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%
Dy.CE/EW/SB!

CLEARANCE REPORT

Project: Inspection of fabrication for 04x12.2m WPG, 25T loading for regirdering of Bridge No. 954
at km 708/18-18 for Anmedabad-Palanpur section of ADI Division, WR.
Ref.: ) P-7for W.0O. 67671372 01.07.03.2024 Dt. 09.10.2024.
i) SSE/STR/EW/SBI's letter No. STR/Inspection Ot. 21,12.2024.
iily This office letter no. FIL/EW/SBI/12.2m (Dept.) Dt. 24.12.2024.
With reference to above, inspection of fabrication of steel bridge girders for above subjected
work was carried out by FILU/SBI as per approved QAP & WPSS.
Details are as under:

Sr. Description _ Details
e Bridge No. 254 at km 708/18-18 for Ahmedabad-Palanpur section
1 Frnj.ect Location: of ADI Division, WR
Project Execut]
2 || Aganios: L Dy.CE/Br./ADI
3 | Division® Ahmedabad.
4 | Consignee: SSE/ (Br.), ADL.
5 | Span details: _ 04x12.2m STD WPG
B _| Work Order No.. | 67871372
~ 7| Address of Fabricator: Engineering Workshop, Kaligaon, Sabarmati, Ahmedabad-382470.
8 | Place of Inspection: Engineering Workshop, Sabarmati's factory premises.
' Raw material & consumables -
| 9 | Type of inspection: Lavoul, Master plate & WPQR
. Dimension & Welding inspection at factory premises.
| 10 | Drawing no.: | For 12.2m WPG: RDSO/B-18014/R2 serles.

Project background:

Dy.CE/Br./JADI send W.O. No. VWES/PBI49T/202-24/1 dated (2.02.2024 for above subjected girders.
PT for starting the fabrication of 04x12.2m STD WPG was issued on 09.10.2024. (ref.i)
SSE/STR/EW/SBEI sent QAP & WPSS fur scruting and approval of competent authority on
21.12.2024

Approval of QAP & WPSS sent to SSE/STR/EW/SBI on 24 12.2024.

_Details of ins ons:

. ! , . Date of
Sr i Date of Inspection Type of inspection clearance issued
Raw materials & consumables |

“‘l_ _ 01.03.2025 | clearance report 01.03.2025
2 25.01.2025 WPQR Inspection .

3 o6 12.2024 f;fpicrr;::tar plate / layout 03.02.2025
~ 1 18.01.2025, 28 01.2025, 03.02.2025, T .
| 4 04.02 2025 & 17.02.2025 Components w_a_ld;ng inspection 20.02.2025

5 | 04.02.2025, 10.02.2025, 16.02.2025 | Gomponents dimensional inspection DJ:‘;;T‘EZE

76 Cont..2
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Details of in on reports:

1 Quality Assurance Plan (QAP) & Welding Procedure Specification Sheet (WPSS)
QAP & WPSS is approved by this office and same is kept on records. (at page no. 10-44).

2  Welding Procedure Qualification Record (WFQR)
WPQR Approval vide this office and same is kept on records (at page no. 45-58)

3. Detalls of raw materials & consumables.
MS plates conforming 1S 2062:2011/ E-250 ‘B0’ has been procured from SAIL & Welding

Consumables have been procured through RDSO approved vendors & Invoices, Mill Test Certificate
are kept on records. (at page no. 71-93)

4 Calibration Certificate of Measuring Instruments Calibration Certificate of Measuring Tape, Welding
Gauge etc. are kept on records (at page no. 94-110)

5. Dimension register
Fabrication of all components of WPG is done by using Layout & Master plates approved by
FIU/EW/SBI. Cutting dimensions are measured and details are on records. Day to day inspection
were carried out by intemal inspection unit of EW/SBI and same is kept on records. (at page no. 111-
127)

8. Welding Register (WPDR)
Fabricator's welding procedure data register is kept on records. Day to day inspection were carried
out by internal inspection unit’concerned shop of EW/SBI and same is kept on records. (at page no.
128-132)

7. NDT Register (DPT & Macro Etching)
Day to day inspection were carried out by QC-Lab of EW/SBI and same is kept on records. (at page
no. 133-139) -

8. Welding clearance
Welding inspection were carried out by QC-Lab of EW/SBI and details are on records. (at page no.
140-141)

g9 Metalizing and Paint Register
Day to day Inspection of blasting/metalizing/painting wers carried out by internal inspection
unit/concerned shop of EW/SBI and details are on records. {at page no. 142-148)

In view of above, 04x12.2m STD WPG as per RDSO/B-16014/R2 series for above subject work
are found satisfactory as per approved QAP & WPSS and can be used for further process.

¢ )_J’;\‘ﬁ'\mrf

AWNMEWISBI
For CWM (EWS)/ADI
C/- SSE/STR/PCO: For information and n/a.
C/- SSE/STR: For information and n/a.



LIST OF RECORDS/DOCUMENTS

For 04x12.2m WPG of Br. No. 954 at Km 708/18-19

for Ahmedabad-Palanpur section of ADI Division.

SR DETAILS PAGE NO.
1 |P7 12
2 | APPROVED DRAWINGS 3.9
5 | QUALITY ASSURANGE PLAN (QAP) & -
WELDING PROCEDURE SPECIFICATION SHEET (WPSS)
4 | WELDING PROCEDURE QUALIFICATION RECORD (WPQR) 45.58
5 | JIG/ MASTER PLATE CLEARANCE 59-70
6 | RAW MATERIAL CLEARANCE 71-03
7 | CALIBRATION CERTIFICATE OF MEASURING INSTRUMENTS 94-110
8 | DIMENSION REGISTER 111-127
9 | WELDING REGISTER (WPDR) 128-132
10 | DPT & MACRO ETCHING REGISTER 133-139
11 | WELDING CLEARANCE REPORT 140-141

12 METALIZING AND PAINT REGISTER

142-146
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TOP PLAN OF GIRDER L9
DEFLECTION{MM) . i
WEIGHT OF SPAN N TDNNES (STEEL) o e DUET0 SIBL [5UE 0 TVE ég&tc:ﬂw DESCRIPTION
SPAN WITHOUT ELASTOMERIC LOAD OF gﬂﬁ;‘ﬁi‘ AND hﬁ’ﬁ‘ﬂm‘“ﬁm (MM) HSFG BOLTS e S.N. DESCRIPTION REFERENCE
BEARING* BEARING gli;ﬁgé'ﬁ SLEEPERS | FILLET WELD (ONE SIDE) & 1 g?ﬁ'{—]‘iﬁfpﬁHEE JOINT & BOTTOM ROS0/B-16014/1R2
13.98 0.8902 0.65 0.28 11.37 12.30 : FILLET WELD (BOTH SIDE)] — 5 IDETALS OF %—FRAME RS0/ 18014/ 287
3 |ELASTOMERIC BEARING DETAILS ROS0,/8- 16014/ 371
* THE TOTAL WEIGHT OF SPAN INCLUDES WEIGHT 2 bciov seueet ey
OF BOLTS AND WELD @ 2%. :
5 |PART LIST & ASSEMBLY DRAWING ROS0/B-16014/3R2
5 |NOTES FOR USE OF HSFG BOLTS IN RDSO/B—11760/R1
17.ANTI-SKiD CHEQUERED PLATES FOR GANGWAY,TROLLY REFUGE.MAN REFUGE,SIDE PATHWAY ETC.SHALL BE CONFORMING TO LATEST IS 63211,/55 SYMBOL 409MMINIMUM SMM , . BRIDGES TR
THICK (EXCLUDING BEAD HEIGHT) WITH FLAT BOTTOM AND TOP PATTERN CONFORMING 7O IS3502,1A. FOR COASTAL/CORROSIVE AREAS, THICKNESS MAY BE SUITABLY FATIGUE LOADS WITH OCCASIONAL LOADS 7 | PROVISION OF SIDE PATHWAY 0042/3
mgﬁm‘hﬁm DEPENDING UPON SEVERITY OF CORROSION. APPROPRIATE MATCHING STAINLESS STEEL GRADE FASTENERS AS RECOMMENDED 8Y MANUFACTURER SHALL 8E
USED. :
_ _ S: MEMBER ACTUAL | ALLOWABLE | yorial | ALLOWABLE
1. THIS DESIGN IS SUITABLE FOR MAXIMUM PERMISSIBLE SPEED AS GNVEN IN PARA 3.3.1 OF THE BRIDGE RULE AND MAXIMUM FERMISSIBLE SPEED ON TRACK DUL TO cURvE | No. (MODIFIED) STRESS STRFSS STRESS
s, STRESS RANCH  RANGE 1 wo/mm® | Kg/mm? THIS DRAWING IS THE PROPERTY OF
— , S i o 15 2 ; . _
S ko/e?_| K/ RESEARCT DESONS & STAKOARDE ORGANSATN
: ’ ' ) X INISTR RAILWA KNOW=226011{INDIA
13, CONGRETE BED BLOCKS EOR NEW WORKS SHALL BE MINIMUM W25, FOR DXISTING WORKS, BED BLOCKS SHALL BE MINIMUM MZO. I | TOP FLANGE PLATE (9.06) 11.08 8.76 17.50 AN[(}MSHiLLTNg'IE BE Lusgg? (lfgglED gﬁ REPRDg}UgE[:; N
12. &LL STEEL FOR MAIN CIRDERS INCLUDING STIFFENERS SHALL BE AS PER IS: 2082 AS GVEN IN PARA 8.2 OF IRS B1-2001. FOR OTHER MEMBERS LIKE BRACING, - = : PART OR WHOLE WITHOUT PRIOR CONSENT IN WRITING,
X—FRAMES AND DAPHEAGMS, STEEL SHALL BE AS FERIS: Z062 AS GIVEN W FARA 8.7 OF IRS B1-—2001. 3 BDﬁOM FLANGE PLATE 7.50 11.08 79 1 17.50
11, THE SURFAGE PREPARATION, TIGHMTENING PROCEDURE AND OTHER DETAILS FOR HSFG BOLTS SHALL BE AS PER DRG, NO. RDSO/B-11760/R1. (ON NET AREA) (10.50)
10. THE GIRDER HAS BEEN CHECKED FOR LAUNCHING AS SINGLE LEAVES WITHOUT ANY BRACING. SINGLE GIRDER LEAF CAN BE HANDLED NEAR THE BEARING STIFFENER, _ 3 B8 R D . S " 0 .
9. ALL HOLES ARE 215 DIA FOR 20 DIA, HSFC BOLTS OF PROBERTY CLASS B8 EXCEPT WHERE GTHERWISE SHOWN 3 | WEB PLATE (4.97) 8.70 311 10.97
8 ALL INFERMEDISTE STIFFENERS SHALL BE COMNECTED TO THE WEB BY FILLET WELDS AND NOT WELDED TO FLAMGE. THE INTERMEDIATE STIFFENERS SHALL BE MACHINE FIT § )
WHEREVER THESE TOUCH THE FLANGES ELASTOMERIC BEARINGS . IRC 83 PART 1I-2018 ST LBARhE-2R08
7. END STIFFENERS SMALL BE CONNECTED TO WES BY 10 mm FILLET WELD ALL ARDUND, INCLUDING WITH FLANGES, STEEL FOR ALL MEMBERS C1S: 2062—2011
5, FILLET WELDS IN FLANGES TO WES CONNECTION SHALL SE MADE ONLY BY AUTOMATIC SUB—MERGED ARC WELDING TECHMMIQUE. ALL OTHER WELDS SHOULE BE DONE BY RUBRBER BEARING FOR . UIC: 772—2R—1989 PLATE GIRDER-WELDED TYPE
SAW AS FAR AS BOSSIBLE, IN CASE SAW IS NOT POSSIBLE OR DIFFICULT 7O BE DONE, OTHER WELDS SHALL BE PREFERABLY MADE BY GMAW/FCAW. MMAW MAY BE USED RAIL BRIDGES 12.2 m SPAN
IF APPROVED BY EMGINEER—IN-CHARGE SCHEME OF SYMBOLS FOR 0 18: §13-1986 _
5. FABRICATION SHALL BE DONE AS PER STIFULATIONS OF RS B1. ALL WELDS SHALL BE MADE BY USING APPROVED WELDING PROCEDURES AND BY QUALIFIED WELDERS WELDING GENERAL ARRANGEMENT AND DETAILS OF MAIN GIREDER
APPROVED FOR APPROVED WELDING PROCEDURE, METAL ARC WELDING 1S 8595-1996
4. DESIGN 15 SUTABLE FOR BALLAST CUSHION FROM 300 TO 400 mm SUBMERGED ARC WELDING s 19:4353-1985 (SIZE Al) (ELEVATION & TOP PLAN)
5. THIS DESIGN 1S SUMABLE FOR S0 GMY TRAFFIC FOR 100 YEARS OF 25( LOADING-Z008 AS PER FATIGUE SROVISIONS FLECTRODES . IRS M—28 MILLIMETERS
2. THE PESIGN IS N ACCORDANCE WiTH RS BRIDGE RULES, STEEL BRIDGE CODE, IRS SEISWIC CODE, WELDED BRIDGE CODE, CONCRETE BRIDGE CODEAND WIC BEARING WIRE FLUX COMBINATION : IRS M-39
DESIGN CODE-772-2R FOR SAw 200 0 200 400 600 8001000 PROVISIONAL DATE-28.03.2023
1. ALL DIMENSIONS ARE IN MILLIMETRES UNLESS OTHERWISE SPECIFIED, NO DIMENSION SHOULD BE SCALED FROM THIS DRAWNG, FABRICATION SPECIFICATION No. IRS/B1-2001, o " —— — - |y
REVISED-2008 ' r ‘Bl
_ _ _ _ . RDSO/B-16014 /R2
NOTES SPECIFICATION & CODES SCALE ALT.| DESCRIPTION DATE
DESIGN REGISTER No. DESIGN BY-NILESH KUMIEH(SSH[,X‘JB—”‘? ” DRAWN BY—ALOK Hi‘\NLJAN(F/D/SR—“} Aok M”? SCRUTINISED & CHECKED By- f‘;ﬂHl_J'|N§-_LJ;E|-_UQMMLN[}[D BY - APPROVED BY P’J AUTOCAD FILE No. RDSO-=B-16014-R2
. M Aﬁﬁwﬁ b
: = = : e T - x PRURE . ¥ e o
No. DD/2023/ CHECKED BY-SONU (JE/B/SB-I)  jowmaa” CHECKED BY-ASHOK KUMAR(SSRE/SB-II) @a;:—;/ SANDEEP AGARWAL (ADE /SB—I|/B&S) WANISH RUMAE™{DRS -Vil/B&S) RAJESH KUMAR SRIVASTAVA(ED/B&S) NOTIEICATION No.
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WELDING

S S
L s
FILLET WELDING OF MULTIPLE
FLANGE PLATES (IF ANY)
S S

e
A
S|t

AN

WELDING STAGE 1 | DN | 1

APPLICATION OF DOUBLE HEAD
MACHINE ON GIRDERS ON
VERTICAL POSITION.

STAGE |: {FILLET WELDING OF MULTIBLE FLANGE PLATES (IF ANY)}

SEQUENCE AND POSITION OF WELDING.

1.
2.

I

WELDING

ALL THE WELDING IS TO BE DONE ENTIRELY IN DOWN HAND

RUN=ON AND RUN-OFF PIECES SHALL BE PROVIDED.
AFTER EACH RUN OF WELDING, PLATES SHALL BE CHECKED FOR DEFORMATION,

STAGE Ii: (WELDING OF WEB WITH FLANGE PLATES)

E

SEQUENCE AND POSITION OF WELDING.
ALL THE WELDING IS TO BE DONE ENTIRELY IN DOWN HAND POSITION. S INDICATES SUBMERGED ARC WELDING,

Nos. 1, 2, 3 ETC. NEXT TO ABOVE NOTATION INDICATE SEQUENCE BY WHICH THE WELDING IS TO BE
PERFORMED. RUN—ON AND RUN-OFF PIECES SHALL BE PROVIDED.

APPLICATION OF SINGLE HEAD MACHINE.
TO WELD GIRDERS WITH SINGLE HEAD MACHINE, FLANGES AND WEBS ARE TO BE SET IN FIXTURE AND TACKED.

APPLICATION OF DOUBLE HEAD MACHINE ON GIRDERS LAID FLAT.
TWO WELDS ARE DEPOSITED ON ONE FACE OF WEB AT A TIME, THIS ARRANGEMENT DOES NOT REQUIRE

REMOVAL OF THE ASSEMBLY FROM THE FIXTURE AFTER TACKING. THE FLANGE PLATES ARE SET AGAINST THE
WEE IN THE FIXTURE AND TACKED MAIN WELDS, EACH JOINING FLANGE WITH THE WEB, ARE TO BE LAID WHILE
ASSEMBLY IS STILL IN THE FIXTURE. AFTER COMPLETION OF FIRST FACE WELDING OF WEB, THE ASSEMBLY IS
TO BE TURNED OVER AND WELDING OF THE SECOND FACE DONE.

APPLICATION OF DOUBLE HFAD MACHINE ON GIRDERS IN VERTICAL POSITION.

IN THIS CASE TWO WELDS ARE LAID JOINING EACH FLANGE WITH THE WEB AT A TIME. THIS WILL REQUIRE
TACKING OF THE FLANGES WITH THE WEB, WHICH ARE PREVIOUSLY SET IN FIXTURE SPECIALLY MADE FOR THE
PURPOSE. THE ASSEMBLY IS TO BE REMOVED FROM THE FIXTURE AFTER TACKING IS COMPLETED AND
POSITIONED IN A MANIPULATOR, THE TWO WELDING HEADS ARE OPERATED IN SUCH A WAY ONE HEAD WILL BE
AWAY BY 600 mm, BOTH THE HEADS TRAVELLING AT THE SAME SPEED. IT IS ADVISABLE TO LIMIT THE SINGLE

RUN WELD TO & mm SIZE.

POSITION. S INDICATES SUBMERGED ARC WELDING.

APPLICATION OF SINGLE
HEAD MACHINE

WELDING

APPLICATION OF DOUBLE HEAD
MACHINE ON GIRDERS: LAID FLAT.
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WESTERN RAILWAY

Office of the Chief Engineer,
(EWS), Kaligaon,

Sabarmati, Ahmedabad-382470
E-mail-cwmewsbi787@amail.com

il oern dod

WS ealerm Hailwmy

No. FIL/EW/SBI/30 5m (Dept.) Date; 24 12.2024.

SSE/STR/EW/SBI

Sub: Approval of QAP & WPSS for fabrication of 12.2m welded plate girder
~as per drawing no. RDSQ/B-16014/R2 series.
Ref. SSE/STR/EWI/SBI's letter No. STR/Inspection Dt. 21.12.2024.

ekl

With reference to above. QAP & WPSS for fabrication of 12.2m welded plate girder
as per drawing no. RDSO/B-16014/R2 series have been approved by competent authority

DA:- QAP & WPSS

5")_(‘%\1_.,1%‘*'1
AWM/EW/SBI
For CWM (EWS)/ADI

C/- Dy. CE/EW/SBI:- For kind information please.
Cl- ACMT/QC Lab: - For kind infarmation. -
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WELDING PROCEDURE SPECIFICATION SHEET

FABRICATOR: CHIEF WORKSHOP MANAGER (EWS), W.RLY, AHMEDABAD,
WELDING PROCEDURE SPECIFICATION SHEET No,: SBI/WPG/12.2M /25T/R2/

WELD JOINT DESCRIPTION: Tack welding of all members for 12.2M W

DRAWING No, : RDSO/B -16014/R2 10 RDSO/B -16014/5R2 & RDSG/B -11760/R |

BASE METAL & its PREPARATION: 1.8.: 2062-2011 Gr. BO (FK+FN
Material to be cut  étrai

WELDING PROCESS:
IN ALIF

WELDING POSITION :

TION;

WELDING CURRENT

) Base metal thickness ( xxxxxxx ).
ght and square by controlled gas cutting. The

edges of the plates shal| be ground after oxy-cutting. All surfaces 1o be

welded surroundin

g areas for distance of S0mm on either side are 1o b

cleaned and made free from scale, dirt, grease, paint, rust or any other
surface deposits before welding.

