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TISYd 1 : GRS & (Occupational Safety)
1.1.01 ¢ URI&UITE Ugw, CSHL AR SITUIRAT gedat ST A Rared ardh
(Importance of trade training, list of tools & machinery used in the trade) 1
1.1.02 uRreomdfar Jufdaes RS sl (s araRuarg fRiférd s @ gRem et 3
@ #RUT (Safety attitude development of the trainee by educating them to
use personnel protective equipment (PPE)) 1
1.1.03 TYHIYER UGl 3101 gayd UrRIefr (First aid method and basic training) 5
1.1.04 Hic ate, Ned faw/adf gard) erers; ugrfh QRféd faegare @rar (Safe disposal of
waste material like cotton waste, metal chips/burrs etc) 10
1.1.05 efiT SiaEul 3T €10l (Hazards identification and avoidance) 11
1.1.06 et QRe g, TaTauht, Traufit onfdr Jafdaes qRem G (Safety signs for
danger, warning, caution and personal safety message) 13
1.1.07 fIgd SMUETdITS! UidaeTed U ST 3R1 SUaTdiHe] eaaTd! urad (Preventive
measure for electrical accidents and steps to be taken in such accidents) 15
1.1.08 SIRMA® a1 aTR (Use of fire extinguishers) 17
1.1.09 O TeTT SiieaH e BTH HRAMT TS e ST WaRGRId TRTd 61 S0 FHSH &1
(Practice and understand precaution to be followed while working in fitting
jobs) 19
1.1.10 ¢S TE ORI SITUTRAT ¢oardl SHTTUT SUSHRUTET YRI& aiR (Safe use of tools and
equipments used in the trade) 21
Tisyd 2 : gayd fisfé (Basic Fitting)
1.2.11 T 3101 IUHR @@ (Identification of tools and equipments) 23
1.2.12 TS0l BT, BRIV FATCATS! dHedl HeR 3T T=F qURIuh (Visual inspection of
raw material for rusting, scaling, corrosion etc.) 25
2. ] ) ' ' BN arking and sawin
1.2.13 fafay gefaem snfor fafay favma femgifasa sifor HR0 (Marking and g
different materials and different sections) 26
1.2.14 gaRT, fafti anfor fes=t wEfEan WR1a @1 (Practice on hammering, chipping and
chisel grinding) 30
1.2.15 1T TRBHAR 0T Bl IHId BIsielT ¥R1d (Filing practice on plain surface and
at right angle) 2 33
1.2.16 DI TR 311 Tl s (Use of calipers and scale measurement) 35
1.2.17 HIcHH, HIfbT 10T aeT BIsd B0 (Filing right angle, marking and
grig g g
hacksawing) 38
1.2.18 TRic 3fIfYT M Sieqar AT (Marking on flat and round jobs) 40
1.2.19 TSITRT: ITTaTTe HeRsier=am tie, WheR TR U1 IS TRAR fgd & (Drilling: Drill
on flat, square bar and round bar of different material) 43
1.2.20 Sfcid SO ST GIel <o ST STawig avavas AfST (Different threading with
g
taps and dies both internal and external) 46
1.2.21 Jedar cud fAssYur (Extraction of broken tap) 52
ATegd 3 : < (Turning)
1.3.22 AT AT U e 3M1fYT i 311fdT WR1a (Identification and function of
differenet parts of lathe and practice) 54
fafay wits nftr wigar IfET AY (Setting lathe on different speed and feed) 57

1.3.23
-
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1.3.24 TR fUSAR I A13T ST SHATST BRI - 3-8 I MO ¥- S I (Mounting of
chuck on machine spindle and unloading 3-Jaw chuck and 4-Jaw chuck) 59
1.3.25 T, 1T 30T el TRER TRIT e PR (Setting practice on round and
square and hexagonal bar) 3 64
1.3.26 3 S 31fOT ¥ Sif 9 feqwied Sftr sRigd #x0! (Dismantling and assembling of
3 jaw and 4 jaw chuck) 68
1.3.27 ¥ - S W ghaR AIS Wi, AT 31 FedbIHa e+ (Turning of round stock,
square and hexagonal on 4-Jaw in dependent chuck) 70
1.3.28 3 O Yot el ghaR AIS Widdl <1 (Turning of round stock on 3 jaw self
centering chuck) 72
1.3.29 R.H 37T LH.,V-Cd, TS HIT g AT uiféT gareht MEfET (Grinding of R.H and
L.H., ‘V’ tool side cutting tool and parting tool) 74
1.3.30 B I 30T Jegdt MedeTe SR qurol (Checking of angles with angle gauge
and bevel protractor) 79
1.3.31 v AT g B go°-fSI IgH USRS T (Grinding ‘V’ threading tool metric
60° threads) 80
1.3.32 diel GURUIMETST BRI 3G (Facing operation to correct length) 82
1.3.33 TS HTHRTAT FfeiT 3ffor Hex & (Centre drilling and drilling to a
required size) 84
1.3.34 fiTER IRY il 7T, ¥- S T aTURe 3101 TRUpTH 3nfor 3T, svaiie snfor gi&
D (Make square block by turning using 4-dJaw chuck and perform drilling,
boring and grooving) 88
1.3.35 iR e, wu e, gfam, Jwd enfor wifén @Rra (Parallel turning, step turning,
grooving, chamfering and parting practice) 90
1.3.36 T 3T SHTICHISS HTuRTE + 0.4 it wdd AU (Measurement with scale and
outside caliper to £ 0.5 mm) 94
1.3.37 AT Tee, el AR SSXHews + o.of =T 31d i+ T (Step turning
with an £ 0.06 mm with different shoulder and undercut on outside diameter) 95
1.3.38 fefei dyar, weu fefei snfor fga U8f$ W@ (Drilling on lathe, step drilling and
drill grinding practice) 99
1.3.39 T, T e 3for RARAT (Boring, step boring and recessing) 103
1.3.40 Jifers STfOT Teoead RAR arue aryd e RfET 01 (Reaming in lathe using solid
and adjustable reamer) 110
1.3.41 Ui+ & 9I3R A1 (Make bore by trepanning) 113
1.3.42 fga aEfEm (Drill grinding) 115
1.3.43 HevaaRd S e (R &%) (Turning between center on mandrel
(Gear blank)) 121
1.3.44 i Aefa@m e (Fitting of dissimilar materials) 123
1.3.45 Ay AfefiT WG (Knurling practice in lathe) 125
1.3.46 Y eIl sramzTHe AfHT (Checking alignment of lathe centres) 127
1.3.47 T URed JamSH (Adjustment of tool post) 131
1.3.48 HedAe XM Siid AT (Mounting job in between centres) 133
UTSYd 4 : TR 11 (Taper turning)
1.4.49 HIH g 3N HuTrdhS Wss RasfimgR TR e+ 3’1 (Make taper turning by
form tool and compound slide swiveling) 136
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1.4.50 Td 31for fobe TR effir srceiie 3fdl e Wik 3HThae Ugd (Male and Female
taper turning by taper turning attachment and tail stock offset method) 141
1.4.51 g™ & gR Hi T (Matching by Prussian blue) 4 145
1.4.52 I UicaeR AT T8 IRER <O durd 318 (Checking taper by bevel protractor
and sine bar) 146
1.4.53 MT3 Y S8 Hex §ar 3foT fohaa YT U (Make MT3 lathe dead centre &
check with female part) 147
1.4.54 HRE TAeTaR e+ S1foT ST (Turning and boring on cast iron) 151
Hiegd 5 : gAfe® efT (Eccentric turning)
1.5.55 sHfew AT IR (Eccentric marking practice) 153
1.5.56 g3fed eff1 RWwIH (Perform Eccentric Turning) 157
1.5.57 TR grEe 9 3M1fr ‘&gl sdTerar araR (Use of vernier height gauge and “V’ block) 158
1.5.58 SAfed SR WRWIH (Perform eccentric boring) 5 160
1.5.59 o/ 3HthdcHg I1Y SHCH aaT (Make a simple eccentric with throw/offset) 162
TSI 6 : 48 BT (Thread cutting)
1.6.60 T US BT (BSW) — RH 3107 LH AT (@TaT) (Screw thread cutting (BSW) -
RH & LH checking (External)) 167
1.6.61 T U8 HIST (BSW) RH 30T LH AT (3fafd) (Screw thread Cutting (BSW)
RH & LH checking (Internal)) 170
1.6.62 Tq 3T fiha 98 Faldd gewid (BSW) fhfeT (Fitting of Male & Female threaded
components (BSW)) 172
1.6.63 ¢ g IS IR BRI (HID APR) (Prepare stud with nut (standard size)) 173
1.6.64 V' o UTFET - Bfch= TS Ced - §o° IgH 30T Torag aur (Grinding of V-
Tools for threading of metric - 60° threads and check with gauge) 176
1.6.65 T U HicT @7 - AfcH U (Screw thread cutting (External) - metric thread) 6 178
1.6.66 T U HicT (i) - AfcH IS (Screw thread cutting (Internal) - metric thread) 179
1.6.67 Tq 310 bt 3 Dol gedhid @fed) e (Fitting of Male & Female threaded
components (metric)) 181
1.6.68 Yed ! diee 30T e @fed) s=ar Sfor 3riad @31 (Make hexagonal bolt and
nut (metric) and assemble) 182
1.6.69 39 die TpaR I8 Afc 3101 Afcd s Tpar 59 9§T e B0l (Cutting metric
threads on inch lead screw and inch threads on metric lead screw) 184
1.6.70 A19-TY AeadR (iifee Y& gadn WR1a 01 iy Heays fhidg 98 &icn
(Practice of negative rake tool on non - ferrous metal and thread cutting along
with fitting with ferrous metal) 186
Hieyd 7 : ¥ §R WY (Other form Thread)
1.7.71 AT VST T ST (@Tay 31fr 3fafa) (Tool grinding for square thread
(External & Internal)) 188
1.7.72 D IS BiT @7 (Cutting square thread (External)) 192
1.7.73 AWHH IS BHieT (3fdfd) (Cutting square thread (Internal)) 193
1.7.74 AT 3T O Ad AT S Had gehr BT (Fitting of Male & Female square
threaded component) 194
1.7.75 T TS AbHl IS §9aT (D) (Make square thread for screw jack
(standard)) 195
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1.7.76 3 I HicT @ 3NfoT fthae) onfor ga MEFET (ACME thread cutting
(Male & Female) and tool grinding) 7 197
1.7.77 Td 0T fihd 98 Faldd gea fhfeT (Fitting Male and Female threaded
component) 201
1.7.78 3 U8 Yy Tt ST HieR MSuar SR SfUr Qoo fiyHt Siefieg dHe H1 (Cut ACME
thread over 25 mm dia meter rod and with length of 100 mm) 202
1.7.79 ¢ IS HicT (@ i fhaa ) 3nfor g ASFET (Buttress Thread cutting
(Male & Female) & Tool grinding) 203
1.7.80 Td 3107 fiHd 98 deid geadid fhieT (Fitting of Male & Female threaded
components) 206
1.7.81 FIU-eSl a3y s ¥ §-1dT (Make carpentry vice lead screw) 207
1.7.82 fafay Y SRS ITUEA Sl BT (SR Wie, TSl WX, SHT HRIR AT TS
FcH) (Make job using different lathe accessories (Driving plate, steady rest,
Dog carrier & Different centres)) 208
1.7.83 X Hevd §-1dT (Make test mandrel) 209
Tisya 8 : faxiw Sifq 3nfor @@ (Special jobs maintenance)
1.8.84 TEfET I (@eed) dai-=iT, A3, $RAT (Balancing, mounting, dressing of
grinding wheel (pedestal)) 210
1.8.85 Y R Fga@Ifers qfseE ufehar (Periodical lubrication procedure on lathe) 8 212
1.8.86 Ayt gfde TS c@UTd (Preventive maintenance of lathe) 214
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LEARNING / ASSESSABLE OUTCOME

On completion of this book you shall be able to

S.No.

Learning Outcome

Ref.Ex.No

1

Plan and organize the work to make job as per specification applying different
types of basic fitting operations & check for dimensional accuracy following safety
precautions.[Basic Fitting Operation - Marking, Hack sawing, filing, drilling, tap
ingetc.](NOS:CSC/N0304)

Set different shaped jobs on different chuck and demonstrate conventional lathe
machine operation observing standard operation practice. [Different chucks: - 3 jaws
&4 jaws, different shaped jobs: - round, hexagonal, square] (NOS: CSC/N0110)

Prepare different cutting tool to produce jobs to appropriate accuracy by performing
different turning operations. [Different cutting tool - V tool, side cutting, parting, thread
cutting (both LH & RH), Appropriate accuracy: - £0.06mm, Different turning operation -
Plain, facing, drilling, boring (counter & stepped), grooving, Parallel Turning, Step
Turning, parting, chamfering, U -cut, Reaming, internal recess, knurling.
(NOS:CSC/N0110)

Test the alignment of lathe by checking different parameters and adjust the tool post.
[Different parameters - Axial slip of main spindle, true running of head stock,
parallelism of main spindle, alignment of both the centres.] (NOS: CSC/N0110)

Set different components of machine & parameters to produce taper/ angular
components and ensure proper assembly of the components. [Different component of
machine: - Form tool, Compound slide, tail stock offset, taper turning attachment.
Different machine parameters- Feed, speed, depth of cut. ] (NOS: CSC/N0110)

Set the different machining parameter & tools to prepare job by performing different
boring operations. [Different machine parameter- Feed, speed & depth of cut; Different
boring operation - Plain, stepped & eccentric] (NOS: CSC/N0110)

Setthe different machining parameters to produce different threaded components
applying method/ technique and test for proper assembly of the components.
[Different thread: - BSW, Metric, Square, ACME, Buttress.] (NOS: CSC/N0110)

Set the different Machining parameter & lathe accessories to produce components
applying techniques and rules and check the accuracy. [Different machining
parameters: - Speed, feed & depth of cut; Different lathe accessories: - Driving Plate,
Steady rest, dog carrier and different centres.] (NOS: CSC/N0110)

Plan and perform basic maintenance of lathe & grinding machine and examine their
functionality. (NOS: CSC/N0110)

1.1.01-1.2.21

1.3.22-1.3.26

1.3.27-1.3.45

1.3.46-1.3.48

1.4.49-1.4.54

1.5.55-1.5.59

1.6.60-1.6.81

1.7.82-1.7.83

1.8.84-1.8.86
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SYLLABUS FOR TURNER

4 Duration

Reference Learning
Outcome

Professional Skill
(Trade Practical)
(With inidcative hour)

Professional Knowledge
(Trade Theory)

Professional
Skill 145
Hrs.;

Professional
Knowledge
30 Hrs.

