Mathod NA.
| &2 | PAx —
CT! i
i Cas NA
|
! @"’JJ
{ Type NA N
! : ve-rme ) (UFY
: { Drying Method NA e : dn
| 2= | SeEngGas = : v e L
4 &3 | oz Anist vy wok®
! | Ses= Mec Preceston Fusion Faces and adicent surfaces are ¢leaned 'and made free from
| o | : | Cracks, Notches, Mill scale, Grease , Paint, Rust etc., which may
: i afected weld quaRy.
| 72 Jort d=n Detals
| |
.
| i {Sie.::- showng rangements of parts, wald -9 i . *—'
{ 'I*\estneﬁpasssa'ﬂarme::} —_— — :l Ti .-,_.—.,,_-.
| | Component i~ Ooss Girder | I ;'I : SR
: i Wed wih Exd Pate & Fange 20— =12 MMWELD v |
P £ F
; | V P goove 1o e i up by wed matmral END PLATE CROSS GROER Lid.
(Ei | w&ﬁ'ﬁ pe= %i
| 55 | ontprepeston As Per [S: 10178 - 1995, CL9, IRS B1-2001, C1.17.3 & WBC - 2001.
| 08 ix\'eﬁm&mt [N
| i e . Inc
i Polarity ”
Welder X
0. I eifcEen As per IS: 7310/7307 (Part-I) - 1974
10 I Weidng Peremeters and technique
101 J Welding Paramelars
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Weld Electrodes Current ArcVoltage | WireFeed | TravelSpeed | Electrical Stick ??mif?
SequenceNo. |  wire dia. (Amps) (volt) Speed (m/min) out (mm) :
fmm} (m/min) 8 15-20
1.2 180 - 220 24 -28 14-2.2 MN.A. 13-1 e on
2 1.2 200 - 220 24 - 28 1.6-24 N.A. 13-18 o
3 1.2 180 - 220 24-28 1.4-22 N.A. 13-18
10.2 | Welding Sequence and technique
2456—, || ~1,385
/
| ] |
)
1. Provision of run-on / run-off tabs NA.
Cleaning of weld bead before laying next weld Q
12. | bead Yes /_\)
Root preparation before welding other side of w
13. | groove weld N.A. .-,:'V\L\'
: - T T o |
14, Preheating and inter pass temperature NA- | Lo°C « sS e ‘H':-(II:::-"“ :---:, o5 lak
15. Peening N.A, woUsWIeGe TE wiTTET oy e
16. Post Weld treatment NA.
Rectification of weld defect By re-welding after complete removal of defective weld & redtify
17. the weld as per Cl.32.2 of IS 9595-96, using B1 class of
Electrodes of spean. IRS M.28-2017 after conducting DP Test.
18 Inspection of Weld Visual & D.P. Test.
- "o
19, | Any other relevant Details End Plate of Cross Girder. )
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Appendix-V (Ref.C1.26 of B 1-2001).

Name and address of Fabncator : [ M/s. Royal Infraconstru Ltd.,
Usia Industrial Growth Centre, Raipur — 483221 (CG.)
Welding Procedure specfication No. ROYAL/SIVOK-RANGPQ/106.7/24 dated 5/8/2022
01. | Drawing No. RDSO/B-17185/R (GA.)
02. | Welding Joint Description. Fillet 6mm
03. | Base Metal. IS: 2062:2011 E-350C
04. | Welding Process GMAW
05. | Weiding Position. Horizontal
| _06. | Welding Consumable.
Electrode/Wire
Class 1of IRS M 45-2013.
61 Type Copper coatad Solid Wire.
Drying Method N.A.
62 | Flux { \ //"\
Class NA \L’/:*)HJJ
NG
Type NA = (1§
QYT i
D'WHEUFDG N.A aelrtnml B I-_
6.3 Shielding Gas co2 A T ue TWEL

Base Metal Preparation

Fusion Faces and adjpcent surfaces are cieaned and made free from

07. Cracks, Notches, Mill scale, Grease , Paint, Rust etc., which may
affected weld quality.
7.1 Joint design Detais
- = 124168208255832

(Sketch showing arrangements of parts, weid 3 \

beat weld passes & ther sequence etc.,) !"— ——] \ s

Component :- Batten Plate With Flange ;J | y 1o

Diaph. Plate Wth Web J /
¢ L - ] - i '_'L.
VLD : \
- =
[ ez
TP PLATE- MII\'B,D-L A
72 LB THE
FOR ALL SECTION FRALECDH
22 Joint preparation As Per IS: 10178 - 1995, CL.9, IRS B1-2001, C1.17.3 & WBC - 2001.
08. | Welding Current
Type e
Polrky Reverse

03, | Weder st | As per 15: 731077307 (Part-1) - 1974
10 Welding Parameters and technique

101

Welding Parameters
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Page 48 of 60

Weld Electrodes Current Arc Voltage Wire Feed | Travel Speed | Electrical Stick |  Gas Flow
Sequence No. |  wire dia. (Amps) (Volt) Speed (m/min) out (mm) (I/min.)
{mm) (m/min)
1 1.2 180 - 220 24-28 14-22 N.A. 13-18 15-20
.
10.2 | Weiding Sequence and technique
a
|
11. Provision of run-on / run-off tabs NA.
Cleaning of weld bead before laying next weld
12. | bead By brush deaning & grinding (\
Root preparation before welding other side of
13. | groove weld N.A. .,‘.r@"/
14. Preheating and inter pass temperature M [1e*C— Lso"C (g
Peening I Gty DO i
o e bastin® B con gmap
16. | Post Weid treatment NA. @oTeqrels 38 =77
Rectification of weld defect By re-welding after complete removal of defective weld & rectify
17. the weld as per C1.32.2 of IS 9595-96, using Bl class of
Electrodes of specn. IRS M.28-2017 after conducting DP Test.
18 Inspection of Weld Visual & D.P. Test.
19, | Any other relevant Details Batten Plate & End Diaph.
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Appendix-V (Ref.CI.26 of B I-2001).

Name and address of Fabricator

M/s. Royal Infraconstru Lid.,
Ura Industrial Growth Centre, Ralpur — 493221 (CG.)

|_Welding Procedure spedfication No.

ROYAL/SIVOK-RANGPO/106.7/25 dated 5/8/2022

01. | Drawing No. RDSO/B-171B5/R (G.A.)
02. | Welding Joint Description. Fillet 6mm
03. | Base Metal. 1S: 2062:2011 E-350 C.
04. | Welding Process GMAW
05. | Welding Position. Horizontal
06. | Welding Consumable.
Electrode/Wire
Cass I of IRS M 46-2013.
83 Type Copper coated Solid Wire.
Drying Method N.A.
6.2 | Flux
Class N.A.
Type N.A
Drying Method N.A
6.3 Shielding Gas coz
Base Metal Preparation Fusion Faces and adjacent surfaces are cleaned and made free from
07. Cracks, Notches, Mill scale, Grease , Paint, Rust etc., which may
affected weld quality,
21 Joint design Details
(Sketch showing arrangements of parts, weld 6 MM—Q
beat weld passes & their sequence etc.,) =
Component :- /7 (\
Lacing (Flat-20x80) With Flange of Top Chord &
End Raker
Lacing (Flat-16x80) With Flange of Diagonal i
Lacing (Flat-16x80) With Flange of Vertical / ._,f"
/
14
'3 :
—— acing
FLAT-20X80
FLAT-16X80
FOR TOP CHORD,END RAKER & DIAGONAL Vertica
2.2 Joint preparation As Per IS: 10178 — 1995, CL.9, IRS B1-2001, CI1.17.3 & WBC — 2001.
08. | Welding Current
Type DC
Pokwity Reverse
0g. | Welder quaification As per IS: 7310/7307 (Part-1) ~ 1974
10 welding Parameters and technique
Welding Parameters :
10.1 ROYAL -IFL (JV)
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Weld Electrodes Current Arc Voltage Wire Feed O SH6d” | FANCHIGH Gtk o I;bw
Sepanetio- | wheda (Ampe) (Volt) Speed (m/min) out (mm) (I/min.)
SRy (m/min)
1 12 180 - 220 24-28 14-22 i e Hed
10.2 | Welding Sequence and technique
2'\ 1
\J ¥
BN S—
11, | Provision of run-on / run-off tabs N.A.