MMA W

As per 15:7310 Pl 2019

Horizontal & Vertical

| TYPE:= AC
2. POLARITY - NA

JOINT DESIGN DETAILS

¢lded plate girder - 25T loading -2008

WELDING SEQUENCE & DIRECTION

SOMM Tack Weld @ 300MM from

adjoining Tack Weld

WELDING CONSUMABLES:

ELECTRODES FLUXCOATED  [FLUX o B
DIA. 5 MM Electrode | TYPE _ NA,
CLASS IRS M-28/A-2 | CLASS NA. |

DRYNIG METHOD

Welding electrodes to be dried at least for one hour daily prior to use,

at 150depree C or

in accordance with the condition detailed by manufacture.

in drying oven |

SHEILDING GAS

N.A

-
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WELDING PROCEDURE SPECIFICATION SHEET

-

FABRICATOR: CHIEF WORKSHOP MANAGER (EWS), W.RLY, ALIMEDABAD. ST
fiex 1
WELDING EQUIPMENT:-Welding to be done using A.C'. transformer of capacity 300A. | - 7.3
WELDING PARAMITERS:- o
Weld | Elecirode Current Arc Wire Feed Travel speed | Elec. Stick _EH&_E#E@ '
Pass | (mm) (Amp) Vn!l&gc[‘h-’_‘p__gm.fmin] (em/min) Out (mm) Rate(L/min)
[ 0Smm | 200 B0 ~ NA NA NA NA
[2 05mm 200 80 NA NA NA NA
PROVISIONS OF RUN IN & RUN OFF TABS- NO | PEENING - NA =

CLEANIG OF WELD BEADS BEFORE NEXT
BEAD:- NO
PRE-HEAT TEMP :- NA

INTER PASS TEMP:- NA

—
1

POST PREPARATION FOR WELDING :-NA

' ROOT PREPARATION FOR WELDING OTHER
SIDE OF GROOVE WELD-NA

RECTIFICATION OF WELD DEFECTS:-
Defective weld to be gauged out cleaned & re-welded
45 per provisions made in 1S : 9595-1996 Para 31.

 MAGNETIC PARTICLE - NO

INSPECTION
VISUAL:- YES
WELD GAUGE:- NO
RADIOGRAPY - NO
DYE PENETRATION - NO

ULTRASONIC:- NO

ANY OTHER RELEVENT DETAILS:-

l. Developed as per Para 5.2 of IS: 7307 PL]

2. WPSS No. SBI/WPG/12.2M /25T/1

3. Approved by FIU-SBI vide Letter No, FIL/EW/SRI
dated 14.12 2020

ACCEPTANCE LEVEL: - 1. IS:7307 Pv.l
2. IRS-WB.C.
3. IRS-B-1

SAW Shop:- STR Shop
SIGNATURE:-
DESIGNATION:- SSE/Faby
DATE:- 61l |14

LABORATORY SHOP -

-

CMS(EW)SHI

FABRICATOR SIGNATURE -

L Dy%,__

CHECKED BY -

Q’nrf”*’\

\
ACMT (E ;'}EEJM

3 i

I T/, @TETITAT
AWM-EW, Sabarmati
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WELDING PROCEDURE SPECIFICATION SHEET

FABRICATOR: CHIEF WORKSHOP MANAGER (EWS), W.RLY. AHMEDABAD,
WELDING PROCEDURE SPEC] FICATION SHEET No.: SBI/WPG/12.2M /25T/R2/2

WELD JOINT DESCRIPTION: Fille welding of Web plate o top lange plate & Web plate to Bottom Nange

plate of main girder for 12.9M welded plate girder 2571 loading -2008,

DRAWING No. : RDSO/B -16014/R2 to RDSO/B -16014/5R2 & RDSERB -11760/R |

BASE METAL & its FREPARATION: IS, 2062-2011 Gr. BO { FK+FN ) Base meral thickness ( xxxxxxx %

Material to be cut  straj ght and square by controlled 2as culting. The
edges of the plates shall be ground afier oxy-cutting. All surfaces lo be

WELDING PROCESS: SAW

WELDING QUALIFICATION: Asper18: 7310 Pr1 - 2019
WELDING POSITION: Flat (tilt ar 45%)

WELDING CURRENT: l. TYPE:= DC

2. POLARITY:- REVERSE

JOINT DESIGN DETAILS ’ WELDIRG SEQUENCE & DIRECTION L .|

—

Fillet welding of Web plate totop flange plate & Web | 28 MM Th. Top flange plate
plate to Bottom flange plate

16MM thick
Web Plate

40 MM Th. Bottom Mange plate
|

/
/

| SHEILDING GAS N.A. . =

- Weld Size 14 MM |
WELDING CONSUMABLES:
ELECTRODES Copper Coated Wire | FLUX - - .'
DIA. 4 MM Wire TYPE _ b L Agglomerated
CLASS IRS M-33/W-| | CLASS - IRSM-39/F-]
DRYNIG METHOD Agglomerated flux to be dried at least for one hour daily prior to use, in drying oven
al 250degree C or in accordance with the condition detailed by manulacture, i
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WELDING PROC EDURE SPECIFICATION SHEF |

L1 = .

FABRICATOR: CHIEF WOR KSHOP MANAGER (EWS),

W.RLY, AHMEDABAD,

WELDING EQUIPMENT:-Welding to be done using D.C. transformer ohcapacity 1200A. | |

WELDING PARAMITERS:-

[Weld

Electrode/Wire | Current Arc Wire Feed Travel speed | Elec, Stick | Gas Flow
Pass | Dia (mm) {Amp) Voltage(V) | (m/min) {m/min}) Out (mm) Rme{h’mhy_‘
LAy 4 500-600 30-34 1.5 34-46 25 NA
2. 4 500-600 30-39 1.5 3446 25 NA 4
>3 + — b Rt KPS ) o T e ——
1 S S—— HB——t6 ~37-37 e _ﬁ Nd— |
r_!ﬂ.'l,! f
PROVISIONS OF RUN IN & RUN OFF TABS.- VES PEENING:- NA -~

CLEANIG OF WELD BEADS BEFORE NEXT
BEAD:- NA )
PRE-HEAT TEMP :- NA

| INTER PASS TEMP:- NA

e N

POST PREPARATION FOR WELDING ~NA

ROOT PREPARATION FOR WELDING OTHER
SIDE OF GROOVE WELD:--NA

RECTIFICATION OF WELD DEFECTS:-
Defective weld 1o be gauged out cleaned & rewelded as
per provisions made in IS : 9595-1996 Para 31,

VISUAL:- YES
WELD GAUGE:- YES
RADIOGRAPY - NO
DYE PENETRATION -YES
MACRO ETCHING :- YES

ULTRASONIC:- NO

INSPECTION

ANY OTHER RELEVENT DETAILS:-

l. Developed as per Para 5.2 of IS 7307 Pl

2. WPSS No. SBI/WPG/12.2M 25T/

3. Approved by FIU-SBI vide Leier No, FIU/EW/SBI
dated 14.12.2020

SAW Shop:- STR Shop
SIGNATURE:-

DESIGNATION:- SSE/Fah,
DATE:- ) Jé'i”h‘f'

| -ABORATORY SHOP L1171 73 a7

ACCEPTANCE LEVEL: - 1. 18:7307 Pul

2 IRE-WB.C.
3, IRS-B-|

CMS(EW)SBI

FABRICATOR SIGNATURE -

e/

Dy.CE (EW)SRBI

CHECKED BY =

Co ‘@w\\m

ACMT (EW)'SBI

REIU-E5T

AWM-EW, Szbarmati

TaT|

T
o Tl



WELDING FROCEDUR

a3

E SPECIFICA ATION SHEET

FABRICATOR: CHIEF WORKSHOP MANAGER (EWS), WRLY, AHMEDABAD,

WELDING PROCEDURE SPECIF] CATION SHEET No.: SR/ WPG/12.2M /25T

ED
WELD J0] ESC

DRAWING Ny, L RDSO/MB -160)

WELDING PROCESS:
WELDING QUALIFIC&'I'[DN:
WELDING POSITION:

D & ENT:

Fillet welding
plate to Battom flange plate of End

OMN: Fillet welding of Web plate to 1op flange plate & Wab
plate of Engd Diaphragm
4R2 1o RDSOVE . 16014/5R2 & RDSOM -11760/R

BASE METAL & ity FH.EEA&},TIQH; 1.8.: 2062-2011 Gr,

JOINT DESIGN DETAILS | WELDING SEQUENCE & DIRECTION
of Web plate 10 top Mange plate & Web

Plate of Bottam fange

for 12.2M welded plate girder 257 loading 2008,

B0 (FK+FNT"Base meta thickness ( xxxxxxy ).
striaight and square by controlled gas cutting. The
plates shall be ground after OXxy-cutting, All surfaces 1o be
ing areas for distance of 30mm on either side are 1o be
free from scale, dir, grease, paint, rust gr any other
surfice deposits before welding,

SAW

As per1S: 7310 Prl : 2019

Flar (tilt ar 459
. TYPE:- D
2. POLARITY: REVERSE

e —— e

Material to be cut
edges of the

on |

Diaphrapgm [2 MM Th, 'i"up_ flange plate
| = |
[
/ 213 12MM thick
Web Plage

|

| 12MM Th. Bottom flange plate (

R

’ Weld Size 06 MM
WELDING CONSUMARBI ES- =
ELECTRODES [ Copper Coared Vire — [FLUX_ i N—
DIA, 4 MM Wirg _LTYpE Agglomerated
CLASS IRS M-19/W-] | CLASS | IRS M-39/F-|

DRYNIG METHOD

Agglomerated flux to be dried at least for one hour daily prior to use, in drying oven
at 250degree C or in accordance with the condition detailed by manufacture,

SHEILDING GAS

INA

=Haan

————
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WELDING PROCEDURE SPECIFICATION SHEET

FABRICATOR: CHIEF WORKSHOP MANAGER (EWS), W.RLY, AHMEDABAD,

WELDING EQUIPMENT:-Welding to be done

using 1.0, transformer of capacity 12004, || o &

WELDING PARAMITERS - R A
Lo 0 s 0T

Weld | Electrode/Wire | Current Art | Wire Feed | Travel speed | Elec. Stick Gas Flow |
Pass | Dia {mm) (Amp) Voltage(V) | (m/min) (m/min) Out (mm) Rate(L/min)

| 4 500-600 30-34 1.5 34-46 25 NA |
rs + bttt L T — 46 23 MNA- |
4— 4 S —3t=3 IS =y —35— | NA |
PROVISIONS OF RUN IN & RUN OFF TABS.- YES PEENING:- NA FE—

CLEANIG OF WELD BEADS BEFORE NEXT
BEAD:- NA
PRE-HEAT TEMP :- NA

POST PREPARATION FOR WELDING -NA

INTER PASS TEMP:- NA

J ROQOT PREPARATION FOR WELDING OTHER
SIDE OF GROOVE WELD:-NA

RECTIFICATION OF WELD DEFECTS:-
Defective weld to be gauged out cleared & rewelded as
per provisions made in [S: 9595-1996 Parg 31,

INSPECTION
VISUAL:- YE&

WELD GAUGE:- YES
RADIOGRAPY :- NO

DYE PENETRATION :-YES
MACRO ETCHING :- YES
ULTRASONIC:- NO

ANY OTHER RELEVENT DETAILS:-

l. Developed as per Para 5.2 of [S: 7307 Pt

2. WPSS No, SBYWPG/12.2M /25173

3. Approved by FIU-SBI vide Letter No, FIL/EW/SBI
dated 14,12.2020

ACCEPTANCE LEVEL: - 1. 18:7307 Pt.|
2, IRS-W.B.C
3. IRS-B-1

SAW Shop:- STR Shop

SIGNATURE:-
DESIGNATION:- ssmabé%—'
DATE:- il 14

" LABORATORY SHOP ¢

CMS{EW)SBI

' FABRICATOR SIGNATURE -

A

Dy.CE (EW)SHl

CHECKED BY—-

‘"\wﬂ'{“\*\
ACMT (EW) SBI |
W‘H\m{w

HFU -7, HraroH

AWM-EW, Sabarmati
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WELDING PROCEDURE SPECIFICATION SHEET

FABRICATOR: CHIEF WORKSHOP MANAGER (EWS), W.RLY, AHMEDABAD.
WELDING PROCEDURF SPECIFICATION SHEET No.: SBI/WPG/12.2M /25T/R2/4

LD DESCRIPTION: Fillet welding of End stiffener to Weh plate & End Stiffener to Top and
Bottom flange plate of main girder for 12.2M welded plate girder 25T
loading -2008,
DRAWING No. : RDSO/B -16014/R2 1o RDSO/B -16014/5R2 & RDSO/B -1 1760/R |

BASE METAL & its PREPARATION: 1.5 2062-2011 Gr. BO {FK+FN) Base metal thickness { xxxxxxx ],

Material to be cut straight and square by controlled gas cutting. The
edges of the plates shall be ground afier oxy-cutting, All surfaces 1o he
welded surrounding areas for distance of SOmm on either side are to be
cleaned and made free from scale, dirt, grease, paint, rust or any other
surfuce deposits before welding.

WELDING PROCESS: GMAW e
WELDING QUALIFICATION: As per1S: 7310 Pel : 2019
WELDING POSITION: Hortzonlal & Vertical

WELDING CURRENT: 1. TYPE:- DC

2. POLARITY:- REVERSE

JOINT DESIGN DETAILS WELDING SEQUENCE & DIRECTION

Fillet welding of End stiffener to Weh plate & End Top flange plate
stiffener to Top and Bottom Mange plate |

.End Stiffener 28mm th
. Web Plate

Bottom flange Plate

|_ Weld size : 10 mm
WELDING CONSUMABLES;
ELECTRODES Copper Coated Wire FLUX B )
DIA, 1.2 MM Wire __ | TXPE Agglomerated
CLASS IRS FOR CO: WIRE-l | CLASS IRS M-39/F-|
DRYNIG METHOD N.A.
SHEILDING GAS CO: GAS (99.8% Pure) ABS DRY AND FREE FROM N IS307Gr.]
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WELDING PROCEDURE SPECIFICATION SHEET

e

FABRICATOR: CHIEF WORKSHOP MANAGER (EWS),

W.RLY, AHMEDABAD.

WELDING EQUIPMENT:-Welding to be done using D.C. transformer of capacity 600A. | (8 1

WELDING PARAMITERS -

F g
B

[ Weld | Electrode/Wire | Currem | Arc Wire Feed | Travel speed | Elec. Stick— 1 Gas-Flaw
Pass | Dia. (mm) (Amp) Voltage(V) | (m/min) (m/min) Out (mm) Rate(l /min)
1 1.2 200-280 24-30 4.5-5.5 NA 15-20 15-20
(2 1.2 200-280 24-30 4.5-55 NA 15-20 15-20
3 1.2 200-280° 24-30 4.5-5.5 NA 15-20 15-20
~ 4.2 - 200280 | 2436 | 4555 | —NaA- [ 538 [ 9520 ]
PROVISIONS OF RUN IN & RUN OFF TABS~ NO | PEENING.- NA

CLEANIG OF WELD BEADS BEFORE NEXT
BEAD:-NO

POST PREPARATION FOR WELDING =NA

PRE-HEAT TEMP :- NA

INTER PASS TEMP:- NA

ROOT PREPARATION FOR WELDING OTHER
SIDE OF GROOVE WELD:-NA

RECTIFICATION OF WELD DEFECTS--
Defective weld to be gauged out cleaned & rewelded as
per provisions made in IS: 9595-1996 Para 3.

SPECTION
VISUAL:- YES
WELD GAUGE:- YES
RADIOGRAPY :- NO
DYE PENETRATION :-YES
MAGNETIC PARTICLE :- NO
ULTRASONIC - NO

ANY OTHER RELEVENT DETAILS:-

1. Developed as per Para 5.2 of IS: 7307 PL

2. WPSS SBUYWPG/12.2M /25774

3. Approved by FIL-SBI vide Lenier No. FIU/EW/SBI
dated 14.12.2020

ACCEPTANCE LEVEL:- 1. 1S;7307 Pii
2. IRS-W.B.C,
. 3, IRS-B-|

s

SAW Shop:- STR Shop

SIGNATURE:-
DESIGNATION:- SSE/Fab.
DATE:- | e

I CMS(EW )SBI
FABRICATOR SIGNATURE - CHECKED BY -
o St
Dy.CE )8BI N __ ACMT(EW)SBI oy
i
a7 (TP

T, -3 T, ATaTo
AWM-EW, Sabarmalj
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WELDING PROCEDURE SPECIFIC HT'LQN SHEET
FABRICATOR: CHIEF WORKSHOP MANAGER (EWS), WRLY, AHMEDABAD.

WELDING PROCEDURE SPECIFICATION SHEET No.: SBI/WPG/12.2M /2 ST/R2/S

WELD JOINT DESCRIPTION : Filley welding of jack stifferer 1o Web plate of End Diaphragm for 12.2M
welded plate girder 257 loading -2008,
DRAWING No. : RDSO/B -16014/R2 10 RDSO/B -16014/5R2 & RDSO/B -11760/R 1

BASE METAL & its PREPARATION: 1.5, 2062-2011 Gr. BO (FK+FN) Base metal thickness [ XXXXXXX ),

Material to be cu straight and square by controlled 26s cutting. The
edges of the plates shall be ground after oxy-cutting, All surfaces 1o be
welded surrounding areas for distance of 50mm on either side are 10 be
cleaned and made free from scale, dint, grease, paint, rust or any other
surface deposits before welding,

WELDING PROCESS: GMAW
WELDING QUALIFICATION: As per IS: 7310 Pul : 2019 »
WE i POSITION: Horizontal & Vertical -
WELDING CURRENT: L. TYPE:- X"
2. POLARITY:- REVERSE
JOINT DESIGN DETAILS [ WELDING SEQUENCE & DIRECTION

Top flange plate

Fillet welding of jack stiffencr to Web plate of End

Diaphragm and lnner flange plate, Comer flange plate, | E
Side flange plate of Internal Diaphragm !
é Jack. Stiffener
1K WeaPlate
b il

Bottom fiar;ge Plate
Weld size : 08rtim

WELDING CONSUMARIES:

ELECTRODES | Copper Conted Wire | FLUX B
DIA. | 1.2 MM Wire | TYPE Agelomerated
CLASS IRS FOR CO: WIRE-l | CLASS IRS M-39/F-|
DRYNIG METHOD N.A. _
SHEILDING GAS €Oy GAS (99.8% Pure) ABS DRY AND FREE FROM N 18:307 Gr e

-




WELDING EQUIPMENT:-Welding to be done using D.C. ransformer of capacity 600A.

WELDING PROCEDURE SPECIFIC ATION SHEET
FABRICATOR; CHIEF WORKSHOP MANAGER (EWS), W.RLY, AHMEDABAD.

