ICF/STD—9-0—998

PART LIST FOR CLASSIFICATION LEVELS (CL) AS PER EN 15085-2

CL1 PARTS CL2 PARTS CL3 PARTS
Payload container for non—dangerous materials Cranks and levers for various operations
) other transport containers striking plates
Bogies — . . , —— : .
. . . Internal parts of passenger coaches(partitions, walls, doors, panelling) Equipment boxes and switch cabinets in rail vehicles(including gegr boxes
Bogie frames, Bogie bolsters, headstock, transoms, nose suspension brackets) and consoles for hand brake operation, without supporting frame)
Wheel set mountings, axle boxes, spring supports, shock absorbers, vibration dampers. supporting frame for internal parts (electrical, air—conditioning and compressed air installations) holders for index plates

Brake equipment (eg.magnetic track brake, brake rods, brake triangles, brake cylinders, brake Driving cab equipment

wheel scotches

cross beams, levers)

Lavatory parts and water containers with installations covers for freight wagons(heat protection on tank wagons)

Sliding doors in vehicles including runways

Bodyshell components(eg. underframes, structures steps, handrails, railings on rail vehicles (Inside the Coach)

underfromes(s(olebc:rs, cr;ss bearers, modular frames, Body Bolgter, headstock) Fastenings for brake pipes | seating frames
vehicle body (front walls/Nose cone, side walls, roof, end walls Non—self supporting equipment boxes underneath the base frame(without supporting frame .
Buffers & drawgear PP 9 eatp ( PP S ) window frames

Gear boxes and consoles for hand brake operation ventilation grilis

Supporting frames for heavy components (eg. traction units, pantographs)

Steps, hand rails (including handrails in entry areas) and railings external to the vehicle

Supporting frames for external equipment parts (eq. tanks, electrical, air—conditioning and - - - - - - e
. . Machine room equipment(transformer casing, transformer suspension, engine suspension, transmission
air containers) suspension, attachment for traction motor, instrument racks); if they aré assembled outside of the carbody

Supporting frames for heavy duty vehicles including road/rail vehicles Exhaust pipes
Welded components for drag transmission from bogie to vehicle (bolster)

Entrance doors, end doors, foot step

finishing welding of castings within components indicated above self—supporing equipment boxes and underfloor containers(fresh water and waste—water containers)

external fuel tanks External machine equipement parts(transformer, engine, transmission suspension)

pressure gas tanks, tanks and containers of rail vehicles with {est pressure Roof construction(pantograph, paneliing)

containers for dangerous materials Power transmission parts (traction coupling, cardan shafts)

Traversers(ie. car wagon)

Turning and tipping equipment

Obstacle deflectors

Stanchions and lashing rings

Compressed—air reservoirs for rail vehicles

Pressurised pipes

Seat frame, hand holds and luggage racks

GENERAL GUIDELINES FOR WELDING ELECTRODES/FILLER WIRES AND SHIELDING GASES
IN COACH FABRICATION (SEE NOTE-5)

Electrode / Filler wire Shielding Gas Fabrication component GMAW 150: 14175
sl. Parent Material Used for fabrication Welding designation Aluminium altoys 1S: 737:2008 Grade 1 o
ificati inti AC duct fabrication
No Process (SpEC'IfICEtIOI'\ & Grade) & Composition descriptlon 12 31000-H2 and similar (131) ER 4043 of AWS A5.10 100% Argon
Mild steel (15:2062 grade E250A, E250B0 & IRS M 28 — ‘A2’ Class ?Oon: cs:::LSm”d steel Mild steel { Grade E250C of 15 2062) IRS M 46 — Class | Bogie frames, Bolsters &
182056 G 1 | E250BR, E250C) with Mild steel (Eq— ERA211X of IS:814) N.A. Alsoﬁor tack welding 13 with mild steel (Eq—E71T12 of AWS A 5.20) Under Frame assembly.
Reasan:[REPS : . - Corten steel to IRSM —41& Weathering
Egg:mgﬁops_cms 2 M!’d stee (15:2062 grade £2500) with IRS M 28 - °A3 or A4’ Class N.A Bogie frames & bolsters Steel to EN10025-5 with same material and IRS M 46 - Class IV (SZUbassembtly f bogie &
Mild steel (Eq — EB5326H2JX of 15:814) i Y| with mild steel (15: 2062) (Eq — EB1IT1W2C of AWS A 5.29) u:;neﬁi?:; : of bogie
HSLA Steels & weathering steels like Corten . Sub-assembly parts of _ SS4SS in Side wall
3 | steel (IRS M41) & EN 10025-5 steels with IRS M 28 - D’ Class NA. underframe, Bogie frame Stainless Steel (S5 301, 55 301L, 55304, IRS M 46 ~ Class VI 150:14175 | e ndwall
same material and with mild steels (iS: 2062) (Eq —E8018 of AWS A 5.5) components 15 $S409M) with same grade of stainless (Eq - E308LT1-1 of AWS A5.22} C1 assembl:l(
steels 100% CO,
Stainless steel (SS 301, SS 3011, S5304, IRS M 28 — ‘M2’ Class . FCAW Trough floor sheet with
4 $S409M) with stainless steel (similar weiding) | MMAW (Eq—E308L of AWS A 5.4) N.A. S5 partition frames, S5 grades (S5 301, 55 301L, 55304, IRS M 46 ~ Class Vil underframe assembly, body
(111) 16 | SS409M) with SS and dissimilar welding of (136) (Eq - E309LT1-1 of AWS A 5.22) shell assembly and side wall
Stainless steel (SS 316/SS 316L) with similar IRS M 28 - ‘M3’ Class \ Water tank, Bio toilet parts SS with Mild Steel / Corten steel with sole bar{u/f)
5 steel (Eg - E316 of AWS A 5.4) A and lavatory parts
: . . Bio toilet, Biotoilet J bracket
17 SS 316 with SS 316 and SS 316 with corten E309LMoT1-1 of AWS A 5.22 with underframe
i , _ Body jig assembly fabrication steel / Mild steel
Stainless ste'el _(aEI. grades).mth stalnl.ess | IRS M 28 — ‘M4’ Class of side wall, End wall with Electrode: |
6 steel. Also dissimilar welding of SS with Mild (Eq — E309L of AWS A 5.4) N.A roof and door corner Stainless Steel {SS 301, SS 301L, SS304, EWLa2 / EWTh2 (AWS A 5.12) Roof & Side wall
Steel / Corten stee! & EN10025-5 steel sheets 18 SS409M) with same grade of stainless Filler wire: Assembly & Body Shell
steels GTAW/ ER308L of AWS A 5.9 ISO: 14175 Assembly
Manganese steel liner with mild steel / IRS M 28 - ‘M5’ Class Wear plate (Rubbing pad) 116 (141 Electrode: 11
7 corten steel (Eq~ E18.8MnR26 of 15:5206) N.A fabrication in bogie frames. SS grades (SS 301, S5 301L, 55304, 40| ewia2 / EWTh2 (AWS A 5.12) 100% Argan Side wall with sole bar
13 $S409M) with SS and dissimilar welding of Filler wire : dissimilar joints
3 Mild steel ( Grade E250C of IS 2062) IRS M 46 ~ Class | c!lsc:)[():([)il/lzg Bogie frames, Bolsters & 55 with Mild Steel / Corten steel ER309L of AWS A 5.9
with mild steel (Eq —ER70S6 of AWS A 5.18) (o) &21 : Under Frame assembly. MIG 1S0: 14175
- r i | (SS 409M, SS304) brazing 11 ; |
Corten steel to IRSM — 41& Weathering 20 Stainless Stee , DIN 1733-5G-Cu Al8 Side Wall Assembly
80%Ar + 20%C0O; | Sub bly C t
g | Steelto EN10025-5 with same material and IRS M 46 ~ Class IV ’ (rACM)A’ 2 ) c:f;zn}e ; ugiﬁ??:ﬂ:: {983) 100% Argon
with mild steel {IS: 2062) {Eq - ER80SG of AWS A 5.28) &
salnless tee (55301, 55301, 55308, | Guaw | RSMds~Class 5016175 | Side WallAssembly &
10 ) with same grade of stainless (135) (Eq— ER308L of AWS A5.9) M13 98% Ar + | endwall assembly
steels 2% 0
2
{Or) Trough floor sheet with
SS grades (SS_ 301, 55 301,"’_55.304’ _ IRS M 46 — Class Vil M12 underframe assembly, body
11 S?iogm)hwl\;[_f;dsg an(ij d(l:ssTliartwcaild[ng (Eq - ER309L of AWS A 5.9) 98% Ar + 2% CO; | shell assembly and side
of S5 with Mild Steel / Corten stee wall with sole bar{u/f) GROSII;ZSC;RIF(;TJON & DIMENSION  JTEM| REF.DRGS | MAT.SPEC S\A{Jﬁlali:;égzg L REMARKS

SUPERSEDES:  (CF/STD-8-0-988 ALT f/-

NOTE: CLASSIFICATION LEVELS SCALE | SSE/D] SABAPATHY NATHAN M

1. THE CLASSIFICATION LEVEL TABLE PREPARED BASED ON EN15085—2 AND IS NOT EXHAUSTIVE AND INDICATIVE ONLY. CHD

NTS
2. FOR ITEMS WHICH ARE NOT CATEGORIZED IN THE LIST, ICF SHALL ALLOT SUITABLE CLASSIFICATION LEVELS. WELD PERFORMANCE CLASS AND ALTD J. RAMESH

DRN J. RAMESH
3. ICF RESERVES THE RIGHT TO CHANGE CLASSIFICATION LEVEL BASED ON CUSTOMER FEEDBACK/DESIGN CHANGE/FEEDBACK .
FROM PRODUCTION SHOPS ETC. WELD TESTING PREFERENCES Alpha Alt.— g
ASSEMBLY DRAWINGS | INTEGRAL COACH FACTORY
4. CLASSIFICATION LEVEL FOR EACH COMPONENT SHALL BE INDICATED IN LIST OF PARTS (LOP)/BiLL OF MATERIALS (BOM) BY PLANNING DEFPT. DATA a CHENNAI—38
5. THIS IS FOR REFERENCE ONLY. SHIELDING GASES SHALL BE USED AS PER RELEVANT WPS OF PARTICULAR WELD JOINT 0'7 ]9\'1-99»\-( 03—-06—2019 ﬁ\‘__//f CODE NO| IND|AN RA' LWAY SHEET O
AND AS RECOMMENDED BY THE ELECTRODE MANUFACTURERS. FOR FURTHER INFORMATION, REFER IRS M28 & IRS M46. / N & Y & THES
0 INum. Alt. |DATE OF LATEST AT [DATE OF FIRST ISSUE §  AME/SME 140 STANDARDS 1 or 2 | ICF/STD-9 998

FORM:—IR.A1—840X600



ICF/STD—9—0—998

TABLE—-1 FOR BOGIE & TS COMPONENTS
WELD TESTING PREFERENCES AS PER EN 15085-3: 2022 (FUSION WELDING)

WELD QUALITY LEVEL INSPECTION VOLUMETRIC | SURFACE VISUAL
PERFORMANCE [FOR IMPERFECTIONS TEST TEST EXAMINATION
EN SO 5817 RT MPT or DPT VT
CP B1 B CT2 100 % 10 % 100 %
CP C2 B CT2 NOT REQUIRED 10 % 100 %
CP C20 c CT3 NOT REQUIREDNOT REQUIRED 100 %

CONTENTS OF THE TABLE IS SIMILAR TO TABLE-3 OF EN 15085-3, BUT CUSTOMIZED TO ICF REQUIREMENTS.

TABLE—2 FOR SHELL & TS COMPONENTS
WELD TESTING PREFERENCES AS PER EN 15085-3: 2022 (FUSION WELDING)

WELD QUALITY LEVEL VOLUMETRIC SURFACE VISUAL
INSPECTION
PERFORMANCE [FOR IMPERFECTIONS CLASS TEST TEST EXAMINATION
CLASS EN ISO 5817 RT MPT or DPT VT
CP C2 C CT3 NOT REQUIRED{NOT REQUIRED 100 %

CONTENTS OF THE TABLE IS SIMILAR TO TABLE-3 OF EN 15085-3, BUT CUSTOMIZED TO ICF REQUIREMENTS.

TABLE-3 FOR SPOT AND SEAM WELDING

WELD TESTING PREFERENCES AS PER EN 15085-3: 2022

WELD QUALITY LEVEL INSPECTION VOLUMETRIC | SURFACE VISUAL
PERFORMANCE |FOR IMPERFECTIONS TEST TEST EXAMINATION
EN—15085-3 RT MPT or DPT VT
TABLE—F2 OF
CP C2 EN15085—3 CT3 NOT REQUIRED |NOT REQUIRED 100 %

CONTENTS OF THE TABLE IS SIMILAR TO TABLE-3 OF EN 15085-3, BUT CUSTOMIZED TO ICF REQUIREMENTS.

NOTE: (FOR SPOT & SEAM WELDING)

1. FOR WELD QUALITY, SURFACE QUALITY AND SHEAR STRENGTH REQUIREMENTS EN15085-3 TABLE F-2, F—3 AND
TABLE F—4 SHALL BE FOLLOWED.

£ WON

. WELDING OPERATORS NEED TO BE QUALIFIED AS PER ISO:
. WELDING PROCEDURE SPECIFICATION SHALL BE QUALIFIED AS PER ISO 15609-5/1S0, 15614—12/1SO & 15613.

14732,

PERSON OF MANUFACTURER SHALL BE DEPLOYED AND SHOULD BE DOCUMENTED.

o

FOR INSPECTION CLASS CT3, SUITABLY TRAINED PERSONNEL BY RESPONSIBLE WELDING COORDINATOR/COMPETENT

SWPT (SIMPLIFIED WELD PRODUCTION TEST) TO BE DONE DAILY AND NWPT(NORMAL WELD PRODUCTION TEST) TO BE

DONE ONCE IN SIX MONTHS AS PER EN15085-3 TABLE F—2 REQUIREMENTS AND SHALL BE DOCUMENTED.

TABLE-4 FOR SURFACE QUALITY OF SPOT WELDS (REF. EN15085—3 TABLE F-3)

TABLE-5 FOR LASER WELDING

WELD TESTING PREFERENCES AS PER EN 15085-3: 2022

WELD QUALITY LEVEL INSPECTION VOLUMETRIC SURFACE VISUAL
PERFORMANCE FOR IMPERFECTIONS TEST TEST EXAMINATION
CLASS CLASS
1S0—-13919-1 RT MPT or DPT VT
CP C2 C CT3 NOT REQUIRED NOT REQUIRED 100 %

CONTENTS OF THE TABLE IS SIMILAR TO TABLE-3 OF EN 15085-3, BUT CUSTOMIZED TO ICF REQUIREMENTS.

NOTE: (FOR LASER WELDING)
1. FOR VISUAL EXAMINATION (VT) AND OTHER ROUTINE TESTS ISO 13919—1 SHALL BE USED. .

2. WELDING OPERATORS NEED TO BE QUALIFIED AS PER ISC 14732.

5. LASER WELDING TESTING REQUIREMENTS AS PER TABLE GIVEN BELOW SHALL BE FOLLOWED.

TABLE-6 LASER WELDING TESTING STANDARDS — FOR INFORMATION

3. WELDING PROCEDURE SPECIFICATION SHALL BE QUALIFIED AS PER ISO 15609—4/1S0, 15614—-11/ISO & 15613.

4. FOR INSPECTION CLASS CT3 SUITABLY TRAINED PERSONNEL BY RESPONSIBLE WELDING COORDINATOR/
COMPETNT PERSON/MANUFACTURER SHALL BE DEPLOYED AND SHOULD BE DOCUMENTED.

6. SWPT (SIMPLIFIED WELD PRODUCTION TEST) TO BE DONE IN ONCE IN EVERY WEEK AND NWPT(NORMAL
WELD PRODUCTION TEST) TO BE DONE ONCE IN SIX MONTHS AS PER ISO 15614—11 & ISC 13919—1
AND SHALL BE DOCUMENTED.

ALTERATION

© 09/2018

NOTES—4 TO 7 MODIFIED.
AND NOTE-12 ADDED.

~Sd/~ ~Sd/~
SSE/D SME/BD
® 11/2020

WELDING TABLE, NOTES &
1ITLE BLOCK REVISED. SHEET-2
ADDED.

~Sd/~ 3.11.20
SSE/D SME /AME
© 12/2020

"GENERAL INSTRUCTIONS’
ADDED IN SHEET-2.

-Sd/-
SSE/D

—Sd/—
SME

@ 02/2021

TITLE REVISED. CLASSIFI—

CATION TABLE REVISED AS
PER EN 15085-2.

—Sd/— 6.2.21
SSE/D SME

® 10/2022

GENERAL GUIDELINES FOR
WELDING ELECTRODES/FILLER
WIRES AND SHIELDING GASES
ADDED IN SHEET-1.