Cleaning of weld bead before laying next weld

12. | bead By brush cleaning & grinding

Root preparation before welding other side of
13. | groove weld N.A. Q "
L= e
14. | Preheating and inter pass temperature A [lo"C = | So'C syr"'t'j’
15, | Peening NA. . -
16, | PostWeld treatment NA. o by L

[

Rectification of weld defect By re-welding after complete removal 6f defective weld & rectify

the weld as per C1.32.2 of 1S 9595-96, using Bl class of
Electrodes of specn. IRS M.28-2017 after conducting DP Test.
Visual & D.P. Test.

17.

1g. | Inspection of Weld

19 Any other relevant Detzils

Lacing
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Appendix-V (Ref.CI.26 of B I-2001).

M/s. Royal Infraconstru Ltd.,
Urla Industrial Growth Centre, Raipur — 493221 (C.G.)
ROYAL/SIVOK-RANGPO/106.7/26 dated 5/8/2022

Name and address of Fabricator

Welding Procedure spedfication No. ;
01. | Drawing No. . | RDSO/B-17185/R (G.A.)
| 02. | Welding Joint Description. : | Fillet 10mm
03. | Base Metal. : | IS: 2062:2011 E-350 C.
04. | Welding Process : | GMAW
05. | Welding Position. : | Horizontal
06. | Welding Consumable.
Electrode/Wire
Class | : | Iof IRS M 46-2013.
6.1 Type | : | Copper coated Solid Wire.
Drying Method | : | N.A.
6.2 | Flux
Class | : | N.A.
Type | : | N.A
Drying Methed | : | N.A
6.3 Shielding Gas . | co2
Base Metal Preparation Fusion Faces and adjacent surfaces are cleaned and made free from
07. : | Cracks, Notches, Mill scale, Grease , Paint, Rust etc., which may
affected weld quality.
71 Joint design Details ; (\
,/'
(Sketch showing arrangements of parts, weld R T q./
beat weld passes & their sequence etc.,) BRI S, (oif;

[ J 4
-y izt (B

gaizzons Tirsear
1@ T UEE

Component :- Comer Bracket for X girder

HLLED uP QeTeyTele TU W
V type groove to be fill up by weld material in STIE VATER AL -
(T\l flange & end plate, {
1
| PL MGy Tahal
5 | Joint preparation As Per IS: 10178 — 1995, CL.9, IRS B1-2001, C1.17.3 & WBC — 2001.

08. | Welding Current

Tyee | . | pc

Polarity | . R

0o. | Welder quaification : | As per 1S: 7310/7307 (Part-I) - 1974
Welding Parameters and technique

10.

101 Welding Parameters
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Appendix-V (Ref.C1.26 of BI-2001)

Weld

Electrodes Current Arc Voltage Wire Feed Travel Speed Eledtrical Stick (.'E:r:ll:';t
SequenceNo. | wire dia. (Amps) (Volt) Speed (mfmin) | out (mm) -
i {o/mn) 8 15 - 20
S 12 180 - 220 24-28 1.4-2.2 NA. 13-1 1510
2 12 200 - 220 2428 1.6-24 NA. 13-18 5-20
3 1.2 180 - 220 24 — 28 14-22 NA. 13-18 15 -
102 | Welding Sequence and technique
2,486, /—1 345
\
[ If\
]
11. Provision of run-on / run-off tabs NA.
Cleaning of weld bead before laying next weld Q
12. | bead Yes /——-.)
Root preparation before welding other side of
13. | groove weld NA. %"’/
14. Preheating and inter pass temperature NA- |LO % -1 SoC c'."_ru ~la
e e :
15. g NA. T Ex ] gaiad gapd
16. | Post Weid treatment - SpEe
Rectification of weld defect By re-welding after complete remaoval of defecuve weld & redify
17. the weld as per C1.32.2 of 1S 959596, using B1 class of
Electrodes of spemn. IRS M.28-2017 after conducting DP Test
¥ Vicual & D.P. Test.
18. Inspection of Weld L
19. | Any other relevant Details Comer Bracket for X girder )
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Appendix-V (Ref.CL.26 of B 1-2001).

Name and address of Fabricator

M/s. Royal Infraconstru L., )
Uﬁia In dtlastﬁal Growth Centre, Raipur — 493221 (CG.)

ROYAL/SIVOK-RANGPO/ 106.7/27 dated 5/8/2022

Welding Procedure spedfication No.

"

01. | Drawing No. RDSO/B-17185/R (G.A.)
02. | Welding Joint Description. Fillet 12mm
03. B:::T!geml.n - IS: 2062:2011 E-350 C.
04. | Welding Process GM{AW
05. | welding Position. Horizontal
06. | Welding Consurmable.
Electrod i
e Class 1 of IRS M 46-2013.
o1 Type Copper coated Solid Wire.
Drying Method N.A.
6.2 | Flux
ﬂ@ﬂ
Type . -x {'.:'-"
Drying Method N.A v (N
6.3 Shielding Gas 02 pagizens | o S
Base Metal Preparation Fusion Faces and adjacent surfaces afe cleaned and mar:b free from
07. Cracks, Notches, Mill scale, Grease , Paint, Rust etc., which may
affected weld quality.
71 Joint design Details
&
(Sketch showing arrangements of parts, weld BCS.
beat weld passes & their sequence etc.,) v -;
\
Component :- End Bracket web with flange 12 MM WELD
—rop
V type groove to be fill up by weld material in 12~ 12— f=—
both plate.
~—-12 MM
m St
RO DTJI
o~
o}
= STRINGER
72 Joint preparation As Per 1S: 10178 — 1995, CL.S, IRS B1-2001, C1.17.3 & WEBC - 2001.
08. | Welding Cumrent
Type DC
Py Reverse
Welder qualification
s As per IS: 7310/7307 (Part-I) - 1974
10, | Weiding Parameters and technique
10y | EEKENG IR W
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Appendix-V (Ref.C1.26 of BI-2001)

Weld Electrodes Current ArcVolage | Wire Feed | Travel Speed [ Electrical Stick [ Gas Flovl
Sequence No. wire dia, (Amps) (Volt) Speed (m/min) out (mm) (1I/min.)
— (mm) (m/min)
1 1.2 180 - 220 24 -28 1.4-22 N.A. 13 -18 15-20
2 1.2 200 - 220 2428 1.6-24 N.A. 13 -18 15 - 20
3 1.2 180 - 220 24 - 28 14-22 N.A. 13-18 15 - 20
10.2 | Welding Sequence and technique
2,486, ~1,3é3
/
[ _
N
11. Provision of run-on / run-off tabs NA.
Cleaning of weld bead before laying next weld
12. | bead Yes
R (\\ //""\
oot preparation before weiding other side of
13. | groove weld N.A. = .JJ
'-’)"h\-f
%5 Preheating and inter pass temperature x O°C - |8 "C
X s NA: .:!‘:;_T.'.::: 2t Rges r (]
16. Post Weld treatment NA. QsTeqloTe L3 TiEiwd TTTE
Rectification of weld defect By re-welding after complete removal of defective weld & redify
17. the weld as per C1.32.2 of IS 9595-96, using B1 class of
Electrodes of specn. IRS M.28-2017 after conducting DP Test.
18 Inspection of Weld Visual & D.P. Test.
o 19. Any other relevant Detalls End Bracket web with flange S
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Appendix-V (Ref.CI.26 of B 1-2001).