38

oLl

WELDING PARAMITERS:- {Sele s
Weld [ Electrode/Wire | Current | Arc Wire Feed [ Travel speed | Elec. Stick | Gas Flow
Pass | Dia. (mm) {Amp) Voltage(V) | (m/min) {mi/min) Out (mim) Rate(L/min) |
| 12 200-280 24-30) 4.5-5.5 NA 15-20 15-20
i 12 200,280 24-36 e i Lot i |
= A 12— 200-280 b —4.5-5.5 - MA— 13520 ~|5.20
- ] —200-280- | —2430—- | 3555 _ A —15.20 15:20
&
PROVISIONS OF RUN IN & RUN OFF TABS:- NO | PEENING- NA

CLEANIG OF WELD BEADS BEFORE NEXT
BEAD:- NO

POST PREPARATION FOR WELDING ~NA

PRE-HEAT TEMP :- NA
INTER PASS TEMP:- NA

ROOT PREPARATION FOR WELDING OTHER
SIDE OF GROOVE WELD:-NA

RECTIFICATION OF WELD DEFLCTS:-
Defective weld 1o be gauged out cleaned & rewelded 45
per provisions made in [S ; 9595-1996 Para 3 1.

INSPECTION
VISUAL= YES
WELD GAUGE:- YES
RADIOGRAPY - NO
DYE PENETRATION :-YES
MAGNETIC PARTICLE - NO
ULTRASONIC:- NO

ANY OTHER RELEVENT DETAILS:-

I. Developed as per Para 5.2 of IS: 7307 Pt

2, WPSS SBI/'WPG/12.2M /25T/5

3. Approved by FIU-SBI vide Letter No. FIU/EW/SBI
dated 14.12.2020

T ACCEPTANCE LEVEL: - 1. 1S77307 PL

2. IRS-W.R.C.
3. IRS-B-1

- -

SAW Shop:- STR Shop

SIGNATURE:- P
DESIGNATION:- SSE/Fab;
DATE:- 1671/24-

LABORATORY SHOP :-L= — T ]

CMS(EW)SBI

FABRICATOR SIGNATURE -

CHECKED BY :-

oz

ACMT (EW) SBI

o o “ﬁglwﬂ
H.ARIY.-T.5RT, 9=

AWM-EW, Sabarmati
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WELDING PROCEDLURE SPECIFICATION SHEET

FABRICATOR: CHIEF WORKSHOP MANAGER (EWS), W.RLY, AHMEDABAD.
WELDING PROCEDURE SPECIFICATION SHEET No.: SBI/WPG/2.2M25T/R2/6

WELD JOINT DESCRIPTION: Fillet welding of Channel 150x75MM to SOMM thick Bed plate for 12.2M
welded plate girder 25T loading -2008.
DRAWING No. : RDSO/B -16014/R2 to RDSO/B -16014/5R2 & RDSO/B -1 1760/R |

BASE METAL & iis PREPARATION: 1.S.:2062-201]1 Gr. BO ( FK+FN)) Base metal thickness ( xxxxxxx ).

Material 1o be cut  straight und’squurc by controlled gas cutting. The
edges of the plates shal| be ground after oxy-cutting. All surfaces to be
welded surrounding areas for distance of 50mm on either side ure 10 be
cleaned and made free from scale, din, grease, paint, rust or any other
surface deposits before welding,

GMAW
As per IS; 7310 P11 : 2019

WELDING PROCESS:
WELDING QUALIFICATION:

WELDING POSITION: Horizontal & Vertical
WELDING CURRENT: |. TYPE:- DC

2. POLARITY:- REVERSE

s EE———

JOINT DESIGN DETAILS WELDING SEQUENCE & DIRECTION

nan Weld size 3mm
[SMC 150

Fillet welding of Channel 150x73MM to SOMM thick

Bed plate Weld size 8mm

\

50mm thick plate

| Weld size : 8 mm

WELDING CONSUMABLES:

ELECTRODES | Copper Coated Wire | FLUX ey B )
| DIA. 1.2 MM Wire TYPE = Agglomerated

CLASS IRS FOR CO: WIRE-I [ CLASS | | IRS M-39/F-1

DRYNIG METHOD N.A.

| SHEILDING GAS

CO; GAS (99.8% Pure) ABS DRY AND EREE FROM N- 18307 Gir |




WELDING PROCEDURE SPECIFICATION SHEET

FABRICATOR: CHIEF WORKS MANAGERS (EWS) W.RLY, AHMEDABAD.

WELDING EQUIPMENT:-Welding to be done using D.C. transformer of capacity 600A, | = |

WELDING PARAMITERS:-

e

My

Weld | Electrode/Wire | Current Arc | Wire Feed Travel speed | Elec. Stick | O Flow
Pass | Dia. (mm) {Amp) Voliage(V) | (mimin) Lm/min) Out (mm) Rate{ Limin)
| 1.2 200-280 24-30 4.5-5,5 NA 15-20 15-20
2 1.3 200-280 24-30) 4.5-5.5 NA 15.20 15-20
— J2— 206-280 24-30 4555 _NA. 45-20— | 1520
+ = 200280~ | 24.30. 4555~ MA—~ | 1830 - | _j5ap
| PROVISIONS OF RUN IN & RUN OFF TABS:- NO | PEENING:- NA B ]

CLEANIG OF WELD BEADS BEFORE NEXT
BEAD:- NO

POST PREPARATION FOR WELDING -NA

PRE-HEAT TEMP :- NA
INTER PASS TEMP:- NA

RECTIFICATION OF WELD DEFICTS-
Defective weld 1o be gauged out cleaned & rewelded as
per provisions made in 1S : 9595-1996 Para 31.

__| ROOT PREPARATION FOR WELDING OTHER
_| SIDE OF GROOVE WELD:-NA

VISUAL:- YES
WELD GAUGE:- YES
RADIOGRAFPY :- NO

ULTRASONIC:- NO

INSPECTION

DYE PENETRATION :-YES
MAGNETIC PARTICLE :- NO

ANY OTHER RELEVENT DETAILS:-

I. Developed as per Para 5.2 of IS: 7307 Pyl

2. WPSS SBI/'WPG/12.2M/25T/6

3. Approved by FIU-SBI vide Letter No. FIU/EW/SBI
dated 14.12.2020

SAW Shop:- STR Shop
SIGNATURE:-

LABORATORY SHOP -

ACCEPTANCE LEVEL: - 1. I8:7307 PLI
| 2. IRS-W.B.C.
3. IRS-B-1

)

DESIGNATION:- SSE/Fab, c’;é’ Hhletirnar
DATE:- 124
i ___CMSEW)SBL.
FABRICATOR SIGNATURE - CHECKED BY--
\’QJ\/" ‘ @ ! ?'m\.\m
[ Dy.CE (EW 5491 ACMT (EW) SBI

-
&1 T.~-E. &1, ma%ww

AWM-EW, Sabarmati

P
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WELDING PROCEDURE SPECIFICATION SHEET
FABRICATOR: CHIEF WORKSHOP MANAGER (EWS), W.RLY, AHMEDABAD.
WELDING PROCEDLIRE SPECIFICATION SHEET No.: SBIFWPGJIE._EMIESTIRZH

WELD JOINT DESCRIPTION: Fillet welding of Angle 75X75X 1 0MM (Horizontal and Disgonal) to Gusset
plate of *X" frame for 12.2M welded plate girder 25T loading -2008.

DRAWING No. ; RDSO/B -16014/R2 to RDSO/B -16014/5R2 & RDSO/B -1 1760/R 1

BASE METAL & its PREPARATION: 1.S.: 2062-2011 Gr. B (FK+FN) Base metal thickness { xxxxuxx %
Material 1o be cut  straight and square by controlled gas cutting. The
edges of the plates shall be ground after oXy-culting. All surfaces to be
welded surrounding areas for distance of 50mm on either side are 10 be
cleaned and made free from scale, dirt, grease, paint, rust or any other
surface deposits before welding,

WELDING PROCESS: GMAW
WELDING QUALIFF{‘-A'F[{)NJ‘ Asper 1S : 7310 PLl: 2019
WELDING POSITION; Horizonal & Vertical -
WELDING CURRENT: I, TYPE:- DC =
2. POLARITY:- REVERSE
JOINT DESIGN DETAILS | WELDING SEQUENCE & DIRECTION
Fillet welding of Angle 75X75X 10MM { Horizontal
and Diagonal) to Gusset plate of * X' frame S L N ey ’
. b ! N
i uswediinuss) = 280 MI w2 3F -
MUsS? = o298 xik vaig ; i _] — -
e ol
Inu=2 2 196 N1z 283 = = ATUITK IO
= o
s et
' e TR NG "
I (i)t
| Weld size T | 2mm N
WELDIN SUMABLES:
| ELECTRODES Copper Coated Wire FLUX = B -
DIA. 1.2 MM Wire TYPE Agglomerated
CLASS IRS FOR CO; WIRE-T | CLASS — IRS M39/F-]
DRYNIG METHOD NA ) . . —
SHEILDING GAS CO; GAS (99.8% Pure) ABS DRY AND FREE FROM N» 15:307 Gr,l

Lo
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WELDING PROCEDURE SPECIFICATION SHEET
FABRICATOR: CHIEF WORKSHOP MhNAGER(EWE}. W.RLY, AHMEDABAD.

L

WELDING EQUIPMEN'!'?—WEIding to be done using D.C, transtormer of capacity 6004, ||~

WELDING PARAMITERS:. O 4
F:Id Electrode/Wire | Current Arc Wire Feed | Travel speed | Floc. Stick '| Gas Flow |
Pass | Dia. (mm) (Amp) Voltage(Vv) | ¢ mimiin (m/min) Out (mm) Rate(L/min

11; 1.2 200-280 | 2430 ’__ 4.5-5.5 NA 1520 | 1530
2,3% 1.2 200-280 2430 | 45353 NA 1520 | 15.20
3 — S
PROVISIONS OF RUN IN & RUN OFF TABS:-NO | PEENING:- NA |
CLEANIG OF WELD BEADS BEFORE NENT | POST PREPARATION FOR WELDING -Na
BEAD:- NO

PRE-HEAT TEMP - NA | ROOT PREPARATION FOR WELDING OTHER
INTER PASS TEMP:- NA - =) _l_su;-a OF GROOVE WELD:-NA
RECTIFICATION OF WELD DEFECTS: _ INSPECTION
Defective weld to be gauged out cleaned & re-welded VISUAL:- YES

a5 per provisions made in IS ; 9595-1996 Parg 3 1B WELD GAUGE:- YES
RADIOGRAPY - NO

DYE PENETRATION -YES

| MAGNETIC PARTICLE - NO

_ - ULTRASONIC:- NO -
ANY OTHER RELEVENT DETAILS:- ACCEPTANCE LEVEL: - |, IS:7307 P
I. Developed as per Para 5.2 of IS: 7307 PuI 2. IRS-W.B.C.

3. IRS-B-|

SAW Shop:- STR Shop ' LABORATORY SHOP T
SIGNATURE.- S W8 ry oy

|
DESIGNATION:- Sr.SE/F 9é %_
DATE:. i/ 24~ |

; | CMS(EW)S3I
FABRICATOR SIGNATURE — | CHECKED BY --
M éfa*lﬁw
[ Dyv.CE(EW) ACMT(EW)SBI |

" e

AFIW.-5.T, m
AWNM-EW, Sabarmati
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WELDING PROCEDURE SPEE!FICATE}N SHEET
FABRICATOR: CHIEF WORKSHOP MAN AGER (EWS), W RLY, AHMEDABAD.
WELDING PROCEDURE SPECIFICATION SHEET Neo.: SBI/WPG/ 12.2M/25T/R2/8

WELD JOINT DESCRIPTION: Filler welding of Int. stiffener 1o Web plate of main girder for 12.2M welded
plate girder 25T loading -2008.

DRAWING No. : RDSO/R -16014/R2 to RDSO/B -16014/5R2 & RDSO/B - | 760/R 1

welded surrounding areas for distance of S0mm on either side are to be
cleaned and made froe from scale, dir, grease. paint, rust or any other
surface deposits befire welding.

e

WELDING PROCESS; GMAW

WELDING QUALIFICATION: AsperIS: 7310 Pl : 2019
WELDING POSITION: Horizonal & Vertical
WELDING CURRENT: 1. TYPE: DC

2. POLARITY: REVERSE

JOINT DESIGN DETAILS WELDING SEQUENCE & DIRECTION

Top flange piate
Fillet welding of Int, stiffener to Web plate of main =

girder

| p
o e
! Int, Stiffener 4
|
™ Web Plate
I i

Bottom flange Plate
] | Weld size: 12mm

WELDING CONSUMABLES:
| ELECTRODES Copper Coated Wire | FLUX _(
DIA. 1.2 MM Wire | TYPE Agglomerated N
CLASS IRS FOR CO; WIRE-I | CLASS LIRS M-39/F.1 |
 DRYNIG METHOD NA. ! |

SHEILDING GAS CO: GAS (99.8% Pure) ABS DR Y AND FREE FROM N, IS:307 Gied




WELDING PROCEDURE SPECIFICATION SHEET

FABRICATOR: CHIEF WORKSHOP MANAGER (EWS), WRLY, AHMEDABAD, /=~

WELDING EQUIPMENT: Welding 1o be done using D.C, transformer of capacity 600A, |If | ¢

WELDING PARAMITERS:

Weld | Electrode/Wire | Current Arc [ WireFeed | Travel speed | Elec. Stick ~1Ga Flow |
Pass | Dia. (mm) {Amp) Voltage( V) (m/min} {m/min) Out (mm) Rate(L/min)
[ 1.2 200-280 24-30 4.5-5.5 NA 15-20 15-20
2.3 1.2 200-280 24-30 4.5-5.5 NA 1520 | 1520
--ROVISIONS OF RUN IN & RUN OFF TABS: NO | PEENING: NA -

CLEANIG OF WELD BEA
BEAD: NO

DS BEFORE NEX |

POST PREPARATION FOR WELDING. NA

PRE-HEAT TEMP: NA

ROOT PREPARATION FOR WELDING OTHER

INTER PASS TEMP: NA

SIDE OF GROOVE WELD: NA

RECTIFICATION OF WELD DEFECTS.
Defective weld 10 be gauged out cleaned & re-welded
as per provisions made in IS: 9595-1996 Para 3|,

INSPECTION
VISUAL: YEX
WELD GAUGE: YES

RADIOGRAPY: NO

DYE PENETRATION: YES
MAGNETIC PARTICLE:NG
ULTRASONIC: NO

ANY OTHER RELEVENT DETAIL S:-

ACCEPTANCE LEVEL: 1.1S:7307 Pt |

1. Developed as per Para 5.2 of IS: 7307 Py | 2 IRS-W.B.C
I 3. IRS-B-1
SAW Shop: STR Shop | LABORATORY SHOP: =/
SIGNATURE:
DESIGNATION: SSE/F - Gés'/
DATE: 1871129~
en  CMS (EW) SBI
FABRICATOR SIGNATURE - CHECKED BY -
A a
o O
Dy.CE(EW) _ ; ACMI{EW)SB 4l
&
T2\ eny
Y. -3.7F7, qTETaAr

AWM-EW, Sabarmatj

-




WELDING
PROCEDURE
QUALIFICATION
RECORD

(WPQR)




No: - ACMT/EW/SBI/'WQT/02/25 Date: - 29.01.2025

Sub: - Welder's qualification
Ref: - STR/Inspection, Dated: - 22.01.2025

With reference to above subject below welders were qualified in the test.

Sr. No | Name of welder Welding process

I Prabandh Kumar SAW & GMAW
2 [inesh Kumar SAW & GMAW
3| Solunki Rajesh Bhai SAW & GMAW
4 Thakor Ashwin Kumar SAW & GMAW =
5 Rakesh Kumar GaAaw
6| Thakor Bharati I GMAW

Enclosed:

WPOR Sheet

(o eV

ACMT/EWYSEI



—

e .ﬁ.?_n.uﬂmu

1HS/SMATTDOSND

4 M 18s (M3) LWOY

ph ‘el (C1R3)

HS/EMTLWNOV

0y

LOM JO SInsaY 159

Ampmgseg | Gopgemes | Ovogses | g7 | 9% el §71 fopeEes | 97 | K6 el Tl z1 | themug somgl AVHD siswmis |
Gopepees, | Gosgaws | Ooowmies | 16 | v FEl FEl Gopepes | 0F | 96 I g El Tl | sy sy avio | o
i o . o . , A W | .
fsoneysnes mgsms | depmymes | 7e | 76 El ¥zl Gopmemes | gz | T8 ol ¥l | iy oot avise | e
PR, = =i : _ : T ]
gupy | Gopusges | Soemsms | 9T | oo FEl ¥l Goemuws | 9z | w6 1l Tl T | sty v MVIND R4
Mopmsmeg | Gopmsmes | Ooogsues | 9T | g sl LEl GopeEms | ¥z | 96 pel 71 71 | mwmy gsauig VI Eﬂﬁ
Aoy Aoy i : ; : ‘ ) o ” oy 1fi
s psties ogses | Dowwsuss | 87 | #6 R VL Gomnes | o | e et el z e MY .
Aopganes | Gowgaes | Acowsues | g | gl ¥ £91 Gosmsnes | re | oot gt Fol 0 | irrianer VS HOAVS
Riopagsieg | o & 3 ; _ : - : e
e | iSRS opwgspes | e | 901 61 gel Gowwses | o€ | o1 6l FEl | i ewt AVS SHMVS
Gmogses | Googepey | dewgsmes | yp | oon ¥51 €51 bopespes | g7 | ol Fs1 gFl Pl | ey g MVS TMYS
Aopmemes | Gopsmes | Gopmsmes | oz | con ¥l w5l Gopmsms | vt | vor rol rsi ¥ e VS L/MYS
“nad widuay Sy | w3y uad wilina ) | waltes) By
sopwAsasqq) | jeoy | wwomy) | qeonssy | muorpnpy | wepeasssqo | ooy | gweayy | pegpaas | uoapo)
I5IL i
a T-OMIVIN ] OMOYIN 218 AWYN SSAD0U ard | o
WALOVES | LSALLaqa TINANANNS VAN OUOVIN LTI a1am | waaam T TdYS | 2
0H0SZ-4 49 (910ZUH)1 10Z:T90 SI 0 0H0ST-4 49 (9107941 107:T90T SI ;[BHaIE
neuueqes doysyaoa SupramBuyg g/ - IR
STOT10°TZ - :pa¥a vopRadsul s "ON HAS/3SS - TON I
STOZ'L0"LZ e



\
M o saoqn 10 WOdA panasdde pus aredasd sseand o) parsanbal €111 ‘20|
£861 SHE0 0059 Twel | mvieD 20! g o | o
EE¢1 ZHOL 1005 UPE | MWD FE0L ey s | §
FE1E SS5T | PET TRyl MYWD ® MVS | SOIT JEUnULAGRY 10NFLL, | ¢
GIRGESILRIET |  TIFel | MVWOWMVS | 6101 ngsleg pUeos | ¢
6LYS EELE PLLY 2 i MYWD R MVS | 1141 ey ysouig) | T
| D0YL SDSL (0L9 2wl MVIND T MVE | #BL sy ypamquug | [
N oN
nppa ooy mypry | (ou)amsiafy | Suppageadil, | Ovo PR JO RN g

"$3L125 711 091-E/OSAH “0u Bupep 3d
T ONIM DT 405 1591 raoudde Fugpom 105 190 3 siapam Suimojor o) ‘aa0qR o adtkaajol put 1afgnd v

CHALSTAIZ T DS MAESON S8aM (F
STIORTIP (wagl) BOdAARS ALY ON $ama) 2atgo no A (| © ot
1 uopsoiiEnb Japo A 105 300 JAL0) Rk

\L.nfffu.m. ._.:.nw. o \\3\§m€

] “2
STOCI0'TE - ey e %ﬁ/@f? uonaadsa 1S | i
|pectinilt B GhklllEs
bidinie Uk ke ilehpin