—Sd/— 31.10.22
SSE/D AME

® 8/2023

SURFACE TEST METHOD TESTING STANDARD ACCEPTANCE CRITERIA STANDARD ALL DATA UPDATED BASED
APPLICATION ON EN15085—3:2022 AND
QUALITY AS PER REQUIREMENTS WTI LR Noawe 176 o7 31
NOTE: (FOR FUSION WELDING) EN15085—3 VISUAL TESTING (VT) IS0 17637 ISO 13919—1 AWT! LRMNo. / 314
1. THE VENDOR/SUPPLIER SHOULD POSSESS VALID 1S0:3834—2 OR EN 15085—2 CERTIFICATION
AND SHALL FULLY COMPLY WITH THE REQUIREMENTS OF THE SPECIFICATION. SURFACES WHERE WELDING MARKS (ELECTRODE IMPRESSIONS,RING AESTHETIC SIDE OF MAGNETIC PARTICLE TESTING (MPT) ISO 17638 ISO 23278 LEVEL—2X —Sd/— 8.9.23
) SHAPED REINFORCEMENT—FORMATION,IMPERFECTIONS, THROUGH HEAT | PASSENGER COACH SIDE N SSE/D AME
b U 1S NOT PERMITTED IN VOLUMETRIC TEST OF BUTT WELDS DISTORTION ETC.) DO NOT AMOUNT TO MORE THAN 10% OF THE WALLS, NOSE CONE AND DYE PENETRANT TESTING (DPT) IS0 34521 ISO 23277, LEVEL-2X @ 12/2024
' ‘ PARTICULAR SINGLE SHEET METAL THICKNESS. .
L E ROOFS RADIO GRAPHIC TESTING IS0 17636 ISO 10675—1, LEVEL—1 GENERAL INSTRUCTION No.
3. 1SO: 5817 SHALL BE FOLLOWED FOR QUALITY LEVELS FOR IMPERFECTIONS OF FUSION WELDED JOINT. NOTE: IF REQUIRED THE INDENTATION CAN BE FILLED IN. ZX¢SQEEL Afu&?mvsi?ggc
ISO—13919—1 FOR LASER WELD TABLE AND EN15085-3 FOR SPOT WELDING TABLE. -
SURFACES WHERE WELDING MARKS DO NOT AMOUNT TO MORE THAN SURFACES FOR NON- TIONS.
. A S. IN THIS A T.
4.1 ISO: 17636 SHALL BE FOLLOWED FOR 'RT' AND SHALL ENSURE UNAMBIGUOUS IDENTIFICATION 3 25% OF THE PARTICULAR METAL THICKNESS. IN THIS AREA ARE ALSO AESTHETIC REQUIRMEN %\/
FIRMLY ADHERING WELDING SPATTER PERMITTED AS LONG AS THE A A
OF EACH SECTION AND EACH ITEM. - AME
o DRAWING DOES NOT DEMAND THAT IT SHALL BE FREE OF BURRS /
4.2 ACCEPTANCE LEVEL FOR 'RT’ SHALL BE AS PER ISO: 10675-1, LEVEL—1.
AND SPATTERS.
5.1 1SO: 17637 SHALL BE FOLLOWED FOR VISUAL TESTING OF FUSION WELDED JOINTS.
5.2 ACCEPTANCE LEVEL FOR 'VT' SHALL BE AS PER COL—2 OF ABOVE TABLE.
6.1 1SO: 17638 SHALL BE FOLLOWED FOR MAGNETIC PARTICLE TEST OF FUSION WELDED JOINTS.
6.2 ACCEPTANCE LEVEL FOR 'MPT' SHALL BE AS PER ISQ: 23278, LEVEL—2X.
7.1 1SO: 3452—1 SHALL BE FOLLOWED FOR PENETRANT TESTING OF FUSION WELDED JOINTS. TABLE—7 Use of Run—on & Run—off plates in butt joints with CP B1 weld performance class
7.2 ACCEPTANCE LEVEL FOR 'DPT' SHALL BE AS PER ISO: 23277, LEVEL-2X.
After complete welding, run—on & run off plates shall be
8. ALL NDT (RT/MPT/DPT) SHALL BE PERFORMED BY PERSONNEL CERTIFIED ACCORDING TO Run—on & Run—off plated to be suitably Weld finished at run—Off plates cut & removed. Cut areas shall be suitobly ground & ensure
ISO 9712 LEVEL—-Il AND SHALL BE DOCUMENTED. Piates to be joined by butt weld tack welded away from weld edge after main poarts no cutting marks, under cuts on weidmends & main plates.
9. FOR INSPECTION CLASS CT2, THE VISUAL EXAMINATION SHALL BE PERFORMED BY PERSONNEL Run—Off plates
CERTIFIED ACCORDING TO ISO 9712 LEVEL—II AND SHALL BE DOCUMENTED.
FOR CT3 SUITABLY TRAINED PERSONNEL BY RESPONSIBLE WELDING COORINATOR.
10. THE TEST METHODS INDICATED SHALL BE THE MINIMUM CAPABLE OF ENSURING COMPLIANCE
OF THE WELDED JOINTS. ADDITIONAL TESTS DEPENDING ON THE MATERIAL AND DESIGN MAY BE
INSISTED BY THE PURCHASER. )
11. THE PERCENTAGES EXPRESSED, REFER TO THE TOTAL LENGTH TO BE EXAMINED FOR ONE GIVEN WELD. Weld started at run—on plotes
— 10% MEANS: TESTING OF 10% OF THE ENTIRE LENGTH OF THE WELD ON ALL THE PIECES Run=0n_pletes before main ports
BUILT OR 100% TESTING ON 1 OF EVERY 10 ITEMS BUILT.
— 100% MEANS: TESTING OF THE ENTIRE LENGTH OF THE WELD AND ON ALL THE PIECES BUILT.
Run—on & Run—off plates tack welded
Butt joint fit—up with main plotes in position with main pictes Buit welding completed Run—on & Run-off plotes removed
| 12. MACRO EXAMINATION SHALL BE CARRIED OUT AS PER ISO: 17639 ON ATLEAST ONE REPRESENTATIVE
TEST PIECE FOR EACH WPS USED IN THE WELDED COMPONENT. THE TEST PIECE SHOULD MEET THE
REQUIREMENTS OF COL—2 OF ABOVE TABLE FOR ALL INTERNAL IMPERFECTIONS.
Note:
13.1 PRODUCTION WELD TESTS SHALL BE CONDUCTED AS PER CLAUSE 4.2 OF EN 15085-—4. 1. Thickness, material & edge preparation of Run—on & Run—off plates shall be the same as of parent materials.
2. After welding, 1% of the removed run—on & run—off plates may be used for sample testing (macro etch testing).
13.2 PRODUCTION WELD TESTS SHOULD BE CHECKED IN ACCORDANCE WITH EN ISO 15613 AND
TESTS SHALL BE DOCUMENTED.
14. IN ADDITION TO THE ABOVE REQUIREMENTS, ANY SPECIFIC REQUIREMENTS MENTIONED IN RESPECTIVE
DRAWINGS SHALL BE ADHERED TO. GENERAL INSTRUCTIONS:
1. TRIAXIAL WELDS AND USE OF BACKINGS OR BACK STRIPS SHALL BE AVOIDED.
2. WELDING GAPS SHALL BE SEALED WITH APPROVED QUALITY OF SEALING COMPOUND
TO 1S:1580 TO AVOID MOISTURE CREEP.
3. CREVICE IN WELDMENT TIP IF ANY, SHALL BE WELDED AND GROUND SMOOTHLY.
4. STAGE INSPECTION SHOULD BE DONE AND DOCUMENTED AS PER CLAUSE—6 OF EN 15085-5
AND REPORTS SHOULD BE SUBMITTED TO INSPECTION AGENCY. ]  DESCRIPTION & DIMENSION  JTEM] REF.DRGS | MAT.SPEC | WEIGHT/UNIT REMARKS
1 JGROUP: 9-0 SUPERSEDED BY:
5, INSPECTION AND TESTING BEFORE/DURING/AFTER WELDING SHALL BE DONE AS PER SUPERSEDES:  Kr/Sioos—0-te8 AT /=
CLAUSE~14 OF ISO 3834—2 AND REPORTS SHALL BE SUBMITTED TO THE INSPECTION AGENCY. CLASSIFICATION LEVELS SCALE | SSE/D] SABAPATHY NATHAN W
CHD
NTS
6. THIRD PARTY INSPECTION AGENCY LIKE RITES/RDSO SHALL COLLECT ALL THE WELD TEST WELD PERFORMANCE CLASS AND ALTD J. RAMESH
REPORTS FROM THE VENDORS AND SUBMIT THE SAME TO ICF. WELD TESTING PREFERENCES DRN J. RAMESH
Alpha Alt— ¢
7 YELONO 07 TUCED WWIEA, ATER SAILE COLECTON A SUSSEUNT WL TESTOPD ) @ [ o
: DATA -
FOR WPS DETAILS, REFER DRAWING No.140—9~0—999 (LATEST ALTERATION). o \ %4—/ coe nol  INDIAN RAILWAY SHEET CHENNAI- 58
7120 os-oooed TOVET ] Yy 4 ICF /STD—8—0—998
0 INum. Alt.|DATE OF LATEST AT |OATE OF FIRST ISSUE | AME/SME STANDARDS 2 OF 2