Plan and organize the
work to make job as per
specification applying
different types of basic
fitting operations & check
for dimensional
accuracy following safety
precautions.[Basic
Fitting Operation -
Marking, Hack sawing,
filing, drilling, taping etc.]
(NOS:CSC/N0304)

. Safety

. Importance of trade training,

List of tools & Machinery used
in the trade. (1 hr.)

attitude
development of the trainee by
educating them to use
Personal Protective
Equipment (PPE). (5 hrs.)
First Aid Method and basic
training. (2 hrs.)

. Safe disposal of waste

materials like cotton waste,
metal chips/burrs etc. (2 hrs.)
Hazard identification and
avoidance. (2 hrs.)

. Safety signs for Danger,

Warning, caution & personal
safety message. (1 hr.)

Preventive measures for
electrical accidents & steps to
be taken in such accidents. (2
hrs.)

Use of Fire extinguishers. (5
hrs.)

Practice and understand
precautions to be followed
while working in fitting jobs.
(2 hrs.)

10. Safe use of tools and

equipments used in the trade.
(1hr.)

All necessary guidance to be
provided to the newcomers to
become familiar with the working of
Industrial Training Institute system
including stores procedures.

Soft Skills: its importance and Job
area after completion of training.

Importance of safety and general
precautions observed in the in the
industry/shop floor.

Introduction of First aid. Operation
of electrical mains. Introduction of
PPEs.

Response to emergencies e.g.;
power failure, fire, and system failure.

Importance of housekeeping &
good shop floor practices.
Introduction to 5S concept & its
application.

Occupational Safety & Health:
Health, Safety and Environment
guidelines, legislations & regulations
as applicable. (02 Hrs.)

1.

Identification of tools
&equipments as per desired
specifications for marking &
sawing (Hand tools, Fitting
tools & Measuring tools) (2
hrs.)

12.Selection of material as per

application Visual inspection
of raw material for rusting,
scaling, corrosion etc. (1 hr.)

13.Marking out lines, gripping

suitably in vice jaws, hack
sawing to given dimensions,
sawing different types of
metals of different sections. (10
hrs.)

14.Practice on hammering,

marking out, chipping, chisel
grinding. (6 hrs.)

Measurement, line standard and end
standard, steel rule- different types,
graduation and limitation. Hammer
and chisel- materials, types and uses.
Prick punch and scriber. (05 Hrs.)
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15.Filing practice on plain
surfaces, right angle by filing.
(45 hrs.)

16.Use of calipers and scale
measurement. (3 hrs.)

Vice - types and uses, Files- different )
types of uses, cut, grade, shape,
materials etc. Try square-different types,
parts, material used etc. Calipers- types
and uses (firm joint). (10 Hrs.)

17. Filing at right angle, marking
& hack sawing. (25 hrs.)

Vee - block, scribing block, straight edge
and its uses. Hacksaw-their types &
uses. (05 Hrs.)

18.Marking operation on flat &
round job. (8 hrs.)

19.Drilling operation: Drill on flat,
square bar and round bar of
different material (Sensitive drill
machine). (10hrs.)

Center punch- materials, construction &
material uses. Drill machine-different
parts.

Hacksaw blades- sizes, different Parts.
Hacksaw blades-sizes, different pitch for
different materials. Nomenclature of drill.
(04 Hrs.)

20.Different threading (BSW, BSP,
BA, Metric, UNC, UNF) with the
help of taps and dies both
external & internal (including
pipes) using collet chuck. (10
hrs.)

21.Extraction of broken tap.
(2hrs.)

Surface plate its necessity and use. Tap
- different types (Taper 2nd and
bottoming) care while tapping. Dies
different types and uses. Calculation
involved to find Out drill size (Metric and
Inch). (04 Hrs.)

Professional
Skill 40 Hrs.;

Professional
Knowledge 08
Hrs.

Set different shaped
jobs on different
chuck and
demonstrate
conventional lathe
machine operation
observing standard
operation practice.
[Different chucks: -3
jaws & 4 jaws,
differents ha p e d
jobs:- round,
hexagonal, square]
(NOS: CSC/N0110)

22.1dentify & function of different
parts of lathe. Practice on
operation of lathe (dry/idle run).
(15 hrs.)

23.Setting lathe on different
speed and feed. (5 hrs.)

Getting to know the lathe with its main
components, lever positions and
various lubrication points as well.

Definition of machine & machine tool and
its classification. History and gradual
development of lathe. (04 Hrs.)

24 .Mounting of chuck on machine
spindle and unloading -3-jaw
chuck & 4- jaw chuck. (10 hrs.)

25.Setting practice on round &
square/ hexagonal bar. (3 hrs.)

26.Dismantling and assembling of
3 jaw and 4 jaw chucks. (7 hrs.)

Classification of lathe in Function and
construction of different parts of Lathe.
(04 Hrs.)

Professional
Skill 210
Hrs.;

Professional
Knowledge 45
Hrs.

Preparedifferent
cutting tool to produce
jobs to appropriate
accuracy by performing
differentturning
operations. [Different
cutting tool - V tool,
side cutting, parting,
thread cutting (both LH
& RH), Appropriate
accuracy:-+0.06mm,
Different turning
operation - Plain, facing,
drilling, boring (counter
& stepped), grooving,
Parallel Turning, Step
Turning, parting,
chamfering, U -cut,
Reaming, internal
recess, knurling.
(NOS: CSC/N0110)

27.Turning of round stock and
square/hexagonal as per
availability on 4-jaw
independent chuck. (15 hrs.)

28.Turning of round stock on 3-
jaw self centering chuck.
(10hrs.)

Types of lathe drivers, merit and demerit.
Description in details-head stock-cone
pulley type- all geared type-
construction & function. Tumbler gear
set. Reducing speed-necessary &
uses. Back Gear Unit-its
construction use. (05Hrs.)
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29.Grinding of R.H. and L.H., V-
tool, side cutting tools, parting
tool. (10 hrs.)

30.Checking of angles with angle
gauge / bevel protractor. (1 hr.)

31.Grinding of "V" tools for
threading of Metric 60- degree
threads. (9 hrs.)

N
Lathe cutting tool-different types, shapes

and different angles (clearances and
rake), specification of lathe tools. (05
Hrs.)

32.Facing operation to correct
length (5 hrs.)

33.Centre drilling and drilling
operation to required size. (05
hrs.)

34.Make square block by turning
using 4-jaw chuck and perform
drilling, boring and grooving
operation. (10 hrs.)

Combination drill- appropriate selection
of size from chart of combination drill.
Drill, chuck- its uses.

Lathe accessories, chuck independent,
self-centering, collet, magnetic etc., its
function, construction and uses.
(05 Hrs.)

35.Parallel turning, step turning,
parting, grooving, chamfering
practice. (38 hrs.)

36.Measurement with scale and

outside caliper to £ 0.5 mm.
accuracy. (2 hrs.)

Vernier caliper-its construction, principle
graduation and reading, least count etc.
Digital vernier caliper.

Outside micrometer -different parts,
principle, graduation, reading,
construction. Digital micrometer.

Cutting speed, feed depth of cut,
calculation involved-speed feed R.P.M.
etc. recommended for different materials.
(10 Hrs.)

37. Step turning within £ 0.06 mm
with different shoulder, U/cuton
outside diameter. (15 hrs.)

Different types of micrometer, Outside
micrometer. Vernier scale graduation
and reading. Sources of error with

38. Drilling on Lathe-step drilling,
drill grinding practice. (10 hrs.)

micrometer & how to avoid them. Use
of digital measuring instruments.
(05Hrs.)

39.Boring practice-Plain.
Counter& step, internal
recessing. (20 hrs.)

40.Reaming in lathe using solid
and adjustable reamer. (15
hrs.)

41.Make bore by trepanning (10
hrs.)

42.Drill grinding. (5 hrs.)

Drills-different parts, types, size etc.,
different cutting angles, cutting speed for
different material. Boring tool. Counter -
sinking and Counter boring. Letter and
number drill, core drill etc.

Reamers-types and uses. Lubricant and
coolant-types, necessity, system of
distribution, selection of coolant for
different material: Handling and care. (07
Hrs.)

43.Turning practice-between
centres on mandrel (Gear
blanks). (15 hrs.)

44 Fitting of dissimilar materials-
M.S. in brass, aluminium, in
cast iron etc. (10 hrs.)

45.Knurling practice in lathe

(Diamond, straight, helical &
square). (5hrs.)

Knurling meaning, necessity, types,
grade, cutting speed for knurling. Lathe
mandrel- different types and their uses.
Concept of interchangeability, Limit, Fit
and tolerance as per BIS: 919-unilateral
and bilateral system of limit, Fits-
different types, symbols for holes and
shafts. Hole basis & shaft basis etc.
Representation of Tolerance in drawing.
(08 Hrs.)
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e
Professional

Skill 25 Hrs.;

Professional
Knowledge 05
Hrs.

Test the alignment of
lathe by checking
different parameters
and adjust the tool
post.[Different
parameters - Axial slip
of main spindle, true

running of head
stock, parallelism of
main spindle,

alignment of both the
centres.]

(NOS: CSC/N0110)

46.Checking alignment of lathe
centres such as Levelling,
axial slip of main spindle, true
running of head stock centre,
parallelism of the main spindle
to saddle movement,
alignment both the centres.
(20 hrs.)

47.Adjustment of tool post. (3
hrs.)

48.Mounting job in between
centres. (2 hrs.)

Driving plate. Face plate & fixed & h

traveling steadies- construction
and use. Transfer caliper-its
construction and uses. Lathe centers-
types and their uses. Lathe carrier-
function types & uses.

Mandrel - Different types and its use.
Magnetic stand dial indicator, its used
and care. (05 Hrs.)

Professional
Skill 65 Hrs.;

Professional
Knowledge 10
Hrs.

Set different
components of machine
& parameters to
produce taper/angular
components and
ensure proper
assembly of the
components. [Different
component of
machine:- Form tool,

Compound slide, tail

stock offset, taper
turning attachment.
Differentm achine
parameters-Feed,
speed, depth of cut.]

(NOS: CSC/N0110)

49. Make taper turning by form tool
and compound slide swivelling.
(20 hrs.)

Taper - different methods of expressing
tapers, different standard tapers. Method
of taper turning, important dimensions
of taper. Taper turning by swiveling
compound slide, its calculation. (05 Hrs.)

50.Male and female taper turning
by taper turning attachment,
offsetting tail stock. (22 hrs.)

51.Matching by Prussian Blue. (2
hrs.)

52.Checking taper by bevel
protector and sine bar. (1 hr.)

53.Make MT3 lathe dead centre

and check with female part.
(Proof machining) (20 hrs.)

Bevel protector & Vernier bevel protractor-
its function & reading.

Method of taper angle measurement.

Sine bar-types and use. Slip gauges-
types, uses and selection. (5 Hrs.)

Professional
Skill 65 Hrs.;

Professional
Knowledge 05
Hrs.

Setthe different
machining parameter &
tools to prepare job by
performing different

boring operations.
[Different machine
parameter-

Feed, speed & depth of
cut; Different boring
operation - Plain,
stepped & eccentric]
(NOS: CSC/N0110)

54.Turning and boring practice on
Cl (preferable) or steel. (22 hrs.)

Basic process of soldering,
welding and brazing. (05 Hrs.)

55.Eccentric marking practice. (2
hrs.)

56.Perform eccentric turning. (15
hrs.)

57.Use of Vernier height Gauge
and V-block. (1 hr.)

58.Perform eccentric boring. (15
hrs.)

59.Make a simple eccentric with
dia. of 22mm and
throw/offset of 5mm. (10 hrs.)

Vernier height gauge, function,
description & uses, templates- its
function and construction.

Screw thread-definition, purpose & its
different elements.

Driving plate and lathe carrier and their
usage. Fundamentals of thread cutting
on lathe. Combination set-square head.

Center head, protractor head- its function
construction and uses. (5 Hrs.)

Professional
Skill 210 Hrs.;

Professional
Knowledge
40 Hrs.

Set the different
machining parameters
to produce different
threaded components
applying method/
technique and test for
proper assembly of the
components. [Different
thread: - BSW,

Metric,

Square,
Buttress.]

