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TENDER SPECIFICATION BHEL PSSR SCT 1463

Clarifications sought by ome of the bidders in the tender specification are furnished below for your information

S.NO DOCUMENT CLAUSE
PAGE 

NO
BHEL CONDITIONS CLARIFICATIONS BHEL CLARIFICATION

1
SCT1463_VOL 

1A
1.3.13.1 24

Any special electrodes / consumables supplied by the 

manufacturing units for the respective packages will be issued free 

of cost

kindly specify scope and type of electrodes supply 

by BHEL

NICRO 82, D 3.5 will be supllied for strainer 

MS & HRH

2
SCT1463_VOL 

1A
2.8.6 74

In the case of steel fabricated items, raw steel after fabrication has 

to be cleaned by Sand / shot blasting by and subsequent painting to 

be carried out.

Kindly Specfify The Scope.Is blasting is required 

for complete painting work
As per standard practice

3
SCT1463_VOL 

1A

3. HEAT 

EXCHANGERS:
74

The feed water storage tank will be supplied in three sections 

withfeed pipe, heating steam header, spray nozzles, supports etc., 

inloose components. These are to be erected, aligned & welded 

inposition. Welding, NDT & heat treatment if required shall be 

carriedout by the contractor within quoted rate. IBR / 

statutoryrequirements

Kindly parovide  Drawing for FST/deaerator or no 

of welding joints in FST and deaerator

Details and drawings enclosed for 

information.This drawings may undergo 

further revision during execution depends 

upon the site requirements.

4
SCT1463_VOL 

1A
2.3.55 57

Certain adjustments in length may be necessary while 

erectingpipelines of STG & Auxiliaries and the contractor should 

remove theextra lengths/add extra lengths to suit the final layout 

afterpreparing edges afresh and adopting specified NDT, 

Heatreatment procedure, are in the scope of work.

Kindly Specfify pipelines, which  come under NDT

Welding schedules for STG are  enclosed 

for information.This schedules may 

undergo further revision during execution 

depends upon the site requirements.

5
SCT1463_VOL 

1A
ANNEXURE-1 76

BRIFE LIST OF EQUIPMENTS/COMPONENTS TO BE ERECTED IN PER 

UNIT

 Condenser tube is come under BOI and also Heat 

exchangers.Kindly clarify this..

Condenser tubes will be supplied as a BOI 

by BHEL/HWR.

6
SCT1463_VOL 

1A
1.2.0 20

Handling at site stores / storage yard, Transportation to site of work 

is on contractors scope

Kindly specify the materials ,which delivered 

directlt to TG Hall by BHEL

Materail list with size & weight already 

furnished in the tender .

7
SCT1463_VOL 

1A
2.2.1 50

All minor adjustments upto 25 mm of foundation level, dressing, 

chipping of foundation surface enlarging the pockets in foundations 

and grouting of equipments etc. as may be required for the erection 

of equipments /

plants shall be carried out by the Contractor.

kindly specify the volume of Grouting 

The approximate qty of 25 T grouting 

cement is required for grouting . However 

any additional quantity  required also to be 

arranged by the bidder within the quoted 

cost.

AGM/Contracts

CLARIFICATIONS TO TENDER SPECIFICATION BHEL PSSR 

All other conditions and date of tender submission remain same
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Electrical Machines Engineering                                                                                               Document No.TGE-2543 
BHEL Hardwar                                                                                                                                       

 

FIELD WELDING SCHEDULE 
FOR 

H2 COOLER PIPING 
 

 THDF 115/59 
 
 
S.NO. PIPE SIZE 

(ODXTK) 
TYPE OF 
JOINT 

MAT. 
SPEC. 

SIZE OF 
WELD 

NO.OF 
WELD 
JOINTS 

QTY.OF 
FILLER 
MAT. 
PER 
WELD IN 
Kg. 