Bkt hiELD



43

Wm&

WPQR No ‘-vmnnz.zm;zs'r;ﬁ:ws;sm;_'
SAW/01
WPSS Reference No saywmnz,:wzsw R1/2,3
Welder Name Prabandh Kumar
Sample Identification SAW /01 _
Method Of Identification Mark on sample 1
r_QAC No. 1784
Employer Indian Railways
_Cadc;’l‘eating Standard IS 7310-2019, p
Job Knowledge Acceptable
| Test piece Range of qualification |
Welding process 121(saw) 121(saw) ;(
Transfer Mode N. A N A
’;Pmdur:: type Plate Plate
Tvpe of weld Fillet welding (Fw) Fillet welding (FW) =)
Parent Material IS 2062:2011, E250 IS 2062:2011, E250
Group/sub- B0 BO
Group
Filler Material Group Solid steel wire -4mm Solid steel wire 4mm
Filler Material (Designation) | IRSM 30 Class wl & Flux-F1 IRSM-39 Class wi & Flux-F1 |
Shieldi N. A N. A
Auxiliaries N, A N. A |
_Tvpe of current and polarity | DCEP DCEP
Material thickness [mm) 40 X 28 mm 2 3mm
Deposited thickness{mm) 14 mm fillet SLs 8 mm, ML > 10mm
Welding Position PA PA(IF)
Weld Details Fillet weld (FW] Fillet weld (FW)
Multi-layer / single layer Multi -layer [ML) Single -Laver, Multi-layer ]
Type of Test Performed and acceplance &l:lne of Examiner or Examining
L
Visual testing Ca ¥ o Flace: EWS/SBI
EEE penetration Testing 'Tah't : Date of test: > B ar—
ture Test Ww  Signature of examiner] !
Macroscopic Examination Qs Jd‘” e Date of inspection:

i

v Tt A e S

sz, ) wrETet, % T
ACHIT (EW) SBI, W. &
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WPQOR No

WPQR/12.2m/25T/EWS/SBI)
SAW /02

l WPES Reference No

SBI/WPG/12.2M/25T/R1/2.3

' Welder Name Dinesh Kumar

| Sample dentification T gz 702 ]

| Method Of Identification | Mark on sample
GAC No, 1711 ]

 Employer Indian Railways

| Code/Testing Standard IS 7310-2019, p- 7
Job Knowledge Acceptable

B Test piece Range of qualification
Welding process 121 (saw) 121 (saw)
Transfer Mode N. A N. A
Product type Flate Plate
Type of wald Fillet welding {FW) Fillet welding (FW)
Parent Material 18 2062:201 1, E250 I8 2062:2011, E250
Group/sub- BO BO
Group

Filler Material] Group
Filler Material (Designation)

Solid stee] wire =4 mm

Solid steel wire -4mm

IRSM-39 Class w1 & Flux-F1

IRSM-39 Class w1 & Flux-F1

Shielding gas N.A N. A ]

Auxiliaries N. A N. A ]
Type of current and polarity | DCEP DCEP =
Material thickness [mm) 40 X 28 mm = 3mm

Deposited thickness(mm) 14 mm fillet SL= B mm, ML = 10mm

Welding Position PA PA(TF)

Weld Details Fillet weld (FW) Fillet weld (FW) —

Multi-layer /single-layer Multi -layer (ML) | Single -Layer, Multi-layer

Type of Test Performed and acceptance Eamu of Examiner or Examining

ndy;
Visual testing — Samn Place: ENAST T\

Dve penetration Testing

rial.!rg'aﬂ
Can ae vy

Date of test: 2T ef{4e— |

Fracture Test

Signature of examinkr:

Macroscopic Examination

—

=

Date of inspection:

Ca ‘H‘_FJ el
nﬂ_ﬁﬁd}w

E3 s

g T S
(g )

el
e

ACHT (EW) SBI, W. R
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~ WPss Reference No
Welder Name

WPQR ér 12.2m/25T/EWS/SEi]
3

SAW /

SBI/WPG/12.2M/25T/R1/2.3
Solanki Rajesh Bhaj

Sample ldentification
Method Of ldentification

SAW /D3

Mark on sample

GAC No.
Employer
Code/ Testing Standard

1019

Indian Railways

Job Knowledge | Acceptabie
Test piece Range of qualification
| Welding process 121(saw) 121(saw) i
Transfer Mode N. A N.A
Trnduct type Plate Plate
__Type of weld Fillet welding (Fw) Fillet welding [FW) ]
Parent Materia) IS 2062 E250 RO IS 2062 E250 Bo
Group/su b-Group
' Filler Material Group Solid steel wire -4mm Solid steel wire -4mm =
Filler Material IRSM-39 Class W1 & Flux.F] IRSM-39 Class W1 & Flux.F] 1
(Designation
Shielding gai N. A N. A
Auxiliaries N.A N. A
Type of current and DCEP DCEP
larity | =
Material thickness {mum)| 40X 28 mm z 3mm
“___[leﬁted thickness(mm) 14 mm fillet SLs 8 mm, ML 2 10.mm N
Welding Position PA PA(IF)
Weld Details Fillet weld (Fw) Fillet weld (FW) ]
 Multi-layer /single-layer Multi-layer (ML) Single -Layer, Mulfi-layer -
Type of Test Performed and HCCeptanne Name of Examiner or Examining

body:

Visual testing

Place: £ W0

Dye penetration Testing

Fracture Test

Date of test: " J o\ ¢ L L —

Sanr
2 nhm
L

| _Macroscopic Examination

Signature of examinery

Date of inapecﬁun:_ij'q_al\ar—‘

1 T W
ﬂéﬁ@
22

Cfa T\

<+ ifnil

(3=n) W. R
ACHIT (EW) 581, W
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WPQR/ 12.2m/25T/EWS,SBI;
SAW /04

WPSS Reference Nao

sauwﬁnz.zwzwmuz.a

Welder Name Thakor Ashwin Kumar
Sample Identification SAW /04

Method OFf

Mark on sample

Identification
GAC No, 1105
. Emplo Indian Railways
|_Code [Testing Standard | 15 7310-2019, p.1 ] g
Job Knowledge Acceptable e
Test piece Range of qualification
| Welding process 121 (saw) 121{saw} ﬂ
Transfer Mode N.A N, A
Product type Plate Plate
Type of weld Fillet weldin FW) Fillet welding (FW) -
Parent Material IS 2062 E250 Bo IS 2062 E250 BO
Grou '/ sub-Group
|_Filler Material Group Solid steel wire -4mm Solid steel wire -4mm
Filler Material IRSM-39 Class W1 & Flux-F1 IRSM-39 Class W1 & Flux-Fi
[Designation) ==}l
Shielding gas N, A N.A
Auxiliaries N.A N. A
Type of current and DCEP DCEP
| polarity ]
|_Material thickness {mmim) 40 X 28 mm 2 3mm
Deposited thickness(mm) 14 mm fillet SLs 8 mm, ML z 10.mm |
Welding Position PA PA(IF)
Weld Details Fillet weld (FW) Fillet weld (Fw)
Multi-layer /single-laver Multi-layer (ML) Single -Laver, Multi-layer
Type of Test Performed and acceptance Name of Examiner or Examining
body:
Visual testing ﬁﬂmw;ﬂ Place: NS sUl
Dye penetration Testing <o D Date of test: 3 y+\ a1l TR
Fracture Test Qrictae hoyy Signature of examindr: |
Macroscopic Examination u,-.;r'i.ﬁ.rm Date of inspection- }.ﬂﬁ&i!"—"_,
o W da |
it
. .
- : “'—;m
s T ﬁ,t ‘
i a ql &
(§aT.) i ’W. R.
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WPQR No WPQR/12.2m /25T/EWS /8B1/
GMAW /01
WPSS Reference No SBI-,#WPG; 12.2M/257/R2/4,5,7,
| Welder Name Prabandh Kumar
Sample Identification GMAW /01
Method Of Identification Mark on sample
GAC No. 1784
Employer - Indian Railways =
| Code/Testing Standard |15 7310-2019, p-|
'_Juh Knowledge Acceptable
— Test piece Range of qualification
Welding process 131(GMAW) 131{GMAW) ]
Transfer Mode Globular transfer Globular transfer
' Product type Plate Plate
Type of weld Fillet welding (FW) Fillet welding (FW)
Farent Materia) Group-1/sub- Group -1.1 Group-1 fsub- Group -1.1
Gmupjsubﬂmup
Filler Material Group Solid wire -1.2 mm Solid wire -1.2 mm
Filler Material (Designation) | TRSM-46 . | IRSM-46 CL. | ]
Shielding gas co2 co2
Auxiliaries N. A N A
| Type of turrent and polarity| DCEP DCEP
Material thickness (mm) 16 X 28 mm = 3mm
Deposited micknaaa{mmj 10 mum fillet 8L< 6 mm, ML = 8mm
 Welding Position PB PA(IF) & PB(2F)
Weld Details Fillet weld (FW) Fillet weld (FW)
Multi-layer /single layer Multi -layer (ML) Single -Layer, Multi-layer ]
Type of Test Performed and acceptance g;n:lne of Examiner or Examining
y:
Visual testing fars\pekoray, Heest €T 8B
Dye penetration Testing S F o f‘{; Date of test: ¥ 21 o\l 2e-
Fracture Test &H ;;_R“H’r-y Signature of examiner: L
. —— 5 ~ ; e
[Macmmpac Examination Sﬂ"'r"j" J]—a. A - Date of inspection: 3.}1 ﬁ‘l 2 ﬂ
7

?G»Tfﬂ' b\\zr"
L L
WS TR ° argad s
(. ) W, o b




WPSS Reference No
Welder Name

WPOR/122m
GM:‘“!.W}'GE

/25T/EWS/SBI)

Dinesh Kumar

Sample Identification
Method Of ldentification

Mark on sample

GAC No.

1711

SBI/WPG/ IE.EMHSWREH,SI’
8

GMAW /02

—

Employer Indian Railways

Code!’I‘csﬁng Standard IS 7310-2019, p-;

Job Knowledge Acceptable

Test piece Range of qualification

Welding process 131{GMAW) 131{GMAW)
 Tranzfer Mode Globular transfer Globular transfer

Product type Flate Plate

Type of weld Fillet welding [FW) Fillet welding (FW)

FParent Materia] Group-1/sub- Group -1.]1 Group-1 /sub- Group -1.1
Gmup;nub(}rﬂup

I_E‘ﬂler Material Group

| Solid wire .13 mm

[ Solid wire -1.2 mm
IRSM-45 CL. |

Filler Materig] (Designation) | ITRSM-45 CL. |
Shielding gas co2 coz
Auxiliaries N. A N. A
Type of current and polarity | DCEP DCEP
|_Matm'aj thickness (mm) 16 X 28 mm > 3mm
Deposited thickneaﬂtmm} T10 mrmn fillet SL=6 mm, ML = S8mm I
Welding Position PB PA(IF] & PB(2F)
Weld Details Fillet weld (FW] Fillet weld (Fw) — !
| Multi-layer /single layer Multi -layer (ML] Single -Layer, Multi-layer
h‘T‘ype of Tegt FPerformed and Acceptance Name of Examiner or Examining [
bady:
W i Flace: =
isual testing S&h‘_ﬂ-ﬁl o acel e A\S [ﬂj},‘
Dye penetration Testing S'G\H‘;J:l—ﬁ 01_6’,.,} Date of test: 2| O\ qe—
S LA 5 —}
Fracture Test Sew ,H_QLH,-?Q Signature of examiner:

“Matroscopic Examination

Y &Hs'ilfﬁ [ H"j’

Date of inspection:

Gl o\ Bl

Co\

O TR g S
(. ) W, 9. 1
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WPRSS Reference Np
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WFQR/ 12.2m/25T/EWS /SBI;
w

GMAW /D3
SBl/WPG/12.28 /25T /3357
8

Solanki Rajesh Bha;

Welder Name
Sample Identification KT —
Maric on sampie
[GACNo. 55

Employer Indian Railways ]
Code/Testing Standard IS 7310-2019, p.]

Job Knowledge Acceptahle

Test piece Range of qualification

Welding process 1 31{GMAW) | 131{GMAW)

Transfer Mode Globular transfer Globular tranafer
Product type Plate Plate

Type of weld Fillet welding [Fw) | Fillet welding {FW)
Parent Material Group-1/sub- Group -1.1 Group-1/sub- Group -1.1
Gmup;sub-ﬂmup

Filler Material Group

[ Solid wire -1.3 mm

Solid wire 1.2 mm

Filler Material {Designatiunj IRSM-46 CL, | IRSM-46 CL, |

Shielding gas coz o2

Auxiliaries N. A N.A

Type of current and polarity| DCEpP DCEP

Material thickness [mm]. 16 X 28 mm z 3mm

Deposited Lhicknem[mmj 10 mm fillet SL= 6 mm, ML = 8mm
Welding Position PB PA[IF) 8 PB(2F)

Weld Details Fillet weld (FW] Fillet weld (Fw)
Multi-layer /single layer Multi -layer (ML) Single -Layer, Multi-layer

%——W

Name of Examiner or Examining

body;

Visual testing gmsl EC);OP\;‘ Place; E\"!‘S ,’_&B\

Dye penetration Testing _S'W Tigk s f)a’ Date of test: :71‘-'}1 &

Fracture Test Sﬂ.‘ﬁ"ﬂ—ﬂ Llff;'}"'_ Signature of examinel:

M pic Examinatj ' Date of inspection:
L__a.cmscap c nation SQ'H‘ 1‘ the i}: ate spec ;\-‘.\. & l 3

S ]
I s
WL THIA A eTga i

S 2er Y el o
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Welding Procedure Qualification
_Record

WPQOR No

WPQR/12.2m/25T/EWS/SBI; |
GMAW /04

WPSS8 Reference No

SBI/WPG/12.2M/25T/R2/4,5.7,
8

Welder Name Thakor Ashwin Kumar
Sample Identification GMAW /04
Method Of Identification Mark on sample
GAC No, 1105
Employer Indian Railways m
Code/Testing Standard | 15 7310-2019, p-1
 Job Knowledge Acceptable o
Test piece Range of qualification
Welding process 131{GMAW) 131(GMAW)
 Transfer Mode Globular transfer Globular transfer |
Froduct type Plate Plate
Type of weld Fillet welding (FW) Fillet welding (FW)
Parent Material Group-1/sub-Grou p-l.1 Group-1/sub- Grou p-l.1
Group/sub-
Group

Filler Material Group

Solid wire - 1.2 mm

Solid wire -1.2 mm

Filler Material (Designation) | IRSM-46 CL. | IRSM-46 CL, |
Shielding gas IS0 14175 -M2(1) 180 14175 -M2(1)
| Auxiliaries N. A N, A
Type of current and polarity | DCEP DCEP
Material thickness [mm) 16 X 28 mm =2 3mm |
Deposited thickness(mm) 10 mm fillet SL= € mm, ML =z 8mm
Welding Position PB PA(IF) & PB(2F)
Weld Detalls Fillet weld [FW) Fillet weld (FW) ]
Multi-layer /single-layer Multi -layer (ML) Single -Layer, Multi-layer

Type of Test Performed and acceptance Name of Examiner or Examining
body:
Visual testing SOy <ia U vy Place: E\AT [T
Liye penetration Testing _Soocdothe s Date of test: ™ "=y o\ ac—
Fracture Test 3 S aoe Signature of examiner?
Macroscopic Examination Pl Date of inspection:
pi Satauea'n, TEE 2w et|ay

{ ‘,.--"'" p—
S8 e
WO Tarae | grpEEd sifusd

(LY A=A 0 T
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WPOR No

WPQR/ 12.2m/25T/EWS,/SBI/
GMAW /05

WPSS Reference No

SBI/WPG/12.2M/25T/R2/4.5,
7.8

Group/sub-Group

Welder Name Rakesh Kumar

Sample Identification GMAW /05

Method Of Identification | Mark on sample 1
| GAC No, 1031 )

Employer Indian Railways o
| Code/Testing Standard |18 7310-2019, p-1 B

Job Knowledge Acceplable

Test piece Range of qualification

| Welding process 131(GMAW) 131({GMAW)

Transfer Mode Globular transfer Globular transfer

Froduct type Plate Plate

Type of weld Fillet welding (FW) Fillet welding (FW)
Parent Material Group-1/sub-Grou p-1:1 Group-1/sub-Group-1.1 ]

Filler Material Group

Solid wire -1.2 mm

Solid wire -1.2 mm

Filler Material (Designation) | IRSM-46 CL. | IRSM-46 CL. |

Shielding gas 150 14175 -M2(1) IS0 14175 -M2(1)
Auxiliaries N. A N. A

Type of current and polarity | DCEP DCEP

Material thickness (mm) 16 X 28 mm = 3mm

Deposited thickness{imm] 12 mm filleg SLs 6 mm, ML = Bmm
Welding Position PB PA(IF) & PB(2F)

Weld Details Fillet weld (FW] Fillet weld (FW)
Multi-layer /single layer Multi -layer (ML) Single -Layer, Multi-laver

Type of Test Performed and acceptance | Name of Examiner or Examinng
body:
Visual testing Cos i o ey s Place: &\ ¢ eJ o\
Dye penetration Testing [+ the pia Date of test: o e\\urT—
“Fracture Test O racyrotr v Signature of examiner; 1
Macroscopic Examination J i Date of inspection:
Som'stacrery. 2\ w\\2e]
T o i

ACMT (EW) SBI, W. R.
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[ ]
M.Em.mlmmmﬂm@
. | “
WPQR No WPQR/ 12.2m /25T /EWS /SBI] |
GMAW /06 |
WPSS Reference No SBI/WPG/ 12.2M/25T/R1/4,5,
7.8
Welder Name Thakor Bharat ji
Sample Identification GMAW /06
Method Of Identification | Mark an sample )
GAC No. 1020 |
Employer Indian Railways
 Code/Testing Standard | 1S 7310-2019, p-1 -
Job Knowledge Acceptable
i Test piece | Range of qualification |
| Welding process 131(GMAW) 131(GMAW)
Transfer Mode Globular transfer Globular transfer
Product type Plate Plate
Type of weld Fillet welding (FW) Fillet welding (FW]
Farent Material Group-1/sub- Group -1.1 Group-1/sub- Group -1.1
Group/sub-Group
Filler Material Croup Solid wire -1.2 mm Solid wire -1.2 mm
Filler Material {Design&titn] IREM-46 CL, | IRSM-46 CL, |
 Shielding gas Co2 Co2
Auxiliarieg N. A N, A
Type of current and polarity| DCEP DCEP
Material thickness (mm]) 16 X 28 mm 2 3mm =
Deposited thicknessimm) 12 mm fillet SL< 6 mm, ML = 8mm
Welding Position PB PA(IF) & PB(2F) —
Weld Details Fillat weld [FW) Fillet weld (FW)
Multi-layer /single layer Multi -layer (ML) Single -Layer, Multi-layer Bl
Type of Test Performed and Acceptance | Name of Examiner ar Examining <{
- body: o
Visual testing ,SO-‘I;S %—ﬂ q_e YA Flace: (= Wi 1‘ 5‘9\1
Dyve penetration Testing SFNH‘ II,“_QLJFQ ,-{9 Date of test: 3“}.\5“},‘5"—
Fracture Test fﬂﬁ*gjj \o frs Signature of examiner:
Macroscopic Examination Son clat )\_é 9. Date of inspection: Q\-Hm} ‘E'r-_]-
/ 7

Eo e

m?{mﬂmﬁﬁ?ﬁmﬂﬁ

(d+.)

AT, 9. T

ACMT (EW) SBI, W. R,
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WESTERN RAILWAY

Office of the Chief Engineer,
(EWS), Kaligaon,

Sabarmati, Ahmedabad-382470
E-mail-cwmewsbi787 @gmail.com

ofovrm ey

Western lailway

No. FIU/EW/SBI/12.2mWPG (Dept) Date: 03.02.2025.