(NOS: CSC/NO110)

ACME,

60.Screw thread cutting (B.S.W)
external (including angular
approach method) R/H & L/H,
checking of thread by using
screw thread gauge and thread
plug gauge. (14 hrs.)

Screw thread cutting (B.S.W)
internal R/H & L/H, checking
of thread by using screw
thread gauge and thread ring
gauge. (14 hrs.)

61.

Different types of screw thread- their
forms and elements.
Application of each type of thread. Drive
train. Chain gear formula calculation.
Different methods of forming threads.
Calculation involved in finding core dia.,
gear train (simple gearing)
calculation. Calculations

involving driver- driven, lead
screw pitch and thread to be cut. (08
Hrs.)
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62.Fitting of male & female
threaded components
(BSW) (4hrs.)

63.Prepare stud with
(standard size). (10hrs.)

nut

64.Grinding of "V" tools for
threading of Metric 60- degree
threads and check with gauge.
(3 hrs.)

65. Screw thread cutting (External)
metric thread- tool grinding. (10
hrs.)

66.Screw thread (Internal) metric
& threading tool grinding. (14
hrs.)

67.Fitting of male and female
thread components (Metric) (2
hrs.)

68.Make hexagonal bolt and nut
(metric) and assemble. (10
hrs.)

Thread chasing dial function,
construction and use. Calculation
involving pitch related to 1ISO profile.
Conventional chart for different profiles,
metric, B.A., With worth, pipe etc.
Calculation involving gear ratios and
gearing (Simple & compound gearing).
Screw thread micrometer and its use.
(08 Hrs.)

69. Cutting metric threads on inch
lead screw and inch threads
on Metric Lead Screw. (20
hrs.)

Calculation involving gear ratios metric
threads cutting on inch L/S

Lathe and vice-versa. (03Hrs.)

70.Cutting Square thread

(External) (11 hrs.)

Tool life, negative top rake-its
application and performance with
respect to positive top rake (03 Hrs.)

71.Cutting Square thread (Internal).
(18 hrs.)

72.Cutting Square thread (Internal).
(18 hrs.)

73.Fitting of male and female
Square threaded
components. (2 hrs.)

74.Tool grinding for Square thread
(both External & Internal). (2
hrs.)

75.Make square thread for screw

jack (standard) for minimum
100mm length bar. (12 hrs.)

Calculation involving tool Thickness,
core dia., pitch proportion, depth of cut
etc. of sqg. thread. (08 Hrs.)

76.Acme threads cutting (male
& female) & tool grinding. (08
hrs.)

77.Fitting of male and female
threaded components. (7 hrs.)

78.Cut Acme thread over 25 mm
dia. rod and within length of
100mm. (10 hrs.)

Calculation involved - depth, core dia.,
pitch proportion etc. of Acme thread.

Calculation involved depth, core dia.,
pitch proportion, use of buttress thread.
(05 Hrs.)
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Professional
Skill 40 Hrs.;

Professional
Knowledge 08
Hrs.

Set the different
Machining parameter &
lathe accessories to
produce components
applying techniques
and rules and check the
accuracy. [Different
machining parameters:
- Speed, feed & depth
of cut; Different lathe
accessories: - Driving
Plate, Steady rest,
dog carrier and different
centres.]

(NOS: CSC/N0110)

79.Buttress threads cutting (male
& female) & tool grinding. (11
hrs.)

80.Fitting of male & female
threaded components. (2 hrs.)

81.Make carpentry vice lead
screw. (5 hrs.)

N
Buttress thread cutting (male & female)

& tool grinding(05 Hrs.)

Professional

Plan and perform basic

82.Make job using different

Different lathe

accessories,

Skill 40 Hrs.; | maintenance of lathe & latheaccessories  viz., |theiruse and care. (8 Hrs.)
Professional grinding machine driving plate, steady rest, dog
andexamine their carrier and different centres.
Enowledge 9 | functionality. (25hrs.)
s (NOS: CSC/N0110) 83.Make test mandrel
(L=200mm) and counter bore
atthe end. (15 hrs.)
84.Balancing, m o untin g| Lubricant-function, types,
&dressing of grinding wheel | sources of lubricant. Method of
(Pedestal). (10hrs.) lubrication. Dial test indicator use for
85.Periodical lubrication | parallelism and concentricity etc. in
procedure on lathe. (10 hrs.) | respect of lathe work Grinding wheel
86.Preventive maintenance of abrasive, grit, grade, bond etc.(9 Hrs.)
lathe. (20 hrs.)
- /

(xvii)
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1

—




G 3{JPH (Job Sequence)

W e onfdr =i avg Hf SrgERoT HRUaTE . e Taifaeg T A .
g e e i T e e
. 3NN eiarieaT ST 1T Y.
qe 1
3.5 IR soew
1
2
3
4
5
6
7
8
9
10
. A FdRIpIh g d U

12

Fited Tg T HghaieT : TR (NSQF -S@BUI 2022) T 1.1.05




WWW(CG&M) ITH 1.1.06
TR (Turner) - qR&lT

eIt R fIeg, Tarault, GraufRY enfor dafaae e TeRT (Safety sign for
danger, warning, caution and personal safety message)

SfEP: a1 SnarTeT Aact gl HeH T

. gRe faegTear gaya goft shewn

. e aréned gren fRrgran o Hiean.

Fig 1

(18)

FI20N1106H1

\_rlv'l'q’\?rl':ﬁ’_q (Job Sequence)
ez fafay JRen 7R, Aoft werm e enfor . TAEaEA GRa R S
atar 3, aof Ty wve. ufkrarondfar e ¢ wefta . 90 ¢ T AU A9 e
e snfor ¥ois sNesw@vary Iim.

. 9d L A GRef forgTeAn orf JUHTET IeTd I
13



STeil 3.

Heavd Aoit/gRen e

3% - guig

10

11

12

13

14

15

16

17

18

19

20

. U MCRIBIH G o qum,

14

St Tg AT HgHaaiT : TR (NSQF -3l 2022) AT 1.1.06




mww(ce&w I 1.1.07
TR (Turner) - qram

(Preventive measures for electrical accidents and step to be taken in such
accidents)

3fE®: a1 snamTe Y9 IR WEH BT
- faqa eruuTd FTeieut el STz .

o fewre ar snarIaTdY 9 safdeed Aw UReR/ATe/ART aradia.

g 3{JhH (Job Sequence)

faga srquTaiaTdt ufaeura® U FRf&radan die fafor 9 Hra1 S SaR wRauaran gafd THTd
. i@ gai fhar Uvad 9N SNIAET dIvATE! fagd AT e,

JUBRUMY/TAT FHefg! wWef B T,

W HRAFT gl G 0 fhdr Wie AnTeN, g
JAdaRld dil dg &1 Sl desSdld SalagRiIaAe did
.

. RS Yo fhar gede $ls/ A arus AT fdhal TeTs

UIT 3Ic Blole! W S B APl

. 3T BRAMI, DTS 3G TebT: TR B,
. WihcH AHERAIE T AHT; Y| Raawg Uik URCTH e

CIENE

- R S AT SO Rre- 34T R of1fdy/ b wfehe sar

U B ATTar. 31T fhar faoi yaesT anTeary feesay
S HRUTNIAT AT SUHRUITET ITOR h.

ST YT &1 [ °Ta.

. IR 3MTICeie Hidg ST ST YTl T ST U

R 341 TS fordd dRI= YU (d VR ATet At @
TR el Aedl sifafad Fressht Uaelt uifigs HRor
TS Ricp ARTUITET (U7 SIS U EidhT SR,

.« SR YigTl Aifgd vt Sl grel gekid Risdd

H& hd ARl Audd o IR SR WE HRUANIS!
SUBRUNSTaeS Teh -1 1.

. IR 3R a1 ST fEHrult o, ¥d fagd S¥efarRaT

UES Had AU TS 3Q, AT HIUTATE! e
fosrar ArtiaT Svararet i wuH siiewd S, STt

. $HJ%s PRSI BIAH W 39 dHaedl fagd ITHRUMER HTH

HRO 3 AH-FHefaee grade 3N Seics-Ad I
Y0l JRIET 31T

- f&argw = Ja=ar fbar d@wei=r Sl WauR

fSagy fexmae &

. Zdfdewd IUHRO! Al RAT fohaT go¥d HRuATgdl Uik i

fSmae o,

. dRiRN e dud TrBUaNTet Ud safdced dleude Ry

YA YUY ST 3R,

. ONRITSA/EHRRIST YAH dTRIYG 9d Hleadt quron

0! fIRE: TEeaT 3HTg, HRUT U&Re AT febdT Aleg e
A S B e,

. TRE IO PISY deSdd 5ok $d Uifed fbdl J3q

TRR Pled Ulfgold, faRivd: e aIdiaRund S8 &t 4
Qe 3O UTuaTeHT STYSIdes,

IuHR0 i g foan wfdhe sav ST ST Hod el
§c RO IR TS

. DR i e fagd TS YU ey, &1 ddtar

fhar IuwHRO/AId/ HISar W H= APT Flche FHIHYT
TR IR fewpde BT fhdl AR Se aTue @ §Te}
HIal

. g 3PS UTR AU fHHT <81 Be g X1l gafd

SIRd Glecol daTg- , AT 37 31 &I HI0NG! Al Aubid
M R, Hd ol YaHrd Algl av TR HISTugrETg!

erufiT et 3R,
15



STl Sefaee W NfSAATSt TUHTER (3Pl Q)

YT fooien UgdT TGl GHRAT Adidl Hed

PO SAUATgEl rel Wd:d TREUT HRUATST Rt

IR&T WERGRT Ud ST AT WA B,

. R S T AeuH fqaRy, gt 3l eI &7

TE SRTIG™S dTg 1. » dfeaR=SIiO yra-feresT qurT;
SSYBT G BT SAOT dredT gAdT UdTg UG DRI,

. R YRS foe quT; YR e B,
. AU YN °9d TN, CPR R B0
. SR W IS §¢ S Wehd [ I1d, R tarer fagd TJud/

Il TR AT HRUTTTS AT 68, BRI SR febar
DHRS HUS JIRWT DRI Al Jhal aIuRl,

. I Fleeo IR WRf HROMT NS gaauarn uad

P HT; STDTE Had T3] BId B/ Ao dlapled
IREHAT B B

. OXG FAHT ATeT STSlET Sad UIe Sloidhe saugrifan

a1 819 Wb, fifea arariian @ie e &ar SMfr aidheft §
Te) xifqcean qemma e B

- SR A fdbdl AU gEUd I Wbl A ®

SUATRHT YT Bl B,

- SRUFST 4 9d 994, R die-d-die RYRICT arL H.

difgdar el 79N, ISy RgRICRE (CPR)
& . AR XK IOl fewgd Sauararat difsdan
side A cTal, REA Sieb JTeft 3ar Sfdr St Ted
AT

HTATS safaedd g+ difSaiard! TyHuarR

wTefter TRIRATAR safReewa g faaned sqaan

. OifEq ford B fagd vaeea Gusid oe;

. B YdIEH dlhg;

&< AC fhdl DC a1 UoR; 3for

. TR P X e Y s s et

PIUE! e T @9 @1 ¥S, fade, hawe Infir
A A1),

. T@AER dd fdhar I A1 7.
- UHTUAT SR & Sodeiel 3 ehdl.
. e fdgd Sod ST, e U ST et A

Sxffqaean faga SIgeR &1

. UifSda ¥ IR R 39T e [ideT daaR dad

16

Hed HI.

Fig 1 RESTLESS OR IRRITABLE , LOSS OF CONSCIOUSNESS
POSSIBLE CONVULSIONS
IRREGULAR HEARTBEAT
SWOLLEN TONGUE OR CARDIAC ARREST
MAY OBSTRUCT AIRWAY
PARALYSIS EXIT BURN
VISION

PROBLEMS

ENTRY BURN
MUSCLE TENDERNESS

AND POSSIBLE TWITCHING

FI20N1107X1

Sraardt faga omT
. Sao-RITG AcRad gr 3arn: fagd IUHRul fdhdr sfedie of

TR ARSI WS d IdTd SaTges 3T AR [ehdl.

. Zafdedd JERTE qUrgOR BT Safaedd 3T IRGUTTTST

AT Sifaee IR QUi 1. IR BRIHwRSU!
feard 15T, AHes gH AT U IRTeH HedHT 318

Fig 2

COOL WITH RUNNING WATER

COVER THE BURN

FI20N1107X2

CALL EMERGENCY ASSISTANT

. BTG SUBRUIUR W1ad MeT: THTG SUHRUT TSl 38aedNy,

gfhe feu fhar ard srgam f3orft s, Iuw
dgSdld 3@ B 3T 4 gewd far agavdre
SHTIRADHT 315 HT o TUL,

. W HRUGIS TRA A ey fhar 3sede qurn

3f1foT/fbar URrsan o Fad s, sfaccic ofr et
U IO GE B,

. f9qd 3mT AT, Bad COR UHR SIRIRMAS I3 aTuRT.

St T AT HGHINT : TR (NSQF -IADBUI 2022) ATATH 1.1.07



WWW(CG&M) IH 1.1.08
@i¥ (Turner) - gR&T

SIFI=THS AT aTuR (Uses of fire extinguishers)

SfE®: a1 snaTeaT Aact gl HeH T

. M= YeRIGER R=mae 9 fAasT
. ARRS a7 AT

« 3mT fagrao.