Name and address of Fabricator

M/s. Royal Infraconstru Ltd.,
Ura Industrial Growth Centre, Raipur — 493221 (C.G.)

Welding Procedure spedfication No.

ROYAL/SIVOK-RANGPQ/106.7/28 dated 5/8/2022

01. | Drawing No. RDSO/B-17185/R (G.A.)
02. | Welding Joint Description. Fillet 8 mm
03. | Base Metal. IS: 2062:2011 E-350 C.
04. | Welding Process GMAW
05. | Welding Position. Horizontal
06. | Welding Consumable.
Electrode/Wire
Class I of IRS M 46-2013.
6.1
Type Copper coated Solid Wire.
Drying Method NLA. e
6.2 | Flux \ \ .
Y 7
\-‘u
Class | : | NA. w
Type | : [ NA ? N -
Drying Method N.A &
6.3 | Shielding Gas co2 b _ .
Base Metal Preparation Fusion Faces and adjacent surfaces are'cleaned and made free from
07. Cracks, Notches, Mill scale, Grease , Paint, Rust etc., which may
affected weld quality.
71 Joint design Detzils
(Sketch showing arrangements of parts, weld
beat weld passes & their sequence etc.,)
Component :-
Pad Plate girder with Bottom Flange of End
Cross
P :
e J—400—|\
PAD PL. 400x16x380
45 | Joint preparation As Per IS: 10178 - 1995, CL.9, IRS B1-2001, C1.17.3 & WBC - 2001.
08. | Welding Current
Type DC
Polarity R -
09, | Welder qualffication As per IS: 7310/7307 (Part-T) - 1974
10 Welding Parameters and technique
Welding Parameters

10.1
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Appendix-V (Ref.C1.26 of BI-2061)

- i Gas Flowr
Weld Electrodes Current ArcVoltage | Wire Feed | Travel Speed | Blectrical Stick '
Sequence No. |  wire dia, (Amps) (Volt) Speed (mfmin) | out (mm) i)
(mm) (m/min)
1 1.2 180 - 220 24-28 14-22 N.A. 12-18 15-20
2 1.2 180 - 220 24-28 1.4-22 N.A. 12 -18 15-20
1
10.2 | Welding Sequence and technique
P
p—
11, Provision of run-on / run-off tabs NA.
Cleaning of weld bead before laying next weld
12. | bead By brush deaning & grinding (\
4
Root preparation before welding other side of W
13. | groove weld N.A. WA
EEAN
14, | Preheating and inter pass temperature MA [l0°C —|S5C =
Peening e = -
15. N.A. Arliniss Roust R
16. Post Weld treatment NA. GeqsTIsEe 1F T
Rectification of weld defect By re-welding after complete removal of defective weld & rectify
17. the weld as per C132.2 of IS 9595-56, using Bl dass of
Electrodes of spean. IRS M.28-2017 after conducting DP Test
18 Inspection of Weld Visual & D.P. Test.
19, [ Any other relevant Details Pad Plate of End Cross Girder




237

; T
Appendix-V (Ref.C1.26 of B 1-2001).

Name and address of Fabricator

M/s. Royal Infraconstru Ltd.
Urks Industrial Growth Centre, Raipur — 493221 (C.G.)

ROYAL/SIVOK-RANGPQ/106.7/29 dated 5/8/2022

Welkding Procedure spedfication No.
01. | Drawing No. RDSO/B-17185/R (G.A.)
02. | Welding Joint Desaription. Fillet 8 mm
03. | Base Metal. IS: 2062:2011 E-350 C.
04. | Welding Process GMAW
05. | Weiding Position. Horizontal
06. | Welding Consumable.
Electrode/Wire
Class 1 of IRS M 46-2013.
6.1 Type Copper coated Solid Wire.
Drying Method N.A.
: Flux
62
) Class N.A.
Type N.A
Drying Method N.A
6.3 Shielding Gas o2
Base Metal Preparation Fusion Faces and adjacent surfaces are cleaned and made free from
07. Cracks, Notches, Mill scale, Grease , Paint, Rust etc., which may
: affected weld quality.
71 Joint design Details
: [ —
(Sketch showing arrangements of parts, weld i M
beat weld passes & their sequence etc.,) j-._ =g
Component :- — qn\"l_j
1 - {T)2
End D fL int. .
aphrogm o L0 oM MM WELD e
e -3 Q@
i 12— e aTeW?
/—5"8 MM WELD
| e—— J
ot
7.2 | ot preparation As Per IS: 10178 - 1995, CL9, IRS B1-2001, C1.17.3 & WBC - 2001.
08. | Welding Current
Type DC
Polarky Reverse
Welder qualification
. As per IS: 7310/7307 (Part-I) - 1974
10. | Welding Parameters and technique
101 Welding Parameters

ROYAL JIL (JV)
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Appendix-V (Ref.C1.26 of BI-2001)

; Flow
Weld Electrode: Cumrent Arc Voltage Wire Feed Travel Speed Electrical Stick Gas
Sequence No. wive dia.| (Amps) (volt) Speed (m/min) out (mm) (1/min.)
(mm) (m/min)
1 1.2 180 - 220 24-28 1.4-22 N.A. 13-18 15-20
2 12 180 - 220 24-28 14-22 N.A. 13-18 15-20
10.2 | Welding Sequence a:nd technigue
=~
|
11, | Provision of run-on { run-off tabs N.A.
Cleaning of weld bead before laying next weld
12. | bead By brush cleaning & grinding A\
Root preparation before welding other side of D
13. | groove weld N.A.
- h ".-A‘“-'j
14, | Preheating and htelr pass temperature N [(0°C ~ISBC PN &
1 | e N.A. -
16, | PostWeld treatment NA. Goetteds o
Rectifiation of weld defect By re-welding after complete removal of defective weld & rectify
17. | the weld as per C1.32.2 of IS 9595-96, using B1 class of
i Electrodes of specn. IRS M.28-2017 after conducting DP Test.
18. | Inspection of Weld Visual & D.P. Test,
|
19, | Any other relevant |Dezails End Diaphragm




i

M/s. Royal Infraconstru Ltd. Uria Industrial Growth Centre,

Name and address of Fabricator
Raipur — 492003 (C.G.)
Welding Procedure spedification No. ROYAL/SIVOK-RANGPO/106.7/30 dated 5/8/2022
01. RDS0 Drawing No. RDSO/B-17185/R (G.A.)
02, Weiding Joint Description. Fifet 5 mm Tack Weld
03. Base Metal. 15: 2062:2011 E-350 C.
04. | Weiding Process GMAW (GMAW machine with 002 Gas Cylinder.)
05. | Welding Positon. Horizontal / Vertical
06. | Welding Consumable.
6.1 | Electro'e/Vire
Class I of IRS M 46-2013,
Type Copper coated Solid Wire.
Drying Method N.A.
6.2 Flusx .
A
Class NA, W
Type NA..
wWil
Drying Method NA. 0 A
6.3 Shielding Gas oo PRy T
Bamalawe Lo v UITE GWOT
07. | Base Meta! Preparation Fusion Faces and adjacent surfaces are deaned and made free from

Cracks, Notches, Mill scale, Grease, Paint, Rust etc, which may
affected weld quality.