Dy CE/EW/SBI

Sub:  Master plate / layout & WPQR approval for 12.2m WPG as per drawing no.
RDSO/B-16014/R2 series,
Ref.: i) Your office letter No. STR/Inspection Dt. 24.12.2024.
ii.) Your office letter No. STR/Inspection Dt. 21.12.2024 received on
16,01.2025,
i) This office letter no. FIW/EW/SBIMWPQR (Dept) Dt. 18.01.2025.
v.) ACMT/EWI/SBI's letter no. ACMT/EVW/SBI/WQT/02/25 Dt. 29.01.2025.

ol

With reference to above, Master plate / layout inspection done on 26.12.2024 &
WPQR was done by QC-Lab/EW/SBI on 25.01.2025 for 12.2m WPG as per drawing no.
RDSO/B-16014/R2 series.

Master plate & WPQR test samples are found satisfactory vide ref.3.

Approved Master plate / layout & welders (as per annexure) may be engaged in
above subjected work.

-

In view of above, go-ahead clearance for further fabrication is being issued.

However, during fabrication, it should be ensured that,
1. All fabrication related records and register to be maintained as per IRS B1 2001.
2. Traceability of raw material to be used should be ensure by marking through transferring
heat no.

DA Annexure.

A ol oo

AWM/EW/SBI
For CWM (EWS)/ADI

C/- SSE/STR/EW/SBL:- For information.
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WESTERN RAILWAY

Office of

Senior Section Engineer (STR)
Engineering Workshop,
Sabarmati,

Date: 24-12-2024

-

No: Template/Inspection of Plate Girder

A_ CE,

EW, SBL

SUB : Masters Inspection of 12.2m WPG as Per RDSO Drawing No: RDSO/B-16014/R2 Series
Ref : Work Order No.: 67971372

With reference to-the above subject, The Masters of End Diaphragm, End Diaphragm Stiffener, X-Frame
Stiffener, X-Frame Top. Bottom Gussets, Horizontal Angle, Top Lateral Angle of 12.2m WPG as per Drawing
No: RDSO/B-16014/R2 Series has been done at Template Shap,

It is requested to give necessary orders for inspection above Masters by FIL.

v ?.‘ l
SSE( STiﬂ l *

EW, SBI o .éﬂ:&




RAW MATERIAL
CLEARANCE




72

arfmirgae 3eady

Ve retrrm Mosdl smaw Tﬁmmm‘[
it T,

AT, AT

Date: - 01.03.2025

Raw Materials & Consumables certificate

Name of Work: - 4X12.2m WPG

Work aorder no: - 67971372

Ref No,: -

QCL/EWS/SBI/Scrutiny/MTC/STR/2024-25. Dt. — 01.03.2025

SSE/STRAEWS/SBI Letter no- 67971372, Dt. 21.02.2025
ACMT/Note/No.QCL/EWS/Raw material testing/2024/Dt. 10/10/2024

With reference to above, raw materials (Plates and Angles) are suitable as per
Mill TC.

Enclosed: - Scrutinised MTC letter

Sl

/SBI
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Letter No: - QCL/EWS/SBUScrutiny/MTC/STR/2024-25 Date: - 01.03.2025
Sub: - Scrutiny of raw materials MTC for 4X12.2m WPG

Ref: SSE/STR/EWS/5BI Letter no- 67971372 Dt. 21.02.2025

With above reference all test certificates provided by STR/EWS/SBI 4X12.2m WPG {W.0 - 67971372)
are scrutinized and found satisfactory as per IS 2062:2011{Ra 2016).

This is for kind information and necessary action please.

Enclose: - Serutinized MTC report.

P

P
AC&MF’S 1 ﬂ\\n \
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CALIBRATION
CERTIFICATE
OF MEASURING
INSTRUMENTS




= NCQC LABORATORY LLP

%’ 4, Abhishree Corporate Park, Nr. Swagat Bunglow BATS,
skcon-Ambll Road, Ambli, Ahmedabad-380 058 » Ph. +91-78-29785322, 29795323,
,__‘::2 Fax ' +81-79-29795323, Cell No. +91-8327017517, +91-832B616370

N £-mall . ncgc@calibrationlaboratory.in, « calibrationlab.ncge @ gmail.com
o Visit our Web Site : www.calibrationlaboratory.ine LLLP IN : ACH-9094 /| GSTIN : 24 AAWFNE511B129
Precision Calibration Centre with National / Internetional Traceabllity for Temparature, Dimensional, Pressure,
{ecuum, Time, Mass, Electrical, Noisa, Airflow, Lux & all Special Purpose Instruments:in all ranges.
| Calibration Certificate
Name of Customer = CWM Engineering Work Shop Certificate No NCQC-M/100225/18
Sabarmati, Ahmedabad-19 Date of Issue 11-02-2025
Date of Calibration 10-02-2025
B o . Suggested Due Date | 09-02-2026
| Dae Of Receipt/ Ref. o> 07-02-2025 Eg;‘;”;"’?;fm”- .
=<7 -~ - -
| MLIEG2 128 E5000MRMAIE R Eﬁ::;i:?:éaﬁl]igmgggﬂrlng Instrument, Gauges etc.)
| Details of Observation of Unit Ider_ltlﬁcatmn N ; EQ_T‘—_E-‘I
Under Cafibration qenalNo. R
S Name of Instrument Measuring Tape
Rangs 0 =30000 mm. (30 Meter) Make / Model | GK FML/===
Leas=t Count 1mm Visual Inspection Ok
S=t Foint On UUC In mm BV s A hl': Tape & Scale Absolute Error in mm
Measuring Machine in mm
100G 100.012 0.012
200 200.025 0025
| S00 500.031 0.031
| 1000 1000.045 0.045
2090 2000.068 0.068
000 3000.079 0.078
4000 4000.084 0.084
SO0 5000.078 0.079
6000 6000.086 0.088
v, 7000 F000.081 0.091
T 8000 B000.103 0.103
&000 5000.123 0.123
10000 10000.119 0119
11300 11000.153 0.153
12000 12000.167 0.167
13000 13000188 0.186
14000 14000203 0.203
150600 15000.209 0.209
16500 16000.215 0.215
17000 17000.216 0.216
18000 18000226 0.226
19000 19000 234 0.234
20000 20000251 0.251
Z1600 21000279 0.279
22000 22000252 0.202
23000 23000.301 0.301

Tmceahlﬂﬁ/ﬁ:ﬁ}onalHntamat[unal Standards. e ' '
P 8 e ,‘ . ';" wadl
Calibrated By MLuIiHﬂaih—:}d Reviewed & Approved By I\'\'. ] 'qu;_l'll.‘:hai

NCQC DEFINES CALIBRATION AS "Precision anp Reviasiumy oF INsTRuMENTS FoR Youm %EWHDW"




NCQC LABORATORY LLP

4, Abhishree Corporate Park, Nr. Swagat Bunglow BRTS,
skcon-Ampbll Road, Ambli, Ahmedabad-380 058 « Ph. +91-79-29795322, 28795323,
Fzax - +01-70-29705323, Cell No. +91-8327017517, +91-0328616370

i)

== : i fers .
N E-mall - nege @ calibrationlaboralory.in, « calibrationlab.nege @ gmail.com CC-2128
o Vit our Web Site : www.calibrationlaboratory.in e LLP IN : ACH-3094 | GSTIN : 24AAWFNB511B129
Precigion Calibration Cantre with National / International Traceability for Tempserature, Dimensional, Pressura,

i &

i

Vacin: me. Maas, Electrical, Noise, Airflow, Lux & all Special Purpose Instruments in all mnges.

' Calibration Certificate

| Name of Customer < CWM Engineering Work Shop | Certificate No. NCQC-M/100225M19
Sabarmati, Ahmedabad-18 Date of Issue 11-02-2025

Date of Calibration 10-02-2025

Suggested Due Date | 09-02-2026

F/ICRMID35M01/1, Issue No.O2

Date Of Recsipt / Ref. No.-> 07-02-2025

. Page 2 of 2
Detallis of Observationof Unit | [98ification No. - MT-01
| Under Calibration el o, S —
| Name of Instrument .__Measuring Tape
St Baint On UUC in mm Division measured by Tape & Scale Absolits Erorin mm
Measuring Machine in mm
24000 24000.301 0.301
25000 25000.3186 0.318
25000 26000.319 0.318
| 27000 27000.325 0.325
28000 28000.334 0.334
25000 29000.345 0.345
30000 30000.351 0.351
Maximum Permissible error
Class Maximum permissible error in mm
Class | #(01+01L)
Ciass || +(03+02L)
Class |l +(06+04L)
Note Wrere L s the value of the length in meter and rounded up to the nearest integral number of meters.

Femarks:
s herzoss of minimum three readings are reported.
= Afer 1000 mm. the stepwise calibration of each 1000 mm is done with earlier pre-positioning with respect to initia|
- g

= Suggesied due is given based on cuslomer requirement,

s Cahbtesfion points are giuen based on customer requirement,

w» These resuliz sre obtained at the time of calibration.

= Amy hand witien corrections (except @ marked) or pl'mtncu-pieﬁj:vlthe report invalidates this cedificate.

s Uncsrsmty of measurement sl 85% confidence level is + 134 x L pm (L in meter) at coverage factor k= 2.

s Emvronment condition during calibration; 20 £ 2°C, 40 1o 60% Rh.

= Aversge temperalure = Eﬂr.‘? *C and average humidily 48.3 % Rh durin% calibration of instruments.

= Mo ensma provider was used for calloration and hence it is not applicable,

= Result relatss to the item calibrated only.

s Cabbrstion cerficate shall not be reproduced except in full without written approval of Directar, NCQC.

» Reforence standard no. 1S 1260 {Eart-—ﬂ for woven metallic and giass fibre tape and 1S 1269 (Parl-2) steel tape
Mmeasure

w Condition of instrument found satisfactory during receipt.

w Location of periormance of calibration - At Lab.

“+ Refersnce calibration method no.: NCQC/CMMIOS, ) )

“ Dur masters are directly calibrated through NABL accredited calibration laboratory having direct Traceability with

national [ international standard.

Details of Master Instrument Used for Calibration

Nomenclature Make / Model Id. No./Sr.No. | Calibration Due Date
Tape & scale Measuring MIC | Octagon /MSTC - 1000 | NCQC/M-23/027 | 20-08-2025
NCQC Sysiem ' e
Certificate No Certificate no. & Traceability of master with National Standards

“+ Our master Tape & Scale Measuring Machine is in-house calibrated and traceable to National Standard

e through NABL accredited Laboratory as per Certificate no. NGGGWEWEEMDDL_D&E&-N_@B—EUM.
= —
Traceable ¥6 Natjonal / International Standards.
Calibrated By Maulik'Rathod | Reviewed & Approved By |\ Jigar'Panchal

=

NCQC DEFINES CALIBRATION AS "Precizion avp RELABILTY OF INSTRUMENTS FOR ‘fnu&%ﬁﬁi&_}:ﬂﬂai@ﬁw“




NCQC LABORATORY LLP

== 4, Abhishree Corporate Park, Nr. Swagat Bunglow BRTS,
" skcon-Ambll Road, Ambli, Ahmedabad-380 058 » Ph. +91-78-29795322, 29795323,
_,_‘,’3 Fgx @ +91-79-20795323, Cell No. +81-8327017517, +91-9328616370
o</ E.mall - pcge@calibrationlaboratory.in, « calibrationlab.neqe@gmail.com
sl Visit our Web Site ; www.calibrationlaboratory.ine LLP IN : ACH-3094 | GSTIN : 24 AAWFNB511B129
Precizion Calibration Contra with National / International Traceability for Temperature, Dimensional, Pressure,
Yecuwum, Time, Mass, Electrical, Notse, Alrflow, Lux & sll Special Purpose Instruments in all ranges.
Calibration Certificate
Name of Customer = CWM Engineering Work Shop Certificate No. NCQC-M/100225/20
Sabarmati, Ahmedabad-19 Date of Issue 11-02-2025
Date of Calibration 10-02-2025
B - Suggested Due Date | 09-02-2026
Date, Of Receipt / Ref. No.> 07-02-2025 B E;gmaf”‘”' bl e
S Discipline > M ical Calibration
ULR <~ CCZA20250000004008 é D?rﬁg r?;g:r? LEgsLmMeasﬁring Instrument, Gauges etc.)
Details of ﬂl:rﬁs_!watinn of Unit E:r?glﬁlfli Elon N T_";Tpf_:z
_ Pm“ | Name of Instrument : Measuring Tape
Range 0= 30000 mm. {30 Meter) Make / Model Freemans/=—=
Least Count 1mm Visual Inspection [0].4
&2 Polnt On UUC In mm Divilei measured h!{ Tape & Scale Absolute Error in mm
Measuring Machine in mm
165 100.018 0.018
200 200018 0.019
500 S500.025 0.025
1000 1000.032 0.032
2000 2000.036 0.036
2000 3000.045 0.045
4000 4000.053 0.053
5000 5000.084 0.064
6000 G000.042 0.049
_.-“ 7000 7000.088 0.068
E000 BOOO.OTE 0.079
oo0n 2000.081 0.081
10000 10000.086 0.086
11000 11000.087 0.087
12000 12000.098 0.098
13000 13000.081 0.081
14000 14000.103 0.103
15000 15000, 124 0.124
18000 16000.135 0.135
17000 17000 148 0.146
18000 18000.157 0.157
19000 18000.168 0.168
20000 20000.178 0178
21000 21000.185 0.185
22000 22000.183 0.183
23000 23000.203 0.203
Traceable ¥6 Natjonal / International Standards.
7 i AR “
Calibrated By MbuikRathod Reviewed & Approved By k\. igar'Panchal

s, il

NCQC DEFINES CALIBRATION AS “Precision ANo RevasiLmy oF INSTRUMENTS For YouR lerealnn@_;dmaw




o NCQC LABORATORY LLP

2 Aphishree Corporate Park, Nr. Swagat Bunglow BRTS,
li Baad, Ambli, Ahmedabhad-380 058 » Ph. +81-79-29795322, 287385323,

Fum
ol

n
"

]

1
I

¥

—— Fax  +91.79-28795323, Cell No. +91-8327017517, +91-0328616370
W/ E.mz - neoc@calibrationlaboratory.in. e calibrationlab.neqe @ gmail.com CCo2128
T Vi our Web Site - www.callbrationlaboratory.ine LLP IN : ACH-9094 | GSTIN : 24AAWFNES511B123
Precision Cafibration Cantra with National / International Traceability for Temperature, Dimansional, Pressure,
Vecuum, Time, Mass, Electrical, Noise, Airflow, Lux & all Special Purpose Instruments in all ranges.
! Calibration Certificate
‘Nam= of Customer > CWM Engineering Work Shop Certificate No | NCQC-M/100225/20 |
Sabarmalti, Ahmedabad-19 Date of Issue 11-02-2025 '
Date of Calibration 10-02-2025
; Suggested Due Date | 09-02-2026
Date Of Recaict / Ref. No & 07-02-2025 FGRAMNERDI, aaun ts
= Identification No oz —
Details of Observation of Unit 3 ’ .
' Under Catibration i i
_ Name of Instrument . Measuring Tape
Set Point On UUC in mm Qivision aisasured by Topy:&-Seala Absolute Error in mm
Measuring Machine in mm
24000 24000219 0.219
25000 25000.225 0,225
25000 26000234 0234
27000 27000267 0.287
28000 28000.259 0.259
25000 29000271 0271
NG00 30000343 0.343
Maximum Permissible error
Class Maximum permissible error in mm
Class | +({0.1+01L)
Class Il +{0.3+02L)
Class 1l +{06+04L)
| Note Wrere 'L’ is the value of the length in meter and rounded up to the nearest integral number of meters.

R

*em# of minimum three readings are reported. " I
= Aftzr 1000 mm, the stepwise calibration of each 1000 mm is done with earfier pre-positioning with respect o initial |

2o,
- Sugoested due is given based on customer requirement.
= Cabpration points are given based on customer requirement.
= These resufts are obiained at the time of calibration.
= Any rand wiitten comeciions (excepl @ marked) or photocopies J:f thie report invalidates this certificate.
v Uncerainty of measurement at 85% confidence level is £ 134 x VL pm (L in meter) at coverage facior k = 2.
= Environment condition during calibration; 20+ 2°C, 40 to 80% Rh
= Ayverage lomperature = 20,7 “C and average humidity 48.3 % Rh during calibration of instruments.
= Mo exiemal provider was used for calibration and hence it is not applicable.
k= Resull relates o the item calibrated only. ) )
e Calbration serificate shall not be reproduced except in full withoul written approval of Director, NCQGC,
w Refersnce ctandard ne. 15 1268 (Par=1) for woven melsllic and glass fibre tape and |15 1269 (Part—2) steel tape
megsure
= Condition of instrument found satisfactory during receipt,
v |ocation of performance of calibration = At Lab.
= Reference calibration method po.; NCQC/CMMAGAS.
= Our masters are directly calibraled through NABL accredited calibration |aboratory having direct Traceability with
national [ international standard.
Details of Master Instrument Used for Calibration
Nomenclature Make / Model id. No. 7 Sr. No. Calibration Due Date
Tape & scale Measuring MIC | Octagon / MSTC-1000 NCQC/M - 23/ 027 30-08-2025
il v Certificate no, & Traceability of master with National Standards
185 “+ Our masler Tape & Scale Measuring Maching is in-house calibrated and traceable to National Standard
- | through NABL accredited Laboratory as per Certificate no. NCQC-M/310824/001, Date-31-08-2024. |
— i e
Traceable ¥6 Natlonal / International Standards. /]
¥
| Calibrated By %ﬂt;idﬂgﬂhnd Reviewed & Approved By




NCQC LABORATORY LLP

4 Abhishree Corporate Park, Nr. Swagat Bunglow BRTS,
Iskcon-4mbll Read, Ambli, Ahmedabad-380 058 = Ph. +91-79-29795322, 28795323,
Fax ' +81.79-29795323, Cell No, +91-9327017517, +91-9328616370
E-mail - ncgc@calibrationlaboratory.in, e calibrationlab.nege @ gmail.com
Visit our Web Site : www.callbrationlaboratory.ine LLP IN : ACH-3094 / GSTIN : 24 AAWFNE511B129

Precision Calibration Cantre with National / International Traceabllity for Temperature, Dimensional, Pressure,
Vacuum, Time, Mass, Electrical, Noise, Airfiow, Lux & all Special Purpose Instruments in all ranges.

1..:;%
gg.ﬁ}j
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e :
1 u""(._

I
n
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Calibration Certificate

' Name of Customer - CWM Engineering Work Shop Certificate No. NCQC-M/100225/21

Sabarmati, Ahmedabad-19 Date of 1ssue 11-02-2025
Diate of Calibration 10-02-2025

Suggested Due Date | 09-02-2026
FICRM/O35/011 , Issue No.02

Date Of Receipt / Ref. No.= 07-02-2025 Page 1 of 2
& -
ULR - CC212825000000498F R e gﬁ?ﬂﬂﬂ%ﬁﬂﬁ&m g Instrument, Gauges ete.) |
Details of Dhs?waﬂun of Unit ISd:::F ;21 on he: : E'I_T_—_U_:i
| Undercasoedion: 000 Name of Instrument ~_Measuring Tape
Rangs | 0—30000 mm. (30 Meter) Make / Model Freemans/===
Least Count | 1 mm Visual Inspection DK
Set Point On UUC in mm SAVIROR FSRARNNT by | DR 2l Absolute Error in mm
Measuring Machine in mm
100 100.013 0.025
200 200.026 0.035
300 500.047 0.053
1000 1000.076 0.078
2000 2000.085 D.085
3000 3000.092 0.092
4000 4000.103 0103
5000 S000.124 0.124
6000 6000.135 0.135
o 7000 T000.148 0.148
—": 8000 8000.156 0.156
8000 5000.168 0.168
10000 10000.179 0,179
11000 11000.18%5 0.185
12000 12000.198 0.1886
13000 13000.203 0.203
14000 14000.213 0.213
15000 15000 225 0.225
16000 16000.210 0.210
17000 17000.219 0.218
18000 18000 235 0.235
18000 19000.246 0.245
20000 20000.253 0.253
21000 21000.267 0.257
22000 22000279 0.279
23000 23000295 0.285
AL ORAN

—— e -T

Traceable T6 Natjonal / International Standards.