Fig 1

FIRE INFORMING ABOUT FIRE

FIRE EXTINGUISHER

FI20N1108H1

\_rl'\l"d\'.’rlﬂih_q (Job Sequence)
. ORI Ydell Hosal fval dlgSdld Hifgdl GUaTd sgawl % aRTTe T ST et ot S
P HYATTS! FE3eT Haeh 3MRd § YiId SRvarTt

17



g1

N T A% s, NG, HIUS, Alers TRId

R Satyd g uard
a4t T 3fOT gty e

&7 3NTOT fagd
CSIGESIE JTHIV

ST &t YHTR 318 3 [N R (STa-=iTd sdiyd
T UgTd)

COR (BT SHTSS) P=HS I7 FaeT

COR SRS T QYT 30T ITAT. ATl HIdaTRIdl R
.

. e g T,

TS TP AT GEAT B0 S0 S1eR USTITS! gHdl Ui
YT 8T d 313 B ScRTaR &,

SHTUNeR: SRS IR 3fsoide B

TgAP TR S ATREx T Y& AT ARHIRE
ET d 316 Pe g3 S Igdrd AT PASS - PULL -
AIM SEQUENCE - SWEEP @&Td 4.

o 3ifer: ® qreTen ufefiaer fewmst wruar srAdt 2sa.
(3Pl 3-2)

ST AR AIM: SR %! Sdldids d&d ¢dd 3RITd (S
IRAR YU 3. fASIAUIRT Toie TRISR Ig sd AT
HTERT IS FRUMR TS, (3l 2-3)

] gl febar eftegan o ofrar: B §e 0 f3ld v o e
faeraUIRT Toie ufeefasRAs dred. (3t 2-3)

3T ol SIS udd SISl SIS ¥4 T0 B Tl goTd SRS
I3 qIRUINY geard HR1. W 4e Sl S fag@eHaR gl
YededT YITER A&l 3. ( 2-¥)
- s

Fig 1

HOW TO USE FIRE EXTINGUISHER

@

AIM AT THE
BASE OF FIRE

SWEEP SIDE
TO SIDE

FI20N1108J1

& AT HRIWH RN : &R (NSQF -S95 Ui} 2022) SAITH 1.1.08



mww(ce&w T 1.1.09
TR (Turner) - Lidall

fipfeT STeaues HTH HIAMT UTS T SITUM=AT WaRGRIAT JRTd BT S{TOT JHSH
T (Practice and understand precautions to be followed while working in
fitting jobs)

SfE®: a1 STt Aact gl HeH T
. TOpfeT SifeqHed HTH BT UTel STV WaRGRY Aigdl.

Fig 1

METAL CHIPS SPREAD ON SHOP
OIL SPILLS ON SHOP FLOOR e FLOOR NEAR DRILLING MACHINE
AND WORK TABLE -

HANDLING HOT JOBS

WITHOUT GLOVES
MACHINE RUNNING CHANGING THE BELT WHEN THE

WITHOUT BELT GUARD SPINDLE IS ROTATING

@ CHIPPING ON METAL WITHOUT

CHIPPING WITH BLUNT CHISEL CHIPPING SCREEN

ON METAL SURFACE

GRINDING A FLAT CHISEL IN SIDE
WAYS OF GRINDING WHEEL

STRIKING ON VICE HANDLE WITH
HAMMER TO GRIP THE WORK PIECE

FI20N1108H1

-
©



G 3{JPH (Job Sequence)

e T — : . 99 ¢ A B SieHe) S SRdAT Ursedn Sl
YIS T STUMYR WERGRITT 1 HIUGRITST ATfoT GRET e 1
TS YU} ArteRiA Snfdr wieufére eraadta
T9a1
TPt . quiq T STeHe HTH BT UTSTaaTE @aReR) Aigar

10

o TR RT SITOT GHAT G RIBTengH U,

20 St T AT HGH T : TR (NSQF -IADBUI 2022) ATATH 1.1.09



mww(ce&w AT 1.1.10
TR (Turner) - L3 CLall

¢S U U] SATUMAT godT SMTOT SUH VNN YRI&d aTuR (Safe use of tools

and equipments used in the trade)

3fE®: a1 snarTe Y9t TR weH BT
. ftpex 5 ga nfor IuHRO aTuRaTAT YR fig YPIS B

110 1111127113 " 114 " 115
@® 4 5 6 O
/\50° to 60°

ORI
OO XN
70°

®

@

®

®

@

2

—



G 3{JPH (Job Sequence)

fRz® 35 AW aWRed WA ged S . 29 ¢ HY AT SieHe SH PIAMT Uresed] SHTumi
EE
STl . guis fpfeT STanel ST HRa™T UToTaaT WaRGRY Aledr
1
2
3
4
5
6
7
8
9
10
. R U 0T A G FGRIpTh g U,

22

St T AT HGH AT : TR (NSQF -IWBUI 2022) AT 1.1.10



diucd TgH w (CG & M)
TR (Turner) - qRam

AIaH 1.2.11

™ 3101 SUHUI 3Bl (Identification of tools and equipments)

SfE®: a1 STl RIact qrel HerH e
. §3 ged Stz for Ara &

. fofér gem sitesar ST Ara T

- HISTHTY ged JHiesar STioT A1q .

TASK : 1

TASK: 2

TASK: 3

120 "3l 4l 51 ‘el 7l 8l "9l 10111 112711371147 115
1 2 3 4 5 6 O
(1)

3 ﬁ; :5 “4)

§ 5

=

TU20N1211E1

23



G 3{JPH (Job Sequence)

ez faurmrdia ad go sfoT Iuwmvo uehRia wedia T i grerard SATioT U g T SuHRums frgifed
Ryt wfére sea.

.yt wd gefRid ceet 919 Aeadia.
. Tqd A Al .

. FICRIeTH g e qurgul B .
eqa

31.55. T YBR FGEEICH FSELGIRH

B} gTATAT goTdt sied

1

2

HTIR 3 HIGTHIY T sfies

24 St Tg AT HgH AT : TR (NSQF -S@BUI 2022) AT 1.2.11



diucd TgH w (CG & M)
&Y (Turner) - &t

A 1.2.12

TST0l, THIell, PRIV TAGIHIS! H=al ANl €¥ dUIuil (Visual

inspection of raw material for rusting, scaling, corrosion etc)

IED: a1 sparare Radt gl vem @ Td
. TSUgTrTSY PeeaT HeRara= T2 auryof

Fig 1 RUSTED COMPONENTS

Fig 2 SCALED PART

G 3{JPH (Job Sequence)

e o= weiee™ fafay Ay veor, wefem
3T PRI fRUMHE UehRia $Ivam! Ia®iT #id.

. fecien e welkam e o

. <9d § 9 QN WEY Aledl. FeRdbhg Il qurgult

FHEA =L
9
3. P ASR3eadid g WY YrsHTd
1 ThfeT
2 DRI
3 Toferet

VISUAL INSPECTION OF RAW MATERIAL

25



mww(ce&M) ™ 1.2.13
TR (Turner) - L3 CLall

fafay wefvaea anfor fafay faumT= femsifera snfor Af§T HUF (Marking and

sawing different materials and different sections)

IED: a1 snamTeT Tadt gl WeH @A

. Wa Ta for hTaeaE dAsn3e RIgifea wwut

. e ua aruea 8fies U 1

. UM (@ faum) e s, Ta- e o ursuaR gwet Rigifed Hw1 3 Be Hi.

TASK 1:
® 22 32
8
76 32 11
8
11
18
76 e
TASK 2 :
® ® 1
_SoLID 7
25 20 || 15 | 49 ANGLE
Q25 100 77777777 e - —
- 10][12] 18
100
UPPE N
! I I | S | I
@32 20 | 15 |10
100
1 @ @32 X 100 BRASS
1 @ ISA 40 X 40 X 100 Fe 310
1 ® @25 X 100 ALU-
1 D) 76 ISF 6X76 PRE-MACHINEST Fe 310 1213
NO.OFF | TASK STOCK SIZE SEMI-PRODUCT MATERIAL PROJECT NO. PART NO. EX. NO.
SCALE 1:1 DEVIATIONS *0.5 TIME
MARKING AND SAWING OF DIFFERENT
«E» @ MATERIAL CODE NO. TU20N1213E1

26



iG] SIJPH (Job Sequence)

F 1. A3HTST AIFBT

AT
DT HIATT 3ThR S{Tﬁliﬁwqﬂﬂw
ST TS UehT STS[el UG & araT SMfor HRS 813 .
WY Tl ITIE Told 'x' 30T 'y’ Th1gd JHIR o HIal.
IR TS 30T 31T I HIG. (el Q)

Fig 2

Fig 1 43
Y\
[« ],
8 o Fig 3
22 \x
33 _
54 é
MY CTSUARITS!, ATTRABAUET T dig 3D
TPISd H¥= AP
WA T 10T ThIZER ATUTH ‘ab’ AN ‘cd’ g ShgH &F -
3N THTZE B . (3Tl ?)
Uq faeaw famg onfor 'z gof e,
Fig 4

Sle-Ug R 3T 3 S, IdRd IHUNAR I 8T
&al. (3l 3)

Slc-Ud IS I .

Slc-Ug g1 AR Sdl; YT Sle-ud Tfega=n feem
fIafid B0 SATTZD TR, (APl ¥)

TUN1213H4

o 2 fafay wefvera gwargT
WIS IR AT ToTae g8 HIal. . Ay e <ot AaeT Sftl S a gl thHdR dal.
o mnfdh sraxaes srva fod mifd fifsar ang &, . Jifcrs UTqaTe! Hierd g scis i hege od U™ SIfor
PR T SRR S oty Wi we Rl T e MR P U <t s

Fited Tg AT HghaaieT : TR (NSQF -IWeUIt 2022) TR 1.2.13 o



WAGRI: AAHHA UIRYT S Ug BVl 101 SATHo
fEwid=m s Twa.

U A HTY 1.

WU §% P B ST HTUATT g1 HHI B

DI 3HH (Skill Sequence)

8P AIsT (BIfET-fUg f98) (Hack sawing (Holding-pitch selection))

3feP: © grTal Had Hd
« AT YT fAUrTEet &S fast
. THAGTATS! THHTA ATATS fAUTT e,

AT adhdig
THUETIIS! IY-YIRFTIR ST SR L fRudt 3.

S W faqen ToaR fdhar diu=are Uaell Ueie dTe bl
STaT WUH eRAT ST, IS sed gl BT 8. (3l 2R
3fr 3)

Fig 1

TUN1213J1

Fig 2

MATERIAL
BEING CUT

TUN1213J2

Fig 3

TUN1213J3

28

sied! fFas w1aear St FeReie=an MeR 3 FeHyumay
ST 3.
foeht s

TeRaeaardt ¢.¢ it fUg sie armR. (3t ¥)

Fig 4

MORE CHIP CLEARANCE

TUN1213J4

TA I, B BTeH, 81 Wi ¥idl samcrare! &,y it o arom,
forg e AT, (3t W)

TWO OR MORE TEETH ON SECTION

FHgsc 3N SR UId® o, 2fie Aed g AT 0.
O AToRT. (3Tt &)

g TUN1213J4

Fig 6

TUN1213J6

TWO OR MORE TEETH ON SECTION

Fited T AT HgHaAieT : TR (NSQF -I@BUIt 2022) AR 1.2.13



gﬂﬂlﬁ fopfaRTT (Fixing of Hacksaw)

SfEP: § TRIeN Had HRa

- GG qToT TFOT =M IRgH ghat s fiha v
. T YT THS B

Foul ssd R

ThYl sied ey Feam R oYl gSauRd R 3/da.
(31pett 2)

Fig 9
DIRECTION OF CUT

WITH PRESSURE
RETURN STROKE
— WITHOUT PRESSURE

Fig7 DIRECTION
<:I OF CUT
DIRECTION
OF PERSSURE
CHIPS
TOOTH SPACE
SAW TOOTH \YE ~ o
\WORKPIECE g g
z z
= E
& PGSl &S W 4R UIfgold 30T Qvalkedr diure HTUaHT fbAM a9 d diF oy Smmean Susbid s dfgold.
grfgeid. UTde HAMS! Ble Ud &g FHasT. (3 ¥)

& = DI T g Al &, (3MTdell ?)

Fig 8 NOTCH

TUN1213J8

|
:
:
|
o
g
|
.
.
3

Thad BIRAS Kb GRIH GaTd AN BT, (3Tl 3)

Fited Tg AT Hgh AT : TR (NSQF -ITBUIt 2022) AT 1.2.13

DAL HRAMT U ud! FRUH e BT 31T s,
YRV, THRIST HIAT Hoc HTRID .

Fig 10

(a)

TUN1213JA

S [U A §Aq API. He YUl HRaMI, sds geur
ST Tl T SATOT SARTAT GEUd §1% 14 UM §F

PRI.