7.1 | Joint design Detais
Length of tack Weld 50mm

(Sketch showing arrangements of parts, weld Gap between two tack Weld appr.300mm

bead detalls, weld passes & their sequence etc.,) Weld Size-5 mm
7.2 | Joint preparation As Per IS: 10178 - 1995, CL.9, IRS B1-2001, C1.17.3 & WBC - 2001.
08. Weiding Current

Type DC
Polarty Reverse

0. | Welder qualification As per IS: 7310 /7307 (Part-) - 1974
10. | Welding Parameters and technique
10.1 | Welding Parameters
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Appendix-V (Ref.C1.26 of BI-2001)
Weld Pass No. | Electrodes Cumrent Arc Voltage Wire Feed Travel Speed | Electrical Stick Gas F.Iow
ey prekise (Volt) Speed (m/min) out (mm) (I/min.)
(mm) (m/min)
12 180 - 200 24-26 1.6-2.0 NA. 13-16 i
10.2 | Welding Sequence and technique
Length of tack Weld 50mm
Gap between two tack Weld appr.300mm
Weld Size-5 mm
Pa

11. | Provision of run-on / run-off tabs N.A.
12 Cleaning of weld bead before layi >

o re laying next weld N.A. /,..
13. Root preparation before welding other sid

sl g side of N.A, o
14, Preheating and inter pass temperature . 5 e -’th

pera NA Jlo"c - [So°¢ Juisiang Research r AT
15, Peening N.A. o el - I _;. :
16. Post Weld treatment N.A
17, Redti K I
ectification of weld defect By re-welding after complete removal of defective weld.

18, Inspection of Weld Visual & D.P.Test.
19. i

Any other relevant Details Tack welds of all welded components, (&




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

MODEL WPSS No- RDSO/ Infra-ll/ B&S/ RG/
OWG./ WPSS / 30.5 US series (12 nos)



WMMMWWMMM

T
N Piot No.- 139-C&F,

nd address of Slgnature of PEC

M/s. PRECISION ENGINEERING CORPORATIO

Tj___,_—-—s———ﬂcamn No Light Industrial Area, Bhilal - 490026 (C.G) ———— |
] P.roﬁ:l-“':a : Egcsg\éwwuuausrac.sywpss;m& W
- . . - ___._——-—'—_'_——__-_
i E.:r:rdln Jolnt Description. T Filet 17146 # Top Chord Flange R
~—{ ase Metal. —— : | IS: 2062 ~ 2011 Gr, E250 BO o
—TWelding Proces t | S.AW ——— |
- PoSitlon. ! Flat

ding
-] :::ding Consumable.
—TElectrode/Wire

E
Class | : | W1 of IRS M:39-2001
Type Copper Coated Mild Steel Wire
Drying Method | : | N.A
.-—"""—"—_——_ =
— Hlﬂ
A
Class | : | F1 of IRS M:39 - 2001
Type Agglomerated
[ — Drying Method | : | As recommended by Manufacturer
| shielding Gas ! | NA

~['gase Metal Preparation

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

|| aroove details, weld passes & their sequence

I Quality.
Joint design Details : | Part sketch shown.
= 16
-1—1—-—
—
Flange Plate
- 150 3
] 1 Sing! i
(Sketch shawing arrangements of parts, weld /-Qm side Plate
N -’

yd

i etc.) 7
I W77
i 3 /i
Hs | 400

ange Plate 16mm to Side Plate Thk. 1 f Top Chord
It proparation T TRS B1-2001 G 173,
'-L__ IS 4353-1995 CL.7
¥eling Current :
. Type | : | DC
| : rse |
L Polarity | : | Reve / e
| |II""""-"tiuanliﬁcaﬂcm . | As per IS: 7310 (Part 1) 1974, \
— & 1S 7307 st

1. “Add. =V




i

Travel Speed Electrode
{m/min) Stick out

0.45-0.50 15-20

Lff/f‘r Page 2

Gas Flow
(L/min.)

- | — O

‘.' Welding from Run — on — off tabs

: ]

Wﬁﬁm 7 run-off tabs Yo

W bead before laying next weld NA.

Mpreparahon before welding other side of N.A.

:P;aheahng and inter pass temperature N.A.

§

IPeanhg Not Required

[Post Weld treatment Not Required

'Rechﬁcatiun of weld defect By re-welding after complete removal of defect by grinding as per

' 15 9595-96 Cl. 32.2, using A2 Class of electrodes of Specn. IRS
M.2B-02, after conducting D.P. Test.

mwcn of Weld Visual, D.P. Test & Macro Etching.

= =

An ulher relevant Details with acceptance level IRS-B1 , IRC-24,15-7307,15-7310,15-9595,1S Bltﬁ -

i



cedure Spec

1

3

ee

/A A
Page 3

tr. (Underslung) Open Web Girder

‘ _ﬁ_ﬁ—ﬁ
; of Signature of PEC =
P;drﬁ.“ BEE PRECISION ENGIN No.- 133G
= specification No. | L ht Industrial o e :
g?ﬁ“..—--— = Pec RVNL rea, Bhilal ~ 490026 (C.G.)
S — — -PUNE/US(30.5)/Wps5/02
Joint Description. [ —12DSO/B-17146 # Top Aok
%___ S R op Chord Top Plate & Side Plate on Section
ig Metal: ——]: |Is:
W—s_ T T ﬁZU'EZ = 2011 Gr. E250 BO
{fing Position. R
ﬁﬁgﬁﬁﬁah!e. R e o -
mdngirB __—____—_Hh___-‘———
e Class | : | wiof1ps M:39-2001
Ty
ve Copper Coated Mild Steel Wire

: § DWInu Method

! Class | : F1 of IRS M:39 - 2001
[ ; Type | : | Agglomerated
fod Drying Method | ; | As recommended by Manufacturer
r!_e!_d'ng Gas | NA,
== Metal Preparation ' .
Gz Metal Prep Material to be cut straight & square by controlled gas cutting. Fusion
: faces and adjacent surfaces are cleaned and made free from Cracks
_ gottif:es, Mill Scale, Grease Paint, Rust etc. which may affect Weld
: Ua IE!.
bint design Detalls Part sketch shown,

h'(ﬂtﬁhch showing arrangements of parts, weld
|groove details, weld passes & their sequence
: etc.)

Plate Thk. 16 mm to Side Plate 10 of To ord

®

As Per IRS B1-2001 CI. 17.3,
IRS WBC-2001,
IS 4353-1995 CL.7

Type

pC

. Polarity

Reverse

As per 15: 7310 (Part 1) 1974, n,///\j:
- L

[

” 1€ 7307



.

elding Parameters ——
f:;:::;: Arc Voltage | Wire Feed | Travel Speed
{Speed (m/min)
m/min)
450-
4 ROES00 1.0-1.2 0.45-0.50
- —Zaquence and technique
W
|
— [
Welding from Run —on = off tabs
Wn | run-off tabs Yes
W bead before laying next weld N.A.
. ﬁ'ﬁﬁaﬁon before welding other side of N.A.
[ vt
! Efea :
i[Preneating and inter pass temperature N.A.
PP_.gg':n:_'ng Not Required
@@eld treatment Not Required
i 3

'ﬁcaﬁm of weld defect

M.28-02, after conducting D.P. Test.

By re-welding after complete removal of defect by grinding as per
IS 9595-96 Cl. 32.2, using A2 Class of electrodes of Specn. IRS

Inspection of Weld

[ =5

Visual, D.P. Test & Macro Etching.