¥
Calibrated By Mtuli;;athnd Reviewed & Approved By

: |g$r'-|=fg:_1'c'rmt
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NCQC DEFINES CALIBRATION AS "Precision anp Reuamuty oF InstaumenTs For Yous Berreh Totornow”




100

i NCQC LABORATORY LLP
&5 4, Aphishree Corporate Park, Nr. Swagat Bunglow BRTS,

“ Iskeon-Ambli Road, Ambli, Ahmedabad-380 058 » Ph. +81-79-29795322, 28785323,

s 5] Fax - +01.75-29795323, Cell No. +91-9327017517, +91-8328616370 0
@E E-mall . nege @calibrationlaboratory.in, « calibrationlab,.ncqe @ gmail.com CC-2198
Lot Visit our Web Site : www.callbrationlaboratory.ine LLP IN : ACH-3094 | GSTIN : 24AAWFNE511B1Z9

Precision Calibration Cantre with National [ International Traceabllity for Temperature, Dimensional, Pressure,
Vacuum, Tims, Mass, Electrical, Noise; Airflow, Lux & all Special Purpose Instruments in all ranges.

Calibration Certificate

" Name of Customer > CWM Engineering Work Shop Certificate No. NCQC-M/100225/21

Sabarmati, Ahmedabad-19 Date of Issue 11-02-2025
Date of Calibration 10-02-2025

Suggested Due Date | 09-02-2026
FICRMDBE01/, Tssue No.02

Datﬁht}f Feceipt/ Ref No.—» 07-02-2025 - Page 2 of 2
Details of Observation of Unit | |Sentification No. - MT-03
Under Calibration weudl Ko, M
Mame of Instrument . _Measuring Tape
Set Foint On UUG in mm Do snssanss by FapE & Scal Absolute Error in mm
Measuring Machine in mm
24000 24000.259 0.259
25000 25000.263 0.263
26000 26000272 0.272
27000 27000.285 0.295
28000 28000.301 0.301
29000 29000.315 0.315
30000 30000.326 0.326
L Maximum Permissible error
Class Maximum permissible error In mm
Class | +(01+0.11L)
, Class |l - +{0.3+021L)
! Class i +(06+04L)
Note Where L' is the value of the length in meter and rounded up to the nearest integral number of meters.

Remarks:
= Aerages of minimum three readings are reported,

s Afigr 1000 mm, the stepwise calibration of each 1000 mm is done with earlier pre-positioning with respect to initial
Zero

Suagestsd dus is given based on cugtomer reguirement.

Caibration painfs are given based on customer requirement.

Thesa resuifs are obiained at the time of calibration.

Ary hand written comechions {excen?t @ marked) or pholocopies of the repor invalidates this certificate,

Uncenznty of measurement at 85% confidence level is + 134 x WL pm (L in meter) at coverage factor k = 2.
Ervironment condition during calibration; 20 £ 2°C, 40 1o 60% Rh,

Average temperature = 206 °C and average humidity 48.6 % Rh during calibration of instruments,

Mo extamal provider was usad for calibration and hence it is not applicable.

Resuft relates {o the item callbrated only.

Calbration cerificate shall not be reproduced except in full without written approval of Director, NCQC,

Refarence siandard no.; IS 1269 [gart-—ﬂ for woven metallic and glass fibre tape and iS5 1269 (Par-Z) steel tape
measure

Condition of instrument found safisfactory duning receipl.

Lecation of performance of calibration - At Lab.

Reference calibration method no.: NCQCACMMIQASE.

Cur masiers are directly calibrated through NAEBL accrediled calibration laboralory having direct Traceabllity with
rationad / international standard.

Details of Master Instrument Used for Calibration

FEFTFededed

FF 64

Nomenclature Make / Model Id. No. 7 Sr. No. Calibration Due Date |
Tape & scale Measuring MIC | Octagon / MSTC — 1000 | NCOQC/M —23 /027 30-08-2025
EES;G:E:E? Certificate no. & Traceability of master with National Standards
155 “s Cur master Tape & Scale Measuring Machine is in-house calibrated and traceable to Mational Standard
| through NABL secredited Laboratory as per Certificate no, NCOC-M/310824/001, Date—31-08-2024.

Traceable 76 National / International Standards. j ~= 7R

¥ L 5
Calibrated By Mauli Zathod Reviewed & Approved By “m '

NCQC DEFINES CALIBRATION AS “"Premsion anp ReLiasiimy oF INSTRUMENTS FOR ‘r’c:u;i'{igrra_a _'i:upﬂﬁﬂuw




3

101

NCQC LABORATORY LLP

4, Abhishree Corporate Park, Nr. Swagat Bunglow BRTS,

B
‘!’ Iskcon-Ambli Road, Ambli, Ahmedabad-380 058 » Ph. +81-79-29785322, 28795323,
L

Fax : +01-79-28795323, Cell No. +91-8327017517, +81-832B616370

@- . i E-mail : ncgc@ ealibrationlaboratory.in. « calibrationlab.ncge @ gmail.com
e Visit our Web Site : www.calibrationlaboratory.ine LLP IN : ACH-094 /| GSTIN ; 24AAWFNB511B1Z9

CC-2128

Precision Calibration Centre with National / International Traceability for Temperature, Dimensional, Pressure,
Vacuum, Time, Mass, Electrical, Noise, Airflow, Lux & all Special Purpose Instruments in all ranges.

Calibration Certificate

Name of Customer - CWM Engineering Work Shop Certificate No. NCQC-M/100225/22
Sabarmati, Ahmedabad-19 Date of [ssua 11-02-2025
Date of Calibration 10-02-2025
Suggested Due Date | 09-02-2026

FICRAAD35/01/1, Issus No.02

Date Of Beceipt (| Raf. No.2 07-02-2025 Page 1of 2

ULR - CC212825000000500F

Discipline > Mechanical Calibration,

Dimension (Basic-Measuring Instrument, Gauges elc.)

Details of Observation of Unit Idar_1t:ﬁcat:un No. E‘I;—IM
Under Calibration Searial Na. ) —
o - Mame of Instrument ¢ Measuring Tape -
Range 0= 30000 mm. {30 Meter) Make / Modsl | GK FML{===
Least Count 1 mm Visual Inspection | QK
Szt Polnt On UUC In mm Rivhilenmaasnrethy Tape. & Scale Absolute Error in mm
Measuring Machine in mm
100 100,008 0.008
200 200.016 0.016
500 S00.029 0.029
1000 1000.037 0.037
2000 2000.051 0.051
3000 3000.058 0.059
4000 4000.087 0.0687
5000 5000.075 0.075
6000 6000089 0.08%
7000 T000.097 0.097
BOOO 8000104 0,104
S000 2000.115 0.115
10000 10000.128 0.129
11000 11000.134 0.134
12000 12000, 14% 0,145
13000 13000187 0.167
14000 14000178 0.17a
15000 15000.191 0121
16000 16000.203 0.203
17000 17000.228 0.226
18000 18000237 0,237
19000 18000.248 0.248
20000 20000.268 0.265
21000 21000279 0.279
22000 22000.258 0.258
23000 23000.314 0.314
Traceable 76 Natjonal / International Standards. G
P . AT R b
Calibrated By MaulitRathod | Reviewed & Approved By K gar/Panchal

NCQC DEFINES CALIBRATION AS "Precision avo ReuasiLmy oF IRsTRuMERTS FOR YOUR ETE'TT@I? Tﬂupan’f:-w'
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NCQC LABORATORY LLP

4 Abhishree Corporate Park, Nr. Swagat Bunglow BRTS,
Iskcon-Ambli Road, Ambli, Ahmedabad-380 058 = Ph. +81-79-28785322, 28785323,
Fax - +01-78-25795323, Cell No. +91-8327017517, +91-832B616370
E-mall - neqe @ calibrationlaboratory.in, e calibrationlab.neqe @ gmail.com
Visit our Web Site : www.calibrationlaboratory.ine LLP IN : ACH-3094 /| GSTIN ; 24AAWFNE511B129

Precision Calibration Centre with National / Imternationa! Traceability for Temperature; Dimensional, Pressure,
Vacuum, Time, Mass, Electrical, Noise, Airflow, Lux & sl Special Purpose Instruments in all renges.

CC-2128

Calibration Certificate

Name of Customer = CWM Engineering Work Shop Certificate No NCQC-M/100225/22
Sabarmati, Ahmedabad-19 Date of Issue 11-02-2025
Date of Calibration 10-02-2025
Suggested Due Date | 09-02-2026

FICRMIO35/01M , Issue No .02
Page2of2
MT-04

| Date Of Receipt / Ref, No,» 07-02-2025

N Identification No.
Serial No.
MName of Instrument

Details of Observation of Unit

Under Calibration

Measuring Tape

Set Point On UUC in mmi

Division measurad by Tape & Scale
Measuring Machine in mm

Absolute Error in mm

0.324
0.330
0.348
0.367
0.375
0.379
0.385

24000.324
25000.339
26000348
27000387
28000.375
29000379
30000.385

Maximum Permissible error

Maximum permissible error in mm
+(01+011)

, Class Il +(03+021)

I Class Il +{06+04L)

Note Where 'L’ is the value of the length in meter and rounded up to the nearest integral number of meters.

Remarks:

s ~verages of minimum three readings are reported.

e Afier 1000 mm, the slepwise calibration of each 1000 mm is done with earlier pre-positioning with respect to initial
2210

= Suggssied due is given based on customer requirement.

s Calibration points are given based on customer requirement.

» Thass resulis are oblained at the time of callbration.

= Any hand wiitten corrections {except @ marked) or photocopies of the repert invalidates this cerificate,

w Uncertainty of measurement at 85% confidence level is + 134 x WL pm (L In meter) at coverage factork = 2.

Environmant condition during calibration: 20 £ 2°C, 40 to 60% Rh.

Average temperature = 208 °C and average humidity 48.5 % Rh during calibration of instruments.

Mo exiemnal provider was used for calibration and hence it is not applicable.

Result relates (o the tem callbrated only.

Calibration cenificate shall not be repreduced except in full without written approval of Director, NCQLC,

Reference standard no. IS 1289 {Earl-"-l} for woven metallic and glass fibre tape and 15 1268 (Pari-2) steel tape

measure.

Condition of instrument found satisfactory during receipt.

Location of performance of calibration = At Lab.

Reference calibration method no.. NCQC/CM/M/G3S. o

Our masters are directly calibrated through NABL accredited calibration laboralory having direct Traceabllity with

national / imlernational standard.

Details of Master Instrument Used for Calibration

24000
250040
26000
27000
28000
28000
300040

Class
Class |

AEREN]

Fiid

Nomenclature

Make | Model

Id. No. / Sr. No.

Calibration Due Date

Tape & scale Measuring MIC

Octagon / MSTC = 1000

NCQC/M — 23 / 027

30-08-2025

NCQC System
Cerificate No.

Certificate no. & Traceability of master with National Standards

155

= Our master Tape & Scale Measuring Machine is in-house calibrated and traceable fo National Standard

through NABL aceredited Laboratory as per Cerfificate no. NCQC-M/310824/001, Date-31-08-2024.

Traceahle/m’mﬁ]unai / International Standards.

-

Calibrated By

¥

M ulixf,hgd

Reviewed & Approved By

garBanchat

|

-

NCQC DEFINES CALIBRATION AS "Precision anp ReuasiLmy oF InsTRUuMENTS Foa Your EE"‘.-?H-'EMHEI‘!_:W?
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iy NCQC LABORATORY LLP
N 4, Abhishree Corporate Park, Nr. Swagat Bunglow BRTS,
“ |skcon-Ambli Road, Ambli, Ahmedabad-380 058 » Ph. +91-79-29795322, 28795323,
rop Fax : +81-79-29795323, Cell No. +91-8327017517, +91-9328616370 A
N, E-mall : nege @ calibrationlaboratory.in,  calibrationlab, ncqe@ gmail.com CC-2978
Ruae Visit our Web Site : www.calibrationlaboratory.ine LLP IN : ACH-9094 /| GSTIN : 24AAWFNB511B129
Precision Calibration Centre with National / International Traceability for Temperature, Dimensional, Pressura,
Vacuum, Time, Masa, Electrical, Noise, Airflow, Lux & all Special Purpose Instruments in all ranges.
Calibration Certthcate
Name of Cusiomer - CWM Engineering Work Shop | Certificate No NCQC-M/M00225/23
Sabarmati, Ahmedabad-19 Date of Issue 11-02-2025
Date of Calibration 10-02-2025
Suggested Due Date | 08-02-2026
Date Of Re=ceipt | Ref No.= 07-02-2026 Efgmafmm' Issue No.02
ULR - CC212625000000501F | T E?nfl‘:;;a:gaasliigﬁgg:dﬁng Instrument, Gauges etc )
Details of Observation of Unit Ider_1t|ﬁcat|un No. X MT-05
Under Calibration Serial No. T
Name of Instrument . Measuring Tape
Range | B =230000 mm. {30 Meter) Make / Madel GK FML/===
Least Count 1 mm Visual Inspection o134
Set Point On UUC In mm D'm;’;;:’?::::;‘:;af::“'“ Absolute Error in mm
100 89.975 0.025
200 195.862 0.038
00 488,851 0.049
1000 9995 936 0.064
Z000 1999.925 0.075
2000 2999.911 0.08%
4000 3999.894 0.1086
5000 4598.6875 0.125
| o 8000 5999.863 0137
7000 £999.851 0.149
EDOD ¥9989.839 0.161
8000 8999 825 0.175
10000 9939.811 0188
11000 10888,797 0.203
12000 11929.787 0.213
13000 128889.771 0229
12000 130948.759 0.241
15000 14999 732 0.268
16000 15998.725 0.275
17000 16999,714 0.286
18000 17999.703 0.2a7
18000 18999.688 0.312
20000 19999.678 0.324
21000 20898 655 0.345
22000 21899.614 0.386
23000 22090 606 0.394
- ~ '
Traceable JNa onal / International Standards. : g g
Calibrated By l;.'lt,_;l—ﬂ athod | Reviewed & Approved By ' \_{ garé;nchal

NCQC DEFINES CALIBRATION AS "Precision ano Reuiamumy oF InsTrunenTs For Yole Bester Tenbsrow"
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) NCQC LABORATORY LLP

- 4, Abhishree Corporate Park, Nr. Swagat Bunglow BRTS,
lskcon-Ambll Road, Ambli, Ahmedabad-380 058 = Ph. +91-79-29795322, 28795323,
» il Fax : +21-78-207095323, Cell No. 491-9327017517, +91-9328616370
@Cﬂ E-mall - pcge@calibrationlaboratory.in, e calibrationlab.nege @ gmail.com
Ll L Visit our Web Site : www.callbrationlaboratory.ins LLP IN : ACH-9094 / GSTIN : 24AAWFNB511B129

Pracision Calibration Cantra with National / International Traceability for Temperature, Dimensional, Pressure,
Vacuum, Time, Mass, Electrical, Noise, Airflow, Lux & oll Special Purpose Instruments in all ranges.

Calibration Certificate

[ Name of Customer - CWM Engineering Work Shop Certificate No, NCQC-M/100225/23 |
Sabarmati, Ahmedabad-19 Date of Issue 11-02-2025
Date of Calibration 10-02-2025

Suggested Due Date | 09-02-2026
FICRMO3S/01/1, Issue No.02

Date Of Reczipt/ Ref. No. 07-02-2025 Page 2 0f 2
Details of Observation of Unit | Sor e on NO. i
Ui Ca Name of Instrument . _Measuring Tape
Set Point On UUC in mm Division measwred by Tape & Scale Absolute Error in mm
Measuring Machine in mm
24000 ~ 23999.598 0.402
25000 24999 588 0412
26000 25000 575 0.425
27000 28099 565 0.435
ZBD00 27899 558 0.441
28000 28999 544 0.456
30000 28099 533 (1487
! Maximum Permissible erraor
Class Maximum permissible error in mm
Class | +({01+011L)
Class Il +{(0.3+021L)
Class I +{0.6+04L)

Vhoere L is the value of the length in meter and rounded up to the nearest integral number of maters.

o

Ay===g==s of minimum three readings are reported. ;i
afee 1000 mm, the stepwise calibration of each 1000 mm is done with earlier pre-positioning with respact to initial
Suooesiad dus is given based on customer requirement.

Caltration points are given based on customer requirement.

Thess resuifs are obiained at the time of calibration. )

Asvy rang wiimien comections (except @ marked) or phutonﬂes of the report invalidates this cedificate,

Uneesizinty of measurement st 95% confidence level is + 134 x WL pm (L in meter) at coverage factork = 2.
Emwronment condition during calibration: 20 £ 2°C, 40 to 60% Rh.

Sperage tempaerature = 2005 *C and average humidity 47.3 % Rh during calibration of instruments.

No exzmal provider was used for calibration and hence it is not applicable,

Fesu® reizies (o the item calibrated only.

Caitezton carificate shall not be reproduced except in full withaut written approval of Director, NCQC,

Ref=rmnce sisndard no: 1S 1269 {gaﬂa-ﬂ for woven metallic and glass fibre tape and 15 1269 (Parl~2) stes| tape
]

Condsen of instrument found satisfactory during receipt.

Locaton of performance of calibration = At Lab,

Raference calibration method no.: NCOC/CM/M/035. o
O masizrs are directly calibrated through NABL accredited calibration laberalory having direct Traceability with
nationg [ infernational standard.

Details of Master Instrument Used for Calibration
. Nomenclature Make / Model Id. No. 1 Sr. No. Calibration Due Date
| Tape & scale Measuring MIC | Octagon / MSTC — 1000 | NCQC/M —23 /027 30-08-2025
S Sytom Certificate no. & Traceability of master with National Standards

Certficate No P |
= Our master Tape & Scale Measuring Maching is in-house calibrated and traceabls to National Standard |

]

EEEREREERE

L

e through NABL accredited Laboratory as per Certificate no. NCQOC-M/310824/001, Date-31-08:-2024.
| Traceah"’/z@nnal ! International Standards. A
| Calibrated By Maulik'Rathod | Reviewed & Approved By igarPanchal

o

NCQC DEFINES CALIBRATION AS “Precision ano ReLiagiumy oF INsTRUMENTS FoR YouR ngiﬁ_.‘]"ﬂin_:_: ARow"
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N NCQC LABORATORY LLP

& 1
e 4. Abhishree Corporate Park, Nr. Swagat Bunglow BRTS,
lskeon-Ambli Road, Ambli, Ahmedabad-380 058 = Ph. +81-78-29795322, 28795323,
Fax @ +91-79-29795323, Cell No. +91-9327017517, +81-0328616370

v'. k .
@‘z E-mall - ncqc@calibrationlab in, » calibrationlab ncge @ gmail.com cC-2128

ol Visit our Web Site : www.calibrationlaboratory.ine LLP IN : ACH-9094 /| GSTIN : 24AAWFN8511B129

Pracigion Calibration Cantre with National / International Traceabllity for Temperature, Dimensional, Fressura,
Vacuum, Time, Mass, Electrical, Noisa, Airflow, Lux & all Special Purpose Instruments in all ranges.