FORM:~IR.A1—-840X600



ICF/STD-9-0-999

S.No. MATERIAL THICKNESS JOINT Tx:,_gF POSITION | GAS | PROCESS WPS No. REMARKS S.No. MATERIAL THICKNESS JOINT TJ::L(;F POSITION | GAS | PROCESS WPS No. REMARKS
GMAW FCAW
1_[RSMalx RS MAL Smm+8 mm T W P €0, GMAW _ |ICF/WPS/GMAW/CS/6N8/FW/PB/315 1 }iRS M41 + AISI301 10 mm + 1.7 mm LAP FW PB o, FCAW  |ICF/WPS/FCAW/DIS/10N1.7/LAP/PB/504
2 |IRS M4l + IS 2062 6mm + 16 mm T FW P8 €O, | GMAW |ICF/WPS/GMAW/CS/6N16/FW/PB/317 2 |IRS M41 + AIS| 304 6 mm + 2 mm CORNER FW PB co, FCAW  |ICF/WPS/FCAW/DIS/6N2/CORNER/PB/05
3 [IRSM41+ 15 2062 6mm + 12 mm T FW P8 0 GMAW _ |ICF/WPS/GMAW/CS/6N12/FW/PB/316 3 |AISI 304 + AlSI 304 2 mm +1.25 mm LAP Fw PB co, FCAW  |ICF/WPS/FCAW/AISI304/2N1.25/LAP/PB/02
4 _|IRS Mal+ RS M4l 10 mm + 10 mm T FW PB CO, | GMAW |ICF/WPS/GMAW/CS/10N10/FW/PB/325 4 |SS409M + SS 409M 2.5 mm + 3 mm T FW PA co, FCAW  |ICF/WPS/FCAW/SS409M/2.5N3/FW/PA/003
> |IRSM41 +15 2062 10 mm + 16 mm T FW PB €O, | GMAW |ICF/WPS/GMAW/CS/10N16/FW/PB/324 5 |SS409M + SS 409M 2.5 mm + 2 mm FLARE = PB co, FCAW  |ICF/WPS/FCAW/SS409M)/2.5N2/FW/PB/002
6_|IRSM41+ RS Mal >mm + 10 mm L FW PB €O, | GMAW |ICF/WPS/GMAW/CS/SN10/FW/PB/318 6 |SS409M + SS 409M 2.5 mm + 4 mm T FW PB co, FCAW  |ICF/WPS/FCAW/SS409M/2.5N4/FW/PB/001
7 |I52062+ 15 2062 12 mm + 16 mm T FW PB 0, GMAW _ |ICF/WPS/GMAW/CS/12N16/FW/PB/326 7 |AISI 304 + AISI 304 1.25mm + 1.25 mm LAP FW PB co, FCAW |ICF/WPS/FCAW/AISI304/1.25N1.25/LAP/PB/04
8 |IRSM41+IRS Ml 8 mm +8 mm T FW PA CO; | GMAW |ICF/WPS/GMAW/CS/8NS/FW/PA/012 8  |S5409M + SS 409M 3mm +3 mm TEE FW PB co, FCAW  |ICF/WPS/FCAW/SS409M/3N3/FW/PB/519
9 _|IRSM41 +15 2062 8mm + 16 mm T FW PA Lo, GMAW _ |ICF/WPS/GMAW/CS/8N16/FW/PA/004 9 |SS409M + S5 409M 2 mm + 2 mm TEE FW PB co, FCAW  |ICF/WPS/FCAW/SS409M/2N2/FW/PB/598
10 ]152062 + 15 2062 12mm + 10 mm T FW PA €0, GMAW _ |ICF/WPS/GMAW/CS/12N10/FW/PA/002 10 |SS 409M + S5 409M 3 mm + 3 mm TEE FW PB ACM FCAW _ |ICF/WPS/FCAW/SS409M/3N3/FW/PB/585
11 |IRS M41 + IRS M41 10 mm + 10 mm T FW PA €o, GMAW _ |ICF/WPS/GMAW/CS/10N10/FW/PA/001 11 |AISI 316 + ASI 316 6 mm + 6 mm TEE FW PB o, FCAW  |ICF/WPS/FCAW/AISI316/6N6/FW/PB/581
12 |DIN1630(st 52.4) + DIN17182(GS20Mn5V) 14mm + 10 mm T-PIPE FW PB ACM GMAW |ICF/WPS/GMAW/DIS/14N10/FW/PB/701-PIPE 13 IAISI 304 1 ALS1 304 e 2 — W o8 o, FCAW  |ICF/WPS/FCAW/SS/2N2/FW/ PB/579
13 |IRS M41+ RS Mal 10 mm + 8 mm T FW PB €O, | GMAW |ICF/WPS/GMAW/CS/10N8/FW/PB/502 13 |AISI 304 + AlSI 304 1.25 mm + 1.25 mm LAP FW PB ACM | FCAW [ICF/WPS/FCAW/S5/1.25N1.25/PB/611
14 JIRS M41 + IRS M41 8 mm +5mm LAP FW PB O, GMAW _ |ICF/WPS/GMAW/CS/8NS/LAP/PB/503 14 |AISI 304 + S5 409M) 1.7 mm+2mm TEE FW PB o, FCAW  {ICF/WPS/FCAW/SS/1.7N2/FW/PB/578
15 |IRS M41 + IRS M4l 10 mm + 5 mm T FW PG CO; GMAW __|ICF/WPS/GMAW/CS/10NS/FW/PG/505 15 |AISI 304 + SS 409M 2 mm+2mm TEE FW PB Co, FCAW  [ICF/WPS/FCAW/SS/2N2/FW/PB/S76
16 |IRS M41 + iRS M41 l1.emm+ 1.6 mm LAP Fw PB €O, GMAW  |ICF/WPS/GMAW/CS/1.6N1.6/LAP/PB/510 16 |AISI 304 + 55 409M 179 mm+2mm TEE EW PB COo- FCAW ICF/WPS/FCAW/S5/1.2N2/FW/PB/580
17 |IRS M41 +1R5 M41 2mm +2 mm T FW PG o, GMAW  |ICF/WPS/GMAW/CS/2N2/FW/PG/511 17 RS M41 + S5 409M 2mm+2mm TEE FwW PB co, FCAW  |ICF/WPS/FCAW/SS/2N2/FW/PB/599
18 |IRS M41 + IRS M41 2mm+3.15mm T FW PG Co, GMAW  |ICF/WPS/GMAW/CS/2N3.15/FW/PG/512 18 |AISI 316 + IRS M41 Emm+5mm TEE EW PB co. FCAW ICF/WPS/FCAW/DIS/6N5/FW/PB/582
19 [IRS M41 + IRS M41 10 mm + 10 mm T FW PG co, GMAW  |ICF/WPS/GMAW/CS/10N10/FW/PG/301 GTAW
20 [IRS M41 +1S 2062 8 mm + 12 mm T FW PB co, GMAW  |ICF/WPS/GMAW/CS/8N12/FW/PB/287 :
1 e VLIS 2002 Pp— - v - . VAW ICF/ WS/ GMAW/ CS/BN1G, FW/PB/ 288 1 |AISI 304 + 55 409M @12 mm + 2 mm spl FW Py Ar GTAW  |ICF/WPS/GTAW/DIS/DIA12N2/FW/PJ/001-PIPE Window bar+Sheet
TR P r— : — - . A ICE WP GMAWCa TN 2 W/ 81283 2 |AISI 304 + AlSI 304 1.25 mm + 1.25 mm LAP FW PB Ar GTAW  JICF/WPS/GTAW/AISI304/1.25N1.25/LAP/PB/619
3|S5 409M + SS 409M 3mm + 2.5 mm LAP FW PB Ar GTAW  |ICF/WPS/GTAW/SS409M/3N2.5/LAP/PB/311
23 |IS 2062 + IRS M41 8 mm + 10 mm T FW PG €O, GMAW _ |ICF/WPS/GMAW/CS/BN10/FW/PG/302 4 |SS409M + SS 409M 2.5 mm + 8 mm LAP FW PB Ar GTAW  |ICF/WPS/GTAW/SS409M/2.5N8/LAP/PB/308
24 |IRS M41 + RS M4l 5mm+5mm T Fw PG €O, GMAW  |ICF/WPS/GMAW/CS/5N5/FW/PG/342 5 |SS409M + SS 409M 2.5 mm +3mm T FW PB Ar GTAW  [ICF/WPS/GTAW/SS409M/2.5N3/FW/PB/305
25 |IRS M4L1 + IRS M41 2 mm +2 mm T FW PG co, GMAW  |ICF/WPS/GMAW/CS/2N2/FW/PG/341 6 |SS409M + SS 409M 2.5 mm + 2 mm LAP FW PB Ar GTAW  |ICF/WPS/GTAW/SS409M/2.5N2/LAP/PB/304
26 |IRS M41 + RS M41 2mm+5 mm LAP FW PB co, GMAW  |ICF/WPS/GMAW/CS/2N5/LAP/PB/321 7 |SS 409M + SS 409M 4mm+2.5mm LAP FW PB Ar GTAW  |ICF/WPS/GTAW/S5409M/4N2.5/LAP/PB/302
27 [IRS M41 + IRS M41 2 mm + 2 mm T Fw PB co, GMAW |ICF/WPS/GMAW/CS/2N2/FW/PB/323 8  |SS409M + S5 409M 5mm + 2.5 mm LAP FW PB Ar GTAW  |ICF/WPS/GTAW/SS409M/5N2.5/LAP/PB/301
s s Mot s RS el pp— - = PF . VAW 11CF/WPS/GMAW/CS/ 4NS/FW/PF/010 9 |SS409M + S5 409M 2 mm + 4 mm T FW PB Ar GTAW  |ICF/WPS/GTAW/S5409M/2N4/FW/PB/611
irs At e el ye— - — ~ = A TCr TP/ GVAW/CS /NG W /PO 10 |SS 409M + SS 409M 2mm + 4 mm T FW PD Ar GTAW  |ICF/WPS/GTAW/SS409M/2N4/FW/PD/607
z 11 |AISI 304 + S5 409M 1.25 mm + 2 mm LAP FW PB Ar GTAW  |ICF/WPS/GTAW/DIS/1.25N2/LAP/PB/606
30_|IRS M41 + EN 10025 8 mm + 15 mm LAP FW PB €o, GMAW _ |ICF/WPS/GMAW/DIS/BN15/LAP/PB/06 12 |55 409M + AlSI 304 2 mm + 1.7 mm LAP FW PB Ar GTAW |ICF/WPS/GTAW/DIS/2N1.7/LAP/PB/605
31 {EN 10393 + IRS M41 10 mm +6 mm T Fw PB €O, GMAW  |ICF/WPS/GMAW/DIS/10N6/FW/PB/01 13 |S5409M + SS 409M 2mm +2.5mm T FW PG Ar GTAW  |ICF/WPS/GTAW/SS409M/2N2.5/FW/PG/604
32 |is 2062 + 15 2062 22 mm +22 mm BUTT BW-DV PA co, GMAW  |ICF/WPS/GMAW/CS/22N22/BW/PA/309 14 |AISI 304 + AISI 304 1.7 mm+ 1.7 mm LAP FW PB Ar GTAW  |ICF/WPS/GTAW/AISI304/1.7N1.7/LAP/PB/603
33 {IS 2062 + 1S 2062 16 mm + 20 mm T BW-HV PA co, GMAW  |ICF/WPS/GMAW/CS/16N20/BW/PA/006 15 |AISI 304 + AISI 304 1.25mm+ 1.7 mm LAP FW PB Ar GTAW  [ICF/WPS/GTAW/AISI304/1.25N1.7/LAP/PB/602
34 |IS 2062 + IS 2062 16 mm + 16 mm BUTT BW-HV PA CO, | GMAW [ICF/WPS/GMAW/CS/16N16/BW/PA/001 16 [IRS M41+ 55 409M 6 mm +2 mm LAP FW Pe Al GTAW__ |ICF/WPS/GTAW/DIS/6N2/LAP/P8/200
35 |EN 10025:2004 5355 J2 + EN 10025:2004 5355J2 |10 mm + 10 mm T BW-HV PA ACM | GMAW |ICF/WPS/GMAW/CS/10N10/BW/PA/705 17 |S5409M + S5 405M 2mm + 2 mm LAP FW PG Ar GTAW _ |ICF/WPS/GTAW/SS409M/2N2/LAP/PG/196
36 |EN 10025:2004 S355 12 + EN 10025:2004 5355 )2 18 mm + 12 mm T BW-HV PA ACM | GMAW |ICF/WPS/GMAW/CS/18N12/BW/PA/704 18 |SS 409M + SS 409M g mm +2.5mm 5q. BUTT BW PA Ar GTAW _ |ICF/WPS/GTAW/SS409M/8N2.5/BW/PA/312 Sidewall+Backpieces
37 |EN 10025:2004 355 J2 + EN 10025:2004 5355 J2 12 mm + 12 mm T BW-HV PA ACM | GMAW |ICF/WPS/GMAW/CS/12N12/BW/PA/703 19 |55 409M + 35 409M Amm+2.5mm Single V BW PA al GTAW__|ICF/WPS/GTAW/SS409M/4N2.5/BW/PA/303
35 [N 100952004 S355 17~ EN 100252004 S355 12 810 o = YA " acV T GMAW 11CF /WPS/GMAW/CS/BN10/BW/ PAJ702 20 |SS 409M + 55 409M 3 mm + 2.5 mm FLARE Fw PA Ar GTAW _ |ICF/WPS/GTAW/SS409M/3N2.5/FLARE/PA/310 Sidewall+Backpieces
39 |DIN 1630{st.52.4) + EN 10025:2004 5355 J2 10 mm + 12 mm T-PIPE BW-HV | PA ACM | GMAW |ICF/WPS/GMAW/DIS/10N12/BW/PA/706 PIPE 21 |SS409M + S5 409M 2:5mm+ 2.5 mm FLARE FW PA AT GTAW _|ICF/WPS/GTAW/SS409M/2.5N2.5/FLARE/PA/309
40 |is 2062 + IS 2062 16 mm + 16 mm BUTT BW-HV | PE CO, | GMAW |ICF/WPS/GMAW/CS/16N16/BW/PE/508 22|55 409M + 55 409M 3mm+ 3 mm TEE FW £8 o GTAW _|ICF/WPS/GTAW/SS409M/3NS/FW/PB/524
23 |SS 409M + SS 409M 3mm +3 mm TEE FW PD Ar GTAW  |ICF/WPS/GTAW/SS409M/3N3/FW/PD/543*Wla Lanthanum electrode
41 [IRSM4l+IRS M4l 2 mm +2mm BUTT BW-5Q PA CO; | GMAW |ICF/WPS/GMAW/CS/2N2/BW/PA/322 24 |Duplex 2101 + Duplex 2101 2 mm + 2 mm TEE FW PD Ar GTAW |ICF/WPS/GTAW/DUP2101/2N2/FW/PD/539%Duplex | Duplex stainless steel
42 _|IRS MA1 + IRS M41 8 mm + 8 mm BUTT BW-HV PF CO; GMAW _ |ICF/WPS/GMAW/CS/8N8/BW/PF/08 25 1SS 409M + 55 409M 3mm +3 mm TEE FW PD Ar GTAW  |ICF/WPS/GTAW/SS409M/3N3/FW/PD/536
43 |IRS M4l + EN 10293 6 mm +15mm T BW-HV PB €O, GMAW  |ICF/WPS/GMAW/DIS/6N15/BW/PB/07 26 |SS 409M + SS 409M 3mm+3 mm $q.8UTT BW PA Ar GTAW  |ICF/WPS/GTAW/S55409M/3N3/BW/PA/590 Two passes
44 [IRS M41 + EN 10293 8 mm + 10 mm T BW-HV PB co, GMAW |ICF/WPS/GMAW/DIS/SN10/BW/PB/03 27 |AISI 304 + AlSI 304 1.7 mm+2mm TEE FW PB Ar GTAW  |ICF/WPS/GTAW/SS/1.7N2/FW/PB/621 08.07.2021
45 |IRS M41 + IRS M41 5mm 45 mm TEE FW PB co, GMAW  |ICF/WPS/GMAW/CS/SNS/FW/PB/526 28 |IRS MA41 + S5 409M 8 mm + 3 mm LAP FW PB Ar GTAW  |ICF/WPS/GTAW/DIS/8N3/LAP/PB/517
2 RS Va1 + IRS Mal PP TEE -y o8 <o, GMAW _|1CF/WPS/GMAW]/CS/8N8/FW/PB/531 29 |SS409M + AISI 304 1.7 mm + 1.25 mm LAP FW PB Ar GTAW  |ICF/WPS/GTAW/SS/1.7N1.25/FW/LAP/PB/620 08.07.2021
77 1IRS Ma12 1RS M1 —— — W - o, GMAW | 1CF/WPS/GMAW, CS/6NG, FW/PB/530 Rew o1 30 |AlSI 304 + AlS! 304 1.2 mm + 1.2 mm LAP FW PB Ar GTAW _ |ICF/WPS/GTAW/SS/1.2N1.2/FW/LAP/PB/644
48 |IRS M41 + RS M41 5mm+5mm TEE FW PB ACM GMAW  |ICF/WPS/GMAW/CS/SN5/FW/PB/550 31|55 409M + 55 409M 3mm+3mm LAP FW PG Ar GTAW _ |\CF/WPS/GTAW/SS/3N3/FW/LAP/PG/640
49 |IRS M41 + IRS M41 5mm +5mm BUTT BW-SV PA ACM | GMAW |ICF/WPS/GMAW/CS/5N5/FW/PA/551 gi IRS MA1 + SSOTW >mm ;imm :E m ';2 2r g:zw :EE/ \\L" pP:/c(;STT:\XrV g';ﬁ:’;’ :\:’vWPLBAF;/zleD/ 646
50 RS Ma1+ RS M1 4mm+ 6 mm TEE il P ACM | GMAW |ICF/WPS/GMAW/CS/ANG/FW/PB/552 34 zz:ggmiéiiosm §?:;+322 LAP FW PB A: GTAW ICF:WPS:GTAW:SS:z 5n.8:LAP:PB:308
51 |DIN EN 10293 GZOMn+QT + IRS M4l 15 mm + 6 mm spL BW PB ACM | GMAW |ICF/WPS/GMAW/CS/15N6/BW/PB/553 : '
52 |DIN EN 10025 355J0 + IRS M41 12 mm + 6 mm LAP FW PB ACM | GMAW |ICF/WPS/GMAW/CS/12N6/LAP/PB/554 MMAW
53 [IRS M41 + IRS M41 5 mm +5mm TEE FW PF co, GMAW | ICF/WPS/GMAW/CS/5N5/FW/PF/538
54 [IRS M41 + IRS Md1 8 mm + 8 mm TEE FW PG ACM GMAW  [ICF/WPS/GMAW/CS/8N8/FW/PG/557 1 _[IRS M41 + IRS M4l 2mm+2 mm "‘_"}P ix P8 - MMAw ICF/WPS/ MMAVWV/ CS/2N2/LAP/PB/270
55 |IRS M4 + IS 2062 8 mm + 12 mm TEE FW PB ACM | GMAW |ICF/WPS/GMAW/CS/8N12/FW/PB/558 g 122 mi : :: mi j :2 I ; Tsmmm - FW EE mmw :ngigmmw;ggzg/ f:}’: 5\?// ::fszo
56 |IRS M4l + IS 2062 8 mm + 20 mm TEE FW PB ACM | GMAW |ICF/WPS/GMAW/CS/8N20/FW/PB/559 ' :
57 |IRS M41 + IS 2062 g mm + 16 mm TEE FW PB ACM_ | GMAW |ICF/WPS/GMAW/CS/8N16/FW/PB/561 4__|SSA09M + S5 409M Zmm+2 mm T FW P8 - MMAW_|ICF/WPS/MMAW/SS409M/2N2/FW/P8/339
58 |IRS M4l + IRS M41 Smm+5mm TEE FW PF ACM GMAW |ICF/WPS/GMAW/CS/5NS/FW/PF/564 > |35 409M + S5 405M 2mm+2mm T FW PG - MMAW__|ICF/WPS/MMAW/SSA09M/2N2/FW/PG/312
6 |IRS M41+IRS M4l 10mm + 6 mm T FW PB - MMAW _ |ICF/WPS/MMAW/CS/10N6/FW/PB/310
59 |IRS MA41 + IRS M41 6 mm + 6 mm BUTT BW-5Q PF co, GMAW  |ICF/WPS/GMAW/CS/6N6/BW/PF/566 T 1311 S5 209V Ty = = e - MMAW ™ ICF/WPS/MMAW,/ OIS 2.5NG/ FW/PB/305
60 |IRS M41 + IRS MA41 5 mm + 5 mm BUTT BW-5Q | PF+PG co, GMAW  |ICF/WPS/GMAW/CS/SN5/BW/PF+PG/567 5 TIRS M41 = IRS Ma1 S T— T W - - MMAW |ICF/WPS/MMAW/CS/2N3. 15/FW/PD/337
61 |EN10025-5 S355J2 W+N + EN10025-5 5355 J2 W+N |10 mm + 10 mm TEE BW-FW PA ACM | GMAW |ICF/WPS/GMAW/CS/10N10/BW+FW/PA/574 9 1IRS Ma1 < 1RS Ma1 315 mm + 5 mm T W - - MMAW _|ICF/WPS/MMAW/CS/3. 15N5/FW/PD/516
62 |DIN 1630 st52.4 + DIN 17182(G5SMn5V) 14 mm + 10 mm TEE-PIPE Fw PB ACM GMAW [ ICF/WPS/GMAW/CS/14N10/FW/PB/570 10 |IRS M41 + IRS M4 1 Imm + 2 mm BUTT BW-SQ PA MMAW  [ICF/WPS/MMAW/CS/2N2/BW/PA/288
63 |15 2062 + 1S 2062 16 mm + 16 mm BUTT BW-Sv PA ACM__| GMAW JICF/WPS/GMAW/CS/16N16/BW/PA/562 11 [IRS M41 + S5 409M 10 mm + 4 mm BUTT BW&FW | PA&PB ! MMAW _[ICF/WPS/MMAW/DIS/10N4/BW/PA&PB/198
64 |EN10025-5 5355 J2 W+N + EN10025-5 $355 JZ W+N |8 mm + 10 mm TEE BW PA ACM | GMAW |ICF/WPS/GMAW/CS/BW/8N10/PA/571 12 TIRS Ma1 7 RS Ma1 P— BUTT BW-SQ. oG - MMAW |ICF/WPS/MMAW/CS/2N2/BW/PG/338
65 |DIN 1630 st52.4 + EN10025-5 5355 J2 W+N 10 mm + 12 mm TEE BW-FW PB ACM | GMAW |ICF/WPS/GMAW/CS/10N12/BW+FW/PB/575 13 |IRS Ma1+ IRS M1 S mm + 5 mm TEE ", B - MMAW _[ICF/WPS/MMAW/CS/5N5/FW/PB/525
66 JEN10025-5 5355 )2 W4+N + EN10025-5 5355 12 W+N 12mm+ 12 mm TEE BW-FW PA ACM GMAW |ICF/WPS/GMAW/CS/12N12/BW+FW/PB/572 14 [IRS M41 + IRS M41 3.15 mm + 2 mm TEE FW PG R MMAW  [ICF/WPS/MMAW/CS/3.15N2/FW/PG/609
67 |EN10025-5 $355 )2 W+N + EN10025-5 $355 )2 W+N |18 mm + 12 mm TEE BW PA ACM GMAW |ICF/WPS/GMAW/CS/18N12/BW/PA/573 15 |IRS M41 + IRS M41 5 mm +5 mm TEE FW PD _ MMAW |ICF/WPS/MMAW/CS/SN5/FW/PD/622
68 |IS2062 + 1S 1875 16mm+ 12 mm LAP FW PB ACM GMAW |ICF/WPS/GMAW/CS/16N12/FW/PB/587 16 1SS 409M + SS 409M 3 mm +3 mm TEE FW PG _ MMAW  [ICF/WPS/MMAW/SS400M/3N3/FW/PG/596
69 [IRS M41 + RS M41 6 mm +6 mm TEE FW PG €0, GMAW  |ICF/WPS/GMAW/CS/6N6/FW/PG/632 17 {SS 409M + SS 409M 3mm +3 mm BW BW-5Q PG - MMAW  [ICF/WPS/MMAW/SS409M/3N3/BW/PG/597
70 [IRS M41 + IRS M41 2 mm + 2 mm LAP FW PD Co, GMAW  |ICF/WPS/GMAW/CS/2N2/FW/LAP/PD/612 18 |SS 409M + SS 409M 3mm +3 mm TEE FW PB - MMAW  |ICF/WPS/MMAW/SS409M/3N3/FW/PB/595
71 [IRS MA4L1 + IRS M41 3.15 mm +3.15 mm BUTT BW-5Q PA co, GMAW  |ICF/WPS/GMAW/CS/3.15N3.15/BW/PA/619 19 ]SS 409M + SS 409M 3mm+3mm TEE FW PD - MMAW |ICF/WPS/MMAW/S5409M/3N3/FW/PD/623
72 |I5737:2008Gr.31000-H2 + 1S737:2008Gr.31000-H2 2.5 mm +2.5 mm TEE FW PB Ar GMAW  |ICF/WPS/GMAW/ALU/2.5N2.5/FW/PB/583 20 |IRS M41 +1RS M41 S5mm+5mm TEE FW PG - MMAW __ |ICF/WPS/MMAW/CS/5N5/FW/PG/630
73 |EN10025-5 5355 J2 W+N + DIN 17182(GSMn5V) 10 mm + 16 mm TEE FW PB ACM GMAW  [ICF/WPS/GMAW/CS/10N16/FW/PB/636 21 _|AISI 301+SS 409M L7mm+8mm TEE FW PB - MMAW __ |ICF-WPS-MMAW-55-1.7N8-LAP-PB-509
74 |EN10025+DN 1630 14mm+12 mm T BW+FW PB ACM GMAW  |ICF-WPS-GMAW-CS-12N12-8W+FW-PB-634 22 |SSA09M+AISI304 1.7mm+2mm TEE FW PB - MMAW __ |ICF-WPS-MMAW-55-1.7n2-LAP-PB-604
75 |EN10025+EN 10025 10mm+10 mm T FW PB ACM GMAW  |AWTI-WPS-GMAW-CS-10N10-FW-PB-592 23 . Mmaw  |/CF-WPS-MMAW-DS-5N16-LAP-PB-648
76 |EN10025+EN 10025 12mm+22 mm T FW PA ACM GMAW  |AWTI-WPS-GMAW-CS-12N22-FW-PA-594 |S-2062+IRS-R65 lemm+5mm TEE FW PB (OLD WPS NO:ICF/3834/WPS/MMAW /312} MANGANESE LINER
77 15 2062+ IS 2062 16mm+16 mm T EW PA ACM GMAW  |AWTI-WPS-GMAW-CS-16N16-FW-PA-588 24 |IRS M41 + IRS M41 3.15mm+2 mm TEE FW PD - MMAW  [ICF/WPS/MMAW/CS/3.15N2/LAP/PD/610
78 |EN10025+EN 10025 22mm4+22 mm BUTT BwW PA ACM GMAW  [AWTI-WPS-GMAW-CS-22N22-8BW-PA-602
79 |EN10025+EN 10025 10mm+10mm T FW PA ACM | GMAW |AWTI-WPS-GMAW-CS-LON10-BW+FW-PA-584
80 |EN10025+EN 10025 10mm+12 mm T FW PB ACM | GMAW |AWTI-WPS-GMAW-CS-10N12-FW-PB-593
81 |IRSM 41+DIN EN 10293 8mm+15 mm SINGLE BEVELTEE| BW PB co2 GMAW | ICF-WPS-GMAW-CS-15N8-BW-PB-03 CONSOLE WITH SOLE BAR
82 |SS409M+SS 409M 2mm+3 mm BUTT BW PA ARGON | GMAW |ICF-WPS-GMAW BRAZING-55-2n3-BW-PA-306 MIG BRAZING
83 |EN10025+EN 10025 12mm+12 mm BUTT BW PA ACM GMAW | ICF-WPS-GMAW-CS-12+12-BW-PA-607
84 |IRS M41 + [RS M4l 3.15 mm +3.15 mm BUTT SQ BUTT PG o, GMAW  |ICF/WPS/GMAW/CS/3.15N3.15/BW/PG/616 a ST T s T LR —
85 |IRS MA4L + IRS M41 3.15 mm +3.15 mm BUTT 5Q BUTT PA co, GMAW | AWTI-WPS-GMAW-CS-3.15N3.15-BW-PA-622 N SPEREOT
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T—JOINT SINGLE BEVEL HY WELD(SB)
WITH FILLET WELD AS SEALING RUN

ANGLE JOINT — FILLET WELD

T-JOINT SINGLE BEVEFL HY WELD(SB

WITH ADDITIONAL FILLET WELD

t1

12

SINGLE BEVEL (HY) WELD

ANGLE JOINT — SINGLE BEVEL BUTT WELD

BUTT DOUBLE V (DV) WELD

SINGLE BEVEL WELD WITH
FILLET WELD ON OTHER SIDE

TABLE-1
RANGE OF QUALIFICATION FOR BUTT WELDS MATERIAL THICKNESS AND DEPOSITED METAL THICKNESS
AS PER EN ISO 15614-1:2017 TABLE-7
RANGE OF QUALIFICATION
o 1T PARENT MATERIAL THICKNESS DEPOSITED WELD METAL THICKNESS
m K
LEVEL 1 SINGLE RUN T WMULTI=RUN FOR EACH PROCESS s IN mm
t<3 0.5t TO 2t MAX 2 s
I<i£12 1.5 TO 2t 0.5T(3MIN) TO 1.3t 3T02t° MAX 2 s°
12<t€20 570 2t 0.5t TO 1.1t 0.5t TO 2t MAX 2 s
MAX 2 s when s < 20
20<t<40 5T0 2t 0.5t TO 1.1t 0.5t TO 2t MAX 2 { when s > 20
MAX 2 s when s < 20
40<t<100 5 TO 200t - 05t TO 2t MAX 200 t when s > 20
MAX 2 s when s < 20
100<t<150 5 TO 200t - 50 TO 2t MAX 300 t when s > 20
MAX 2 s when s < 20
t>150 5 T0 1.33t - 50 TO 2t MAX 1.33 t when s > 20
'’ FOR LEVEL-1, WHEN IMPACT REQUIREMENTS ARE SPECIFIED BUT IMPACT TESTS HAVE NOT BEEN PERFORMED,
THE MAXIMUM THICKNESS OF QUALIFICATION IS LIMOTED TO 12mm.
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TEE-FULET WELD (FW LAP — FILLET WELD (FW) LAP—FILLET WELD (FW)
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CORNER—FILLET WELD (FW) BUTT JOINT-BUTT WELD (BW) BUTT WELD IN V JOINT SQUARE BUTT WELD (BW—SQ)_
= é N‘ where,
~ i 1 t, t1, 12 = Plate thickness
-~ é s = Depth of penetration
f b h = Depth of joint preparation
SQUARE_BUTT WELD WITH BACKING STRIP (BW-SQ) a = Throat thickness
b
BUTT FLARE BEVEL WELD
TABLE-2 TABLE-3 TABLE—4
FOR LEVEL-2: RANGE OF QUALIFICATION FOR MATERIAL THICKNESS AND TERMS DESCRIPTION SYMBOL WELD PROCESS (EN ISO 4063) CODE
THROAT THICKNESS OF FILLET WELDS AS PER EN ISO 15614—1:2017 TABLE-8 AT POSTION HORIZONTAL WORKING, CENTERLINE OF WELD | p, MMAW — MANUAL METAL ARC WELDING 11
" TLECnEm THzcmgg'ﬁ m% a— L:E:IOAT THICKNNAE:IS_% - POSITION TOWARDS THE CAPPING PB FCAW ~ METAL ARC WELDING (ACTVE GAS SHIELD) 136
v TR HORIZONTAL POSITION _ |HORIZONTAL WORKING, CENTERLINE OF WELD GTAW ~ TUNGSTEN INERT GAS ARC WELDING (TIG) 141
: NO RESTRICTION HORIZONTAL PC SELF SHIELDED ARC WELDING 114
3<t<30 3t T0 2t 0.75a T0 1.5 HORIZONTAL OVERHEAD | HORIZONTAL WORKING, OVERHEAD CAPPING SUBMERGED ARC WELDING 12
= — — — ORTOTLWERKIG, OVERHERD CENTERGNE ™ HETAL NERT G5 WELDNG (W)
WHERE A FILLET WELD IS QU BY MEANS OF A BUTT WELD TEST ROAT ,
' ST
THCKNESS RANGE SHALL BE BASED ON THE THICKNESS OF THE DEPOSITED WELD METAL OVERHEAD POSTION. |0F WELD VERTICAL, CAPPING LAYER PE VETAL JRC WELDWNG (NERT GAS SHELD) 197
NOTE: ‘o’ IS THE NOMINAL THROAT THICKNESS AS SPECIFIED IN pWPS FOR THE TEST PIECE. " " - PLASMA ARC WELDING 15
RTICAL UP POSITION [WORKING UPWARDS OXY= NE WELDIN 31
'0’ — IN CASE OF DIFFERENT MATERIL THICKNESSES, THE RANGE OF QUALIFICATION OF ACETVLE 6 1
BOTH THICKNESSES OF THE TEST PIECES SHALL BE CALCULATED SEPARATELY. VERTICAL DOWN POSITION| WORKING DOWNWARDS PG LBM - LASER BEAM WELDING WITH GAS 922
RSW — RESISTANCE SPOT WELDING (DIRECT) 212
RSW — RESISTANCE SPOT WELDING (INDIRECT) 211