A
IRS-B1 , IRC-24,15-7307,15-7310,15-9595,1S §16 |

///

F;l;i“@er relevant Details with acceptance level

L0



- 2 = : . e e
i

#Hl

- pProcedure Specificati
ti nShEEtfﬂr3ﬂ.5 tr. (U ders| na) Open Web Girder

i..\ ;
-1,

_—Gignature of PEC RE Ty .
' - PRECISIO - 139-C&F,
2 Y L i hllndu5tr|3||:_rENGmEERmG CORPORATION. Plot No. 139 ’
_ — R PE €a, Bhilal ~ 490026 (C.G.)
o ————-{ PEC/RVNL-pUNE s
idin i No. escription ———: | RDSO B-171 30.3)/WPSS/03 C-C
7 W — T Filler L2-A2146 # Top Chord Flange & Side Plate on Section B-B &
= I e sme———
S tpase Hele ————1= | IS: 2062 ~3p17
E s [ g ——== Wl Ey
] S.?zldl i:;:;i — [ Tsiw Gr. £250 BO
T M . -____"‘—'—l—_.._.__
e Consumable. N e o A
T e T —
. Cass | : | wy of IRS M:39-2001
T
YPE |+ | Copper Coated Mild Steel Wire
Drying Method | : | A
BRI == I i s
4 ff.—-——‘-'——_ ]
Class | : | F1 of IRs M:39 - 2001
Type | & | Agglomerated
Drying Method | ; | Asre
{1 i commended by Manufacturer
'W ' | NA.
[ Base Metal Preparation Material to be cut straight & square by controlled gas cutting. Fusion
| faces and adjacent surfaces are cleaned and made free from Cracks
|3 g:tcihes, Mill Scale, Grease Paint, Rust etc. which may affect Weld
[ Joint design Details Part sketch shown,
(e
i 18
—r—
I_ Flange Plate
} 150
(Sketch showing arrangements of parts, weld BSlngle Poss Side Plate
groove details, weld passes & their sequence
etc.)
16
| 7
| 400
Flange Plate 18mm to Side Plate Thk. iﬁm of Top Cho
Xt preparation :+ | As Per IRS B1-2001 Q. 17.3,
IRS WBC-2001,
15 4353-1995 Q1.7
Yieding Current
: | DC
Polarity | : | Reverse
"q._‘_‘_-_‘_“__ Y
Yeder qualication ;| As per IS: 7310 (Part 1) 1974, / ,
b &Is7307 P




—
-
e L) ﬁ 3
! Page 6
ing Parameters and technique:  — ——
welding Parameters
Current Arc Volta
(Amps) (Volt) ge ire Feed | Travel Speed | Electrode Gas Flow
Speed (m/min) Stick out (L/min.)
- B 450-500 25-29 m/min) mm
:-4 1.0-1.2 0.45-0.50 15-20 N.A.
i uence and technique I: —
g RN =2
/_—_— ilm—u—
/.,——"_/_' I
= ; K
Welding from Run —on-— off tabs
- 1+ —&
-_’_______,_._-;-——
: P
W run-off tabs Ve
Geaning of weld bead before laying next weld N.A.
| bead
= m preparation before welding other side of NA.
| groove wetd
Preheating and inter pass temperature N.A.
|
“| Peening Not Required
Post Weld treatment Not Required
“TRedification of weld defect By re-welding after complete removal of defect by grinding 2s per
i 1S 9595-95 Cl. 32.2, using A2 Class of electrodes of Specn. IRS
i M.28-02, after conducting D.P. Test.
7| Inspection of Weld Visual, D.P. Test & Macro Etching.
i| Any other relevant Details with acceptance level IRS-B1, IRC-24,IS-?3D?,IS—731g‘_l_5-9595,15 8161
e




ers W r

) s of Signature of PEC

i\m
B
% i

—-—-—-—-__________ = -C&F,
M/s. PRECISION ENGINEERING CORPORATION. Plot No: 139

Ught Industrial Area, Bhilal — 490026 (C.G.

A -\ i
\ %%t
\ti&\
&

tion No.

fica PEC/RVNL-PUNE/US(30.5)/WPSS/04 i

ElﬁSo B-17146 # Top Chord Top Plate & Side Plate 0n 5C€
et o r—

IS: 2062 - 2011 Gr. £250 BO

SAW B
Flat e ——]
]

i
kG

f Class | : | W1 of IRS M:39-2001
Type | : | Copper Coated Mild Steel Wire
l Drying Method N.A.
0
7 [ Class F1 of IRS M:39 - 2001
Type Agglomerated
i Drying Method | : | As recommended by Manufacturer
= e N.A.
E w"ﬂdng = ing. Fusion
e pranara by controlled gas cutting. Fu
| Preparation Material to be cut straight & square by

! m¥ s faces and adjacent surfaces are cleaned and made free fr?fdeEZﬁ

¢ Notches, Mill Scale, Grease Paint, Rust etc. which may afie

p Quality.

St design Detalls Part sketch shown.

if
I
;

etc.)

[ B e

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

Top Plate Thk. 20 mm to Side Plate 16 of Top Chord

- .
it 7S Per IRS B1-2001 CI. 17.3,

g e IRS WBC-2001,
1| Welding Current :

. i Type | : | DC

T

! Polarity Reverse

Meder quati As per IS: 7310 (Part 1) 1974,

t Ee & 1S 7307 / \ s




~

S —————————

i i a7 o 2150

238
) 7 / /2
Page 8
n—uﬂ:‘_—\—\__
Current Arc
VOI{B o
(mm) (Amps) N ms";c';%‘-‘d Travel Speed Electrode Gf; FIW‘;‘
— min.
400 450:500 - el =l
1.0-1, ¥ X LA,
P uence and technique 1-______ . 0:14:0.50 13:20 ;
q.l paa
g —_—
S —
Py« § ==E
[ . Welding from Run - on - off tabs
@ 1 ==

=

—-'_’-———

-m“'maﬂ'ﬂﬂ / run-off tabs Yes

Geaning of weld bead before laying next weld N

pead

oot preparation before welding other side of NA.

groove weid

T Ereheating and inter pass temperature NA.

 ——

Pe=ning Not Required

Post Weld treatment Not Required

Rectification of weld defect

By re-welding after complete removal of defect by grinding as per
IS 9595-96 Cl. 32.2, using A2 Class of electrodes of Specn. IRS
M.28-02, after conducting D.P. Test.

L[ Inspection of Weld Visual, D.P. Test & Macro Etching.
E | e

& Ay othes refevant Detalls with acceptance level IRS-B1 , IRC-24,15-7307,15-7310,15-9595,15 815 —
’ LN/_A