Calibration Certificate
| Name of Customer - CWM Engineering Work Shop Certificate No NCQC-M/100225/24
Sabarmati. Ahmedabad-19 Date of Issue 11-02-2025
Date of Calibration 10-02-2025
= Suggested Due Date | 08-02-2026
Date Of Receipt / Ref. No.» 07-02-2025 ;:—;’:"’;"_ﬂsf“” Tehese No.2
ULR~ELZ12e25080000802F PRsmine E?nfmif: :I;;aas!iig-mg::dring Instrument, Gauges etc.)
Details of Observation of Unit Lo anbla. s
Under Gi_i'hm'ﬂ | Name of Instrument : Measuring Tape
Range 0 - 30000 mm. (30 Meter) Make / Model [ GK FML/===
Laast Count 1 mm Visual Inspection OK
S=t Point On UUC In mm Sl o vesm oy L aye & Sculh Absolute Error in mm
Measuring Machine in mm
100 100,025 0.025
200 200.034 0,034
500 500.048 0.048
1000 1000.052 0.05%
2000 2000.067 0.087
30 3000.062 0.062
4000 4000079 0.079
S000 5000.091 0.0
| 23 8000 6000.105 0.105
7000 7000.113 0.113
8000 8000126 0.128
9000 9000.137 0.137
10000 10000.149 0.149
11000 11000.167 0.167
12000 12000175 0.175
13000 13000.185 0.185
14000 14000.203 0.203
15000 15000218 0.216
16000 16000.223 0.223
17000 17000,238 0.238
18000 18000 249 0.249
18000 19000.264 0.264
20000 20000.278 0.27B
21000 21000.298 0.298
22000 22000.314 0.314
23000 23000.325 0.325

Tracaahlo,?ﬁ’ﬁ%nnal ! International Standards.

o .5 \ i)
Calibrated By MLuIik‘éathod Reviewed & Approved By \! Igar.chhgl

NCQC DEFINES CALIBERATION AS “Precision ANb ReLABILITY OF INSTRUMENTS Fon Youn Betrer ToMORROW"




NCQC LABORATORY LLP

4, Abhishree Corporate Park, Nr. Swagat Bunglow BATS,
Iskeon-Ambli Foad, Ambli, Ahmedabad-380 058 » Ph. +91-79-29795322, 29795323,
Fax © +01-79-29795323, Cell No. +91-9327017517, +91-0328616370

E-mall - ncqc@ecalibrationlaboratory.in, e calibrationlab.ncqc @ gmall.com
Visit our Web Site : www.calibrationlaboratory.ine LLP IN : ACH-9094 / GSTIN ; 24AAWFNE51181Z9

Pracision Cslibration Centre with National / International Traceability for Temperature, Dimensional, Pressura,
Vacuum, Time, Mess, Electrical, Noise, Airflow, Lux & all Special Purpose Instruments In all ranges.

Calibration Certificate

Name of Customer - CWM Engineering Work Shop Certificate No. NCQC-M/100225/24

Sabarmati, Ahmedabad-19 Date of issue 11-02-2025
' Date of Calibration 10-02-2025

Suggested Due Date 09-02-2026
F/CRMD35/011, Issue No.02

Date Of Recaipt / Ref No.- 07-02-2025

Page2of2
| DaLarh of Observation of Unit Identification No : MT-06
Under Calibration Serial No. ¥ T
| Name of Instrument . _Measuring Tape
Set Point On UUC In mm Bivistan ma_asured h:’! TepsR Bwe Absolute Error in mm
Measuring Machine in mm
24000 24000.325 0.325
25000 25000.338 0.3356
25000 26000.341 0.341
27000 27000.359 0.359
28000 28000387 0.387
25000 29000.385 0.385
30000 30000.391 0.381
Maximum Permissible error
: Class Maximum permissible error in mm
[ Class | +(0.1+0.11) .
Class I _#(0.3+021)
Class llI +(06+041L)

Nots Wnere L is the value of the length in meter and rounded up to the nearest integral number of meters.

= Ay=rzoss of minimum three readings are reported. .
= &%= 1000 mm, the stepwise calibration of each 1000 mm is done with earlier pre-positioning with respect 1o initial
g
Tuoossiad due is given based on customer requirement.
C=oration points are given based on customer requirement.
Thess results are obtained at the fime of calibration.
Aoy mand written comrections (except @ marked) or photocopies of the report invalidates this certificate,
Usssrnizinty of measurement at 85% confidenca level is + 134 x AL pm (L in meter) at coverage factork = 2.
mwronment condition during calibration: 20 4 2°C, 4010 80% Rh, e ’
= lamperature <> 20.8 °C and average humidity 48.5 % Rh during calibration of instruments.
Yo ==zl provider was used for calibration and hence it is not applicable.
Hasult refstes to the ftem calibrated only. . .
CEioeston cenfficate shall not be reproduced except in full without written arfpmval of Direclor, NCQT,
S=ferznce standard noo IS 1269 (Pari-1) for woven metaliic and glass fibre tape and 15 1269 (Pan-2) steel tape
= == 2
Comaton of instrument found satisfactory during receipt.
Loc=son of performance of calibration = Al Lab.
Seformnce cafbration method no. NCQC/CMMIDES.
T mastecs are directly calibrated through NAEBL accredited calibration laboratory having direct Traceability with
s=tenai | international standard.

Details of Master Instrument Used for Calibration

EEE NN

BN R

Nomenclature Make | Model Id. No. ! Sr. No. Calibration Due Date
T=pe & sc=e Messunng MIC | Octagon / MSTC 1000 NCQC/M =23 /027 30-08-2025
NCOC System . . : :
Certieate No Certrﬁcaiﬁﬁ___ %_Traceabrllty of master with National Standards
e — Dur master Tape & Scale Measuring Machine Is in-house callbraled and lraceable to National Standard
i  through NABL accredited Laboratory as per Certificate no. NCOC-M/310824/001, Da_IeFE'l-Dﬁgmz_ 4.
Traceable F6 Natjonal / International Standards. i P AL B,

¥
_Caiibrated By Mtulilzﬁthnd Reviewed & Approved By

NCQC DEFINES CALIBRATION AS "Precision anp ReEasiLTy oF InstrumenTs £08 Your E:hjEﬁTDF-1'ﬂnmﬁt"'
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S NCQC LABORATORY LLP
oo 4, Abhishree Corporate Park, Nr. Swagat Bunglow BRTS,
Iskcon-Ambli Road, Ambli, Ahmedabad-380 058 » Ph. +91-79-29785322, 28795323,
. Fax : +91-79-29795323, Cell No. +81-8327017517, +81-9328616370
E;ﬂ E-mail : ncgc@calibrationlaboralory.in, e calibrationlab.ncgc @ gmail.com cC-2128
s Visit our Web Site : www.calibrationlaboratory.ine LLP IN : ACH-3094 /| GSTIN : 24AAWFNB511B1Z9

Precision Calibration Centre with Natlonal f International Traceability for Temperature, Dimansional, Pressure,
Vacuum, Time, Mass, Electrical, Noisa, Airflow, Lux & all Special Purpose Instruments in all rangas.

| Calibration Certificate

Name of Customer -» CWM Engineering Work Shop Certificate No. NCQC-M/100225/25

Sabarmati, Ahmedabad-19 Date of Issue 11-02-2025
Date of Callbration 10-02-2025

Suggested Due Date | 09-02-2026
FICRMID35/01/1, Issue No.02

Date‘DF Reczipt /| Ref No.—» 07-02-2025 Page 10f 3 -
ULR —CC212825000000503F o g?;gﬁ;;nna}é:aﬂggﬁzggﬁﬁng Instrument, Gauges etc.}) |
Details of Observation of Unit gentification he. 2 -l
Under Calibration Sieriai Ne. e
| Name of Instrument . Measuring Tape _
Rangs 0 = 50000 mm. (50 Meter) Make / Model Freemans/===
Least Coamt 1mm Visual Inspection Ok
Division measured by Tape & Scale .
S=t Point On UUC In mm Measuting Mactr?;neii:'l mm Absolute Error in mm
100 100,012 0.012
| 200 200.025 0.025
| SO0 500.028 D.02a
| 1000 1000.032 0.032
2000 2000.045 0.045
3000 3000.051 0.051
4000 4000.056 0.056
000 5000.043 0.043
e 65000 6000.059 D.059
e 7000 7000.07e 0.076
8000 8000.085 0.085
000 8000.098 0.096
10000 10000165 0.105
11000 11000.118 0.116
12000 12000.126 0.128
13000 13000.135 0.135
14000 14000148 0.146
15000 15000.171 0.1
16000 168000.198 0.1986
17000 17000.213 0213
18000 18000.235 0.235
18800 18000.247 0.247
20000 20000.267 0.267
21000 21000289 0.289
22000 22000301 0.301
23000 23000.324 0.324
. ~ 3

MNatlonal / International Standards.

;éthn{l Reviewed & Approved By

NCQC DEFINES CALIBRATION AS "Precision ano BeLasiumy oF IkstruMEsTs fon Yous B-EETEH*"FJU'I’J'SF-HQW

Traceable

Calibrated By ' 1gar{l;';rich,al |
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NCQC LABORATORY LLP

4, Abhishree Corporate Park, Nr. Swagat Bunglow BRTS,
lskcon-Ambli Road, Ambli, Ahmedabad-380 058 = Ph. +91-79-28795322, 29795323,
Fax : +91-79-29795323, Cell No. +91-0327017517, +81-8328616370 ; Y
E-mall : neqo@calibrationlaboratory.in. e calibrationlab neqe @ gmail.com cc-2128
Visit our Web Site : www.calibrationlaboratory.ine LLP IN : ACH-9094 / GSTIN : 24AAWFNB511B129

Precision Callbration Centre with National / Intemnational Traceability for Temperature, Dimensional, Prassura,
Vacuum, Time. Mass, Electrical, Noisa, Airflow, Lux & all Special Purpose Instruments In all ranges.

Calibration Certificate
Name of Customer - CWM Engineering Work Shop Certificate No. NCQC-M/100225/25
Sabarmati, Ahmedabad-19 Date of Issue 11-02-2025
Date of Calibration 10-02-2025
Suggested Due Date | 09-02-2026
Date Of Recsipt / Ref No.-> 07-02-2025 ;amg':”;‘;‘}afﬁ””' isatie No.02
Detaile of Observation of Unit | o uncation No. Mi-50
Under Calibration SN o, R
Name of Instrument Measuring Tape
Set Point On UUC in mm n"'":;;::;?:;;::ﬂ I,Lai’:fnﬁ‘nf““'“ Absolute Error in mm
24000 24000.229 0.329
25000 25000.331 0.331
26000 26000.345 0.345
27000 27000.348 0.348
28000 28000.356 0,356
25000 29000.369 0.369
30000 30000.374 0.374
31000 31000.385 0.385
32000 32000.401 0.401
33000 33000.412 0.412
34000 34000.416 0.416
35000 35000.423 0.423
ET 35000 36000.438 0.438
37000 37000.447 0,447
38000 3B000.469 0.469
35000 39000.471 0.471
40000 40000.462 0.462
41000 41000.489 0.489
42000 42000,493 0.493
43000 43000.513 0.513
44000 44000.524 0.524
45000 45000534 0.534
45000 46000.541 0.541
47000 47000.559 0.553
48000 4B000.572 0.572
| 43000 49000583 0.583
| 50000 50000.597 0.597
Traceahzg,;_g’ﬁ?qnnal I :ntemaﬁonal Standards. j o )
Calibrated By LM‘LEI‘ thod | Reviewed & Approved By MHchﬁl_

NCOC DEFINES CALIBERATION AS "Precision anp Reuasiury oF IngtrumeEnTs For Your E%qtﬂ Toupsrow"
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I NCQC LABORATORY LLP

4. Abhishree Corporate Park, Nr. Swagat Bunglow BRTS,
lskcon-Ambli Road, Ambli, Ahmedabad-380 058 = Ph. +91-73-29795322, 29795323,
S0 Fax - +01-79-20705323, Cell No. +91-8327017517, +91-9328616370 N
& E-mall - ncqe@calibrationlaboralory.in, e calibrationlab.ncge @ gmail.com CC.2128
pUeC Visit gur Web Site : www.callbrationlaboratory.ins LLP IN : ACH-3094 /| GSTIN ;: 24AAWFNB511B1Z9

Precision Calibration Centre with National / International Traceability for Temperature, Dimansional, Pressure,
Vecuum, Time, Mass, Electrical, Noisa, Airflow, Lux & all Special Purpose Instruments in all ranges.

Calibration Certificate

| Name of Customer < CWM Engineering Work Shop Certificate No. NCQC-M/100225/25
Sabarmati, Ahmedabad-19 Date of Issue 11-02-2025
Date of Calibration 10-02-2025

Suggested Due Date | 09-02-2026

= | FICR/MIDA5/01/1, lssue No.D2

DaT R=ceipt/ Ref No.— 07-02-2025 Page 3 of 3
B ificati . ] —50
Details of Observation of Unit E:r'i“;ﬂ:zm" e . NS
Under Calibration MName of Instrument . Measuring Tape
Maximum Permissible error
Class Maximum_panniasihla arror In mm
Class | #(01+01L)
Class |l +(0.3+021L)
| Class Il +{06+04L)
| Note Where L = the value of the length in meter and rounded up to the nearest integral number of meters.
Remarks:
= Asgrzaes of minimum three readings are rﬁrm‘ted.
= L% 1000 mm. the stepwise calibration of each 1000 mm is done with 2arlier pre-positioning with respect to initial
= Buscssiss due it given based on customer requirement.
- ziorzton points ara given based on customer mquir&nmt.
e Themsa reeylis are obiained at the time of calibration. ) )
w A~y hend written comections (except @ marked) or pholocopies -JOL{ the report invalidates this certificate.
= Usc==zinty of measurement at 85% confidence level is + 134 x VL pm (L in meter) at coverage laclor k= 2.
= Emwronment condition during calibration: 20 4 2°C, 40 to 60% Rh. ;
= Ay=rzns temperature  21.0 "C and average humidity 49.3 % Rh du[in% calibration of instruments.
= Mo eremsl provider was used for calibration and hence it is not applicable.
= ezt relstes o the item calibrated only.

= Catoration cerificate shall not be regmduced except in full withoul wrilten approval of Director, NCQC,
-7 Befzrence standard no 1S 1288 (Par-1) for woven metallic and glass fibre tape and 1S 1262 (Part-2) steel tape

mesrure

= Ceoscdtion of instrument found satisfactory during receipt.
~ Locaton of performance of calibration - At Lab.
= Fsference calibration method ne: NCQC/CMMI/O3S. ) . )
~ Cwr maszters are directly callbrated through NABL accredited calibration laboratory having direct Traceability with
metonz! | international standard.
Details of Master Instrument Used for Calibration
Nomenclature _ Make / Model Id. No. ! Sr. No. Calibration Due Date
Taoe & sczis Measuring MIC | Octagon / MSTC — 1000 | NCQC/M —23 /027 30-08-2025
MNCOC Systam : o :
Corss T | - Certificate no. & Traceability l:if Tnaiiter with National Etandar?s _
— = Jur master Tape & Scale Measuring Machine is in-house calibrated and traceable to National Standard
i through NABL accredited | aboratory as per Certificale no. NCQC-M/310824/001, Date—31-08-2024. '
- Tmneablﬂgj@]nnal / International Standards.
Calibrated By M uligathod Reviewed & Approved By ‘. Iﬂ'a'rﬁanchil

NCQC DEFINES CALIBRATION AS “Precision ano Reuasimy oF InsTRumesTs Fon Your Bemer ToutnRow"
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NATIONAL CeENTRE For QuaLiTy CALIBRATION

4, Abhishres Comaorate Park, Nr. Swagat Bungalows BATS, |skson-Ambll Road, Ambil, Ahmi m?g?%ﬂ
+91:78-29795323, Coll No. +91-9327017517, +91:93266

Fh. +91-79-26796322, 20795323 « Fay -
E-mail : noqo@callbeationisbomtory.in,  calibmtionabneae @ gmall.com
Visit our Wab Site : www.callbrationtaboratory.in

ssure,
Frocision Callbration with Nationa / International Traceabllity tor Temperature, D'm'“:. “::'Jimp::-u"-
oise, Airflow, Lux & all Special Purpose Instrumenis

Vacuum, Time, Mass, Electrical, N
_— =
r Calibration Certificate e
b e e s . - —~ e — 2
Name of Customer - Chief Workshop Manager Ceadificate No NCQC-M/D40723/1
Engineering Workshop Kaligam Date of Issue 04-07-2023
Ahmedata : Date of Callbration | 04-07-2023
= | Suggested Due Date| 03-07-2024
T e == n ~ | FICRMIDS2/1. Issue No.02
| Date Of Recelgr Eﬂf_ Hi—i 03-_0?-2[1%3 | Page 10f2
ULR - CC212823000005207F ] Discipline > Mechanical Calibration,
— = i = Foice, Tomus =
Details of Ghservnlinn of Unit Llnl:l'er—[ ldentification Na, 23H =05
Cali Serfal No . 23H-05
alibration |
S _— . W | Name of Instrument Torque Wrench — e
Range [ 135675 Nm Visual Inspection oK
Least Count 15 Nm | Make/ Model Mac Master/ TW-500R
| Type Type i Class LA
Force Set .
Turquei\frenz: in Reading Observed By Torque Absolute Error Expanded x
Nm Wrench calibration system in Nm In Nm Uncertainty (£}
135 138.8 38 1.5 % rdg,
905 4085 45 1.5 % rdg.
75 680, 1 151 2.79 % rdg.

g
[
o
s
e
e
.
[
.
(.
L
-
L=
m

Averages of minimum five readings are reporied.

Suggested due date is given basad on customer requirements.

These results are obtained at the lime of calibration

Localion of Performance of Calibration - Al Lab, : =

Any hand written comections (except @ marked) or pholédopies of the report Invalidates this cerificate

The uncertainties are for 3 confidence probability of nol less than 95% with covarage factor k= 2.
23.4.2°C, 40 te 60% Rh

Environment condition during calibration:
rage humidity 48 % Rh during calibration of instruments.

Average temperalure > 236 *C and ove
No extemnal provider was used for callbration and nence it is not applicable.
Result relates to the item calibrated anly.

written approval of Director, NCQC.

Calibration certificate shall not be reproducsd axcept in full without

Reference standard no.: I1S/1S0 6783, _
Candition of instrument found satisfaclory during receipt,

Reference calibration methad no: NCQC/CMIMIDs2. _ . : o :
Our masters are direclly calibrated through. NABL accredited calibration laboratory having direct Traceability with

natignal [ intemalional standard,

Traceable Jo National / International Standards.

o q | 3
Calibrated By —= 1 Jaydeep Khatri Reviewed & Approved By §i a
—_——— —_ _— e e —_— -5

NCQC DEFINES CALIBRATION AS “Precision AND RELIABILITY OF INSTRUMENTS For Youn Berren

—
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Four Point certificate

ame of Work: [ alTico% &4 20t S%e&#ﬂt‘%m-um |
Brie 95F e AYT-Divrsion: oé'éerw?- e
Ref j%f—f:— -
L w-o-M0-— £A/qF 23—

It is certified that, 0

(if Steel used for welded Bridge Girders components is of weldable quality is 15: 2062 Gr. BO fully
killed and normalized, which has been inspected & approved by the Railways.

(i} Fabrication has been done with the help of CNC machines,

{ifi} Entire welding was done by approved welders using approved welding procedures [WPS5) and
welding consumables.