29



mww(ce&M) ™ 1.2.14
TR (Turner) - L3 CLall

fafay wefae enfor fafay faumm= fergifea anfor H’TE"T 0| (Practice on

hammering, chipping and chisel grinding)

IE: 1 ST Vet Tt WeH =T
. +2 fidt vl wefe foodlt aroeer W waE SdA g s
. 5t g ATeaTaR YT & S

TASK-1
w0
= ———————
Y ) 0
@ S
ol = |
gz ¥z
O
16 70
TASK-2
60°
CHISEL
50 ISF 16x70 - - - - 1.2.14
NO.OFF STOCK SIZE SEMI-PRODUCT MATERIAL PROJECT NO. PART NO. EX. NO.
SCALE 1:1 DEVIATION - TIME
PRACTICE ON HAMMERING CHIPPING & CHISEL
@ E GRINDING CODE NO.  TU20N1214E1

30



iG] SIJPH (Job Sequence)

B 1: faftr w19
Greit fergiford . fergifrd Yo ST deds Ud o,
. JEuEY W9 9 4R 3l

AP RTETH, HIHTAT ghSaredl Wl drbal
STYR T AVIh RIgiferd YuT a8 S ba=dT a3
3T,

. TNg BT Torg Qo U S ueie et e,
. SIS JoHE Sid U IR Fas.

s 2: fosedt amsfEm

. TEET TR U 3nfor JReM Jefd FafUd SHad Med
1 d qUI,

. T S8 gam ¥R .

R arEY 30° =1 FATE A UIfES AVBHH go°
firea.

DI 3HH (Skill Sequence)
faftr R AT (Hints on chipping)

- foselt <fifth Ry gpvar=an siaml 3w BT &R,

WaReRI: 57t UR=w gSurgH gad SrTdt.

TR goaal a1 "I Sl foam JRigaun
fAfia o wfgw.

ferdia ST TRT aTuRT.

ISUIT=AT fIeHHT 3 HRUaTHTS | args=ar AR faftr
TS aTuRT.

. BT Uigc TUR HIUANIS! fHHM g 1.
. Yogd MIeqea HadA S qur.

SfEP: © TRTeN Had Hra

(3MTepell ?)

Fig 1

@
IR Bhaae dade UG g eTa.

a8 AxETr MdURE 9o o0l SMadd SiTe.
(3MPelT ?)

TUN1214H1

Fited T AT HgHaaieT : TR (NSQF -I@BUI 2022) T 1.2.14

GR& ST T,

RIS S0 HTeTd 98dTe PIal.

iki

fory IsumT fae: FRroemTE = &, (et 3)

JETAD HTH ARG Uhsd Ul MaRTH ey, Arha!
SlbaRIet BTATE AT BRI, (M ¥)

Y HRAM AT 8PS A& R [SAAT DT Toldbs gl
(3Pl W)

Fig 2

TUN1214H2

31



Fig 3

TUN1214H3

Fig 5

TUN1214H5

Fig4

WOODEN BLOCK

TUN1214H4

THHHI STSId YT BTUCT JSa ST DR feyall Sal. (3Mepelt W)

WA IR g SO Yigar, 3R, Siadt T ged.

(3MTpell &)
g CTUTTTaT, Sia<dt Qadt Iafe forvA fag &,

ST SR TS AT § Seredl Qact AR &R, (3T o)

32

Fig 6

TUN1214H6

Fig 7

TUN1214H7

Hited T AT HGH T : TR (NSQF -IBUI 2022) AT 1.2.14




mww(ce&w R 1.2.15
TR (Turner) - L3 CLall

1T RBHAR ATOT HTeDIHTd WISeiT WR1T (Filing practice on plain surface

and at right angle)

ITE®: a1 3T A9 gt W& &
. BI3d Ric Wb

« GHIY I FIEHIAT BIsd HA

« HUTSYUTT S{TFOT TNRTYUIT TUTHT.

TASK 1 52
S5

S4

70

32 90 /
S1

TASK 2
<t
N~
9
74
1 95x72x35 - Fe310 TASK 1
1 75 ISF 10-75 - Fe310 - TASK 2 1.2.15
NO.OFF STOCK SIZE SEMI-PRODUCT MATERIAL PROJECT NO. PART NO. EX. NO.
SCALE 1:1 DEVIATIONS #0.1mm| TIME:
FILLING PRACTICE ON PLAIN SURFACE
E @ & RIGHT ANGLE CODE NO. TU20N1215E1

33



G 3{JPH (Job Sequence)

BRI 1 BIferT TRTG - Tl fAHTT

ISR ACRITET 3HR qUTI.

. RIFARTE FreT
. TIIH Sg 32T UBR R BI I4d fJUNT feele gumR

gl
S SMTOT S3 ST S¥ TR TRl BIgd B, (MMl 2)

SY o o9 WUH 334 Roftfl didl fargifbd &1 afor
forgifora XS v &,

. Tel dfdl % Wisd fdhdr IRes B Biad BT ST

STHRIA Ut T (Slemmed feaat Qo o).

. WHY S Y WHY SR IRY Bl BT 0T feaenn

SHTHRIA GUF BRI, (R0 x VR x 3W)

«  Td HIUATd HIcHI T,

P 2: WISt W1

. WId v U SHeed] ATART 3R U,

. TRIc T BISAGR Whiei Hlel.

. TRIC IS BIRAYE BIed UI5sS (T) (3P 2)
. T WHORAT ISER JUICyUT quTsT.

. SS9 (B) BIST BT 30T AT (A) =0T TEHid TR T,

A, B 3ITFT C T 1] THABIT daad AR (TPl 2)

Fig 1

/R

TU20N1215X1

. WId 3 YT ST HITOR oy T 3R e B

. 19 (B) 30T (C) \o¥ fireiea wHiaR w1 Frer.

. 3ic UT 31§ U AR aToReH fgifdhd YoT U &3l

. SIS (D) ST (E) oy Bt aR Te o1 3101 Brgd HT S

34

TR T4 SIS IRYYN JaT.

. RIFVAR T Frel.

Fig 1

So

TUN121501

(D) 3TOT (E) THIGR SaT (B) 30T (C) STSL=AT (3MTdha ?)

Fig 2

o

N /"

TU20N1215X2

11
i
|
-
3
|
;
:

. HISAWBY (F) 0TI A =7 R et giaRddl Srst I,
. &0 To dlel. dis dd dTdT 101 I B GedichT Sia-

PR,

Pitea Tg T HghaaiaT : R (NSQF -SWBUIt 2022) TN 1.2.15



mww(ce&w UM 1.2.16
TR (Turner) - qram

HTTURT 91U SATOT Ib el HISTHTY (Use of calipers and scale measurement)

IE®: a1 3T A9 gt W& &

« Wa e ufyor qurr

. ATICHZS HITURYE ATSCATSS YNHATUN qUTET
- STHIES HIATURAE FAATSS TRATO! qUrT

o WHIR ATOT W T U DT ST AU

TASK 1

TASK 3
LENGTH TO BE MEASURED VIEW POINT

BLADE

STEEL RULE

TASK 2 SIS, o

TASK 4

35



G 3{JPH (Job Sequence)

P 1: L TAgEAR WISHTY

PR 2 to S:Wﬁm

9d -1
.. ATqUR §RgHE qre & HISHTY
1 W st
2 3MTICHTSS DfeTR 3MHR S
3 ESEIECICIREN TR SA

Gk 3P H (Skill Sequence)

faffr @R AT (Hints on chipping)

E@%WW

- HIATST T &Fdar SR fasT

. B wige ST fBiT HTR FEHA MTHR Ae H

. ATHRMHT W AT RGN B a1 fHhaT Fav gd YT I3 T $H 3R AHd.

JTSTHISS BITUR: HISUAHIS] ANTER YR BITIR HIST. AT U foig adh iR Sar 3for e gaaf fgen srgva &

TICURE IR Quo I &md oo it wid oMBPR o gu-u1 figaR foer~g seg™, wia & ama ¥
TSR 3. SUANIET Gh YN STl AN o WRbd A6l audd BH

SRR o I S § e IO e WD SIeC PN TP WA i S Al GRSIR
ST AN SMTBR IS HTH R 30! Ta=T 3R, (3Pl GZARYTY T . (3Pl 3)

?) Fig 2 LEG
o N
@

) JAWS

OPEN CALIPERS
TO CLEAR WORK

WORK MUST BE STATIONARY TAP GENTLY TO CLOSE CALIPERS

TUN1216J1
TUN1216J2

38 Hited T AT HGH T : TR (NSQF -IBUI 2022) T 1.2.16



ST gl ARG id’ FIdl 33cHss HiduR Jarifd &d
3T degT AU W Faed fbal SR OISl 3=l HIOH
AR TR G PRI,
UGUCE WA ¥ Tic IRWYAR &aT T TepT S foig weredn
TIHTRM U 4+ 3. (TPl ¥)

Fig 3
g WEIGHT OF CALIPERS
JAWS JUST TOUCHING SUFFICIENT TO PASS o
JAWS OVER THE WORK S
5
OBTAINING THE 'FEEL' z
]
Fig 4 READ MEASURMENT FROM RULE

HOLD JAW FIRMLY
AGAINST RULE END

JAWS PARALLEL WITH
EDGE OF RULE

CHECKING THE DIMENSION

TUN12168J4

THI St fig TGURFER Jaa uIfgs Soieed gaaig S
e +o.y e s AR YHIS .

3gH ASHT dTedtd, AT 39S ATashHeR fdhar
IR HITIRER RIFTART HRI1. § AT + 0,08 fhal + 0.03
fodiet srgwar 35, A, a9 GRAVARITS! ARG Widt
U4 QY He @l 3.

ST S HITUR:AISTUINITST SRIver fehferd it off Sge.
SR THaR THAT TSI AT Ufiged e HiauR ThT
RIEICKSEZRA

U@l S g A Whaa faes auar aifgel. duen
fobar fore=am Sl feru==an goTaT SIUR 1. (3MTdhelt W)

T S IUST 3MIfY Swdd SR HISIAT JugreE Wb
R et RTET A=l ‘oI’ UTed B AATg! argdd. (3dhell &)

Fitea T AT HghaaieT : TR (NSQF -3l 2022) AT 1.2.16

PLACE LOWER JAW INTO HOLE

TUN1216J5

Fig 6

ooon
PPy
gy e’

ROCK THE CALIPERS
TO OBTAIN 'FEEL'

TUN1216J6

FaaR a1 guIfRYdidia 3 Ao JATaR gXdiaRd B,

TR dHoled] Teic WBH IR TId 3 ¥R &R,

Fig 7

HOLD RULE SQUARE TO SURFACE

MACHINED FLAT SURFACE

WA TqAT Tololad U HI9 Sl 3dT S fag Wic JRIA
FHAT I TS0 TR .

SR AT S LA S Lokl SR ST, (3T 9)

+ o, THHT=AT 3B AHTS! ISgURM arel.

TS 3RS AADIHIER fhaT gedd &R HierRaR
TIAIART HRAMI, DHICTIR ST GTATd &RT SHATIOT AIehIHIeR fdhar
IR HiTUR IoTeaT gTdTd &R,

TS AN O UGid IRBAaR odl I fUsd SaR o
HIOATAT SR &G P,

TUN1216J7

37



ditcd TS
TR (Turner)

(CGamMm)

i

AMIH 1.2.17

PIChIA, HIFHIT 3for BVWV'IE"T BIgd B0 (Filing right angle, marking and

hacksawing)

Sfe®: a1 STt Yadt gl HaH el

. T Ric WhY BIgd B

« HIY ITS] HTEPH T BI3e BT
- U ool YT gl Bl

TASK -1
5 B 5 B 15
__4N
I
—~ ]
— ]
o~ —N 77T
& ]
— L]
— L]
I
N
1 95x75x12 Fe310 1.2.17
NO.OFF STOCK SIZE SEMI-PRODUCT MATERIAL PROJECT NO. PART NO. EX. NO.
SCALE 1:1 DEVIATIONS #0.1 TIME
FILING RIGHT ANGLE, MARKING & HACK SAWING
E @ CODE NO. TU20N1217E1

38




iG] SIJPH (Job Sequence)

. Wd 3 IS HeRIadl ATHR dUN. d§9 aadsd
Se °g 4= Sl Siad aRd WhY  (A) BTy Sireredn
TGS TUET feTot 3o It aR ST, (MThelt 3)

IP  BIERTNE! dRes Wiga oo fefAmr

Fig 1

MOVEBLE JAW a

<

FIXED JAW

TUN1217H1

. TRIC GRS 3T Ve He Wsasdl aTRH dey ag A

3. (3Pt R)

Fig 2

>

TUN1217H2

. T SR Hed - quTeyuT 10T TR JOTT.

. TRA B 3N 'C’ TN IRES 3NV Ydhe de WIsd A 0T
C Hefi fHTor oA IEd. (3 3)

Fitea T AT HGH T : TR (NSQF -I@BUI 2022) A 1.2.17

Fig 3 5

TUN1217H3

. T SR T qUTCYUT AT TRGTON quTT.

- SRCSAN HedH 9 ‘D' BIRA H ST B ST D
Sroete Qo U STHRAT IRGH Yh e PHe BIed B,

THIUTAT FIRA °E B3 API.

. T G TG E M F SHTHRIA BIgd H 31fr gof o
3101 T TSR AUTCYUTT SAIOT TR T,

. W 3 Y= GRHAT qUmE.

UG of arqRT Sfor eRe< daarqr fpfa=r wiga
BT TEIUT B

ST TR

- ThAYE BHYl &I MR .

- Sied am i fae.

. A9 R Gd AT 1 10 He gE UGS diar
T B,
3ffeSteaT Se ghul.

. Thad HRAS KIHaR &1d 1.