NOTE:

HORIZONTAL VERTICAL

HORIZONTAL o

HORIZONTAL OVERHEAD

ALTERATIONS
® 9/2023

ALL DATA UPDATED BASED
ON EN15085-3:2022 AND
AWTI LR.No.AWTI/79 DT.31-

8—2023.
—Sd— 8.9.23
SSE/D AME

® 12/2024

NOTE—4 ADDED W.R.T
AWTI LR.AWTI/79 DT.19-11
—-2024

' /
S q

SSE/D AM

FLAT 1.1 RANGE OF QUALIFICATION FOR INFORMATION ONLY.
1.2 FOR RANGE OF QUALIFICATION REFER EN ISO: 15614—1(LATEST REVISION)
Yra 2. FOR DETAIL SPECIFICATIONS REFER THE APPLICABLE WELD PROCEDURE SPECIFICATION (WPS).
HORIZONTAL VERTICAL 3. IF ANY JOINT IS NOT COVERED IN THIS DRAWING, THE ASSEMBLY SHOP/VENDOR MAY
" e DEVELOP WPS FOR THE SAME AND SUBMIT TO AWTI/ICF AND GET IT APPROVED.
4. FOR LATEST WPS, ICF WORKSHOPS MAY REFER ICF WEBSITE LINK AS FOLLOWS;
DEPARTMENT /MECHANICAL/DEPT.SUB SECTIONS/IMS/WQMS/WPS
et HORIZONTAL
[ <
QTY]  DESCRIPTION & DIMENSION  |TEM| REF.DRGS | MAT.SPEC | WEIGHT/UNIT REMARKS
PD 0 GROUP: 9-0 SUPERSEDED BY:
SUPERSEDES:
HORIZONTAL OVERHEAD WELD PROCEDURE SCALE s(s:%[) 5 NST /)
PC NTS
! SPECIFICATION DETAILS ALTD | J.RAMESH
DRN | UKKRAPANDAN T/NAZARUL HAQUE
OVERHEAD Alth Alt:- b
ASSEMBLY DRAWINGS ‘El @ INTEGRAL COACH FACTORY
f DATA CHENNAI-38
WELD POSITION (EN SO 6947:1997) 2-12-2024 | o M cooe no]  INDIAN  RAILWAY SHEET
0 |Num. Alt.|DATE OF LATEST ALT|DATE OF FIRST 1SSUE]  AME/SME 140 STANDARDS 2 OF 2 |CF/STD—9—O—999

FORM:—IR.A1—-840X600



ALL DIMENSIONS ARE IN mm UNLESS OTHERWISE SPECIHED. FOR UNTOLERANCED DIMENSIONS AND ROUGHNESS VALUES, REFER DRAWING NO ICF/STD-92-0-001.

ANY MANUAL ALTERATION SHALL AUTOMATICALLY RENDER THIS DRAWING INVALID. WELDING SYMBOLS ARE AS PER EN ISO 2553,

WEIGHT GIVEN IN DRAWING IS FOR INDICATIVE PURPOSE ONLY
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495]6008 V ROUGH MACHINED ROUGH CLEANED REVISIONS

REF.DRG.NO.mI005176

VVV FINE FINISH MACHINED

CHAMFERED

NOTE REVISED. VIEWS UPDATED AS PER DETAIL

(Qer

Ty
[
1. ITEM-1 TO BE RESISTANCE WELDED AS SHOWN IN THE RESPECTIVE DRAWING AND
[TMS-28.3 TO BE SUPPLIED IN LOOSE (TO BE ASSEMBLED IN FURNISHING AFTER INSERTING
THERMAL INSULATION).
2. 5% EXCESS QTY OF [TEMS-283 TO BE SUPPLIED AGAINST THE QTY CALLED FOR
IN THE RESPECTIVE ASSEMBLY DRAWINGS.
1 {SERRATED SPRING WASHER 3 AAAT4495 0.003
1 [CAP 2 AAATL494 0.000
1 |WELDING PIN 1 AAATG493 0.002
ITEM WT/UNIT
QrY. DESCRIPTION DIMENSIONS NO. REF.DRGS. MATL N KGS REMARKS
GROUP: 1-6 ROOF CONSTRUCTION SURFACE AREA IN Sq.m.:0.002 WT/ASSY IN Kgs:
scale [sse/p | 2 AT
WELDING PIN ASSEMBLY | cHp
ALT. | ALTD | A.Palanichamy
* ] ory PR
INDIAN RAILWAY STANDARDS SHEET @
Ob> 022024 19-07-2013 M COACH FACTORY, '

DATE OF LATEST ALT.

DATE OF FIRST ISSUE

AME/SME

' 1 49516008
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72614029 V ROUGH MACHINED ROUGH CLEANED REVISIONS
UV FINISH MACHINED BURRS REMOVED AL ZONE DESCRIPTION APPROVED &

ALL DIMENSIONS ARE IN ram UNLESS OTHERWISE SPECIFIED, FOR UNTOLERANCED DIMENSIONS AND ROUGHNESS VALUES, REFER DRAWING NO ICF/STD-9.0.001.

ANY MANUAL ALTERATION SHALL AUTOMATICALLY RENDER THIS DRAWING INVALID, WELDING SYMBOLS ARE AS PER 15: 812-1986.

WEIGHT GIVEN iN DRAWING IS FOR INDICATIVE PURPOSE ONLY
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NOTE:
} 1. STAINLESS STEEL ELECTRODE OF SAME COMPOSITION AS PER TABLE-3 OF
: RDSO/SPEC C-K201 SHALL BE USED FOR WELDING.
I
o2\ 18! : 2. ALL WELD SPATTERS SHALL BE GROUND.
3. ALL WELDED JOINTS SHALL BE PICKLED AND PASSIVATED BEFORE SURFACE TREATMENT,
DETAIL A 4. ALt SHARP CORNERS SHALL BE ROUNDED OFF.
SCALE1:2 5. ALL WELDINGS SHALL BE TIG WELDING UNLESS OTHERWISE SPECIFIED.
WELD TESTING PREFERENCES AS PER EN 15085-3:2007{E) TABLE-4 '
WELD QUALITY LEVEL VOLUMETRIC | SURFACE
PERFORMANCE |FOR IMPERFECTIONS | NSEFCION| ™ Test TEST EXALAT N
CLASS ENISO 5817 € RT or UT MPT or BPT V21
CPC2 8 CI2$ |NOTREQUIRED | NOT REQUIRED 100% 1 |BACKPIECE 2 AAC14784 0.0
THE TEST METHODS INDICATED IN THIS TABLE SHALL BE THE MINIMUM CAPABLE OF ENSURING COMPLANCE Of | | |FORIZONTAL MEMBER 1 AACT 4602 2.9
THE WELDED JOINTS, ADDIHONAL TESTS DEPENDING ON THE MATERIAL, THE DESIGN OR CUSTOMER e WI/UNIT
REQUIREMENTS MAY BE NECESSARY. QrY. DESCRIPTION DIMENSIONS iy REF.DRGS. MATL T eas | REMARKS
$ FOR INSPECTION CLASS CT2, THE VISUAL EXAMINATION SHALL BE PERFORMED BY PERSONNEL CERTIFIED - 0. :
FOR INSPECTION CLASS CT2, THE VISUAL EXAMINATION § GROUP: 1-4 {SURFACE AREA IN 50.m.:0.354 WT/ASSY IN Kgs ;
€ ALL APPLICABLE CLAUSES FOR VISUAL INSPECTION SHALL BE CARRIED OUT. SCALE | SS6/0 X@W&m@q g
HORIZONTAL MEMBER ASSY 1 | cho
FOR APPLICABLE WELDING PROCEDURE SPECIFICATION [WPS) REFER DRAWING NO ICF/STD-9-0-999
ALT. | ALTD
DRN A.MuAhukumar
_ £=3-@ | TRAINI8/DTC/AC
INDIAN RAILWAY STANDARDS SHEET
0L~ (221448 INTEGRAL COACH FACTORY, CHENNAI - 600038 10F ]
REF.ORG.NG.- DATE OF LATEST ALT. } DATE OF FiRSY iSSUE AME/SME ' 726 1 402? A'3

T
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g 1. STAINLESS STEEL ELECTRODE OF SAME COMPOSITION AS PER TABLE-3 OF
o ¢ o RDSO/SPEC C-K201 SHALL BE USED FOR WELDING.
< in
S 2. ALL WELD SPATTERS SHALL BE GROUND.
2 ; 3. ALL WELDED JOINTS SHALL BE PICKLED AND PASSIVATED BEFORE SURFACE TREATMENT.
=
g g 4. ALL SHARP CORNERS SHALL BE ROUNDED OFF.
o 2
gz 5. ALL WELDINGS SHALL BE TiG WELDING UNLESS OTHERWISE SPECIFIED.
8 £ O WELD TESTING PREFERENCES AS PER EN 15085-3:2007 (E) TABLE-4
5 QW
8 WELD QUALITY LEVEL VOLUMETRIC | SURFACE Vi
SR PERFORMANCE |FOR IMPERFECTIONS INSPECIONT ™ Test TEST EXALIAE S
a3 LASS RT or UT MPT or DPT _
g 8g ENISO 5817 € Ml 1 [BACK PIECE 2 | Aaciazs7 0.02
o8z CPC2 8 C12$% INOTREQUIRED | NOT REQUIRED 100%
: 5z 1 |HORIZONTAL MEMBER 1 AAC14601 6.42
£ i 2 h
2 § §  THE JEST METHODS INDICATED IN THIS TABLE SHALL BE THE MINIMUM CAPABLE OF ENSURING COMPLIANCE OF ITEM WI/UNIT
£ 2 Z  THE WELDED JOINTS, ADDITIONAL TESTS DEPENDING ON THE MATERIAL, THE DESIGN OR CUSTOMER Qry. DESCRIPTION DIMENSIONS NO. REF.DRGS. MATL I KGs | REMARKS
£ S o REQUIREMENTS MAY BE NECESSARY. 4 -
250 . GROUP: 1-4 [SURFACE AREA IN Sq.m.:0.563 WI/ASSY NKgs:
2 2w $ FORINSPECTION CLASS CT2, THE VISUAL EXAMINATION SHALL BE PERFORMED BY PERSONNEL CERTIFIED
£ =5  ACCORDING 1O 09712 AND SHALL BE DOCUMENTED. SCALE | $SE/D A/)@Wm%@g,
z — L¥
| 1 2 2 £ €ALLAPPLICABLE CLAUSES FOR VISUAL INSPECTION SHALL BE CARRIED QUI. HORIZONTAL MEMBER ASSY 1l CHD
Z < o
_;f £ & FORAPPLICABLE WELDING PROCEDURE SPECIFICATION {WPS) REFER DRAWING NO ICF/SID-9-0-999 ALT. | ALTD
¥ 5z DRN | AMuthukumar
< = >
g < O
AEE: £=3-@) | TRAIN18/DTC/AC
g 2o ' T~ INDIAN RAILWAY STANDARDS SHEET
G ; Q U157 e Wf&r INTEGRAL COACH FACTORY, CHENNAL - 600033 1OF 1 72 6“ 4030 A3
2 2 2 REF.DRG.NO- DATE OF LATEST AU | DATE OF FIRST 1SSUE AME/SME ¢
1 | 2 3 l 4 | 5 | 6 | l 8
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3 2 NOTE:
Z w ————
I o
% 5 1. STAINLESS STEEL ELECTRODE OF SAME COMPOSITION AS PER TABLE-3 OF ]
g9 RDSO/SPEC C-K201 SHALL BE USED FOR WELDING.
o 2
25 2. ALL WELD SPATTERS SHALL BE GROUND.
2 0 '
05 3. ALL WELDED JOINTS SHALL BE PICKLED AND PASSIVATED BEFORE SURFACE TREA|ME
Z o .
z % 4. ALL SHARP CORNERS SHALL BE ROUNDED OFF.
[a
g < 5. ALL WELDINGS SHALL BE TIG WELDING UNLESS OTHERWISE SPECIFIED.
S z
020
= <
e % WELD TESTING PREFERENCES AS PER EN 15085-3:2007 (E) TABLE-4 ~ ]
B Zg WELD QUALTY LEVEL |\ corrion| VOLUMETRIC | SURFACE VISUAL 2 |RB 3 AAD] 4289 0.06
. & o | PERFORMANCE [FOR IMPERFECTIONS CLASS TEST TEST EXAMINATION ‘
@ 2 ; CLASS EN1SO 5817 € RT or UT MPT or DPT VT 1 BACK PIECE 2 AACT14787 0.02
Bz -
& > g CPC2 B CT2$ |NOTREQUIRED | NOT REQUIRED 100% 1 |HORIZONTAL MEMBER 1 AAC14618 6.43
w2 E
230 ITEM WI/UNIT
§ & 2 memmmeocon epassaL s s e coppunceor | O | Do | e ve | Lt e |
& THE WELDED JOINTS. ADDI .
% 5 Q REQUIREMENTS MAY BE NECESSARY. GROUP: 1-4 ISURFACE AREA IN $0.m.:0.575 WT/ASSY IN Kgs: )
v = w . ) "
@ < 5 $ FORINSPECTION CLASS CT2, THE VISUAL EXAMINATION SHALL BE PERFORMED BY PERSONNEL CERTIFIED SCALE | SSE/D | f ?@W&M@y_
Z 2 2  ACCORDING TO IS0-9712 AND SHALL BE DOCUMENTED. ,
5%¢ ‘ 11 CHD ||
£ Z < €ALLAPPLICABLE CLAUSES FOR VISUAL INSPECTION SHALL BE CARRIED OUT. | A7 | AMothokomor
£ < 5 FORAPPLICABLE WELDING PROCEDURE SPECIFICATION (WPS) REFER DRAWING NO ICF/STD-9-0-999 2 "orN | AMuthukomar
< ¥ = ‘
v 2 Z F
<
5:5 | - £=4-@ | TRAIN18/DTC/AC
z Z o — v INDIAN RAILWAY STANDARDS SHEET
239 UAe-20l8 | 04217 ({M INTEGRAL COACH FACTORY, CHENNAI - 600038 10F T 726" 403" A3
2 £ 2 REF.DRG.NO- DATE OF LATESTALT. | DATE OF FIRST ISSUE AME/SME
1 2 3 | 4 5 6 [ 7 | ' 8 |




72614032 V ROUGH MACHINED (6 ROUGH CLEANED REVISIONS
YV FINISH MACHINED BURRS REMOVED ALL ZONE OESCRIPTION APPROVED &

m
ALL DIMENSIONS ARE IN mm UNLESS OTHERWISE SPECIFIED, FOR UNTOLERANCED DIMENSIONS ANDY ROUGHNESS VALUES, REFER DRAWING NG ICF/STD-9-0-001.

ANY MANUAL ALTERATION SHALL AUTOMATICALLY RENDER THIS DRAWING INVALID, WELDING SYMBOLS ARE AS PER 15: 813 1984,
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NOTE:
1. STAINLESS STEEL ELECTRODE OF SAME COMPOSITION AS PER TABLE-3 OF
RDSO/SPEC C-K201 SHALL BE USED FOR WELDING.
° . ALL WELD SPATTERS SHALL BE GROUND,
ALLWELDED JOINTS SHALL BE PICKLED AND PASSIVATED BEFORE SURFACE TREATMENT.

ALL SHARP CORNERS SHALL BE ROUNDED OFF.
ALL WELDINGS SHALL BE TIG WELDING UNLESS OTHERWISE SPECIFIED.

S

e
)
z
8 WELD TESTING PREFERENCES AS PER EN 15085-3:2007(E) TABLE-4
(%)
8 WELD QUALITY LEVEL VOLUMETRIC | SURFACE Vi
§ | PERFORMANCE |FOR MPERFECTIONS |NSEECTION] ™ rgep TEST EXAMIATON
s CLASS RtforUTt MPT or DPT
& ENSO 5817 € Vi 1 [BACK PECE 2 | AACI4786 0.09
Z CPC2 8 CI2% |NOTREQUIRED | NOT REQUIRED 100%
S _ 1 JHORIZONTAL MEMBER 1 AAC14606 1.06
O THE TEST METHODS INDICATED IN THIS TABLE SHALL BE THE MINIMUNM CAPABLE OF ENSURING COMPLIANGE OF HEM WI/UNIT
£ THE WELDED JOINTS, ADDITIONAL TESTS DEPENDING ON THE MATERIAL, THE DESIGN OR CUSTOMER Qry. DESCRIPTION DIMENSIONS NO. REF.DRGS. MATL R REMARKS
& REQUIREMENTS MAY BE NECESSARY.
0 ‘ GROUP: 1-4 ISURFACE AREA IN Sq.m.:0.147 WI/ASSY iNKgs:
© $ FORINSPECTION CLASS CT2, THE VISUAL EXAMINATION SHALL BE PERFORMED BY PERSONNEL CERTIFIED i
¢ ACCORDING TO §0-9712 AND SHALL BE DOCUMENTED. SCALE | $8:/0 n{ OW RN N
=z
S €ALL APPLICABLE CLAUSES FOR VISUAL INSPECTION SHALL BE CARRIED OUT. HORIZONTAL MEMBER ASSY 10 CHD 7
g FOR APPLICABLE WELDING PROCEDURE SPECIFICATION (WPS) REFER DRAWING NO ICF/STD-9-0-999 " ALT. | ALTD
zZ DRN | A.Muthukumor
Z
[+E)
< Vo £=3-@ |TRAIN/18/DTC/AC
= 1. INDIAN RAILWAY STANDARDS SHEET
~2017b oY :
2 e 11201 7kh ¢ INTEGRAL COACH PACTORY, CHENNAI - 600038 1OFT 72 6 ‘I 40 32 A3
2 REF.DRG.NO.- DAJE OF LATEST ALT. | DATE OF FRST ISSUE AME/SVE]
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72614033 coFR s T LY ROUGH MACKHINED . J(0D ROUGH CLEANED I - - e o REviioNs 0 o - .
FEL&OIVWD - ] A o ] vV FINISH MACHINED  [§i9) BURRS REMOVED ~ | aw ' a T omcmron . | aeiovea

_ CoaAw | zoME- | .. DESCRIFRON Ve
| e sk wachiven . H(19) © CHAMFERED. < — — - —

a VWS UPDATER.. . . | s

b 0 |VIEWS UPDATED A5 PER THE REVISION OF TEM 1. (’[;ZJ/

| 2312

¥

NOTE

1 STAINLESS. STEEL ELECTRODE OF SAME. CDMF‘DSITION AS PER TAELE-B oF .
- RDSD!SF‘EC C-K201 SH.&LL BE USED FDE WELDING.

. ALL WELD SF‘MTERS SHP'.LL BE GRDUND . o

. 'ALL WELDED JO1NTS SH.H.LL EE PICKLED AMD PASS]"-.-"ATED EEFDEE SURFACE TREATMENT.
. ALL SHARF‘ CDENERS SHALL BE RDUNDED DFF

.- ALL WELD!NGS SHALL BE TIG WELEDING UNLESS DTHERWISE SF’ECLFIED E

" WELD-TESTING PREFERENCES AS.PER EN 15086-3:2007(E) TABLE-4 _
COWELD CUQUALTY LEVEL | YOLUMETRIC | © SURFACE R
PERFORMANCE |FOR tMPERFECTIONS [NOFECTION] T rpegy = | " g™ - EXAMIMATION
1 - CL.ASS BN 505817 8 SE ol RTorUE MPT ar DFT - ST -