q///&? Page 9

e
L sl Web Gird
: l'jfsh-t raeqsmn ENGINEERING CORPORATION, Plat No.- 139-C&F,
T PECRHal Area, Bhilal ~ 490026 (C.G.
B Roso,fab-ltL;;UN US(30.5)/WPS5/05 <ide Plate
A".iﬂc_ﬂ___m:ﬁ:j # Bottom Chord (L1-L2-L3) Flange Plate t0
| Fillet
: | 1S: 2062 - 2011
b FTSaw Gr. E250 BO
:I Consurnable Flat e ——
i ZocelV
if_ - Class | : | W1 of IRS M:39-2001
| Type | : | Copper Coated Mild Steel Wire
l Drying Method N.A
i ] ITr—
15—
o
I Class F1 of IRS M:39 - 2001
| 1 Type Agglomerated
1 .
__________--—— Drying Method As recommended by Manufacturer
iding 635 N.A,
| ratior - -
ase Metal Preparation Material to be cut straight & square by controlled gas cutting. FI-ISE;
i faces and adjacent surfaces are cleaned and made free from Cra *
K Notches, Mill Scale, Grease Paint, Rust etc. which may affect We
i Quality.
B ty
Yot design Details Part sketch shown.
i _
¢ i
IJI Flange Plate 8 B__
.'. o ¥ Side Plate
£ (Sketch showing arrangements of parts, weld b 200,20
 groove details, weld passes & their sequence ol B W W
i etc.) |_. - =
Flange Plate Thk. 18 mm to Side Plate 20 of Botto Chord L1-L2-L3
Xint preparation As Per IRS B1-2001, CI. 17.3,
{ IRS WBC-2001,
—_— 1S 10178 -1995 CL.9
Neding Current :
—_— Type [ : | DC
Polarity | : | Reverse
e
'i’édufﬂlilfﬂcation As per IS: 7310 (Part 1) 19748 1S 7307 ( / //
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i Page 10
Woldin parameters and techn
welding Parameters
- Gas Flow
Electrode
mm TR
0.45-0.50 15-20 ;
—
T
‘{ b
’ Welding from Run — on — off tabs
¥
4
& s
'_l:___ ..nnfmn-onjrun-oi’ftabs NA
%Wv@d— bead before laying next weld N.A.
E%Wbefnre welding other side of NA
i'-—"m inter pass temperature N.A
%—" pazning Not Required
{. -+
g | Post Weld treatment Not Required
] | -
7. | Redification of weld defect By re-welding after complete removal of defect by grinding as per
3 15 9595-96 Cl, 32.2, using A2 Class of electrodes of Specn. IRS
M.28-02, after conducting D.P. Test.
(- if—l m of Weld Visual, D.P. Test & Macro Etching.
[ other relevant Details with acceptance level IRS-B1 , IRC-24,15-7307,15-7310,15-9595,1S 816

N =
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Page 11
e ci ;
; ! en Web Girde
lqnature of PEC e T ——— ———— 1~ [39-CBF, |
<3 90415 N I_ M/s. PRECISTON ENGINEERING CORPORATION, Plot Fo-
’/,/"Q'T:Eﬁatlnn No. ————-Llaht Industrial Area, Bhilal - 490026 (C.G.
W ————-=_| PEC/RVNL-PUNE/US(30.5)/WPS5/06 onal Plate to Side
Hdrawing NO- * | pOS0/8-17145 # Bottom Chord (L3-L4-L5) Addition
. i i
—Toint Description. TRl en B8
“[wedt=E ——=f Tllet e
~ ;pgﬂﬁl;?;—ce;— -;—-,___25; 5362 ~ 2011 Gr, E250 BO — ]
1 wdd position. ____F_____ I
—~ed | - | Flat
g Wﬂﬂe, el
e/ ire ]
I i Class | : | W1 of IRS M:39-2001
Type | : | Copper Coated Mild Steel Wire
! Drying Method | : | y.a. '
T
.--»--"""--—-—__
Class | : | F1 of IRS M:38 - 2001
~ Type | : | Agglomerated
Drying Method | : | As recommended by Manufacturer
&W : [NA. ‘
T pase Metal Preparation : | Material to be cut straight & square by controlled gas cutting. Fusion
| (% faces and adjacent surfaces are cleaned and made free from Cracks
Notches, Mill Scale, Grease Paint, Rust etc. which may affect Weld
BlEs Quality.
T Joint design Details : | Part sketch shown.
300x16
Additional

I —

|sssomemmesaoers | | 2T e

i e details, w asses eir sequen . R ae
400 I

; li ddl, Plate mm to Side Plate 25mm of Bottom C L3-14-L5
- -
'threpamﬁun : | As Per IRS B1-2001, Cl. 17.3,
li' IRS WBC-2001, :
IS 10178 -1995 C1.9
Welfog Girrer :
} Type [ : | DC

'-—-._._‘_____
i.________ Polarity Reverse o
%n : | As per IS: 7310 (Part 1) 19748 IS 7307 Pl e

b




W and technlquo ——]-—I--
{ i
i

VA

fapo 12
K T i S ———— s
E‘:degrﬁi:lw mﬁ; W " Wira Taed | Travel Spocd | tectrodo Gaa Hovi
nm) Spaed (m/min) Stick out (L/min.)
450-500 NS Ny :&?@?JE T {gl_g_ﬂtj___“ 7 o

e ———

———

Welding from Run = on = off tubs

§_——on of run-on / run-off tabs n

i provision N.A.

_I__...-ﬁ-ﬂj'rﬁ‘ra"&_w':ld bead before laying next weld | | A

Iﬂn w ks

3

E’th before welding other side of | | NA.

[id gI'OU\’E weld

a—rm Inter pass temperature TN

] e

i | Peening ¢ | Not Required

fﬁ,ﬁm_treahnent : | Not Required

7| Rectfication of weld defect + | By re-welding after complete removal of defect by grinding as per
9] 15 9595-96 Cl. 32.2, using A2 Class of electrodes of Speen. IRS
& M.28-02, after conducting D.P. Test.

e |

i /| Inspection of Weld : | Visual, D.P. Test & Macro Etching.

I

| amu ather relevant Detalls with acceptance level

IRS-B1 , IRC-24,15-7307,15-7310,15-9595,1S 816 |
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Pape 13
ecificati

. heet for 0.5 M
/—ﬁnamm of PEC 71—
lD"d P M PRECISIO

H ION ENGINEERING CORPORATION, Plot No.- 139-C&F,
W\‘_‘ . htIndMiArea Bhilal — 490026 (C.G.)

RVNL-PUNE/US(30.5)/WPSS/07
fB-BgHs # Bottom Chord (L3-L4-L5) Flange Plate to Side Plate

Underslung) Open Web Girde

Fillet
1S: 2062 — 301
b__-______'—-—_ -
S 1Gr. £250 80
Flat

W1 of IRS M:39-2001
Copper Coated Mild Steel Wire

Orying Method | : | g,

|

Cass | : | F1of IRS M:39 - 2001
Type | : | Agglomerated
: Drying Method | : | As
L recommended by Manufacturer
Ghielding Gas T [NA
pase Metal Preparation ¢ | Material to be aut straight & square by controlled gas cutting. Fusion

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

S\

3ot design Details = | Part sketch shown.

N
- o 4 §; /i’-[é- so0 Addmonaipte
ng arrangements of parts, | % I : 1

PRI T o A D/Z AN
etc.) p N\ 186'
o 222020 2
Plate 400 l
¢ Plate Thk. 20 mm to Sid o 3
|| oot reparation : | As Per IRS B1-2001, 0. 17.3,
| IRS WBC-2001,
IS 10178 -1995 A.9
Hﬁ'&ﬂmt 2
Type [ : | DC
Polarity | : | Reverse A »

:fmamﬁmm + | As per IS: 7310 (Part 1) 1974& IS 7307 7 ) -




P

i. i vence and technique :I:
M 5 El‘_-\<
3

parameters and technlque:

I
Welding Parameters
Current ArcVorm
Ami g | wi
(Amps) (Volt) :Sr:elz:led Tr?::’! nfii:f}ed
450-500 z m/min)
25-29 1.0-1.2 0.45-0.50

Welding from Run—on— off tabs

RN
.