. e qul gIugre SaRid, Idbs a7Tes gIvaTydl Wis St &/
HHI B,

. I ST ATE AT W B

.« BT YE HRAF WAl ol WP ¢3» AP,

39



mww(ce&m TH 1.2.18
TR (Turner) - L3 CLall

Tic ATIOT et SATeqax ATfHIT (Marking on flat and round jobs)

IED: a1 SnaT=T Tad! grel WaH BT

. STEHAT gUTSTHT fAUTST® H_T

. gegUTTt ug Sfdr i - §iF FURuE ado e UEHR uh BT
. ¢ Hex Ua/STe Ud GaT dieo Fe.

TASK-1
o
<
TASK-2
|
)
J
|
o
<
I
17 40 10
76
1 @ 40x50 PRE-MACHINED
1 76 ISF 10x76 PRE-MACHINED Fe310 - - 1218
NO.OFF STOCK SIZE SEMI-PRODUCT MATERIAL PROJECT NO. PART NO. EX. NO,
SCALE 1:1 DEVIATIONS 0.1 TIME :
MARKING ON FLAT AND ROUND JOB
«E» @ CODE NO. TU20N1218E1

40



iG] SIJPH (Job Sequence)
&7 1 ||

. S AT ITAT SMHRITST TURI.L
- Sl TepT SIS HifhT] HISTT ATaT ST d RS 8IS .

. 'V S@AIBAR A IS 3l

o TS ST AYFT V0T Th13T B .

F 2. EoiveH 3HTOT TR fergifopa wvot

At

. THT SHRIIS! HR ST TUTT ST A= FREYON Jure
A R

o X TS 21,34,3 30T Wo =0T AR XS HTaT (T 3).

35

x\h

Fig 1

97°

61
37.74
5T~
1
|

21

7 \
Y

TUN1218H1

. 33,3R.9% T HTAR XN 10T &3 T SISl v (3t
A fergifard &,
. IR WTFRAR Rb° UT B

. g o ayE Qe Yo i d BT S 3R S AT B
T A

- 9d IR IgBiaR Ud Hex A B

A0
=

P S{JPH (Skill Sequence)

THTS AT A3 33T fRUeR e H.

. TR UlSCuRA R et qR oS w1 Wh1ed &
. I AR IR ST fdeny g g v

UG 3 (3P R)

. a0, ¢ R oL el ade onfdl ‘b’ R 0% findt ade Fral.
URRY ¥ (3P ])

. 3IH BTET, Hg ‘a’ ST ‘o’ UREA Re et

- 3T BT, P ‘c URIT Reo BT,

. 3Tl } HEH SRATTIHTD X, Y 31101 Z SHSvardt doie
IERSACA

. Plededl HTHA cole AT DIEI, ol () AU
BT oledT THR STSuamETd! Hg 3R,

. 3P X TN TRITATH f figaR FugT Reo fErd
3T BIGT

. EYE d figeR R Bl od wral

Fig 2

TUN1218H2

dgd ﬁiﬁw 3TE HiST0 (Measuring angles with bevel protractors)

Sfe?: 8 Had Hd

TR I8d Micaer H aTRIa?
I Uicaex AfeT HisedT AU HIFTeT UHRIER faaqd

Fitea Tg AT HgHaaiT : TR (NSQF -3l 2022) T 1.2.18

3. B 3T ASUATIST 30T TUrHUTETST T UBR
YT Hd oS Thd.

41



TOA HRUATg!, Hiold Wb (&8 3T Wicdexdr Jd1)
T 301 W 0.

Uicaex 31T el f3hrull dAevare Bhay W 1. 73
WG BIUS AR,

T FRAM, Whd AT T el B,

IS MBI T Jd B, THURTST A e JaTAIT T,
IS TP U BT AT Ui aexdll HIETAT IRBAaR .

Uicaey UM BT SlUldhed sigdl STt IRbY 10T 9
IS U] GUBId 3.

FHUIR dgd Uicder TRl &Y YT HRIA?

42

T ST Sced] IRBHaR Uicdex daad 3Tg aTe dT el

YR FHRATT RO SHITRAD 3Tg SUIhe soig 0T o F
Fh U RGBT D! 3R T91d).

TR AU U $AR, 7S BIUSHT AR Hed Uiedex W
BT 3101 A AT HHHD TR S,

Uigarexell =M fahToft Aig Fopt fiyH df ug vl fdhar st
THHH BIS .
. wH e 3t R HRIR e PR e B

AU T3 SR Y 3R el

Fitea T AT HghaaiaT : TR (NSQF -I@BUIt 2022) AT 1.2.18



WWW(CG&M) TH 1.2.19
@i¥ (Turner) - TqR&T

fSfeiT: draTTeaar wefvare=ar wie, W3R IR ATV ISS IRAR f$a B (Drilling

: Drill on flat, square bar and round bar of different material)

SfEP: a1 ST Ract grel HeH T
. QAN Hevara fEa .

TASK-1 12 x 2 10 x 2 8 x 2
c Twdd | F
NN A O e
AN | ©
[ S
Jar AR WA D Y R
o NN\ L
15_|_16_| 16_| 15 10
62
TASK-2
| | | | | |
| | | | | |
| | | | | |
| | | | | |
| | | | |
| | | | | |
| | | | | |
20 40
80 el \®1OX2 Holes
TASK-3
/] -
(e} N B _ _ _ 1N
Lo
20 ! @ 12 x 20 depth
50
1 75ISF10x65 Fe 310
1 SQ 30X 80 COPPER
1 230 x 50 - AL - - 1.2.19
NO.OFF STOCK SIZE SEMI-PRODUCT MATERIAL PROJECT NO. PART NO. EX. NO.
SCALE 1:1 DEVIATIONS + 0.1 TIME :
DRILL ON FLAT, SQUARE BAR & ROUND BAR OF
E @ DIFFERENT MATERIAL
CODE NO. TU20N1219E1

43



G 3{JPH (Job Sequence)

P 1

o hHl HIAET HhR dUHI

. Tig BIEd BRI S URATUTER Sid guf e,
. e UTaeR AraT MY HRS B <.

By Yedar Aex UM Ud BT M1 fgiferd w1 anfor

. 37 Tpue J f5a e &1

HER

o HHT HIAET HIHR dUTHL

. SR BRI W 3TA R IS BIgd B,
. did UIgex draT 31 HRS 8IS .

. B YR Yo} U9 U B A FRrgiford e snfor

P 3

o ™l HI dUTELL

(3Tl § AT R)

. sadisd sy

. TS el Hed g &

. IHAA o fga HeHuvl ey .
. Poe a3 o¢ it Bl fga .

e gid f$fi o2R frften sierardt &a wifes.

. T TGl BlereT STHRIVET 3 A U et He st

fgaug fsR .

- IHAY 2o Ffl fga HaRU Afda w1,
. Poe a3 Qo A Biew fga v,

UrIee gid ST 920 frnfie sieaandl &a wifgs.

«  BICTT UogHT gIeredT SThRTUET 3 d W fire) Hiear s

fgaug fssR .

Fig 2 |

Fig 1

S

SN

0

\*\\ :

|
|

y ot

TU20N1219H1

225

I
TU20N1219H2

44

- IR Uisedr der UaTg Ud .

oV SAHHE ST R AT Yex TS SeTg B, (IMPH3)
. 3T B AT Bt TS Hegumht .

. giamyE gl o3 it fga o onftr glemem o u

fga &,

Fited T AT HGHIT : TR (NSQF -IADBUI 2022) ATATH 1.2.19



Fig 3

TU20N1218H3

DI 3PHH (Skill Sequence)

ot 1ozl i fgas ‘v’ e gid ursd uTfe.

fRIda A=iiF ¢9d a¥ 9189 AT HIVATHIS! (To set vice on the machine table in

position)

Gﬁ'@:%rﬁﬁaﬁﬁ
. TR AN arsH fRUAT g #I.

Iy o9 30T TR <od < W I, THUIRIS! YD IURHA
o .

Fig 1

TUN1218H1

I3 Tl UG T T SR SR SHTHRTEE caered] HEHE
IIZET ST, (3Tt 9)

T Sieedl ‘T’ ¥lcHe 3al. (3t 3) TWicT=T G/ arsd
BAGAMI, FHRASHINTS! TRAF UaMNTe! ‘T’ diee 3Nf0T argy
Treqe et o Pt fadeR= SRy | @l

Hd dliee BTd g B

ffeiT Hew glag IH YT g1 MYV (Locating hole accurately by drilling

centre hole)

Sfe®: 3 Had B

I fgTagR f$feim ez giey g1 gicar fRyd (g uret +0.34
foriean s1ma) Mevar srw Ugd e, f3feT sife=wme, €t
Ugd faRvd: waia g onftr st s @ gic
qg .

50 Tgpae HIte-RH ex fgd a_T 3for & ¥ ared” &1 d

ITE e Uha FHRASIT H7 301 Yer U fReTg 3remsg
. (APl Q)

PR RiHa 3/¥ T ST Td Yex B A 1. e fgaw
S{ToTdl GaTd ] BH T,

Fited T AT HGH T : TR (NSQF -IADBUI 2022) AT 1.2.19

BT T3S R YHTUNT .

T 1$d w1al, sa=as sr fowe f$a e_1. @ 9 arda’ &1 d

Fig 1

TUN1219J1

H
a



diucd TgH W (CG & M) ™ 1.2.20
&i¥ (Turner) - &

3fatd 3T 9TeT Qg ¢ 3MfOT STaeg AT AFST (Different threading

with taps and dies both internal and external)

3D a1 snamre Yadt R Tem g

. SUIE! ATUFA USUGRI a1 98 P HR.

VIS TASK: 2
3% BSW
- M10 (5Holes) % BSW 3 Holes
//’ \ 5 ::::j:::
? &J 6 E-——=—=-—=—=—-
//"\\ ::::j:::
&J 63 E-——=—=-—=—=—H
‘ © g //__\\l ::::j:::
g " &J gﬁ | %BSW E-=-—=-—=-=-=—3
& 2 Holes
//__\\‘ g% ::::j:::
&J E-——=—=-—=—=—H
Sr //-_\\. ::::j:::
© &J 69 E-=-—=-—=-=-=—3
+ 19 40 10
M10 78
TASK:3 11 TP 1BSP
1" BSP Internal /‘
:::::’:::::::: » E
5
£ %
s
° e
8
| ») -~
22 22
1 @ 10-125 - Fe 310 _
1 80ISF 12-125 - =5 B
2 ©34-60 , ©40-22 = Gl Pipe _ e
NO.OFF STOCK SIZE SEMI PRODUCT MATERIAL PROJECT NO. PART NO. EX. NO.
THREADING EXTERNAL AND INTERNAL TIME:
BY TAP AND DlE CODE NO. TU20N1220E1

46



iG] SIJPH (Job Sequence)

P 1: 9Ted AT P B0
. fecien = ATd =T GRS JuT.

«  3/¢ BSW BT, M2o ST 3101 SRRE[& Hasl.

F 2: Siatd I8 Fe HRON

. TS e TTet TR STHRITST quTT.

. feoieh ARSI W x 20 x R0 THH SHTHRIT BIA BT 0T
PUERS

- ileur T Pl

. f3feima Yex e onftr fergiford 1

- M20, 3/¢ BSW 3/¢ UNC, 3/¢ UNF 30T OBA US&HIdI CU

. fesR onforSife guf .

&1 3. UTSY Y B B0

. IAOYYS AiEET ¢ Uy gt (R 39 Ul SR S 31R).
- UISY OD (fdam) 33 ¥R 30T 82 TPI 31 A SIHR.

- 2 TPI STY 301 STRC s,

. SOTIGHY ST ¢RI,

. HAGCIIE UTSUST ULy ASEHE ¢RI

. FHUT 'V e ST I5Y A €RT.
- TS SH AUFA gl Cidbid a1 98 HIYF Mo 3IfdT 3/¢

BSW ¢S ¢ SRISR Sl

<y f$a SR
DK <Y f$d SMHR
M/20 AR
3/¢ BSW D¢l |
3/¢ UNC/UNF B¢ Tt
OBA @430 fort

- YSAT"/ ¢ (fdban) A =1 AMD WAieiHE TAR B
. URRU IR 31T I8 HUHTA 4 S,

- " BSP CU 4T AaST 3M1fvr @ U .

- <Y YT IR US ¢ BSP TR .

- 2" UTSURN B 318 BT o UL,

g

. U SR gl A U=l fededT TP RIATS! a1y 3T It @ &l.

. Gur 3foT IWrAT HH FIVARITS AT HTUATHT BT WSS dTURI.

Fited T AT HgHaaieT : TR (NSQF -IW@BUI 2022) T 1.2.20 AT



S W dIuEA Eﬁ?’ﬂ'ﬂiﬁ 3iaita AfST (Internal threading of through holes

using hand taps)

Bﬁ'@:%ﬂaﬁaﬁﬁ

< fga s fAruifva w0t

i I8 HIEME Bl MR (CU fgd 3mpR) Feffid
PR 3TIGD 3MTR. § G AR Ao SIS Wb febar o0 fgat
SHTHRIAT cTaqed Hasd o3, Tavd.

ufsrar

HIIRIS <Y f§d BRI 51t S P,

AT HRUATATS! SATIOT €U Y= HRUATATS ! TTAD
FER 0T faRE AP, (STl )

Fig 1

N

AL BT GE g 3MTSd eR1. I R Gled o1 UTdes el
fohfad aR 3R], § <U AT FHRAFT HIVATE! SSYATIAR
T WH 3R ATURAT HGd $HRd (3Tl Q).