C - L”m. b

cpc2. | B - 1 cr2$’|NOTREQUIRED | NOTREQURED| - 100%

THE WELDIED JEINTS, ADPDITIONAL TESTS DEPENDING DN THE MATERIAL THE DESIGN GR CUSTQMER
REQUIREMENTS tAAY BE NECESSAR‘I’

§ FOR INSPECTION CLASS T3, THE VISUAL EXAMINATION SHALL BE F‘ERFDRMED BY FERSOMNEL CERTIF;ED — — - —— - - _ oy -
ACCORDING TO 509712 AND SHALL BE DOCUMENTED. ~ © R L QrY. | - . DESCRIPTION . DIMENSIOHS  WEM | RerDRGS | mATL / .| REMARKS -

NO. . _ i¥ KGS
Eﬁ-.LLAPPLICAELECLAUSESFORWSUALINSFECTIONSHALLBECARRIED ouT. . [crowpra - . . R SURFACE AREA. N Sqm 054, N T
E FDRAF‘F‘LICAELEWELD!NG FROCEDURESF‘ECFFIC.&TIDN [WF’S] REFEE mewemo ICFISTD-‘FD??? o 0 IZONTAL MEMBER ASSY sonie [0 17 % _ g
R e H R 1 [ono w

1 ALt | ALt | Adsuthukemer

- THETEST METHODS INDICATED IN THIS TABLE SHALL BE THE MINIMUM CAPABLE OF ENSURING COMPLANCE OF | - 1 leackpiece - - | . .. | 2 | aaciames |~ - 007

1. |norizonTaLmemseR | ¢ 1| caaciase | |

. . h..- DR AMuthukumor

| S A _— ' ' —— ~@) | TRAIN/18/DTC/AC
— 1 . INDIANRAILWAYSTANDARDS | sheer - ! i
Toam | edtt-amy | <& |

. . S _ . ] verr —
'-EEE'D:RGLNO-‘- cos i FoaeoFLaest Al ] ateorPRsTSUE |- AMEAME - o MMMFMW m I _ 72614033 A3

WEIGHT GIVEN IN DRAWING 15 FOR INDICATIVE PURPOSE ONLY

'} AL DIMENSIONS ARE IN rmm UNLESS-OTHERWISE SPECIFIED. FOR UNTOLERANCED DEAENSIONS AND ROUGHKESS VALUES, REFER DRAWING MO ICFATD-9-0001, .~ + * .

| ANV MANIAL ALTERATION SHALL AUTOMATICALLY RENDER THIS DRAWING. INVALID. WELDING.SYMBOLS ARE A PER 15: 8131984,
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2 3 NOTE;
3 . | .
z £ s ¥ 1. STAIMLESS STEEL ELECTRODE OF SAME COMPOSTTION AS PER TABLE-3 OF
5 RDSO/SPEC C-K207 SHALL BE USED FOR WELDING. -
= : : |
g5 2. ALL WELD SPATTERS SHALL BE GROUND.
Z rarad
2 g 3. ALL WELDED JOINTS SHALL BE PICKLED AND PASSIVATED BEFORE
= = SURFACE TREATMENT.
g VIEW A
i SCALE1:2 4. ALL SHARP CORNERS SHﬁLL BE ROUNDED OFF. -
20 : 5, ALL WELDINGS SHALL BE TiG: WELDING UNLESS OTHERWISE SPECIFIED,
= 9
Ll .
& Z
oz .
x @ WELD TESTING PREFERENCES-AS PER EN 15085-3:2007(E) TABLE-4
T WELD QUALITY LEVEL | \icrcnony| VOLUMETRIC | SURFACE VISUAL ||
s & PERFORMANCE {FOR IMPERFECTIONS |t ree TEST TEST - | ExAMINATION
oo - CLASS EMSO 5317 € - RT or UT MPT of DPT T
0 o -
g 2 cPC2 8 CT23  |NOTREQUIRED | NOT REGUIRED 100% '
WX — : — 1 |BACKPIECE 2 | AACI4TES 1 0a6 :
= E THE TEST PAETHODS INDICATED IM THIS TABLE SHALL BE THE MIMIMURM CAPABLE OF ENIURIMNG COMPLIAMCE OF o
o g THE WELDED JORNTS, ADDHTIOMAL TESTS DEPENDING ON THE MATERIAL, THE DESIGHM OR CUSTDMER 1 HORIZONTAL MEMBER ‘| AACTASEE 945
£ 2 REQUIREMENTS MAY BE NECESSARY. . — : e
O£ $ FOR INSPECTION CLASS CT2, THE VISLAL EXAMINATION SHALL BE PERFORMED BY PERSONNEL CERTIED QY. DESCRIPTION . DIMENSIONS ey REF.DRGS. MATL N KOS REMARKS
8= ACCORDING TO E0-0712 AND SHALL BE DOCUMENTED, —_ a—
= 2 GROUP: 1-4 SURFACE AREA IN Sq.m.: 0.862 WT/ASSY INKgsl .
5 = € ALL APPLICABLE CLAUSES FOR VISUAL INSPECTION SHALL BE CARRIED OUT, : SCALE [ 555/ ,{‘
(] L] ]
£ z " FOR APPLICABLE WELDING PROCEDURE SPECIFICATION [WPS) REFER DRAWING NO ICF/STD-9-0-999 | . S W‘@/
z & HORIZONTAL MEMBER ASSY ‘
B g ﬁ]ﬁ.’l ALTD | Anuthukurmar
= DRN | Aduthuumar
=
oz .
- H
23 1@ [1rAIN18/DTC/AC
z 3 _ = INDIAN RAILWAY STANDARDS SHEET -
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: NOTE:
% & 1 STAINLESS STEEL ELECTRODE OF SAME COMPOSITION AS PER TABLE 3 OF
€3 RDSO/SPEC C-K201 SHALL BE USED FOR WELDING.
g =
E 5:-[; 2 ALl WELD SPATTERS SHALL BE GROUND.
gz 3 ALL WELDED JOINTS SHALL BE PICKLED AND PASSIYATED BEFORE SURFACE TREATMENT,
Z o
= z 4. ALL SHARF CORNERS SHALL BE ROUNDED OFF _
[ ]
3
Q= 5 ALL WELDINGS SHALL BE TIG WELDING UNLESS OTHERWISE SPECIFIED
g Z WELD TESTING PREFERENCES AS PER EN 15085-3:2007(F) TABLE-4
T o o
:9% [ WD QUALITY LEVEL JVOLUMETRIC | SURFACGE
5 56 | PERFORMANCE [FOR IMPERFECTIONS | NSEECTION) ™ gy TEST EXAMARON
g % i CLASS EM SO 5817 £ RT or Ut MPT ar DPT VT
8
ﬁ E = CP 2 B CT2 % {NOTREQUIRED | NOT REQUIRED 1007
. B 3
Ry 1 {BACK PIECE 2 AAC14788 0.07
L & £ THETEST METHODS INDICATED iN THIS TABLE SHALL BE THE MINIMUM CAPABLE OF ENSURING COMPLIANCE OF
E : E THE WELDED JOINTS ADDITIONAL TESTS DEPENDING ON THE MATERIAL, THE DESIGN OR CUSTOMER | |HORZONTAL (AEMBER 1 AC|4573 47
w o
2 H 5§ FORMNSPECTION CLASS GE2, THE VISUAL EXAMINATION SHALL BE PEREORMED BY PERSONNEL CERTIFIED QTY DESCRIPTION DIMENSIONS TEM | per pRes. MATL WI/UNIF | pemar
% g ﬁ ACCORDING TO 509712 AND SHALL BE DOCUMENTED i NO. : IN KGS x5
% & E € ALL APPLICABLE CLALUSES FOR VISUAL INSPECTION SHALL BE CARRIED OUT GROUP- i4 SURFACE AREA IN Sg.m -0 198 WI/ASSY IN Kgs'
X
= U  FOR APPLICABLE WELDING PROCEDURE SFECIFICATION {WFPS) REFER DRAWING NO [CF/STD-90 959 SCALE } SSE/D f?w
A i
232 HORIZONTAL MEMBER ASSY 11 | cao
5 é % ALT. | ALTD | A Muthukornar
5z ® | prRN [ AMuthukumor
i
g ¥ 8
£:§ 3@ | RAINI8/DIC/AC
]
gz= — — INDIAN RAILWAY STANDARDS SHEET
5 ; Y UH:[ {9 i g@ - TNTEGEAL COACH FACTORY, CHENNAT 500083 TeF 7261 4035 A3
4 % = ERERDRG.NO- Cr4TE F LATEST ALT CIATE OF FIRST SSUE AMWIEFSIAE
1 | 2 3 | 4 5 B | | 8




1 I z 3 4 5 3 7 g
72614034 v R0UCH maCHINED &) RoucH CLEANED REVISIONS
VY FIMESH MACHIMED 1) BURRS REMOVED ALL IDMNE DESCRIFTION AFPF{?;'ED&
7 CIWE FINISH WACHIMED 18] CHAME L
ERE £ TEM 3 ADDED .
o IEWS UPDATED sl

)

845

513

WIEWS UPDATED AZ PER THE REWISION OF ITEM 1,

(G

. 75 -
el
\—
—
>
N\ 8

§
Z
g f
2 e 2312 - 1 \
g | . . | ¢ i
Fan
5 e 1 £ 1 E—— e Ts & . ' 9 | N
[=] 1
B g " a2 160
¥ 113 =N
w @ ] -
5 @
5
7 VIEW A
L4
1 SCALE 1: 2
&3 NOTE:
z
25 1 STAINLESS STEEL FLECTRODE OF SAME COMPOSITION AS PER TABLE-3 OF
22 RDSO/SPEC C-K201 SHALL BE USED FOR WELDING
& g
s T 2 ALLWELD SPATIERS SHALL BE GROUND
B3
o g 3 ALL WELDED JOINTS SHALL B PICKLED AND PASSIVATED BEFORE SURFACE TREATMENT.
2 =
o=
= z 4. ALL SHARP CORNERS SHALL BE ROUNDED OFF
225 WELD QUALTY LEVEL | nisprcmion] YOLUMETRIC | SURFACE VISUAL
3 a8 & PERFORMANCE (FOR IMPERFECTIONS CLASS TEST TEST EX A MINA TN
528 CLASS EN SO 5317 € RT or UT MPT or DPT VT 2 |rB 3 AAD14289 0.06
|
i E = LCF‘ c2 B CT2$ |NOTREQUIRED | NOT REQUIRED 100% b {BACKPIECE 2 AAC14789 036
0w £ ,
% 5 & THE TEST METHODS INDICATED IN THIS TABLE SHALL BE THE MINIMUM CAPABLE OF ENSURING COMPUANCE OF | | HORIZONTAL MEMBER 1 AACTASS? 10.00
W % 2 THEWELDED JOINTS ADPITIONAL TESTS DEPENDING ON THE MATERTAL, THE DESIGN OR CUSTOMER — ORI
5 £ 2 REGUIREMENTS MAY BE NECESSARY Q. DESCRIPTION DIMENSIONS FEN REF.DRGS, MATL ey | REMARKS
£ 2 8§ FORINSPECTION CLASS CT2, THE VISUAL EXAMINATION SHALL BE PERFORMED BY PERSONMEL CERTFED : :
5 8 0 ¥ R b ALt e LMD GROUP 1-4 | SURFACE AREA IN 5q m 0.876 WI/ASSY IN Kgs: f
8 o< =
S 2 O gAtL APPLICABLE CLAUSES FOR VISUAL INSPECTION SHALL BE CARRIEE CHAT SCALE | SSE/D M f-
3£ HORIZONTAL MEMBER ASSY m [ oo 7
E 2 £ FORAPPLCABLE WELDING PROCEDURE SPECIFICATION [WPS) REFER DRAWING NO ICF/SID-9-0-999
tox ALT. | ALTD | A Muihukumer
¥z ¢ T orn | A tdutiokumor
5 =
2 o4 i
gz £-3-& | TRAIN18/DTC/AC
%= @ INDIAN RATLWAY STANDARDS SHEET
o ; L u’""f"’[q' 2g- 1122l INTROHAL COACE FACTORY, CHENNAL S/0038 1 OF 1 726"4036 A3
T * £ REFDRGNMNO- DATE OF LATEST ALT | DATE OF EIRST 55UE A MEFSME
1 | ? : 1 : 5 | g 7 E g




1.. . : .. | - . 2 ——— ‘j 4 5 EEl . | ? - . } . L-! . | 5 . - _....._.;Tﬁ ...... . ..._...... .. : - ) 11
N e - 2 | V_ROUGH. MACHINED ROUGH CLEANED e o+ ' rEvisiows

DATE

72614037 .. IR .' '. _ | - .' : _. : - ) .. " . ' VV . FINISH MACHINED BURRS REMONVED. AL 1I0NE- _ . DESCRIFEON o APPROVED &

et e Ry

e b e e e — T e e T T

=T —

e i —

ALL DIMENSIONS ARE IN rriem UNLESS OTHERWISE SPECIFIED, FOR UNTOLERANCED DIMENSIONS AND ROUGHNESS VALUES, REFER DRAWING NG ICF/STD-9-0-001, e

VUV FINE- FINISH - MACHINED - CHAMFERED ©~ - ) — — — '
. : _ - —— a © . [VIEWS UPDATED AS PER THE REVISION OF ITEM 1. (ﬁj-f

[ro

.NOTE

- 1. STAIHLESS ST EEL ELECTRODE OF SAME CDMPDSHIDN A5 F’EE TABLE—S QF
ROSO/AEPEC C-K201 SHALL BE USED FOR WELD]NG '

. ALL WELD SPATTERS SHALL BE GRDUND

'DETAIL X

. . L. .
SCALE 1 * 2 AL WELDED JOINTS SHFELL BE F‘ICKLED AND F’ﬁSSI"I.-"ATED BEFGRE SURFACE TRE&TMENT
. .AL!_ SHARE CORMERS SHALL BE ROUNMDED QOFF,

. A!_L WELDINGS SH.&LL BE TiG WELDING UNLESS OTHERWISE EF‘ECIFIED

h oW e R

WELD TESTING PREFERENCES AS PER EN. 15085-3:2007(F) TABLE-4
WELD I QUALTY LEVEL | oornr — TVGIUMETRIC | SURFACE VISUAL

| PERFORMANCE |FOR IMPERFECTIONS | IN°F TEST RS |
CLASs | ensossi7€ | O | mrorur | metoropr | PMMBATON

CPCZ . |7, R | (:125- NDT#E@UIRED -NCI'TREG}LHRED . - 100% : o : . - 1 - lsackprcE . ' 2 CAACT47ESR |- 0.07

- THE TEST METHODS INDICATED IN THIS TABLE SHALL BE THE MINIMUM CAPABLE OF ENSURING COMPLANGE OF - .~ - ' g I S NTAL MEMBER o : b 1 400
THE WELDED JOINTS. ADDITIONAL TESTS DEPENDING.OMN THE MATERIAL THE DESIGN OR CUSTOMER | S B AORIZO 1 ARCTASSS | : 420

REQUIREMENTS.MAY BE NECESSARY, o : : : A : e 1

QrY, - DESCRIPION-  { DIMENsioNs | TEM  ger pras, man | WIUNT | peyanks
3 FOR INSPECTION CLASS CT2, THE. V|SU:‘"~.L E:-:,-RMINATIDN SH."\LL BE PERFDRMED BY PERSDNNEL CERT|F[ED - ' N - : " —— -
ACCORDING TO 5G-9712 AND SHALL BE DOCUMENTED, - __ | L - 4 crotpia . SURFACE AREA IN Scm.:0.546 | WI/ASSY INKgs:

ﬁﬁLLAF‘F‘L[CAELECLAUSESFDRVISUALINSPECTIONSHALLBECAREIEDCJLJT _ S . o - : ' S ' | scate |ssen | Ao
. _ _ . o Mw&a.@h_,_

_ FDRAF‘FLICABLEWELDINGFRGCEDURESFECIFICATIDN [WF’S} REFER DR:&WING N ICF!STD?D*??? _ _ | D ' N & HORIZONTAL MEMBER ASSY . | ' | CHD

ALT t ALTD | AMutbwkormor -

* | orn | AMuthokumar

o B e — — £-3-€ |TRAIN18/DTC/AC
| o . — . " INDIAN RAILWAY STANDARDS SHEET _
SR . L C Wbt | 2g-ir2ay W . y : o

REF.DRG.NO - e - IoftEor ATESTALT | oAt oFFRSTISUE | AMESME . MEGRALG&ACHFMTDRY’M 600038 - iR PoR] _ 726]4037 1 A2

ANY MANUAL ALTERATION SHALL AUTOMATICALLY RENDER THIS DRAWING INVALID. WELDING.SYMBOLS ARE'AS PER IS:813-1986. WEIGHT. GIVEN IN DRAWING I FOR INDICATIVE PURPOSE ONLY - © .