WPS NO. REMARK 

1 219.1X6.3 BUTT AA10455 7 7 0.165 CS110114  
2 60.3X3.91     “ AA01446 4 20 0.030       “  
3 33.7X2.6     “        “ 3 25 0.012       “  
4 17.2X1.8     “        “ 2 15 0.003       “  
5 13.5X2.9     “        “ 3 8 0.003       “  
6 219.1X6.3 FILLET AA10455 7V 20 0.090       “  
 
GENERAL : 
1.Location of weld : As per piping layout drawing  
2.Electrode filler material specification :  

- For carbon steel piping -  ER70S-G  
- For stainless steel piping- ER347 

3.NDT Requirement : As per HW0850199 
4.Process of weld : TIG 
 
 
 
 
 
 
 
 
 
 
 
 
 
 
 
 
 
 
 
 
 
                                                                                                                  Ref: BHEL/HWR/EME/FWS_500MW 
 
   Prepared by : AK MALHOTRA             Checked by :  A.K. MALHOTRA           Approved by : KR Gupta  

 



Electrical Machines Engineering                                                                                               Document No.TGE-2543 
BHEL Hardwar                                                                                                                                       

 

 FIELD WELDING SCHEDULE 
FOR 

GENERATOR PIPING 
 

THDF 115/59 
                                                               
 
S.NO. PIPE SIZE 

(ODXTK) 
TYPE OF 
JOINT 

MAT. 
SPEC. 

SIZE OF 
WELD 

NO.OF 
WELD 
JOINTS 

QTY.OF 
FILLER 
MAT. 
PER 
WELD IN 
Kg. 

WPS NO. REMARK 

1 114.3X4.5 BUTT AA10455 4 160 0.084 CS110114  
2 88.9X4     “ AA01446 4 160 0.052       “  
3 76.1X4     “        “ 4 35 0.048       “  
4 60.3X4     “        “ 4 235 0.030       “  
5 48.3X2.6     “        “ 3 7 0.020       “  
6 33.7X2.6     “        “ 3 75 0.012       “  
7 26.9X2.3     “         “ 3 45 0.005       “  
8 17.2X1.8     “         “ 2 65 0.003       “  
9 13.5X2.9     “        “ 2 45 0.003       “  
10 114.3X3.6     “ AA10755 4 100 0.042       “  
11 88.9X2     “        “ 2 8 0.030       “   
12 60.3X2     “        “ 2 20 0.020       “  
13 48.3X2     “        “ 2    28 0.018       “   
14 33.7X2.6     “         “ 3 60 0.010       “  
15 21.3X2     “        “ 2 70 0.004       “  
16 13.5X2.6     “        “ 3 120 0.003       “  
17 114.3X4.5 FILLET AA10455 4V 20 0.043       “  
18 88.9X4      “       “ 4V 10 0.042       “  
19 60.3X4      “       “ 4V 16 0.041       “  
20 114.3X3.6      “  AA10755  4V 5 0.025       “   
21 88.9X2.6      “       “  3V 6 0.020       “  
22 48.3X2      “       “ 2V 6 0.009       “  
 
GENERAL : 
1.Location of weld : As per piping layout drawing  
2.Electrode filler material specification :  

- For carbon steel piping -  ER70S-G  
- For stainless steel piping- ER347 

3.NDT Requirement : As per HW0850199 
4.Process of weld : TIG 
   
                                                                                                                  Ref: BHEL/HWR/EME/FWS_500MW 
 
   Prepared by : AK MALHOTRA              Checked by AK MALHOTRA              Approved by : KR Gupta  
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BHARAT  HEAVY  ELECTRICALS  LIMITED 

Ramachandrapuram, Hyderabad – 502 032. 
 