FIN2168H1

ATEH R TR WG YR HRAT HS; SIf aTuRT.
gAY Ufgdl TU (CIR <U) by o,

YU A8 AT U e HIUARIST WSUT At
ATTIHT . GU TiadTr Mfr ois U Joqya
<Y §g 5 PIUATI T HUATH STaRIPH AT HIHUIR

el
48

ST WHY T A WH Hod IS gladd Suar
I Yl oar.

Fig 2

FIN2168H2

RRR Wrea fa=H ad &1 3flT 98 Y& SRS <U 39 8%
B ISUTBIA feRH gesdl. <0 g Jex Saes &R, (3T 3)

Fig 3
APPLY DOWNWARD PRESSURE

WHILE TURNING
o

ﬂ .
/ ¥

r——"
L(llllllllllllllllllllllllllll-"_ %

STARTING THE TAP

SIGT g1 A1 98 = HRUINT! IHET 3R, T <U Sfag—ae
3SYBT 7 VAT CU I PTG Tehl.

qOTT 30T U 3T STl Wl BRI, Hedre! a8 ol
W3R TR, (3MThcll ¥)

T VR GIF QRIR-aHe SaT, ThHBH Qo°, (ST W)

STLD ST GHAT PR, § U Dadaral fave Soar
ST 31 TEd <TG ST AT SITd. (ATFe &)

e <1 TIRM 7 31 91sS URR FHEfigt A S hl

FIN2168H3

Fiied Tau ST H-gP i : e-iX (NSQF -ISBUIt 2022) TATH 1.2.20



Fig 4

FIN2168H4

FIN2168H7

Fig 5 o

FIN2168H5

Fig 6

o
o
o
]
~

SQUARING UP THE TAP

FIN2168H6

< fihe 1 30T T SfefrgTHC SIS A ST bg B,
U fhar aF T &1 AT Sfeg-He. Jum.

BT YUR 61 HRU IS edhia.

U 31 R ST, 3a gl b algd @retl el A
A1 §bd T BT, (3Pt )

3ffaferd qaTa U SreTgTHE RIS B 10T U Fevary diel
PHRUMYT B abval.

NSTEISY. (3BT ¢) SegT BTeaTeliAed BTt 3rSYUS SIuadTd
g1 YiaT SATFOT A o B

Fited T AT HgH T : TR (NSQF -I@BUI 2022) T 1.2.20

Fig 8

QUARTER REVERSE
TURN WHEN NECESSARY

COMPLETE
CLOCKWISE TURN

FIN2168H8

US HIET HIATT BT WIgS qTURT.
I8 HaeUT gIedT 3MTd <U guiun! I5udid 9 e B,

SeHIfETe S WHT <Y aTaRe+ gui SHfOT WIth &1, SR U 8id
) QU0 e SR R SexHifETe S T U Hvrare IS
PHT HIUIR Tal.

S B fore Fra.

IS B 98 HAA gIer .
FIM U WG BT AT GeT WS aR dT (ATt Q)

Fig 9

=X

T

i

7

T
S eee——
SIS

A\

FIN2168H9

49



ﬁ%wamwm gid 3iavid AFST (Internal threading blind holes using

hand taps)

@:%Waﬁa

wgs gra f3feT
< f3a STHRIATS! Sad aruRe SfuT f$a R Raffed &,

S W0 IART T S8 B [9d P, ST giad! S
HTIRID YSAT ST Vg fhfrd S rTa. (Mt Q)

Fig 1

T

| 1

‘ DEPTH OF

‘ THREAD DEPTH OF

| REQUIRED TAPPING
HOLE

\

\

$

FIN2168J1

ARSI witham: U fae F1eT, SR Sdd O, SRS gIaHeT
o I W e YT b et WbgaR fhfid €U s drar.

SId e Wes Wb W $d el dudd sIEs gid
XS P

TRic SO IThaiell aRR alued, Siadyd dRaR s el

FLATTENED AND BENT
END OF WIRE TO
REMOVE CHIPS

FIN2168J3

Fig 3
fafd HROARATST e T B, (3 ¥)

91U ISTH AP = D1 HRUI ATHS JHAT ST
FoIT 8IS Xhd.

SR XY WUH HTH SIS Ufgedl CUaR SesUIR AT ¥ .
(3Pl ?)

Fig 2 yay

T

DEPTH OF
THREAD

'

FIN2168J2

Fig 4

TAPER TAP INTERMEDIATE TAP

BOTTOMING TAP

FIN2168J4

STOS U a1ed ATET (External threading using dies)

aﬁ'@:%maﬁa
« BTUS 9T 9181 AT BT,

e 3HR qurT.
Rad PR = IS MHR - 0.8 x Yt g

50

SORIGHY S haq & 3 SRREIGAT Ul favg
ST ga it aToL o dl. (3Tt § ST )
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G L 127 B 1 [ B RS | 1 G R 1 21 I |5 HIETAT dHRAR ST Yad! a9 Sal. (3Tl 3)
~
FAH AR o :
SERCIH T YR ¥ U He S U0l IUSHT 3T It QT
el R o divlae 3T - Bad ATaRAS AS DR, (TP ¥)
Flg 1 DIESTOCK
DIESTOCK
) | X
%% j IRHHHHIIKIIKIKIKKIKES
9 90000000 000.0.9.9.9: [OCOCK IR K AKX X XIX)
0500909009 900 00.0:0.9:94 $9.9:0.0.0.0.0.0.0.0.0.9.9.90.9 ¥
KRR % % RS
T
TAPER LEAD é
S
Zz
w
P giade aruRT
Fig 2
o
STRT & GHTGIT B §eBgR bl S drad.
|
i Fig 4 KEEP THE DIE SQUARE
i D. WITH THE ROD
|
L
) |
I : o - %,
| - _ e
\ 2
[T
A CENTRE SCREW FOR
Flg 3 OPENING THE DIE
=
3
[32] O
é S
SIDE SCREWS FOR 5 5
CLOSING THE DIE =z
w

&M DK .
ST G&E I, dlee Yo T TRY B, (AP ) ﬂ%’ T
WWWWWWWW—S—W]&% q?géészHEE]aquQﬁW.
STUIIIE] SrSaTeaTeAT fa T (SMpelt 4 TFT 3 QU I FUEH IS W9 L. ¥ I
FEER P B VT Iy ST e SieRTTe} ST 3efe I BRI H¥ P

I, e srsg A oY I8 WRIE B 4 WA SH
TRAR W& P,

Fited T AT HgHaaieT : TR (NSQF -IW@BUI 2022) T 1.2.20 51



mww(ce&m AMATH 1.2.21
TR (Turner) - L3 CLall

deddr cud fsH YT (Extraction of broken tap)

Ife®: A1 ST ~aet Tl T&H BT

. U TRE deX dTUeH geddl ¢d BIg erdhul
- U TfO1 THR AU geddl ¢U HIg- eThul
. TP TRETEIGR Jeddl ¢U HIg eTHUl.

TASK -1

AN

TU20N1221H1

&>
EIE 3P H (Job Sequence)
P 1: U TR TR UGd
. Jededt Cudt /Rt ded = . U AT A0 TSl I9C fG¥H T Bl
) SRR ST SRR S R R . T YR ORA el Ry U i s
TAE X1, (g d ATHauard] I & APl frgw e SYvaran R a4,
%W ;urotr THATR, = _E,q e ot e
e .
. TRCFRIMR gD HPp IS had dleIAYA U Jlad.
F .U ST IR U
. TCHT SRR Yex ug TR, GFRAT AT 4T 918X USd AT81 of 3T 3Sdhel 1o
. ST g R T e e | 3O o
.

. TEUE 99 WCH SIRMEN TR HEA Ud HROGN6!
10T U TedTeTe dc faRA fihvar Siwdd @ @R/
TRICTCRA UhSTarTS! qRef dislt §1eR Ad ATl

52



BT 3 TRGIR TGd

. Jcadl <Y Al S AT TR R IS L - CUHS, a3 BT d UaH Jurl.
. A-TRA YA U vsuer fovg ¥R eiadi tarer. - SIRdId oIRd f3d A d <ot W f$a &I (3al, M&
g®] KIdh H, geadl ¢U PleUl e A9, df THid CUR 3.4 fdbar ¥ dia. f aToR).

St Tg AT HGH AT : TR (NSQF -SBUI 2022) AT 1.2.21 53



PHiucd TS SMTOT HYB AT (CG & M) ™M 1.3.22
TR (Turner) - of T

QYT AT UL s ST BT 10T |RTG (Identification and function

of different parts of lathe and practice)

IEB: a1 = Rac! Rt WaH w®Td

. AU GBI YN @l

« YFTY HTF

. Ay gladee fag siewan

. Ay fRisaar wis onfor dieed fRudt de o

TASK: 1

TASK: 2.1

TU20N1322E1
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G| 3{JPhH (Job Sequence)

& 1: . <A 199 g B
1d 10 fergiford T g YT Sfiesal.
o9 1
3. FX. YR T
1
2
3
4
5
6
7
8
9
10
Wl?fz:
o U SMOTHR 2.1, 2.2. 2.3 3fies@T M1 d ¢adt 2 AL A,
AT AGHTh g A TSdTes Ul BT
eqd 2
2.1 ACW
2.1 cw
22 cw
22 ACW
2.3 ACW
P 3:
dyreid gfabem fog s st d ead 3 Aed Higar.
29d 3
3. TR, qaRfbRA af st @ g

N~N|J]o|lu|lhs~|lw ]| -

Fited T AT HgH AT : TR (NSQF -IDBUI 2022) AT 1.3.22
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Eb"l?f4:
9d ¥ 7 fjsa Wit onftr wis die= fRUd T &1

A 4

3. . s muif wis dqer qufd

Alw|np ]| =

S ulRreronefian w19 HRuaTa T
TS WIHAEH g AT HoreA G- grerara
Td T le uifgm=if anfor fra gegvie
fafay Risa it de w1 snfor fAfera fRuda w=ii= arg enfor 9 &

56
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dilcd [gH
TR (Turner) -

S{TIOT GBI (CG & M)
eff

AgrH 1.3.23

fafay vl enfor wisar AfdT Ay (Setting lathe on different speed and feed)

3fE®: a1 snamTe Y9 g e BT

. Ayasia WS 91 sitean
. Hts anfor v frast

. B L I} fedear Irdusd Tfea JRofl #.

TASK. 2

n/min E F — N
D | R [1600 | 250 E e

c R o [200| AF & |[)
D [ S [800 [ 140

B | R | 740 | 115 B
c|S |58 | 90 < =
A|R|450 | 71 | _ R
B|S |30 | 60 Y[ 3
A|s |228 | 38 J

Note: G.H. lower for tumbler gear

e 6 0.07 0.13 0.27 0.53 1.07 213
e e 2 0.08 0.16 0.32 0.64 1.27 2.54
3 0.09 0.18 0.36 0.71 1.42 2.84
e 90 5 0.11 0.23 0.46 0.91 1.82 3.66
4 0.12 0.25 0.5 0.99 1.98 3.96
e 36 6 0.05 0.1 0.2 04 0.8 16
e o 2 0.06 0.11 0.23 0.45 0.9 18
3 0.07 0.13 0.25 0.5 10 2.0
127 e 5 0.08 0.16 0.32 0.65 13 26
4 0.09 0.18 0.35 0.7 14 28

] 112

Note: Z,Z- Feed direction change lever K,.LLM and N-

Feed, thread pitch/TPI) manufacturer selection lever

Y,Y - LH and RH thread cutting

1-6 - Feed thread pitch selection) design

TU20N1323H1
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G 3P H (Job Sequence)

P 1: wfiedt fFas
. TeiFmde Tits arde e o

« (B) He IofoT STefell iR se.

- (B)He W SIS AR daeedHaR

. iR GERT TeTHT TiiegR (D) See

. = A1 BT, WS 1600 rpm 3.

T T 91 USdIaR QAT cffeg” Seal S1for avres

s =

. e I9 AR UIRMRE A, B, C, D 3TE, F, S, R i3,

. 9D IDIS B

. U ReRBIH g Ul USarasult .

9 1
M/Min E F
A S 38
B S
C S 580
S
A R 71
B R
C R
D R 1600

du: guen IRd Suas JNdel ORIFgER
uRrgromdfardt wRarardt wiis ard aur &

P 2: Bied fas
AR s T e .