[T e

T . Tz 3 1 4 | 5 [ B o ~ 7 .8 ] 3 I . 1 R K




- 1 | 1:_2_ T 3 : 4 -5 ' B | 7 | g | N -’ 10 . : B
B 726]4038 B - S . 3 - |.¥ ROUGH MACHINED ROUGH CLEANED T T . mon .
o : T 1 - o _ _ ' WV FINISH MACHINED BURRS REMOVED A - | . zome DESCRIFTION . APPROVED 3
' ' . ” ' ' ) VIV FINE FIMSH MACHINED - CHAMFERED ' ~——
A o _ o | VIEWS UPDATED AS PER THE REVSION OF TEM 1. (oo |a
- X—-, u
| o | o _ _ . - _ : \ L
| - - - - =N
. . ] . - ) . . . . s |
| - —— A R
. _ : ' . B _ [ |
e ——— ————— — ————————————— m ————————— - " . — - —| /
E . “\-‘_-‘_-_'_-“/,
_— = .
Z |
L
e
o
A
T
i 2312 n
> -
C . l-'ET: e e e W Ty e e A T e e A T T R e EEEEESS S T e e e TR T T RIS e ——— —— e {::
) L+ |I__'_‘l= ™ * ? =
2.
o 9
L § ot |
2 :
{2
E o=
= O
0z
Q@ D
10 0 O
d
Z =
g B g2h\ 140 - 78 -
g FEEIT - -3
[ -
Ll
n: % 1 S| N
T ! : i |
(2]
oz . i .
9 5 :
Eﬂ - | — P
= [ e
| 8% = | ;
-2 NOTE:
893 '
< 1. STAINLESS STEEL ELECTRODE OF SAME COMPOSITION AS PER TABLE-3 OF
3 0 | I _ : : RDSO/SPEC C-K201 SHALL BE USED FOR WELDING,
| 25 e T ' 2. ALL WELD SPATT EG : . | |
o : ATTE . :
| 2 g DETAIL X RS.SHALLBEGRDUND _
. z = : Pl 3. ALL WELDED JOINTS.SHALL BE PICKLED AND PASSIVATED BEFORE SURFACE TREATMENT,
=l SCALE1:2 .
1] &z : _ 4. ALL SHARP CORNERS SHALL BE ROUNDED OFF. _
i U . - A
1oz % 5. ALL WELDINGS SHALL BE THG WELDING UNLESS OTHERWISE SPECIFIED, : : ' F
Y Z
i
S &
5 & .
- E E WELD TESTING PREFERENCES AS PER EN 15085-3:2007(E] TABLE-4 : _ ' ' ' ' .
82 8 WELD | QUALITY LEVEL L IVOLUMETRIC [ SURFACE : o : . .
= £ PERFORMANCE |FOR IMPERFECTIONS |INSEECTIONE "yegr ™ | ™ gy AL
e E CLASS | emiEoss7E _ RET er T tAPT or DPT VT
% s .CPC2 . B | CT2§  |NOTREQUIRED | NOT REQUIRED 100% ' : "1 |BACKPIECE _ 2 AACT4787 0.16
ZE — : — : : . _ . : G
G| oz THE TEST MEFHODS INDICATED IN THIS TABLE SHALL BE THE A4INISMUM CAPABLE OF ENSURING COMPLIANCE OF ' S 1 [RORIZGNTAL MEMBER ' ] - AACT4553 ' 2.99
: = 0 THE WELDED JOINTS, ADDITIONAL TESTS DEPENDING OM THE MATERIAL, THE DESIGN OR CLISTOMER : . —
95 REGUIREMENTS MAY BE NECESSARY. T : Qry. DESCRIPEION DIMENSIONS TEM | Rerbres, MATL W T | REMARKS
L $ FOR INSPECTION CLASS CTZ, THE VISUAL EXAMINATION SHALL BE PERFORMED BY PERSONNEL CERTIFIED : ' ' - : - -
zz ACCORDING TO 150-9712 AND SHALL BE DOCUMENTED. ' GROUF: I-4 . SURFACE AREA IN Scp.m.: 0.844 WE/ASSY M Kgis: B
— £ g.. € ALL APPLICABLE CLAUSES FOR VISUAL INSPECTION SHALL BECARRED OUT. _ . . = SEﬂLE SSE/D ‘?Mﬁ;%gﬁg.*
% = FOR APPLICABLE WELDING PROCEDURE SPECIFICATION [WPS) REFER DRAWING NO ICF/STD-9-0-999 _ - . HORIZONTAL MEMBER ASSY . ] CHD
% @ o : : : _ ALT | ALTO | AMuthukumar |
2 < : % | orRN | Amuthukumar
=
R 3 L — - 3 [traIN18/DIC/AC
A = - : INDIAN RAIL.WAY STANDARDS SHEET
s . : _ N-y-9 091} . . _
a4 Z - : - : ' Gl 3l INTEGRAL COACH FACTORY, CHENNAL - 600048 ) 1OF1 | -
< < : - REF.DRG.NC-.- o DAFE OF LATEST ALT, | DATE OF FIRST ISSUE ARAEFSIE _ : ' ' o : : 72614038 Az
- 7 ER— B Y | 6 | 7 RN T T 0 i E



5

72614039 ' "V ROUGH MacHINED  |@D roues cleanen - | _ REVISIONS L
—_— | ¥ FINISH MACHINED @ BURRS REMOVED . ALl TONE " DESCRIFTION - - .. | ameovepg. |
© A HNE FINISH MACHINED (18) CHAMFERED .~ |—= A — E— s A
A _ : : - —— a . FVIBWS UFDATED AS PER THE REVISION OF TEM 1. .. (ﬁxﬂ
S =X
||B . - -
. I
S o :
iy . . to
| & 849 R I
o L : - v! _ : —_—
I 3+ S R R |
z & — T - DETAILX 1.
= . Lo . » R 1
£ . I SCALE1:2 ° {1
Ch . - o
B2
ol
g
SR . )
T £ .
% E WELD TESTING F’EEFEREHCES AS PER EN 15085-3: EDU?[E} TABLE-4. B
Z w [TWED . T QUALTY LEVEL YOLUMETRIC | SURFACE _ L _
- &= PERFORMANCE |FOR IMPERFECTIONS 'NSE‘EESTJSO“ ST - TS Exaﬂ?rﬁnom . |
o g CLASS ENISOs217E | . ' RT or U7 MPTarRFT | 70yt i. :
o 2. ) - —— - - g -
z g . CPC2 B CT2% NOTEEGUIRED NOT REQUIRED | | - -mn%-
= = . . -
% ] THE TEST METHODS INDICATED IM.THIS TABLE SHALL BE THE MINIMUM CAF‘ABLE OF EMIURING COMF‘LIP.NCE DF . ol
ol &€ THE WELDED JOINTS, ADDITIONAL TESFS DEPENDING ON THE MATERIAL, THE DESIGN OR CUSTOMER . _
|1 22 | REQUIREMENTS MAY BE NECESSARY. -
8. E_ $ FOR INSPECTION CL!{-.SS C72 THE VISLM.L EXAMINATION SHALL BE PERFGRMEB BY F‘ERSONNEL C.‘ERTIFIED
' % E ACCORDiNG O30 5‘?12 F.ND SHALL BE DOCMENTED. .
z = .
& % 5 EALLAPPLICABLECMUSES FDEVESUALLNSPECTIONSHALL BEC&HEJEDDUT . .
525
— = %I % FOR .-*-.F'FLICAELE WELDlNG PROCEDURESF‘ECIFICAHDN [WFS) REFER DEAWING M.'J ICF.-"S[D—? 099? ||
. =" .
Lo _ y - . g
8o 0 1. STAINLESS STEEL ELECTRODE OF SAME composmow AS PER TABLESDF 1 - |BACKPIECE - 2 | Aacizes 0.07
RS RDSOQ/SPEC C-K201- SHALL BE USED FOR WELDING. ———— — — : '
B> 2 . 1 [HORIZONTAL MEMBER 3 AACL4569 148
% e 2, ALLWELDSFHT{ERSSHALLEE GROUNG. _ . _ 1 e - e wf;umi —e
] ETZ 3 ALLWELDED JONIS SHALL BE PICKLED AND F-ASSWMED BEFORE SURFACE TREATMENT, Qry. | . DESCRiPTION DIMENSIONS | g, | - REF.DRGS. MAITL. AN KGS |~ REMARKS
I . . ¥ qEn - ’
B €L 4 ALLSHARP CORNERS SHALL BE ROUNDED OFF., GROUP: 1-4 SURFACE AREA INSQm:0.199 .~ [WI/ASSY INKgs:
g % ' SCALE | SSE/D
S 39 5. ALLWELDINGSSHALLEETIG WELDINGUNLESS GTHERWFSESF‘ECIFIED Sl
q12:i¢ HORIZONTAI. MEMBER ASSY SHEE EE ||
HEEE: AT | ALTD | AMuthikomar
¥ EZ | ® | orn | A muthokomar 1
BREEE s —|£=3-@ | RaIN/18/DIC/AC]
y 22 —— _ INDIAN RAILWAY STANDARDS © SHEET
R . {-b-15 -0t Fp szw, TOFT '
Seu _— A ] I _ mt}mmmﬁmcm CHENDAT - 600035 : 726‘]4039 A3
X X T REFDRG.NO.- DATE OF LATESTALT. | DATE OF FIRSTSUE - AME/SHE - o " -
' 1 3 [ 4 5 T 6 7. L. E



1 | 2 3 i 4 5 G ] 7 [ B [ g 10 11

)

W OROUGH maACHINED o} ROUGH CLEANED . REVISIONS
RS FINC FINISH MACHIRED CHAMPERED
o VIEWS UPDATED AS PER THE REVISION OF TEM 1 G
75
==I —— — — e e — — — — — — — — — — — —— — — —— —— L
g l
B T T i o T o “ o i T B - o - o - - A "
- \ =
150 .
a2, 160
== = s |t 2
b aj~ 140
Z —————————
O
[Ldg
L2
G . 2312 .
1%
&
Y 1 _ . - _ . _ _ . o - _ ]
% Pl
L 2 4] = f————== —m———coTE O =7 o e == CELSE e e e LS U= s e s L e === = == S S ety ===
= R p A
g 1
.
é @
S ¥
P
{1
i
X
L
[
0o
Z z
% 0
= =
5
T
g o=
& 5
w &
[na
- o
£
[¥p ]
> o
Sy
[Fal
tﬁ Ly ]
Z 0
O G WELD TESTING PREFERENCES AS PER EN 15085-3:2007(E) TABLE-4
5 a4 WELD GUALTY LEVEL ) | YOLUMETRIC SURFALE | VISUAL
= 3 PERFORMANCE |FOR IMPERFECTIONS | MNSPECTION] ™ sy TEST SAMINATION
z ;.e_‘." CLASS EN IS0 5817 € RT or UT MPT or DPT Wi
[¥s]
g 9 CP C2 B CT2§ [NOTREQUIRED | NOT REGU]RED( 100%
= 0
(7]
Z O THE TEST METHODS INDICATED N THIS TABLE SHALL BE THE MINIMUM CAFABLE OF ENSURING COMPLIANCE OF
z = THE WELDED JOINTS. ADDITIONAL TESTS DEPENDING ON THE MATERIAL THE DESIGN OR CUSTOMER
i B RECILIREMENTS MAY BE MECESSARY
D —1
H = $ FOR INSPECTION CLASS T2 THE VSUAL EXAMBMATION SHALL BE FERFORMED BY FERFONNEL CERTIFED
= = ACCORDING TOr 509712 AMD SHALL BE DOHCIUAMENTED,
=,
& g £ ALL AFPLICABLE CLAUSES FOR VISUAL INSPECTION SHALL BE CARRIED OUT
mal
g § FOR APPLICABLE WELDING PROCEDURE SPECIFICATION [WPS) REFER DRAWING NO ICF/STD 2-0-999
o O
|
o I
L
[n’
D L
[T .
e =z NOTE:
U &
§ L 1 STAIMLESS STEEL ELECTRODE OF SAME COMPOSRION AS PER TABLES OF
2 J
z = RS R —
@ 3 2. ALLWELD SPATIERS SHALL BE GROUND 1 [HORIZONTAL MEMBER 1 AACTAS54 1004
50 3 ALL WELDED JOINTS SHALL BE PICKLED AND PASSIVATED REFORE SURFACE TREATMENT. — e WI/GNIE
= 5 QrY. DESCRIPTION | DIMENSIONS NO REF.DRGS. MATL N &GS | REMARKS
7 < 4. AllLSHARP CORMERS SHALL BE ROUNDED OFF :
z 3 GROUP 1-4 SURFAIE AREA IN Sqrm 0.868 WT/ASSY IN Kgs'
5 < £ ALL WELDINGS SHALL BE TIG WELDING UNLESS OTHERWISE SPECIFIED. = LRy
g & SCALE | 53£/D
& 1-1
& CHD
Z 5 HORIZONTAL MEMBER ASSY
% b ALT § ALTD | AMuthukumar
z E a DEM A Mughukumor
O z
gz £-3-& | TRAINIB/DTC/AC
L
Z3 T = INDIAN RAILWAY STANDARDS SHEET
= - e R @/
0z A a INTEGRAL COACH FACTORY, CEENNAI - 600038 1 OF
< L REF DRG NO.- . DatECOFLATEST ALY | DATE OF FIRST 1SSUE AMESME 7261 4040 AZ

1 2 3 ! 4 5 | B | 7 g i g | 10 | 11




[ 1 2 3 4 5 6 7 g8
72614041 V ROUGH MACHINED ROUGH CLEANED REVISIONS
UV FINISH MACHINED BURRS REMOVED ALL TONE DESCRIPHION APPROVED 5
VVV FNE SNE= VAC=AID @ CHAMFERED A
A
3 / 1478 - 78
i . A | I _
| | ) E
N\
e B
2| 30
- ~SELIY
é e
S
Y
o
R © |
] . T
Q [
2
=
£
g 3 \ -
Cl 8 &
X 2
e
=
; € 3 ,{ 2 WELD TESTING PREFERENCES AS PER EN 15085-3:2007(E) TABLE-4
Z 5 \,L WELD QUALTY LEVEL T oo <r o TVOLUMETRIC | SURFACE VISUAL
1 52 ; PERFORMANCE |FOR IMPERFECTIONS | MSEECTK YEST TEST EXAMINATION n
A g i CLASS ENISO 5817 € RT orUT MPT or DPT V23
o« @
2z 2 o _a2N\18)_ CPC2 CT2$ |NOTREQUIRED | NOT REQUIRED 100%
2 ¢
0z THE TEST METHODS INDICATED IN THIS TABLE SHALL BE THE MINIMUM CAPABLE OF ENSURING COMPLIANCE OF
2 3 VIEW A THE WELDED JOINTS. ADDITIONAL TESTS DEPENDING ON THE MATERIAL, THE DESIGN OR CUSTOMER 0
ol &3 REQUIREMENTS MAY BE NECESSARY.
oo .
= SCALET:2 $ FOR INSPECTION CLASS CT2, THE VISUAL EXAMINATION SHALL BE PERFORMED BY PERSONNEL CERTIFIED
g s ACCORDING TO [5O-9712 AND SHALL BE DOCUMENTED,
£92 € ALL APPLICABLE CLAUSES FOR VISUAL INSPECTION SHALL BE CARRIED OUT.
%0 FOR APPLICABLE WELDING PROCEDURE SPECIFICATION (WPS) REFER DRAWING NO ICF/STD-9-0-999 |
e 5
g8% NOTE: 1 |BACK PIECE 2 AAC14786 0.09
15355 1. STAINLESS STEEL ELECTRODE OF SAME COMPOSITION AS PER TABLE-3 OF | |HORIZONTAL MEMBER 1 AACT462] 2.68
El 8358 RDSO/SPEC C-K201 SHALL BE USED FOR WELDING. " WO 3
t 2z QY. DESCRIPTION DIMENSIONS e REF.DRGS. MATL N xeS | REMARKS
£ % o 2. ALL WELD SPATIERS SHALL 88 GROUND. -
£5 0 . GROUP: 1-4 ISURFACE AREA IN 5q.m.:0.353 WI/ASSY INKgs:
2 20 3. ALL WELDED JOINTS SHALL BE PICKLED AND PASSIVATED BEFORE SURFACE TREATMENT. sonte |55/ //; e 2
220 i . g2
|| % - 4. ALL SHARP CORNERS SHALL BE ROUNDED OFF, HORIZONTAL MEMBER ASSY 1 o i
£33 5. ALL WELDINGS SHALL BE TIG WELDING UNLESS OTHERWISE SPECIFIED, ALT. | ALTD
g z z DRN | A.Muthukumar
5 F
v 2 &
Fl g2z £-3-@ | TRAIN/18/DTC/AC
3 Z - o m,ﬁrp INDIAN RAILWAY STANDARDS SHEET
520 4 OU-i2-29 '(6 INTEGRAL COACH FACTORY, CHENNA! - 600038 TOF1 72 6 1 40 41 A3
2 2 2 REFDRGNO- DATE OF LATEST ALT. | DATE OF £iRST ISSUE AME/SME T
T ] 2 3 ] 4 | 5 6 | 7 | &




1 ! 3 4 5 6 7 8
72614042 V ROUGH MACHINED ROUGH CLEANED REVISIONS
A7V SNE SN Sm VACAED CHAMFERED A
A o
] 78 |
A —
< A,
> } I AN = I i 8
B NN i 180 -] ] )
- } I
S c2llig) N
& 1
o 1
g , a2\ 181
2 605 o 78 R -
“Z
o 5N
A VIEW A
5: L4
S o SCALE 1:2
5z SN o C
2o -
S
e WELD TESTING PREFERENCES AS PER EN 15085-3:2007 (E} TABLE-4
5w WELD QUALITY LEVEL g ) VOLUMETRIC SURFACE VISUAL
: oz PERFORMANCE |FOR IMPERFECTIONS |MSEECTIONT ™ rgsy TEST EXAMATON
N RG] CLASS EN SO 5817 € RT or UT MPT or DPT VT |
e
2 8 cPc2 B CI2$  {NOTREQUIRED | NOT REQUIRED 100%
Z %
£ 0 THE TEST METHODS INDICATED IN THIS TABLE SHALL BE THE MINMUM CAPABLE OF ENSURING COMPLIANCE OF
¢ & THE WELDED JOINTS. ADDITIONAL TESTS DEPENDING ON THE MATERIAL, THE DESIGR OR CUSTOMER
S A REQUIREMENTS MAY BE NECESSARY. D
i IR $ FOR INSPECTION CLASS CT2, THE VISUAL EXAMINATION SHALL BE PERFORMED BY PERSONNEL CERTIFIED
53 ACCORDING 10 150-9712 AND SHALL 8E DOCUMENTED.
o>
zZ2 € ALL APPLICABLE CLAUSES FOR VISUAL INSPECTION SHALL BE CARRIED OUT.
L g %’ NOTE: FOR APPLICABLE WELDING PROCEDURE SPECIFICATION (WPS) REFER DRAWING NO ICF/STD-9-0-999
= < s
S RV SV ]
2 O 1. STAINLESS STEEL ELECTRODE OF SAME COMPOSITION AS PER TABLE-3 OF
¢ g RDSO/SPEC C-K201 SHALL BE USED FOR WELDING.
s €7
£Su 2. ALL WELD SPATTERS SHALL BE GROUND. ' |PACKPIECE 2 AACT4786 0.09
o €z
535 3. ALL WELDED JOINTS SHALL BE PICKLED AND PASSIVATED BEFORE SURFACE TREATMENT. 1 |HORIZONTAL MEMBER 1 AAC14622 1.05
El 8 < & ' £
92 4. ALLSHARP CORNERS SHALL BE ROUNDED OFF. Qry. DESCRIPTION DIMENSIONS EM ' Rer.DRGS. MATL WI/UNIT | REMARKS
% 30 5. ALL WELDINGS SHALL BE TIG WELDING UNLESS OTHERWISE SPECIFIED. GROUP: 1-4 ISURFACE AREA IN Sq.m.:0.147 WI/ASSY IN Kgs: )
2306 sCALE |S55/0 | o Dadiiansetol
| 2 Z¢g HORIZONTAL MEMBER ASSY 1 [cho N
£ & %‘ ALT. | ALTD
& E Z DRN | A.Muthukurmaor
2Tz F
F <
13z2z2 £=-@ | TRAIN18/DIC/AC
g %’ = INDIAN RAILWAY STANDARDS SHEET
820 S -0l ,m i INTEGRAL COACH FACTORY, CHENNAI - 600085 1OF 1 72614042 A3
2 £ 2 REFDRG.NO.- DATE OF LATEST ALT, | DATE OF FIRST iSSUE AME/SME .
3 3 [ 7 [ 5 I 8 | 7 | 8




SHEET |

=&

TRAIN18/DTC/AC

T I 2 3 4 5 6 8
72614043 ' ¥V ROUGH MACHINED ROUGH CLEANED REVISIONS
WV FINISH MACHINED BURRS REMOVED ALL "~ JONE DESCRIFTION APPROVED 2
FINE FINISH MACHINED CHAMFERED A
u g | : 163 ADDED. A\
1478
X75.5 512
\ L\ A
\ ™ g -
AN
e 4 \
A\ ~ ‘
= 180
S a?2| [43
2 ________
o
%
O AN
O
2 <
§ O O =~ X \\\1\\\\\\\\\
<C \\ N
[23
0
T
g @ ,
2 2 ' 75 - WELD TESTING PREFERENCES AS PER EN 15085-3:2007 (E) TABLE-4
<
< — WELD QUALITY LEVEL VOLUMETRIC | SURFACE VS
R \4 PERFORMANCE |FOR IMPERFECTIONS | INSEECTION| ™ rggy TEST XAV AT SN
: x — CLASS EN ISO 5817 € ~ RTor UT MPT or DPT VT
< ' "
3 g 3 | @ — e B CT2§ |NOTREQURED | NOTREQURED|  100%
o 2 = -
<5 g THE TEST METHODS INDICATED IN THIS TABLE SHALL BE THE MINIMUM CAPABLE OF ENSURING COMPLIANCE OF
2 0 ) = THE WELDED JOINTS. ADDITIONAL TESTS DEPENDING ON THE MATERIAL, THE DESIGN OR CUSTOMER
5 2 , REQUIREMENTS MAY BE NECESSARY.
Z. o
oz o $ FOR INSPECTION CLASS CT2, THE VISUAL EXAMINATION SHALL BE PERFORMED BY PERSONNEL CERTIFIED
2 o ? ACCORDING TO 150-9712 AND SHALL BE DOCUMENTED,
oz .
g 3 S € ALL APPLICABLE CLAUSES FOR VISUAL INSPECTION SHALL BE CARRIED OUT.
z £
9% 5 FOR APPLICABLE WELDING PROCEDURE SPECIFICATION (WPS) REFER DRAWING NO ICF/STD-9-0-999
520 G2\ 150
5 US’ 78 )
x 2 2 |rB 3 AAD14289 0.06
oI
; & ?g VIEW A 1 |BACK PIECE 2 AAC14787 0.02
a . .
258 SCALE1:2 | |
os : 1 |HORIZONTAL MEMBER AAC14670 6.43
/i3 NomE 1
: 22 Qry. DESCRIPTION DIMENSIONS WEM | Rer.DRGS. MATL WI/UNIT | REMARKS
Bz “1. STAINLESS STEEL ELECTRODE OF SAME COMPOSITION AS PER TABLE-3 OF :
£009 RDSO/SPEC C-K201 SHALL BE USED FOR WELDING. GROUP: 1-4 | SURFACE AREA IN 5,m.:0.575 WI/ASSY INKgs: 4 ,
3 jun v .
g << 2. ALL WELD SPATTERS SHALL BE GROUND. - SCALE [ SsE/D //Zp
40 ‘ YO Aid o 2 D
Z zZ . (Al 7 -
2 I 3. ALL WELDED JOINTS SHALL BE PICKLED AND PASSIVATED BEFORE SURFACE TREATMENT. HORIZONTAL MEMBER ASSY 101 CHD ,
£ Z2 < ) :
z 9% 4. ALL SHARP CORNERS SHALL BE ROUNDED OFF. , AgT- ALTD | A.Muthukumar
= ,
v A.Muthuk
TEZ 5. ALL WELDINGS SHALL BE TIG WELDING UNLESS OTHERWISE SPECIFIED. DR i
Er
2 30
220
4 z &
< < =2