QW – 482   WELDING  PROCEDURE  SPECIFICATION  (WPS) 
 

 
Welding Procedure Specification No.:   WE 006         Date: 02-08-86      Supporting PQR No.: 430 
 
Revision No.:   04                                                             Date:  15-03-99
 
Welding Process (es) :  SMAW                                                   Type (s) : MANUAL
 
 
JOINTS (QW 402)                                                                      
 
Joint Design :  As per manufacturing drawing ( groove / fillet) 
                             
Backing (Yes) : for double side butt welds and backing strip joints
                (No) : for single side welds  
Backing Material (Type) :   Base metal / Weld metal 
Metal :  Yes                                                                           Non-Fusing Metal : No  
Retainer :  No
 
 
BASE  METALS (QW – 403) 
                                                
P. No. :   1         Group No. :  1&2         TO        P. No.:  1      Group No.: 1&2 
 
                   OR 
Specification type & grade :  ---       to     Specification type & grade :  --- 
                  OR 
Chemical Analysis & Mechanical Properties :  ---  to    Chemical Analysis & Mechanical Properties :  ---- 
 
Thickness Range :                                                     
Base Metal :           Groove:   5.0 mm  to  50 mm             Fillet :   all sizes  
 
Pipe Dia. Range :  Groove:   all dia                                  Fillet : :   all sizes
 
Other :  Root spacing for backing strip joints : 8 - 10 mm 
                                                        For others : 1-3 mm 
403.13 : not applicable 
 
Filler Metals (QW – 404) 
Spec. No. (SFA)    5.1 
AWS NO ( CLASS)   E-7018    
F. No.   4 
A. No.    1 
Size of Filler Metals    Dia 2.5; 3.15; 4.0; 5.0; 6.3 mm 
Deposited Weld Metal   
Thickness Range:Groove: 
                                Fillet : 

38 mm Max. 
ALL 

Electrode Flux (Class) Basic 
Max. Bead  Thickness 5 mm 
Rev 04 : Changes in non essential variables 
 
 
 



WPS:WE 006 
 
POSITIONS (QW-405) 
 
Position(s)  :  ALL POSITIONS 
Welding Progression :  UP for Vertical   Down  --- 
Position (s) Fillet :  ALL  
 

POSTWELD HEAT TREATMENT (QW-407) 
 
Temperature Range : NONE
 
Time Range :  -- 
 

PREHEAT (QW-406) 
 
Preheat Temp Min :  18 º C UPTO 31 mm  
                                     100º C ABOVE  31 mm 
Interpass Temp Max : 350 º C 
Preheat Maintenance :  Nil 
 

GAS (QW-408)  
 
          NOT APPLICABLE 
 
  

 
ELECTRICAL CHARACTERISTICS (QW-409) 
 
Current AC or DC :     DIRECT CURRENT        Polarity :  ELECTRODE POSITIVE      
 
Amps [Range] :      60 to 300 A                              Volts Range :  22-32 V
 
 
 
TECHNIQUE (QW-410) 
 
String or Weave Bead : string and weave ( max 3D)               
Initial and Interpass Cleaning :  chipping ; brushing ; grinding  
Method of Back Gouging:    by air arc gouging / grinding                                
Multiple or Single Pass : multiple pass / single pass
Multiple or Single Electrodes  : single electrode                                              
Peening :  not allowed                                                           
   
Clean weld area to remove oil, rust, grease, etc. prior to welding. 
 

Filler Metal Current Weld 
Layer (s) 

Process 
Class Dia mm Type Polar Amp Range 

Other 

1 
2 
3 
4 
5 
 

SMAW 
SMAW 
SMAW 
SMAW 
SMAW 

 

E 7018 
 E 7018 
E 7018 
E 7018 
E 7018 

2.5 
3.15 
4.0 
5.0 
6.3 

DC + 
DC + 
DC + 
DC + 
DC + 

 

60-90 
90-140 

140-180 
180-240 
240-300 

 

 
STRING & WEAVE 

(MAX 3xElectrode Dia) 
 
 
 

 
 
   
 

                                                                                                                 
 

                                                                HEAD / WELDING ENGG 
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