2
irr..- radsion of run-on / run-off tabs : | NA
&,W bead before laying next weld | : | NA.
e | pead
.!ﬁ-- oot pmpara'dan before welding other side of ¢ | NA
I~ groove weld
i [Trcheating and inter pass temperature T |NA
Bl
E‘;‘ Peening Not Required
B
& | Post Weld treatment Not Required
Ed
. | Redification of weld defect : | By re-welding after complete removal of defect by grinding as per
E 1S 9595-96 Q1. 32.2, using A2 Class of electrodes of Specn. IRS
ti M.28-02, after conducting D.P. Test.
{
&7 [ Tnspection of Weld Visual, D.P. Test & Macro Etching.
= 7\ >
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\r|

- . . LNo. 4

gfﬁ??ugels

procedure Specifj
<ation Shee 30.5
. =LA erslung) Open Web Girder

W
] 30d1es l_:—rﬁma-s-[—o_ﬁ____
{”__——spediication No. —-_wmsenms CORPORATION, Plot No.- 139-CEF,

proced ;WI - 490026 (C.G.)

i W;ws [WPSS/08
7 wddi;el - | Fillet # Verticals Flange Plate to Web Plate
et 1 15 2%655-
el ———————— [+ S = 2011 Gr. £250 80 |
K| Pos
fl Weldi Consumable. —————— 1= | Flat
e —— 1

Bl Cla .

{1 5|+ | Wiof IRs M:39-2001

il T

% et i e Copper Coated Mild Steel Wire

Al rying Method | :

gl___',.-—f—_ — N,ﬁ.,

| A
f Class F1 of IRS M:39 - 2001

Type Agglomerated

F*’”"’_Weas Drying Method zsjr&mmmended by Manufacturer
Bl o h .

Base Metal Preparation Material to be cut straight & square by controlled gas cutting. Fusion
faces and adjacent surfaces are cleaned and made free from Cracks
gOtChES, Mill Scale, Grease Paint, Rust etc. which may affect Weld

il _ vality.
j1| ok design Details Part sketch shown.
1B 190
12 |~ sy Famse
:{,;J platn
%

! 10 %

(Sketch showing arrangements of parts, weld 076 we _,_4; :. vsf":,!

grove details, weld passes & their sequence plate 7

i etc.) r’é /

4 , f

| 7

12/ 770
| 190
f Flange Plate Thk. 12 mm to Web late 1 of Venticals
4 |
ok precarar % IRS B1-2001, C1. 17.3
| ont prepara As Per ' '
Spareton RS WBC-2001,
| 15 10178 -1995 0.9
- edng Girrent S 2 iR
! ~—Polarity | : | Reverse /£
s s per 151 7310 (Part 1) 197481 7307 7 7
- ication e ! W
: AN\




= : LIV

| | 242
E. b/ /?;s"

| @
I Pago 16

Current T"""“‘-
W) 'C{:txllmm Wire Feed ™ | Travel Speed Electrade Goa Flow
» (m/min) Stick out (L/min.)
450-500 S s
—— 0,45-0.50 15-20 NA._
__._._-—--—-_--
____-.—-!—-_"_-._

Welding [rom Run -on = off tabs

/—""‘_——_
!_,.-Wnn / run-off tabs —ThA
fW bead before laying next weld | : | N.A,
bead
|
fmn before welding other side of : [ NA
‘groove weld
[" Preheating and Inter pass temperature ¢ [NA
i
i | Peening : | Not Required
i
i Post Weld treatment : | Not Required
f Rectification of weld defect + | By re-welding after complete removal of defect by grinding as per
! ' IS 9595-96 C1. 32.2, using A2 Class of electrodes of Specn. IRS
M.28-02, after conducting D.P, Test.
i'-j"znsmm of Weid Visual, D.P. Test & Macro Etching.
5] Aew other relevant Petalls with acceptance level | : | IRSB1, IRC-24,15-7307,1S-7310,15-9595,1S 816
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: Page 17

' eet for 39 .
=2 Mtr b Gird
Signature of PEC S Underslung) Open W

of M ———— /—1
W ———— ] M":i-t r RECISION ENGINEERING CORPORATION, Plot No.~ 139-C&F,
§ s spedinication No. . Ndustrial Area, Bhilal - 490026 (C.G.
Y 1 PEC/RVNL.py
nﬁ:d No. H RD N US(30.5 PSS/09 to Side
v | | pR30/B-17148 # End Raker (U0-LL & UI0-L9 ) Flange Plate
|t Description. T TRisnSedionan ]
o Met:mcess 113 2062 - 20171 Gr, ©350 B0 e ——
ol — | [SAw S B A
al osition. , C TR ——
E wdﬁ cnnsumable- _—_____"“—'———._.__ ]
[wed = e
-
| Class | : | W1 of IRs M:39-2001
Al Type | : | Copper Coated Mild Steel Wire
| Drying Method | : | n.a. I
g
f: Class | : | F1 of IRS M:39 - 2001
] Type | : | Agglomerated
48 Drying Method | : | As recommended by Manufacturer
e T Ui -
e ot : lled gas cutting. Fusion
= | Preparation ! | Material to be cut straight & square by controlied g
[ .Hsem . faces and adjacent sur?aces are cleaned and made free from Crackg
{14 Notches, Mill Scale, Grease Paint, Rust etc. which may affect Wel
115 Quality.
ot design Detalls :_| Part sketch shown.
S - Flange Plate
gl T i
70
% Side Flnv_e
7 S
f parts, weld % L.
(Sketch showing arrangements of parts, 406 é
groove details, weld passes & their sequence /
: etc.) é
e A&\/
g Flange Plate
4l Flange Plate Thk. 20 mm to Side Plate 20 mm of End Raker
i 1-2001, 0. 17.3
it As Per IRS B 1] /]
E [ g IRS WBC-2001,
a IS 10178 -1995 C.9
4] Veding Corrert
Ti——_ Pty | £ 12 19748& IS 7307
e i [ AsperlS: 7310 (Part 1) . / e




ng Parameters and technlque: = — ———0

Welding Parameters
Current
(Amps) mﬁﬁ:ﬁ? i Wire Feed Travel Speed Electrode
Speed i Stick out
250-500 55 {n v (m/min)
0-1.2 0.45-0.50

: - uence and technique T
Wj 1 —L —
Fi 2 ﬁ//
i 7 3 /
k
I 1 /
o % Welding from Run —on— off tabs
2 E:/x
“ | 6 2 Z
!
i _——fmun-on %
E_.-_-m@nofnmon!runufftabs T TNA __‘
FW bead before laying next weld | : | NA.
T | bead
— o preparation before welding other sideof | | N.A.
[ gm\rewﬂd
| Preheating and inter pass temperature - | NA
[ Peening : | Not Required
[ Post Weld treatment : | Not Required
,'. Redification of weld defect : | By re-welding after complete removal of defect by grinding as per
i 15 9585-96 Cl. 32.2, using A2 Class of electrodes of Specn. IRS
| M.28-02, after conducting D.P. Test.
7| Inspection of Weld = | Visual, D.P. Test & Macro Etching. J
) —— 1 | TR&-A1 . IRC-24,15-7307,15-7310,15-9595,1S 816 \
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ure Specification Sheet for 30.5 Mtr, (Ynderslung) Open Web Girder

PEC )_,___——————,?"
/ﬁf“?‘/ﬂﬁf _L_T:asré ICISIOH ENGINEERITG CORPORATION, Piot Fio- 139
= ron No- pf‘———“’—h—”i@;_mﬂal -400026(CG.) __  ——— |