T K INDIAN RAILWAY STANDARDS

10208 Ole-t2-7 '\)éo‘\‘ FJ‘ INTEGRAL COACH FACTORY, CHENNAI - 600038 : 1 OF1

REF.DRG.NO.- , DATE OF LATEST ALT. | DATE OF FIRST ISSUE AME/SNE 72 6 1 4043 A3
1 2 3 | 7 l 5 l 6 l | 8




i l 2 3 4 5 6 7 8
72614044 vV ROUGH MACHINED |C) ROUGH CLEANED ‘ REVISIONS
VYV FINISH MACHINED BURRS REMOVED AL JONE DESCRIPTION APPROVED &
VAT NE VSR VACS\ED @ CHAMFERED A
A e
1478 _ s
\ a2l 143 // 180 -l
\ ~ 7/ X
N T L e e o e e ey e P L U — e e e e e e T R AR e ke sk s o e e o o o e o e e e e e — — % '8 — e i
2
B
g 75
<
Q:- —————————————————————————————————————————————————————————————————————————————————————————————————————————— = = ——— —
o
B — — ||
o
Z
v
g 78
< 1,3 aZh 190
x ¢
~ s = ]
(» o o I
S i
<o
;Z, z E WELD TESTING PREFERENCES AS PER EN 15085-3:2007 (E) TABLE-4
Y | b
¥ = 1 N WELD QUALITY LEVEL |, | VOLUMETRIC | SURFACE VISUAL
| 5= 8 PERFORMANCE |FOR IMPERFECTIONS | NERCION| 7 Tesy - TEST e AN AR ON
5 g = CLASS EN SO 5817 € RT or UT MPT or DPY VT ]
& =]
z 3 CP C2 8 C12§ |NOTREQUIRED | NOT REQUIRED 100%
&
IR,
5 £ THE TEST METHODS INDICATED IN THIS TABLE SHALL BE THE MINIMUM CAPABLE OF ENSURING COMPLIANCE OF
2 3 — : ) FHE WELDED JOINTS. ADDITIONAL TESTS DEPENDING ON THE MATERIAL, THE DESIGN OR CUSTOMER D
pl ¢ = REQUIREMENTS MAY BE NECESSARY.
5 o
o 2 $ FOR INSPECTION CLASS CT2, THE VISUAL EXAMINATION SHALL BE PERFORMED BY PERSONNEL CERTIFIED
g3 | 75 . ACCORDING TO 1SO-9712 AND SHALL BE DOCUMENTED.
F &
£z VIEW X € ALL APPLICABLE CLAUSES FOR VISUAL INSPECTION SHALL BE CARRIED OUT.
o § . :
] < 2 ; SCALE1:2 FOR APPLICABLE WELDING PROCEDURE SPECIFICATION {WPS) REFER DRAWING NO ICF/STD-9-0-999 H
z 2 O
[
a5
g g oy 1 |BACK PiECE 2 AAC14787 0.02
B D >
U T L]
£ > = NOTE: 1 [HORZONTAL MEMBER 1 AAC14620 6.42
£] u 2 = £
23505 1. STAINLESS STEEL ELECTRODE OF SAME COMPOSITION AS PER TABLE-3 OF TTEM WT/UNT d
03‘ = z RDSO/SPEC C-K2071 SHALL BE USED FOR WELDING. QTY. DESCRIPTION DIMENSIONS NO. REF.DRGS. MATL iN/KGS REMARKS
% g ) 2. ALL WELD SPATIERS SHALL BE GROUND. GROUP: 1-4 ISURFACE AREA IN Sa.m.:0.563 WT/ASSY IN Kgs: 0(},
g < @ [l o 7
S350 3. ALL WELDED JOINTS SHALL BE PICKLED AND PASSIVATED BEFORE SURFACE TREATMENT, . scate |55/ | £ Yandironga @l
212 HORIZONTAL MEMBER ASSY 1 [ cHD ’
— e 2 2 4. ALL SHARP CORNERS SHALL BE ROUNDED OFF. ]
& & ALT. | ALTD
220 5. ALL WELDINGS SHALL BE TIG WELDING UNLESS OTHERWISE SPECIFIED.
4 DRN | AMuthukurmaor
< - £
¢ 2 & =
SEFE ~ £=3-@ | TRAIN18/DTC/AC
&z e INDIAN RAILWAY STANDARDS SHEET
= L -~
S ; Q OU 220D INTEGRAL COACH FACTORY, CHENNAI - 600038 1OF1 72614044 A3
< < £ REF.DRG.NO.- DAYE OF LATEST ALT. | DATE OF FRST1SSUE AME/AMT
7 | 5 3 | 5 | 6 7 | 8




1 2 3 4 5 6 7 8
726]4045 ¥V ROUGH MACHINED ROUGH CLEANED REVISIONS
, UV FINISH MACHINED BURRS REMOVED ALL JONE DESCRIPTION APP__@EJ\&
VVV FINE. FINISH MACHINED CHAMFERED i -
a VIEWS UPDATED. Q"ﬁ /
2858 “7@‘
L
1 1 T 1 ] ——— "_l]
a2| [30 /
5
3
o
[m}
% L O ool
e o
O
4
3
=
0 .
i
i
S v
< o
> W ™
2 v 2 NOTE:
Z w ’
5 < 8 1. STAINLESS STEEL ELECTRODE OF SAME COMPOSITION AS PER TABLE-3 OF
o 2 V : RDSO/SPEC C-K201 SHALL BE USED FOR WELDING.
5 ]
2 3 2 a2)\ 181 2. ALL WELD SPATTERS SHALL BE GROUND.
< »n - oo ——————— X
z2 2 - 78 ; . 3. ALL WELDED JOINTS SHALL BE PICKLED AND PASSIVATED BEFORE SURFACE TREATMENT.
5 2
zC 4. ALL SHARP CORNERS SHALL BE ROUNDED OFF.
2 VIEW A
o< 5. ALL WELDINGS SHALL BE TIG WELDING UNLESS OTHERWISE SPECIFIED.
G SCALE1:2 |
<o >
A
0 20
= <
Z ® W
o> 0O v
& 2 Q WELD TESTING PREFERENCES AS PER EN 15085-3:2007(E) TABLE-4
g WELD QUALTTY LEVEL VOLUMETRIC | SURFACE
B VISUAL
8 2 & | PERFORMANCE |FOR IMPERFECTIONS |INSEECIION| = 15t TEST EXAMINATION ! |PACKPIECE 2 AAC14786 0.09
02z CLASS EN SO 5817 € RTortt MPT or OF1 Ml 1 |HORIZONTAL MEMBER 1 AAC14611 5.17
o> < .
v o g
bz 9 CPC2 B CI2$ |NOTREQUIRED | NOT REQUIRED 100%
s 2 g i ) Qry. DESCRIPTION DIMENSIONS EM | REF.DRG. MATL WI/RAT | REMARKS
[a%4 - .
Y 2 X [ETEST METHODS INDICATED IN THIS TABLE SHALL BE THE MINIMUM CAPABLE OF ENSURING COMPLIANCE OF ) ) )
5 © 2 THE WELDED JOINTS, ADDITIONAL TESTS DEPENDING ON THE MATERIAL, THE DESIGN OR CUSTOMER GROUP: 1-4 [SURFACE AREA IN 59.m..0.671 WI/ASSY IN Kgs:
G < 2 REQUREMENTS MAY BE NECESSARY. SCALE | 555/0 k““ﬁ/
Z < Z $ FORINSPECTION CLASS CT2, THE VISUAL EXAMINATION SHALL BE PERFORMED BY PERSONNEL CERTIFIED .
g 2 £ ACCORDINGTO SO-712 AND SHALL BE DOCUMENTED. HORIZONTAL MEMBER ASSY CHD
ALT. A .Muthukumar
z 2 & €ALLAPPLICABLE CLAUSES FOR VISUAL INSPECTION SHALL BE CARRIED OUT. LT | ALTD
& x Z DRN | A.Muthukumar
% % £ FORAPPLICABLE WELDING PROCEDURE SPECIFICATION {WPS) REFER DRAWING NO ICF/STD-9-0-999
2 < W
632z £=5-@ [TRAIN18/DTC/AC
220 ' NE— INDIAN RAILWAY STANDARDS SHeT
329 O(l\ob\\\ _ \ﬁ\ 1 z) INTEGRAL COACH FACTORY, CHENNAI - 600038 10F 1 726"4045 \ A3
< %2 £ REF.DRG.NO.- DATE OF LATEST ALT. | DATE OF FIRST ISSUE AME/SHE
1 2 S 4 5 | 6 | / [ 8




1 3 4 5 6 7 8
72614047 V ROUGH MACHINED |G) ROUGH CLEANED REVISIONS
VY FINISH MACHINED BURRS REMOVED AL JONE DESCRIFTION APPROVED &
UV EINE FINISH MACHINGD CHAMFERED A
A
] - 2858 78 a
/ _o2l 143 189 A
. . -%— & J—.—J
B
B 73
2
<@
g - \J =
E i P | P | 1 f— [up T
1 6 4 i
2
g 78
z -
g8 I 92190, c
= 3
g &
¢l ¥ b\ E
Sz 2 ;
gz ) %
[a
[T 2 |
g3 \ ! &
T = ™~
o~
] % '2 NOTE: ]
@
o3 ~~— . STAINLESS STEEL ELECTRODE OF SAME COMPOSITION A$ PER TABLE-3 OF
<& RDSO/SPEC C-K201 SHALL BE USED FOR WELDING.
Z =
0 3 ) ‘ 2. ALL WELD SPATTERS SHALL BE GROUND. 5
< I 1 I
O} £ = 3. ALL WELDED JOINTS SHALL BE PICKLED AND PASSIVATED BEFORE SURFACE TREATMENT.
o Q
8% 75 4. ALL SHARP CORNERS SHALL BE ROUNDED OFF.
z Z
< F H
z g 5 VIEW A 5. ALL WELDINGS SHALL BE TIG WELDING UNLESS OTHERWISE SPECIFIED.
320 .
1228 SCALE 1: 2 |
x w O
O I &
= & 5 WELD TESTING PREFERENCES AS PER EN 15085-3:2007 (E) TABLE-4
g2y WELD QUALITY LEVEL [, cocnniny [VOLUMETRIC | SURFACE VISUAL 1 |BACKPIECE 2 AAC14787 0.02
g & 2 | PERFORMANCE |FOR IMPERFECTIONS | MNZFC K TEST TEST EXAMINATION
g o= < CLASS ENISO 5817 € RTorUT MPT or DPT VT 1 HORIZONTAL MEMBER 1 AACT4610 12.46
el &z 9 £
£ 25| cre2 B CT2$ |NOTREQUIRED | NOT REQUIRED 100% Qry. DESCRIPTION DIMENSIONS WEM | REF.DRGS. MATL WUSNT | RemARks |
23« : : :
5 2 & THE TEST METHODS INDICATED IN THIS TABLE SHALL BE THE MINIMUM CAPABLE OF ENSURING COMPUANGE OF | _CROUP: 1-4 | SURFACE AREA IN So.m.:1.075 WI/ASSY IN Kgs: .
% < % THE WELDED JOINTS. ADDITIONAL TESTS DEPENDING ON THE MATERIAL, THE DESIGN OR CUSTOMER SCALE | ss2/D X/, 1)&“ B
Y 2 Q REQUREMENTS MAY BE NECESSARY. HORIZONTAL MEMBER ASSY >t Ao kool
ey :1
— £ 5 3 3 FORINSPECTION CIASS CT2, THE VISUAL EXAMINATION SHALL BE PERFORMED BY PERSONNEL CERTIFIED i CHD -
£ 8 & ACCORDING TO 50-9712 AND SHALL BE DOCUMENTED. ALT. | ALTD
& = 0
¥ £ Z €ALLAPPLICABLE CLAUSES FOR VISUAL INSPECTION SHALL BE CARRIED OUT. DRN | A.Muthukumar
Sz F
Y < 5 FOR APPLICABLE WELDING PROCEDURE SPECIFICATION {WPS) REFER DRAWING NO ICF/STD-9-0-999
Fl 823 - £=3-@ |TRAIN18/DTC/AC
uzf: Z ' 4 INDIAN RAILWAY STANDARDS SHEET
820 U190 K I 10F 1
C .5 NTEGRAL COACH FACTORY, CHENNAI - 600038 3
2 %_‘é” REF.DRG.NO.~ DATE OF LATESTALY. | DATE OF FIRST ISSUE AME/ste] 726]4047 A
1 2 3 | 4 5 8 7 | 8




[ 2 3 4 5 6 7 8

1
72614048 ' ¥V ROUGH MACHINED  |(3) ROUGH CLEANED REVISIONS

UV FiNISH MACHINED BURRS REMOVED ALl ZONE DESCRIPHION APPROVED 2.

ALL DIMENSIONS ARE IN mms UNLESS OTHERWISE SPECIFIED, FOR UNTQOLERANCED DIMENSIONS AND ROUGHNESS VALUES, REFER DRAWING NO ICF/STD-9-0-001,

TIT - \: - \SS VACH A=l (8) CHAMFERED

2858

_____ - N e e e e e e — 8 -
e ~ |
XA
o2| 43 180 2
____________________________ SN e - e __ _ _ . e
<4 |
e R R = ':-————.-.—"———;-..—':..:-.-..:7..7—':.-7"'.‘..7-\ ‘(—‘:::::=====:z:==:z:z=:::::::z::::2::::22:::222:::‘:2::2:=:==============:=========}_—;:%
NN
, 75
§ L L
s N
%
& WELD TESTING PREFERENCES AS PER EN 15085-3:2007(E) TABLE-4
kS WELD QUALITY LEVEL , — JIVOLUMETRIC | SURFACE
g PERFORMANCE |FOR IMPERFECTIONS | NSEEGION) ™ Tesy TEST EXAMIATION
% J) CLASS EN SO 5817 € RT or UT MPT or BPT V1
<
: CP C2 8 CT2§ |NOTREQUIRED | NOT REQUIRED 100%
i o
en < 1
Z E THE TEST METHODS INDICATED IN THIS TABLE SHALL BE THE MINIMUM CAPABLE OF ENSURING COMPLIANCE OF
g ! ; THE WELDED JOINTS, ADDITIONAL TESTS DEPENDING ON THE MATERIAL, THE DESIGN OR CUSTOMER
g ' REQUIREMENTS MAY BE NECESSARY.
2 .3 a2 190 $ FOR INSPECTION CLASS CI2, THE VISUAL EXAMINATION SHALL BE PERFORMED 8Y PERSONINEL CERTIFIED
z LN ACCORDING TO §0-9712 AND SHALL BE DOCUMENTED.
Z
0 > 78 € ALL APPLICABLE CLAUSES FOR VISUAL INSPECTION SHALL BE CARRIED OUT.
= Z
20 FOR APPLICABLE WELDING PROCEDURE SPECIFICATION {WPS) REFER DRAWING NO ICF/STD-9-0-999
<13
X VIEW A
zg SCALE1:2
¢
5 & 1 {BACK PIECE 2 AAC14787 0.02
g =
s X NOTE: b |HORIZONTAL MEMBER 1 AAC14612 12.51
=9 :
) - ITEM WI/UNIT
Q Qry. DESCRIPTION DIMENSIONS REF.DRGS. MATL
z z 1. STAINLESS STEEL ELECTRODE OF SAME COMPOSITION AS PER TABLE-3 OF NO. INKGS REMARKS
o9 RDSO/SPEC C-K201 SHALL BE USED FOR WELDING, GROUP: 1-4 [SURFACE AREA IN Sq.m.21.078 WI/ASSY INKgs:
- %] o
2 % 2. ALL WELD SPATIERS SHALL BE GROUND. scaLe | sse/o /@@Wamgﬂ )
£z 3. ALL WELDED JOINTS SHALL BE PICKLED AND PASSIVATED BEFORE SURFACE TREATMENT. HORIZONTAL MEMBER ASSY 1 CHD
Z < . .
9« 4. ALL SHARP CORNERS SHALL BE ROUNDED OFF. ALT. § ALTD
<
A Muth
g 2 5. ALL WELDINGS SHALL BE TIG WELDING UNLESS OTHERWISE SPECIFIED. ORN vidkumer
< W
<3 £=3-@ | TRAIN18/DTC/AC
Z o S INDIAN RAILWAY STANDARDS SHEET
g Q N -2-2007 INTEGRAL COACH FACTORY, CHENNAL - 600038 1OF1 72614048 A3
< 2 REF.DRG.NO- ' DATE OF LATEST ALL. | DATE OF FIRSTISSUE AME/SME
7 | 2 3 | 4 5 B 6 1 7 | 8

o




. ] ~ i s { s

~

()