(iv) Eabrication work has been Inspected by our internal quality control/ Inspection organization
inciuding the welding: All defect defects have been rectified and final dimension are within telerances

SEﬂiﬂWﬁw

{{AG officer in charge of the project)

é‘i * 3:\1;}\"‘115’/

e
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STAGE - | Inspecnon c=d (a5 per 85 130)

Name of Work: Fo-fph(ﬂ-l'{m a.M_J‘ [ aq &6"’4’!!‘1- 9L e (RSP Ep‘f—

By Ne.4S4 o pYT-DICIBA - O{-‘Fﬁ”ﬁ-& ok Span po.
Tt e %

paf: WO-No.— €FFT13F L

| " (Ref codes: - IRS Welded Bridge Code, IRS: 81 - 2001, RDSO Report No. BS: 110,
‘ RDSO Report No. BS: 111, 1S: 1852, BS130)

Inspection of Layout/Master plates & WPOR Offering status Remarks, if any
from agency
(Yes/Mo)

Welder approval i.e. WPOR

fleadiness of sample pieces for wetd}nfj"in aresence
1  of inspecting authority

WPQR documents 2vailability

2  Machines as per New STR MEP

31  Offering of layout/master plates for approval

4  Material offered are ;;Jaaed properl\,r};::r inspection

Y¥ ¥ E ¥

It Is-certified that:
- Woaork Is done as per approval QAP

- Internal inspectian is dane by QC Lab & SSE/STR as per approval QAP and no significant defeci is left

YAt
| (ﬁ’ 14]“
i e 10 2, =

6 >~ :Hg" | Secﬂumﬂﬁéﬁ-—-
.W ?’u‘\ﬁt\ {JAG offlcer in charge of tht; project]




Nameanark;F&lbﬁeﬂ-’&?ﬁﬂMf"* a-l-.f—-'){l?__“_‘?:."“'mpﬁq M ‘
No.q 54 & AVI-Divisi&. oF—Fm?,dy Spaw NO.
5t 5

L 397123

Ref codes: IRS Welded Bridge Code, IRS: B1-2001, ADSO Report No. 85:110, RD50 Report No. B5:111,
15:1852, BS:130)

Inspection of Layout / Master Plates & WPQR | Offering Status from the agency | Remarks,
~ [YES/NO} if any

W.0No.:

1 | Documents ta fie submitted
Fabricator Record
Welding Procedure Data Register

Weld Inspection Report (DPT & Etching) ek

i I—

2 | Before offering the girder for trial assembly
inspection all finishing operations such as final run
of GMAW, holes for bearing, removal of tack weld,
surface finish, draglines, spatter, drill burr,
finishing of notch mark aic. to be ensured by the
| fabricatar. _

3  Readiness for measurements of camber {EiFdEsn

must be supported at endpoints only for camber
|| measurement.) : |
| 4 | inspection of Stud Welding ) . -
| | Ring Test & Bent Test I —_
5 | The materizls offered are placed properly far | w
inspiection.

Note: During fabrication, it is to be ensured that work Is as per approval GA®, anly approved welders
carry out welding as per approved WPSS, work is as per dimensional tolerance and guality aspects
and should satisfy itself before sending inspection teil to FIU/EW/SBI for trail assembly.

[l is certified that:

Work is dane as per approval QAP.
internal Inspection is done by QC Lab & SSE/STR as per Approval QAP and no significant Is left over,

B

\

% SSE/STR

A, | ‘-_.,_.r - Settinnafﬁ;;i:onh-
E; \_\\‘D\\Lﬁ . [JAG officer in charge of the project]

f\ﬂmﬂr‘ewi




Name of work: Pﬂbﬂ@‘“‘"ﬂb‘l Mas] SL‘-#LH &H[mep(q &@JY"‘
{b-frw. g 5‘4* 645‘!’*])} Divigias. ﬂé’f“%"’“gr b«foP%

No. T8t 4 41
Refu.dpde. O bLD 6'5%61'};3';[-3__, LRl SR

prased

Emk R

This is to certify that, we have inspected all components of above subject work for weld and
dimension. Weld and dimension are found as per approved drawing, QAP & WPSS.

A f”
ac Lao M/ Pe- - SSE/STR
= |

Crfzpys™

e |EWS
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DIMENSIONAL INSPECTION OF TRIAL¥SSEMBLED 12.2M WELDED PLATE GIRDER
Name of Work: 04x12.2m WPG, Regirdering of Br No. 854 for ADI-PLR Section, ADI Division, WR.
Drawing No: RDSCQ/8-16014/R2 to RDS0 B/16014/5R2

Work Order No: 67971372

.’
Span No: 1 S

Date: 06-01- 2025

DETAILS OF SECTIONS

Description

Observed Dimensions (mm)

| Standard Dimesions (mm) l

I-SECTION

L]

Web Plate

16 x 1180 x 9450/3850

1€ ¥ 180 ¥ 9451 /385 |

Top Flange Plate

28 x 500 x 8450/3850

gy SO0 ¥ 9451 /3st]

Bottom Flange Plate

A0 x 500 x 9450/3850

LOY STb % qus? J3gs]

End Stiffener 28 x 180 x 1180 A8 ¥1|8l ¥ s0
Intermidate Stiffener Withoul X-Frame 10x 50 x 1033 lo ¥gb ¥ 632
Intermidate Stiffener With X-Frame 10 x 20 x 1180 o £9a ¥ |1 20

Top Lateral Bracing

ISA 100 % 100 % 12 x 2188

L 160 X160 X132 ¥ K129

END DIAPHAGRAM (2 nos)

Web Plate

12 % 906 »x 1804

12 xq0€ 1804

Top Flange Plate

12 » 200 x 1804

12 ¥ 260 ¥ €04

Bottom Flange Plate

12 x 200 x 1804

129 2o ¥ 1904

Bearing Stiffnel

17 % 90 x 905

12 % 9] ¥ 908

Pad Plate

12 % 200 % 185

12 % 302 ¥ 1BF

X-FRAME (2 nos)

Horizontal Angle

ISA 75 x 75 x 10 % 1794 -~

L TS 2TS X 10%X1F394

Diagonal Angle

154 75 x Tox 10 x 1735

L 7Sy IS X 10 ®|¥36

Top Corner Gusset

12 x 237 x 280

12 Cas pen pmi,-f']g_]

Bottom Corner Guss_|?_1__-_ s

12 % 237 x 280

12. (as= per. !:tm-{:l;!c}

Center Gusset

12 x 196 x 108

SPLICES (2 Joint)

12 (as pen 'g@i-jle.--l

Web Cover Plate

12 x 270 % 1070

12 £2%3] X1630

Top Inner Cover Plate

16x 220 x 600

Jé& ¥ 226 o 60]

Top Outer Cover Plate

16 x 500 x 60D

1€ ¥ sp) o 600D

Bottom Inner Cower PJ;.r-:»

AMix 220 % 710

40 ¥ 221 ¥yFil

Bottom Quter Cover Mate

ELASTOMATRIC BEARINGS (4 Nos)

A0 x 500 x 710

Lo ¥ s00 ¥ F10O

50 x 300 % 630

% Lovels |

Top Plate o 50 ¥ 380 Xe3]
Bottom Plate - 50 % 300 x 895 i 50 ¥ 36| %96 =
Channel - _|IsMC150% 90 ; Ismec lse #9080
MS Plate 5 x 142 x 152 ] & X142 % |S]
B DETAILS OF TRIAL ASSEMVIBLY
~ | Standard Tolerances Observed Dimensions (mm)
Fesctption Dimesions Plus Minus Girder 1 Girder 2
__(mm) ol
Overall Length (3450+3850] o]0 O (N - 3 13303 13304
Bearing Center B L3100 1 1 iz 099 13104
Center to Center (at ends) 1850 1 1 19 49 1849
Height (at ends) 1748 3 1 1249 124F
Diagonal (at ends) 2232 3 i 92251 2230
Diagonal (atTop) 7 . -3 13529 13430
Bearing Hole Diamete i FL - 48 5
Camber e ey — - g




DIMENSIONAL INSPECTION OF TRIALﬁS,SEMBLED 12.2M WELDED FLAIE GiRUER
Name of Work: 04x12.2m WHG, Regirdering of Br.No. 954 for ADI-PLR Section, ADI Division, WR.
Drawing No: RDSO/B-16014/R2 to RDS0 B/16014/5R2

Work Order Mo: 67971372 Span No: 1"'"‘“ Date: |£-21-2032 5
r DETAILS OF SECTIONS |
| Description | standard Dimesions (mm) [ Observed Dimensions (mm)
-~} |I-SECTION
| |webPiate ~ 16 % 1180 x 5450/3850 16 ¥i186 X 945) /ags]
= | [TopFlange Plate 28 x 500 x 9450/3850 sol ¥ 945 /3853
.+ |Bottom Flange Plate 40 x 500 x 9450/3850 Lo S02 % 9 L51 /381
- |End Stiffener 28 x 180 x 1180 Jdg ¥ 1anxilgn
=k |Intermidate Stiffener Without X-Frame 10 % 90 x 1033 b 10 ¥ 89 x 1014
= -I Intermidate Stiffener With X-Frame 10x90x 1180 4p ¥ 91 % 1180
¢ |Top Lateral Bracing 154 100 x 100 x 12 x 2188 Llonx 1o xiz x AlB9
- f END DIAPHAGRAM (2 nos)
.= Web Plate 12 x 906 x 1804 12 % 90€é ¥ 1505
’ -1 Top Flange Plate 12 x 200 % 1804 [2aw 200 X 1808 ]
vl Bottom Flange Plate - 172 % 200 % 1804 12 w281 ¥ B0 X ]
_ - |Bearing Stiffner 12 % 90 x 906 2% 90 * 906 |
b { Pad Plate 12 x 200 x 185 l2 # 301 % 128
S X-FRAME (2 nos) .
L _t» Harizontal Angle - ISA 75 % 75 % 10 % 1794 LIS TS X0 ¥ 1794 _-'
|*- : Diagonal Angle ISA 75x 75 % 10x 1735 Lic A FE& X110 X |336 :
G Top Corner Gussel e |12 x237 x 280 19 {aas peq_ p_,,_ug.,;p_ )]
= Bottom Corner Gussel - o _l!x?'jh:EEﬂ 12. (@S pen. ps yiile )
g % Center Gusset _ |l2x196x108 12 Cos pen puble)
. [5 [seucEs( Joint) ) s
? Web Cover Plate . 12 % 270 % 1070 12 % I % 6]
= 17 Top Inner Cover Plate |16 % 220 % 600 J6 % 222 rE0]
L T Top Outer Cover #late 16 % 500 » 600 le ¥ go2% 660
i A Bottom Inner Cover Plate ) o 40 x 220 x 710 2430 ¥ 22)vFHO !
-~ [ Bottom Quter Cover Plate I &0 3 500 %710 A0 v yon o FHD :
E' ELASTOMATRIC BEARINGS {-"4 Mos) ) !
e T Top Plate 50 ¥ 300 = 630 - |
. [ Rattom Plate 50 » 300 x B95 =
| — |Channel _|IsMic 150 x 90 —_
- EF;_ MS Plate - 5% 142 X 152 -
~ DETAILS OF TRIAL ASSEMBLY Til
T - ~ Standard Tolerances Observed Dimensions (mm)
4 . RESCHRLIN Rl Plus I Minus Girder 1 Girder 2
___{mm) =
i i p . 2 1330%
o |overall Length (9450.3850) | 1330C 6 3 3280
A Bearing Center 13100 1 1 {3l 13ie) B
o Center to Center (at ends) 1850 1 1 g4 laso
-r-{l' Height (at ends) 1248 3 i |A4F 1949
o Diagonal (at ends) Y 3 N 3 223) 2213| |
_ [pi Diagonal (at Top) 13428 3 3 1343) [agd)
-E-i? Bearing Hole Diameter 78 = . A8 2a |
. = |Camber . - = = :
Ce
I Levels Fled
_ ¢ 1% e @ @’V(“U’(
" : el 16-01-25

th aelhiv SHE?'E' P-




F . —— R SR e e e . i ™
DIMENSIONAL INSPECTION OF TRIAL M%BLED 12.2M WELDED PLATE GIRDER
Jame of Work: (04x12.2m WPG, Regirdering of Br.No, 954 for ADI-PLR Section, ADI Division, WR.

Yrawing No: RDSO/B-16014/R2 to RDS0 B/16014/5R2

Mark Order No: 67571372 Span No: 3""" Date: 21-01-2025
DETAILS OF SECTIONS |
T Description | Standard Dimesions (mm) l Observed Dimensions {mm)  «
-SECTION |
= | Web Plate 16 x 1180 x 9450/3850 16 X 180 ¥ 9451 3850
.  |Top Flange Plate 78 % 500 x 9450,/3850 Agx ol 7 451 3850
3ottom Flange Plate 40 % 500 x 9450/3850 LD A S60 X us/ [3ySD i
«  |3nd Stiffener 28 x 180 x 1180 2¢ * lgz x 1180 I
ntermidate Stiffener Without X-Frame 10 % 90 x 1033 j0X9] X 1032 |
“ | Rtermidate Stiffener With X-Frame 10x 90 x 1180 10 x 3] %1180
'r_ | Top Lateral Bracing 154 100 % 100 % 12 x 2188 / loox oo XIZ A 2T
| ZND DIAPHAGRAM (2 nos) ;
= | Web Plate {12 x 906 x 1804 12 ¥ 96 & X 1805
L | fopFlange Plate 12.x 200 x 1804 |2 ®n2cl #1805
| Bottom Flange Plate 12 x 200 x 1804 | 12 ¥ 201 ¥ |2oh _-l
. | Bearing Stiffner 12% 90 x 906 | 12 » 94 % q06 ,
| | Pad Plate _}12x200 x 185 | 12 % 200 % 187 |
T |'X-FRAME (2 nos) '
k. | Horizontal Angle 'ilSﬁL 75y 75x10x 1794 | L. FSH IS ALIOX 139D
| Diagonal Angle 1S4 75 % 75 % 10 X 1735 /. 15435 2 1o %1336 ;
[~ [Top Corner Gusset 12 % 237 x 280 |2 (us pen pnobile) -
| Bottom Corner Glusset 12 x 237w 280 1. Cas pen pnobile) |
[}\ ' Center Gussat 12 % 196 x 108 112 ras fr-u.-_.mﬁu'ic ) :
' SPLICES (2 Joint) o
"\Weh Cover Plate 12 x 270 % 1070 12 % 272¥ 103
| Top Inner Cover Plate 16x% 220 x 660 16 ¥ 22]) %602
. | Top Outer Cover Plate (15 % 500 x &00 {6 Asnodée |
|| Bottom Inner Cover Piate AQx 2202 710 Lo x 9z XHI !
= |tagttom Outer Cover Plate 40 % 500 x 710 Lo 7 sol d 4 |
| 2L ASTOMATRIC BEARINGS (4 Nos) |
3 150 ¥ 300 x 630 =
~ |t Borom Plate 50 % 300 x 895 =
 “hannel ISAIC 150 X 90 =
" |T'ws plate 53142 x 152 =
T DETAILS OF TRIAL ASSEMIBLY
Standard | Telerances | Observed Dimenslons (mm) _':
i DS e Dimesions | o0 | Minus Girder 1 Girder 2
" [mm)
1€ Gverall Length (9450+3850) 13300 5 3 13300 13304
_E' Bearing Center 13100 1 1 19100 1399 |
C Center to Center {at ends) 1850 1 1 | 1msD 1849 ! ;
P Height {at ends) 1248 3 1 S | 1247 | B
C biagonal (at ends) 7737 3 ! 3 | 2233 | 2234 '
L Diagonal {at Top) 13428 3 '_. 3 134529 13430 .
E Zearing Hole Diameter 28 - | = Jg Ag |
" |Ccamber [ - - | - | i Y
*Levels O W=
el S8 @ fap
il 9 & i "
qgfvo 7 ssEfSTR
-
sTR
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DIMENSIONAL INSPECTION OF TRIAL ASSEMBLED 12.2M WELDED PLATE GIRDER
Name of Work: 04x12.2m WPG, Regirdering of Br.No, 954 for ADI-PLR Section, AD! Division, WR.
Drawing No: RDS0,/5-16014/R2 to RDSO B/16014/5R2

Work Order No: 67971272

Span No: 4 e

Date: 1’5'fﬂi_§' 1O Lar

DETAILS OF SECTIONS

Description [ Standard Dimesions (mm) | Observed Dimensions (mm}
I-SECTION
Web Plate 16 x 1180 x 9450/3850 & % (15D |
Top Flange Plate 28 % 500 x 9450/3850 L% T |
Bottom Flange Plate 40 x 500 x 9450/3850 Ao oo

End stiffener

28x% 180 x 1180

2E KB 1 Eo

Intermidate Stiffener Without X-Frame

10 x 50 x 1033

laXx 90 % (o33

Intermidate Stiffener With X-Frame

10 x 80 % 1180 -

ey 9y %\ &

Top Lateral Bracing

I5A 100 % 100x 12 x 2188

Ll imoxig .

END DIAPHAGRAM (2 nos)

Web Plate

12 x 906 x 1804

12 4902 % | 8oy

Top Flange Plate

12 x 200 x 1804

IR aeTx 1go4t

{Bottom Flange Plate

12 % 200 x 1804

V201 %1 Goy

Bearing Stiffner

12 x 90 x 906

VEL G % 90 &

Pad Plate

12 x 200 x 185

VL o e | S

X-FRAME (2 nos)

Harizontal Angle

ISA7Sx75x%x10x 1794

LIASAASR lo- 1799 4+

Diagonal Angle

ISA75x 75x 10 x 1735

LIASXISR 16 - \ V3

Top Corner Gusset

12 %237 x 280

2% 27, %28

Bottom Corner Gusset

12 x 237 x 280

Center Gusset

VEXK DAL 1S

12 x 196 x 108 =

1L SLx la%

SPLICES (2 Joint)

——r-

Web Cover Plate 12 x 270 x 1070 " 2 X 2v6x%x107s
Tap Inner Cover Plate 16 % 220 x 600 & n20ex &o)
Top Outer Cover Plate 16 x 500 x 600 \aX 90| A&OD ]

Bottom Inner Cover Plate

40 % 220 % 710

do 2 o xDle

Bottom Quter Cover Plate

40 x 500 x 710

R -

ELASTOMATRIC BEARINGS (4 Nos)

Top Plate 50x 300 x 630 _—
Bottom Plate 50 x 300 x 895 =—
Channel ISMC 150 x 90 = -
M5 Plate Hx 142 x 152 =
DETAILS OF TRIAL ASSEMBLY
Standard Tolerances Observed Dimensions (mm)
Description Dimesians
beiiad Plus Minus Girder 1 Girder 2
Overall Length (9450+3850) 13300 & b \ 3% \3%00
Bearing Center 13100 1 1 \3\ Do \ 3 0 -
Center to Center (at ends) 1850 1 1 | B | &4
Height {at ends) 1248 3 1 L Mgy Vg gf 194 g
Diagonal (at ends) 2232 3 3 2282 [233] 2924] 32
Diagonal (at Top) 13428 3 3 %129 e
Bearing Hole Diametar 28 2 o i
Camber - s —
® Lorel t o F‘}h_al o 4
A | n
Ve ‘ LA ,%L’*’“\f'
<] [+— o

BTL
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in o2 (ot |10 1048 l 314s] 8
> \ ST Y T SO R [31?51‘151
Twep® | O | o2 21518
| ]31}5'=ﬁq1 o
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Letter No: - QCL/EWS/SBl/Inspection/67971372/1% to 4™ Span

INSPECTION REPORT

Date: - 20.02.2025

Sub: - Welding inspection of components of 4x12.2 m WPG of W.0 no 67971372

With reference to above subject welding inspection were carried out in STR shop. All
fabricated Components of 4x12.2 m WPG were checked as per approved QAP and WPSS
and tound satisfactory.

This is for your kind information and necessary action please.

L?%JIJLS’

CMS/QCL/EW/SBI

ol
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