;fd":a‘ ”ﬂ.—ﬂ.&'. 30_ ] n
RDSO/B-17149 ¢ o PSS Channel to Side Plate on
o Section 8.8 Diagonal (U2-L3 & US-L7 )
i T W0 Anat
q 21 I5: 2062 - 2011 G,
o= B ——
A —
< Class
s W1 of IRS M:39-2001
!_, T Type Copper Coated Mid Steel Wire
".' Drying Method MNA
i |
s
4 Qass F1 of IRS M:33 - 2001
i Type | : | Agglomerated
- Drying Method As recommended by Manufacturer —
= NA .
S Feeeton Material to be aut sraight & square by controlled gas cutting. Fusion
»Hm faces and adjacent surfaces are dleaned and made free from Cracks
: Motches, M3 Scale, Grease Paint, Rust etc. which may affect Weld
: Quakty.
- Doz Part sketch
it = 7 5;‘1, channel (’E‘.H"Jaa)
o b o g
.
E"' L
. ] o g,i
P g oced
S stowing 2angements of parts, weld o «I. '-r:r;_ _.,}-37_."”
o detais, weld passes & their sequence ;L Side gf SE
etc) :Hm c
W LY iSe)
_ Side Channel (400x100) mm to Side Plate 32 mm of Diaconal
¥t rcanton [ As per IRG B1-2001, 0. 173,
B IRS WBC-2001,
- 15 10178 -1995 0.9
S .
— Type | : | DC
3 S
2t As per I5: 7310 (Part 1) 1974& 1S 7307 7 ~
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il parameters and technlqua;  ———wu0

vielding Parometers
{C:rr;ent ATC Voltags—
p) (Voit) Travel Speed Elééu;rod:
{m/min) Stick ou
120200 (mm)
0.45-0.50 15-20

Welding from Run —on — off tabs

= -on / run-off tabs A : | NA -
B 5 of weld bead before laying next :

£ o ying weld 2| NA

: = eparation before welding other side of : | NA

- g.mewﬂd
;—Wtﬂ pass temperature : | NA.
.ij"—__ : | Not Required
1o Weld treatment [ Not Required
[ pectification of weld defect ~ [ By re-welding after complete removal of defect by grinding as per
IS 9595-96 Cl. 32.2, using A2 Class of electrodes of Specn. IRS

M.28-02, after conducting D.P. Test.

Visual, D.P. Test & Macro Etching. _ J
—— I T ec.ai Tor9a 15-7307.16-7310.15-9595,1S B16 )

mspaa:on of Weld

s
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of Signatu

wﬂ\
W\

prav™ i

Qass
Type
Drying Method

—{ L9t Industrial Area, Bhilai — 490026 (C.G.)

| PEC/RVIL. -
T ROZ AL PUNE/US 30 5) VPSS L1

|+ | Fillet

R
Fan -

ff/./é'ﬂ

Mage 21

procedure Specification g w
. heet fo i
re of PEC — r30.5 Mtr. Underslung) Open irder
O T 139-C&F,

> PRECISION ENGINEERINIG CORPORATION, Piat Mlo.-

/D-17149/1 ¢ Diagonal (Ut-03 & UG-L7) & (U115 & UGLS)

Channel to Side Plate on Section C-C & D-D.
e ]

IS: 2062 =3
SAW 011 Gr. E250 BO
Flat T

W1 of IRS M:39-2001
Copper Coated Mild Steel Wire
N.A,

Qass

Type
Drying Method

F1 of IRS M:39 - 2001
Agglomerated
As recommended by Manufacturer

1y
=
=
3
B
2
=
£

Material to be cut straight & square by cont
are deaned and

Notches, Mill Scale, Grease
Quality.

N.A, _
rolled gas cutting. Fusion
made free from Cracks

faces and adjacent surfaces
el Paint, Rust etc. which may affect Weld

Part sketch shown.

—rE=
§
g

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

etc.)
| Side Channel (400x100) mm to Side Plate 25 mm o Diagonal
B i s per IRS B1-2001, Q. 17.3,
pen IRS WBC-2001,
IS 10178 -1995 0.9
Veting Corrent 5 .
Type | *
e ———— POIan,:_._tY _:.— Reyemg
e i e per 5: 7310 (Part 1) 19748 15 7307 7 o
T B FY 2
T A

~



4/ / 2)pas

Wekdng Paremeters and tachnj Page 22
W Parameters =
Bectrode/ Current =
W, | wieds. (Amps) voiaoe | Ve v fi
s (Voi) Travel § Flectrode Gas Flow
5 00 500 Speed (Wnﬂnp?ed Stick out (L/min.)
‘ {mm)
10-1.2 0.45-0.50 1520 NA.

—l

2529

4.00 450-

| P

Welding from Run — on — off tabs

NA

\—-——-;ﬂ "'I'E; o \N 5t e

Gy of weld bead before laying next weld NA
ped

[t peperation before welding other side of WA

| Lt

l'—:“mand inter pass temperature NA

!

[Py Not Required

::— fost Wedd treatment Not Required

| Tecficzton of weld defect By re-weiding after complete removal of defect by grinding as per

' IS 9555-96 1. 32.2, using A2 Class of electrodes of Specn. IRS

M.28-02, after conducting D.P. Test.
™| Fepacion of Weld Visual, D.P. Test & Macro EXching.
__ Aoy cther relevant Details with acceptance level IRS-B1 , IRC-24,15-7307,15-7310,15-6595,1S 816 ,”, -




—_

|

ce (=]
| nature of PEC
i ﬂ !ddfess af Slg
fication No.

ecificatj
t for
_— S Mtr na) Open Web Girde
- l‘——._*_____
H M/fs.
/s. PRECISION ENGINEERING mmmnon,—pﬁ‘m?—lm

Pape 23

g

h
s t RIndustrial Area, Bhilal — 490026 (C.G.)
RDSO‘-&IL-PUN US{30.5 S/12

17141 (Series) # All Components, Where required

5
mm Tack Weld on all fillet joints
e

IS: 2062 - 2011
M Gr. E250 BO

Horizontal - Vertical

Class
Type gﬁtﬁ”m M:28-2008 with Amendment 1 of 2003
Drying Method N A' e Coating

A
?aﬁ NA.
ype N.A.
Dr}’iﬂg Method N.A,
N.A.

ntrolled gas culting. Fusion

Materlal to be cut straight & square by €O
: gttt ade free from Cracks

faces and adjacent surfaces are cleaned and m
Notches, Mill Scale, Grease Paint, Rust etc. which may affect Weld

Quality.
it .
7 [t preparation As Per IRS B1-2001 CI. 17.3,
! , :gs WBC-2001,

4| 9595-1996 C1.3
s Coren_
i—.-.: Polarity Reverse
[ Welder qualification As per IS: 7310 (Part 1) 1974,
L & IS 7307
il Welding Parameters and technique:
Il Welding Parameters
HSqence | Electrodes Current Arc Voltage Wire Feed Travel Speed Electrode Gas Flow
{'ha wire dia. (Amps) (Volt) Speed {(m/min) Stick out (Lmin.)
E {mm) (m/min) (mm)
18} 3.15 140-180 24-26 N.A. N.A. N.A. N.A.
L[ Provision of run-on / run-off tabs : | NA
E gﬂm of weld bead before laying next weld NA.
=l
E Wpf:iajdraﬁnn before welding other side of NA.
E| Preheating and inte N.A.
r temperature
1 ; pass e Not Reguired
£ Post Weld treatment Not Required ;
Redification of weld defect By re-welding after complete removal of defect by grinding as per
15 9595-96 Cl. 32.2, using A2 Class of electrodes of Specn. IRS
M.28-02, after conducting D.P. Test.
Visual

of Weld
other relevant Dafalle with acceptance level |

IRS-Bi L 1RC-24,15-7307,15-7310,15-9595,IS B16
/1

FH