- l £
V ROUGH MACHINED ROUGH CLEANED . REVISIONS
72614068 V¥ FINISH MACHINED BURRS REMOVED ALT ZONE DESCRIMIION APPROVED 1.
VWV FINE FINISH MACHINED CHAMFERED - = "
b [TEM-7 ADDED AND QITY FOR ITEM-6 ALTERED FROM 3 TO 4.
C- -\ A WELDING NOTES REVISED. sd/-
. c LENGTH OF ITEM-6 ALTERED FROM 1500 TO 1200. &0?\7/'
a2l 140 \ ——l
- 567 o 628 T \ “ 628 s ' 484 ———] 283
A RN I N /
[ \ 1
| T ‘ ] \ | I[_ L :
1 J:* \ | l
i | T _ _ - | =m B o = _ |
T {L e ————— ; ' LD
Py I —l - = - 'S S — - . ¢ ™~ al
* IE ® gm| ) ' ) ] - e _____
= — — of=—
o e —- - et e &) 5: 2
>~ < i - _ L - .
Z 1200 o 250 \all.
e - 2790 A .
Q - ==y -
o'
=
‘t @
2
Q
O
Z @ . 628 -
= -
O
.o
— )
@ r
§ O ' ' 1 'y |
g Z Pl 15 !
a E Eoy /h
m o T T
8 g \ i i\\ a2\ 30 | E
6 % | N i__ £ i_i4
Z > ) Al " } B B - B RN )
0 O
Z =
2
i
i
o=
“ b ;
vy .
G o
=l
LB
2 o
L <
T
g < \
9 _ -
0 3 - W%. -
[a) e
> - 920 .
<5 -
(79
29 SECTION A-A
2 3 SCALE1:5
Z W .
gz DETAIL C
X SCALE1:5
o 2 2 [mEROD @ 8 x 920 7 AISI 304 0.37
z £
<0
i¥ % 4 |CONDUIT 1THKx@40x1200 | 4 AISI 304 0.60 $
0
E <
Z x 1 |ANGLE ASSY 5 72714009 0.254
0 vy
x @
L 3 |ANGLE ASSY 4 72714007 0.254
agl!
)]
= Z NOTE: 3 |ARCHLH 3 | Aaciaes 0.849
LLJ
& 5 1. ALL WELDING SHALL BE OF TIG UNLESS OTHERWISE SPECIFIED. 1 |ARCHRH 2 AAC14831 0.850
<L
g 9 2. STAINLESS STEEL ELECTRODE OF SAME COMPOSITION AS PER TABLE-3 OF RDSO/SPEC.,
B CK-201 SHALL BE USED FOR WELDING. 1 |CARLINE 1 AAC14455 26.282
T
= O
O 5 3. ALL WELD SPATTERS SHALL BE GROUND. Qry. DESCRIPTION DIMENSIONS ITEM | Rer.DRGs. MATL WSS | REMARKS
i< 4. ALL SHARP CORNERS SHALL BE ROUNDED OFF.
2 GROUP: 1-4 SURFACE AREA IN Sq.m.: 5.111 WT/ASSY IN Kgs:
235 5. ALL WELDED JOINTS SHALL BE PICKLED AND PASSIVATED BEFORE SURFACE TREATMENT, sCALE [ sse/o \_‘,.3/
£ 2 1:50 -
o 6. FOR WELD TESTING PREFERANCES REFER DRG. No. ICF/STD-9-0-998, - CHD
z 2 CARLINE ASSEMBLY .
% & 7. FOR WELD PROCEDURE SPECFICATION REFER DRG. No. ICF/STD-9-0-959. ALT | ALTD | A.Palonichamy
o C
23 $ 8 TOLERANCES FOR OUTER DIA OF THE CONDUITS SHALL BE £1 mm. 1 DRN_] A-Muthukumor
= <
2L o
2 3 £3-@ [TRAIN18/DTC/AC
(W)
= «
o >Z§. VG 042022 11122017 e I RAILWAY STANDARDS ]ST)EFEE
= INTEGRAL COACH FA , CHENNAI - 600038
< < REF.DRG.NO.- DATE OF LATEST ALT. | DATE OF £RST ISSUE AME/SME CToRY 72614068 A2
| a s

¥ —- ! -~ I —

—~

I ~




’

A

(3]

72614069

ALL DIMENSIONS ARE IN mm UNLESS OTHERWISE SPECIFIED. FOR UNTOLERANCED DIMENSIONS AND ROUGHNESS VALUES, REFER DRAWING NO ICF/STD-9-0-001.

ROUGH CLEANED

ANY MANUAL ALTERATION SHALL AUTOMATICALLY RENDER THIS DRAWING INVALID. WELDING SYMBOLS ARE AS PER IS:813-1986. WEIGHT GIVEN iIN DRAWING IS FOR INDICATIVE PURPOSE ONLY

V ROUGH MACHINED REVISIONS _
YV FINISH MACHINED BURRS REMOVED ALL. ZONE_ DESCRIPTION APPROVED 1
A7 FINE FINISH MACHINED CHAMFERED ; 6 ADDED o
b QUANTITY FOR ITEM-6 ALTERED FROM 3 TO 4. WELDING NQTES d/
REVISED. : -
[of LENGTH OF ITEM-6 ALTERED FROM 1500 TO 1200. %\,—:‘
\ —l-
78 B 684 \\ 428 % 628 567 o
- - - T - - -
\ I i | 1 I ] I
| | 1 | ] ¥ t I
i i =4 A
[ i - i i - p— - -_ﬂ'h. 1 1
¢ I _ | P ) = - Py | ¢ "~
[ ] Il [ ] [] | [ ] ;
[ ~ =+ - — - - ]
L {
_ _ _ _ |
- — .__ T ] et @
Y |
1200
[ ]
[ ]
- A - 2790 -
I | - [N 1
| ; E ! i 15
1 N ) i—.-I—“
§ :Li\ 1 L
T 1)
P Tz Pl
A ) ) S
T T - - - T . -
| o ] d-! 1 ]
—_ _t__o.. - - - L o -
| *To 80n{50 *Is i
NIs o | - - - ™ -
X &
N
i 17 Y o (]
Lli_; IL‘ 1 ~ - - r ~
L] o B L3 0
i / |
/
4 |CONDUIT 1 THK x @ 40 x 1200 b AlSI 304 0.60 $
3 |ANGLE ASSY 5 72714009 0.254
NOTE: 1 |ANGLE ASSY 4 72714007 0.254
1. ALL WELDING SHALL BE OF TIG UNLESS OTHERWISE SPECIFIED. 1 |ARCHLH 3 AAC14830 0.849
2. STAINLESS STEEL ELECTRODE OF SAME COMPOSITION AS PER TABLE-3 OF RDSQ/SPEC. 3 |ARCHRH 2 AAC14831 0.850
CK-201 SHALL BE USED FOR WELDING.
1 |CARLINE 1 AAC14655 26.282
3. ALL WELD SPATTERS SHALL BE GROUND.
ITEM WT/UNIT
4. ALL SHARP CORNERS SHALL BE ROUNDED OFF. Default DESCRIPTION DIMENSIONS NO. REF.DRGS. MATL INKGS REMARKS
5. ALL WELDED JOINTS SHALL BE PICKLED AND PASSIVATED BEFORE SURFACE TREATMENT. GROUP: 1-4 SURFACE AREA IN Sg.m.: 5.064 WT/ASSY IN Kgs:
6. FOR WELD TESTING PREFERANCES REFER DRG. No. ICF/STD-9-0-998. SC]‘%%E SSE/D e "/&/
) CHD
7. FOR WELD PROCEDURE SPECFICATION REFER DRG. No. ICF/STD-9-0-999. CARLINE COMPLETE
ALT | ALTD ]| A.Palanichamy
$ 8. TOLERANCES FOR QUTER DIA OF THE CONDUITS SHALL BE +1 mm. ¢ SR VAT
£-3-@ |TRAIN18/DTC/AC
INDIAN RAILWAY STANDARDS
28 042022 11.12.2017 2\ ]5";'55:
INTEGRAL COACH FACTORY, CHENNAI - 600038
REF.DRG.NQO.- DATE OF LATEST ALT. DATE OF FIRST ISSUE AME/SME 726 1 406 9 A2
i = - i F 4 A

~

1

—

“

A




2 1-0l- 201 NI

DATE CF FIRST SSUE

AME/SME

INDIAN RAILWAY STANDARDS

INTEGRAL COACH EACTORY, CHENNAI - 600838

SHEET
1 OF1

©3-O

TRAIN/18/DTC/AC

A3

1 3 4 5 6 7 8
72614079 V ROUGH MACHINED  |(0) ROUGH CLEANED REVISIONS L
VV_FINISH MACHINED BURRS REMOVED AL, ZONE DESCRIPHON APPROVED
TV FINE FINISS  VACHINED CHAMFERED
1478 - 78
Y4 A | [
—-ﬂ——-
o | | ) 5 o o | ] 0. o , N 11
"
c2| 130
8
< L]
o
o
5 %
g J_Jl_ JL‘_\_ o ~
o !
=
S
&
[a] .
® 2
£ 2
& &
g @
5 & @ i WELD TESTING PREFERENCES AS PER EN 15085-3:2007 (E) TABLE-4
P \ WELD QUALITY LEVEL | ene~qiong| VOLUMETRIC | SURFACE VISUAL
5 % ! PERFORMANCE |FOR IMPERFECTIONS | ™~ 1o TEST TEST EXAMINATION
3 g i I CLASS EN SO 5817 € RT or U7 MPT or BPT VI
o & N
2z 2 ” o2\ 181 CP C2 B Ci2$ |NOTREQUIRED | NOT REQUIRED 100%
2 0
S & THE TEST METHODS INDICATED IN THIS TABLE SHALL BE THE MINIMUM CAPABLE OF ENSURING COMPLIANCE OF
2z VIEW A THE WELDED JOINTS, ADDITIONAL TESTS DEPENDING ON THE MATERIAL, THE DESIGN OR CUSTOMER
sz = REQUIREMENTS MAY BE NECESSARY.
z 2 ]
o = SCALET1:2 $ FORINSPECTION CLASS CT2, THE VISUAL EXAMINATION SHALL BE PERFORMED 8Y PERSONNEL CERTIFIED
g 2 ACCORDING TO $0-9712 AND SHALL BE DOCUMENTED,
g9 = € ALL APPLICABLE CLAUSES FOR VISUAL INSPECTION SHALL BE CARRIED OUT,
g C% O FOR APPLICABLE WELDING PROCEDURE SPECIFICATION {WPS$) REFER DRAWING NO ICF/STD-9-0-999
TS I
€S NOTE: 1 |BACKPIECE g 2 AAC14786 0.09
Lo e
e .
53 1. STAINLESS STEEL ELECTRODE OF SAME COMPOSITION AS PER TABLE-3 OF ! JHORIZONTAL MEMBER 1 AAD14084 267
8355 RDSO/SPEC C-K201 SHALL BE USED FOR WELDING. TTEM Wi/UNIT
=z QTY. DESCRIPTION DIMENSIONS NO REF.DRGS. MATL N KGS REMARKS
& o 2. ALL WELD SPATTERS SHALL BE GROUND. -
5 9 O GROUP: 1-4 ISURFACE AREA IN Sg.m,:0.352 WIT/ASSY NKgs:
2 2w 3. ALL WELDED JOINTS SHALL BE PICKLED AND PASSIVATED BEFORE SURFACE TREATMENT. N
5 =20 SCALE | SSE/D f @W@,
: 3 % 4. ALL SHARP CORNERS SHALL BE ROUNDED OFF, HOR|ZON‘|‘AL MEMBER ASSY 141 YT i
E& 3 5. ALL WELDINGS SHALL BE TIG WELDING UNLESS OTHERWISE SPECIFIED, ALT. | ALTD
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ALL DIMENSIONS ARE IN mim UNLESS OTHERWISE SPECIFIED. FOR UNTOLERANCED DIMENSIONS AND ROUGHNESS VALUES, PFEER DRAWING NO ICE/STO-9-0-001,

ANY MANUAL ALTERATION SHALL AUTOMATICALLY RENDER THIS DRAWING INVALID. WELDING SYMBOLS ARE AS PER I5: 813-1986.

WEIGHT GIVEN IN DRAWING IS FOR INDICATIVE PURPOSE ONLY
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NOTE:
} 1. STAINLESS STEEL ELECTRODE OF SAME COMPQOSITION AS PER TABLE-3 OF
; RDSO/SPEC C-K201 SHALL BE USED FOR WELDING.
]
20\ 18] . 2. ALL WELD SPATTERS SHALL 8E GROUND.
d 8
3. ALL WELDED JOINTS SHALL BE PICKLED AND PASSIVATED BEFORE SURFAGE TREATMENT.
DETAIL A 4. ALLSHARP CORNERS SHALL BE ROUNDED OFF.
_ SCALE1:2 5. ALL WELDINGS SHALL BE TIG WELDING UNLESS OTHERWISE SPECIFIED,
WELD TESTING PREFERENCES AS PER EN 15085-3:2007{E) TABLE-4
WELD QUALITY LEVEL VOLUMETRIC | SURFACE VISUAL
PERFORMANCE |FOR IMPERFECTIONS | NSEECTION| ™ "regy TEST EXAMINATION
CLASS EN SO 5817 € RTor UT MPT or DPT VT
cPC2 8 C12$ |NOTREQUIRED | NOT REQUIRED 100% ! |BACK PIECE 2 AAC14786 0.09
THE TEST METHODS INDICATED IN THIS TABLE SHALL BE THE MINIMUM CAPABLE OF ENSURING COMPUANCE OF | | |HORZONTAL MEMBER 1 AAD14080 2.68
THE WELDED JOINTS. ADDIIONAL TESTS DEPENDING ON THE MATERIAL, THE DESIGN OR CUSTOMER e WI/UNIT
REGUIREMENTS MAY BE NECESSARY. QY. DESCRIPTION DIMENSIONS ey REF.DRGS. MATL I ROy REMARKS
$ FOR INSPECTION GLASS CT2, THE VISUAL EXAMINATION SHALL BE PERFORMED BY PERSONNEL CERTIFIED P 1 R M.:0.354 Wi IN Kgs:
ACCORDING TO $0-9712 AND SHALL BE DOCUMENTED. GROUF: 14 |SURFACE AREA IN 56,035 /ASSY IN Kgs i
€ ALL APPLICABLE CLAUSES FOR VISUAL INSPECTION SHALL BE CARRIED OUT. SCALE | SSE/D :,/ > ?a’“%gs
HORIZONTAL MEMBER ASSY i | crp
FOR APPLICABLE WELDING PROCEDURE SPECIFICATION [WPS) REFER DRAWING NO ICE/STD-9-0-999
ALT. | ALTD
DRN R.Vijay Rathinam
- £=3-@ | RAIN18/DTC/AC
‘QWC |/ INDIAN RAILWAY STANDARDS SHEET
31-bi- %Ej?ﬁuaaﬁ\ INTEGRAL COACH FACTORY, CHENNAI - 600038 10F 1 726 ‘I 4080 A3
REF.DRG.NO.- DATE OF LATEST ALT. | DATE OF FIRST iSSUE AME/SM} V
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= NOTE:
<%
o o 1. STAINLESS STEEL ELECTRODE OF SAME COMPOSITION AS PER TABLE-3 OF
B 2 RDSO/SPEC C-K201 SHALL BE USED FOR WELDING.
L
o % 2. ALL WELD SPATTERS SHALL BE GROUND.
3 4
Q 0 3. ALL WELDED JOINTS SHALL BE PICKLED AND PASSIVATED BEFORE SURFACE TREATMENT,
0
2 5 4. ALL SHARP CORNERS SHALL BE ROUNDED OFF.
g Q 5. ALL WELDINGS SHALL BE TIG WELDING UNLESS OTHERWISE SPECIFIED.
95
Z o
= =2
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€z WELD TESTING PREFERENCES AS PER EN 15085-3:2007 (E) TABLE-4
< 0
P WELD QUALITY LEVEL VOLUMETRIC | SURFACE vi
i PERFORMANCE [FOR IMPERFECTIONS | NSEECTON | ™~ s TEST EXAMINATION
g = CLASS ENISO 5817 € RT or UT MPT or DPT VT
2k
DN
o CP C2 B CT2$ |NOTREQUIRED | NOT REQUIRED 100%
w =
. X -
o & THE TEST METHODS INDICATED IN THIS TABLE SHALL BE THE MINIMUM CAPABLE OF ENSURING COMPLIANCE OF EWING PIECE AAD] ‘
o O THE WELDED JOINTS, ADDITIONAL TESTS DEPENDING ON THE MATERIAL, THE DESIGN OR CUSTOMER TOPCR 4 D14484 0.09
L 7 REQUIREMENTS MAY BE NECESSARY 3
Qo ' 1 |FLAT 3 AAD14313 0.02
& X $ FOR INSPECTION CLASS CT2, THE VISUAL EXAMINATION SHALL BE PERFORMED BY PERSONNEL CERTIFIED ,
T ACCORDING TO 50-9712 AND SHALL BE DOCUMENTED. 1 FLAT 2 AAD14312 0.02
= € ALL APPLICABLE CLAUSES FOR VISUAL INSPECTION SHALL BE CARRIED OUT. BRACKET FOR LUGGAGE |
B 1 |BRAC 1 AAD14510 2.18
= 5 FOR APPLICABLE WELDING PROCEDURE SPECIFICATION {WPS) REFER DRAWING NO ICF/STD-9-0-999 — P
o 2 Qry. DESCRIPTION DIMENSIONS e REF,DRGS. MATL /N REMARKS
2 .
% ,
z > GROUP: 1-4 SURFACE AREA IN $9.m.:0.196 WIT/ASSY INKgs:  j
I
E % sc%,_t\]LE SSE/D /// f))/&wtu‘%;gq B
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ALL DIMENSIONS ARE IN mm UNLESS OTHERWISE SPECIFIED. FOR UNTOLERANCED DIMENSIONS AND ROUGHNESS VALUES, REFER DRAWING NO ICF/STD-9-0-001.

ANY MANUAL ALTERATION SHALL AUTOMATICALLY RENDER THIS DRAWING INVALID. WELDING SYMBOLS ARE AS PER 15:813-1986. WEIGHT GIVEN IN DRAWING IS FOR INDICATIVE PURPOSE ONLY
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NOTE:
1. STAINLESS STEEL ELECTRODE OF SAME COMPOSITION AS PER TABLE-3 OF
RDSO/SPEC C-K201 SHALL BE USED FOR WELDING.
2. ALL WELD SPATTERS SHALL BE GROUND.
3. ALL WELDED JOINTS SHALL BE PICKLED AND PASSIVATED BEFORE SURFACE TREATMENT.
4. ALL SHARP CORNERS SHALL BE ROUNDED OFF.
5. ALL WELDINGS SHALL BE TIG WELDING UNLESS OTHERWISE SPECIFIED.
WELD TESTING PREFERENCES AS PER EN 15085-3:2007 (E) TABLE-4
WELD QUALITY LEVEL VOLUMETRIC | SURFACE VISUAL
PERFORMANCE |FOR IMPERFECTIONS | NSEECTION] ™ gy TEST EXAMINATION
CLASS ENISO 5817 € RTor Ut MPT or DPT VT
CPC2 B CT2$ |NOTREQUIRED | NOT REQUIRED 100%
THE TEST METHODS INDICATED IN THIS TABLE SHALL BE THE MINIMUM CAPABLE OF ENSURING COMPLIANCE OF
THE WELDED JOINTS. ADDITIONAL TESTS DEPENDING ON THE MATERIAL, THE DESIGN OR CUSTOMER 1 |SCREWING PIECE 4 AAD14484 0.09
REQUIREMENTS MAY BE NECESSARY. :
$ FOR INSPECTION CLASS CT2, THE VISUAL EXAMINATION SHALL BE PERFORMED BY PERSONNEL CERTIFIED 1 |FLAT 3 AAD14312 0.02
ACCORDING TO 150-9712 AND SHALL BE DOCUMENTED. ”
. : 1 |FLAT 2 AAD14313 0.02
€ ALL APPLICABLE CLAUSES FOR VISUAL INSPECTION SHALL BE CARRIED OUT. ,
| | |BRACKET FOR LUGGAGE 1 AADI 4514 218
FOR APPLICABLE WELDING PROCEDURE SPECIFICATION (WPS) REFER DRAWING NO ICF/STD-9-0-999 RACK » -
’ . . ITEM WT/UNIT
Qry. DESCRIPTION DIMENSIONS NO. REF.DRGS. MATL INKGS REMARKS
GROUP: 1-4 SURFACE AREA IN $G.m.: 0.196 WT/ASSY INKgs: .
SCALE | SSE/D /%M&mﬁq o
1:5
LUGGAGE RACK BRACKET ASSY CHD _
ALT | ALTD | A.Muthukumar
a DRN A.Muthukumar
=@ |TRAIN18/MC/AC
oz R 3 >y INDIAN RAILWAY STANDARDS SHEET
INTEGRAL COACH FACTORY, CHENNAI - 600038 10F 1 7 26 ‘| 40 9 9 A2
REF.DRG.NO.- DATE OF LATEST ALT. DATE OF FIRST ISSUE AME/SME
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