- R ST Sl AR (@) Fael

QrereHT STeT STefl teeR K)aa
. JRN Ieldidsid AR sad

- Bis A AR URRAY, G, H &K, L, M i,
- oS MeRie TS HaHY s e,

. CTAR AH DS B

. U MRS IS g ard! TSarault .

shHich ST QMG I (6)fthea

du: guen IRd SUas JNdedl  ARiFgaR

0.07mm/rev..
e 1 e ) B s Rl o o =R T | I U B G e
B . et
G FoOH
K L M K L M
2 0.16
;L 3 0.71
~ o Z| 4 3.96
- 5 0.46
6 | 0.07
2 0.11
“ 3 0.5
l z| 4 | o009
- 127 5 1.3
6 0.2
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®Ued T4 S HYBHINTT (CG & M) AT 1.3.24

TR (Turner) - off

A fRisdar 9@ Ake 3for SFTAIfST SO - 3-S1 9P ST ¥- Sl 9%
(Mounting of chuck on machine spindle and unloading - 3-Jaw chuck and
4- Jaw chuck)

IED: a1 ST Yact gt UaHd ®Td

TASK-1 TASK-2

DISMOUNTING CHUCK

MOUNTING CHUCK TO BOLTED SPINDLE

TU20N1324E1

G| 3{JhH (Job Sequence)

SR 1: WIS g
. TR §g B . e A9 digx U rpm IR I B
. TP AHS! RGHT SAFR 31 i S Aok g - 9% RUSAR Ug JHudd & B
RSP . I% Hgog fUSaH) W Bl uife.
. fiSaan g UearesT AR o &1 3NfYT RIS 9
TaT.
& 2: fEwarsfen aa
. Wi 99 iy Hafd Sl rpm @R T B . isdar gad fhrauarel wamrt uarand! Fod fSaes
. 9% S®! Ud 10T Ay IS AN SToy U Aldhe! sl P
3. . [Usaad oH dlfd T ¥pae aig I &1 T,

. JApS! b didl AU TheT deaTie Ule HHT ST

- (RS AN g ArsauarEredt 7y s gl ysures =l
[RECELIE

. dIPHS! b PIEl.

g et X I+t e,

. Ricsaadd TR~ gid gl HH die TSUg 3dAgd

. Wis I dier gafd & rpm @R I &
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. gD FUSTR The .

. TS HH i ¥ gedesrel feRH ug H.
dices [Risd

. IhARId TSHYA T AT IR DTG,

E

. Ricanda o aeuda Wicas R Jsudd s gram
O,

. TS I iR Faid HH rpm O T B,

. IHAl USAR Thad ol

P S{JPH (Skill sequence)

TR fRisa

. isd I9Rd @ IHuda F-aus R RWHid Rsd
BT b,

. Wie I dieR gafd HH rpm &R Je .

. gohdl RUSHTaR Tl .

. QT T gSuraT=n 3dc G’ e Hvl.

. Qe TR faRiy ¢ TR T,

. WR T e e oy S Ui ST ged
e fedH FERia o urfes

. U1 BIA U1 CiebTen vl v faRA wgu
ERRER

. Qe a7 PRI&UO g &,

THT™ AISET ATIOT fEIHRSET (Mounting and dismounting of chucks)

IfEs: 8 TRTd Had Hd

FHT ARIER dY R FRoarrel, sans)
ad UHTd UPRY dh-giice’ fSasy  S9d0 JgHa Iag
fETmm3fe e Sfdr gIaTdiia NS Savdd Srad ad-
BIfcET fEargy Ade wul &1 fAdid TRel &al.

AT RISH Alord SHATIOT AT YIRTh =T Hgola SHed
3Te.

Fig 1

TUN1324H1

USING A SPRING THREAD CLEANER

TSP RISAR b ST, I fhaT RIS SR JHIH
BTG HIcsell T,

IHIE AU DAl HH B Abd. Wdl d9e bad g
e 3HTed AT I UTeH Pt uifes.

e HRUATgd!

TP ARSCdl YaqH HRUENYE,, AUTTST Sfr g Srycien
SGET! ot SRISR 3MTg it W B,

fRisd TegaR g AECATS] YR AT TbT

T% oMU RUsad ¥d AfeT ucy W= &1, 39T, a1
WRGIFARIT 1107 G Yetet IR g1es Xevard.

fRrsd fhar awadia Igw farar TR T, (3 Q)

60

Fig 2

TUN1324H2

3 TH Y BIUATINH JAGUITTS!, Wt Urael Jael.

HoHS BIVIR THUH TSR] ATSC Th SHIAHT A FSaR
AHS! S ST, (AT ?)

S T AT HgHaaiT : TR (NSQF -ITSBUI 2022) AT 1.3.24



AT IHT3] Ih ST Y 98 A Th Aol TN &dl.
(3Pl 3)

Fig 3

WOODEN
CRADLE

TUN1324H3

CHUCK SUPPORTED ON WOODEN CRADLE

TSd Bodh o TREU HRUGTAIINRGT d I fhe HUl AU SAT0T
GRI&d P,

HIS ST OIS Teb SHIAMT A5 H! Had &,
JdATAT gARI thergg HicT TRBUY Gioidhe B,
AT BT

Tlex a1 DRI

ESERSICERING]E

b AT s dRI.

WhATd FRIE0 HEd gohal AN S0 B TR e
qUT.

IS Fad RUSAIR TP ATGE BT (3Pl ¥)

TleR §g .

I AH ST BoslaR fhal UTesuarer ddT 3foT fRsd Ao
e TR,

Ry g1 UsaresTen faRM e &1 it fAise dguar
T . (3HTepell )

- TR Taid g3 WisaR e H1. fsaR ug suudd
TP T B

I% el [Sd A Tp Ulfgol. SR HTg! UdHR Sodal a) o
BTG THT Ib BT 30T TURT BT IS WS 3R M7 TR1E
EISNEIGEEE

¢S fRisear Arde e (3Pt )
HIeY §a 1.
TUH Aidhel Hodlar fhal Jrestarar 9& Hel 31 o fsd

ATl vided HXepdl.

Fitea Tg TR HghaaieT : TR (NSQF -SWBUIt 2022) T 1.3.24

Fig 4

TUN1324H4

MOUNTING THREADED CHUCK

fisd TreTadid o THAdd Hi-d98 R Jsuwid s g1
T H

THhal USAR THad Al Rl gsd@r=Al Idac farH
fpa. (3mepelt )

Fig 5

TUN1324H5

MOUNTING THREADED CHUCK

:
!
3
E
g
i
E
7
g
4

318 § a=fad.
QT RTaR fa=IY ‘¢’ TR Tqar,
TR T RaTear o SIo g8 WTal [GRIeT s9ard.

TS Bl g8ad el Uaal AT g1 gIaH ga=l eIl
e favg R ggutl AR, § @i 7 QRfdauor ag
B, (3Tl €)

HU-AIPT FRASTER AT S0 (3MHdT b)
e &g B

I Al eIl iefar fohdl Urasuarer dd1 fr fRigd o=
S TR,

fsaaRta HH-Aldh T WA I & ! T,
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Fig 6

O

O

S SOFT-HEADED
Y%

'C' SPANNER

TUN1324H6

LOCK CHUCK ON SPINDLE

AP HH-TNHT T T BT Suide A1Gon o1 IHT o febar
isaada fFasR 8d Jead HH-dld TSUg 3T
Tl RUSAR THT 1. YD HH-Ald ¥ TSATSTAT G-
HE .

Fig 7

REGISTRATION LINE ON
CAM-LOCK SCREW

REGISTRATION LINE ON
SPINDLE

CHUCK

SPINDLE NOSE

CAM-LOCK STUDS

TUN1324H7

s fRUsTaR ASE S (3Pt ¢ T R)
HIeR dq B,

I b S| IR fdbal UTeUgTaR .

FhHaRId TSHYT Ac T IR B,
RiSemHi &1 TPrdid Ticde R I$udd i gram fthar.
Tohell FRUSHR Seher ol

TSHY IR 0T T T,

62

Fig 8

TUN1324H8

Fig 9

TUN1324H9

TIGHTEN NUTS FIRMLY

e fibe HIaMT dgT T e 1 fRUNT =T

%G TeiaR WR I e Tsderal faog faRH ug &
s Fad FRUsanyH 9@ fETarSe HI0 (3MH! 20)

Fig 10

REVERSE
SPINDLE
DIRECTION

TUN1324HA

REMOVING SCREWED CHUCK FROM SPINDLE

HIe §a 1.
TP SlroTid! T ST AY-se=ar Arfid S Ue 319 dldat
(P Sal.

ATha! sdlpdl dial U=l Yex e A1St HHY 3rra.

St T AT HgH T : TR (NSQF -IDBUI 2022) AT 1.3.24



fied ANqd 96 AeauaMdl oy fRisd graM gsdIarA
a2 o o,

NIEIESIEAAA]

Y SR ATh S| sileh febdl UTBUT Sall.
RISy Ih 3T%p B .

T TS BT IO FT3aT (Pl 22)

et enfor ardfd 9w

Fig 11

STORE ALL CHUCKS CAREFULLY AFTER USE

TUN1324HB

IG: T TR Had P

Tl 30T HTHBISTAT AdhdaR faced, fafdy adb-gifegT
IJUHRU Y RS AR ARde il fewrde s sired.
fEwrsfen a@

@30x300f T ARIS! JH ST TP Ual FAR 00fbHt 31w uafta
B gl A0 GRI&T S0 HefH HIUARITST R,
fisear gaid HHI A e .

TP dle! A Y JSHd SRS APhe! sdid 3dl. AhS!
SAh oTe! =M ST BT <l IR SR Gadqul Yol H&
BIG|

fed TomA a6 IGST. (3T 2)

Fig 1

TUN1324HC

Fig 2

TUN1324HD

DISMOUNTING CHUCK

IPh TS B 0T ITS T,

Fited T AT HgH T : TR (NSQF -IDBUI 2022) AT 1.3.24

ArsfeT a9

fRiEd HISTan UeR Sf0T Idh=al Ariid W=l UhRIER 3fadad,

e e e fafde Ul @Iy Bk 3Hed.

1 9% I Oy FISa ATwid ¥ S,

2 fUSd AN CURYE T CWR SelTs HUl 3T ¥ GHhRA

3 CW fobar GGt I 3fr fRUSH ISl 3reiTg B! HAT0T e/
Siiee fobal HraEg BREfHT B0,

4 9% fEWREfET HRUGNIS aTRAAr b b dSaR
fRisd Aieiolae da.

5 TPl silhar I odl.

6 @WWermﬂ?@EW.

7 UISA TR I% W], fhvar SMfir Ade . (3MTa 3)

Fig3

5

MOUNTING THREADED CHUCK

TUN1324HE

:
;
]
:
]
:
4
o

& grafe T wea=n Arsfén anfor fsmmefemardt

T U ST HI.
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Hiucd TS SATOT HYB NI (CG & M) I™MH 1.3.25
TR (Turner) - af

Md, ADI-T ST TedhiHl TR JRTG Ae B0 (Setting practice on round,
square and hexagonal bar)

IED: a1 T Ract TR WeH ®Td

TASK-1
&
0
TASK-1
o
]
B - g
(]
TASK-1
_ _ o
]
100
1 @ 40-100 - Fe 310
2 $Q 30-100 - Fe 310
3 AJF 32-100 - Fe 310 - - 1.3.25
NO.OFF STOCK SIZE SEMI-PRODUCT MATERIAL PROJECT NO. PART NO. EX. NO.
SCALE 1:1 DEVIATIONS TIME
SETTING PRACTICE ON FOUR JAW CHUCK
«E» @ CODE NO. TU20N1325E1
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iG] 3P H (Job Sequence)

ST 1: M s T3
. =M WS 1 301 HTH HRUATgdf o,

SARTIR T,

. GF TR Wil 9 71, HTH THSUINIET Y ST
. BT TdD IS AR IRBY TS 3.

T SIS FHEANST B,

. BAM T% fhar 3T 9N favg i Rydardt urgex

30T ST TWRHaHT 3R U8l

. OicgT 3R S A dagT S febfrd IusT 3Mfvr favgan &

qg P,

BT 2 ST BT 3: TR FAldTe TP Wh3R IS ST YeHI- ST T HTH
. R0 TS B0 SAIOT HTH HRUATgA! quTaT.
B GAUIRITST S0 ST IHaAT I STUIrIS! GHIg St

I IS

. T VA O g BRI, BH UHSTIIST Y 3T,
. IHAI a9 ST AR TBY TTel ST,
- Uigedl AU WheR ST RN SIS[AT HIYToTdes Sl

TR SRR 0TI GHRNSTT B

. I% graA fhar it oF fave Siterean fRydard) uiger

30T BT HIRANT 3R UgT.

Ggex CIU SHIHTAT Sides ST,
. fRigd fiwr AR 200 rpm @R Tdar 10T 7= =rea.

. BT TR UGS ST Wierre! U= axet SreEn
YIS GTel .

- SR UigeR U Arequare Bie ThARW! 38e @R d BH T
ST Jfrd .

. OIogT 3R O 3T AT GF ol febferd SueT 1T favg
G SilSl 9g B,

. TSd iR AR 4o rpm R TaaT ST 7=A arer.

. PR DR WY HUAST 0T Biawres! feu=a
TR dTSTT Te =

. SR UdP DHIUUT UigeR AU IIaua Bid ThHIRS!
38, TR d B ¢ HTedTd Yiard Hd.

DI 3HH (Skill sequence)
WHA NSl A+ IR ST IhIHA 571 HTH BRI (Truing work in a four

jaw chuck with the help of a surface gauge)

IfEE: 3 T Had axd

. WRHY TS gedia IR ST W ghaed Nd, DD 1T yedi! T o,

DT TAR A R, 7o fied dewy fRydid ar.

T STUNTS! Hex UG SfIF U] Flee! olsd. e e 3MICURS IR fdhal Tiaedl $a Siedl HHR Aol
WHY TSTNATDR 3 Xehd ATal. (3fTepe 9)

St T AT HgHaaiT : TR (NSQF -SDBUI 2022) ATATH 1.3.25 Be



PHLEEINNL SrGZEINNL 9rszeINNL

Aﬂgg

.
ST g P

[ERL™)

po?”
=]
3for fq

v

3
4

SURFACE GAUGE
o
Sl SYSI

)
R
\ ¥,

BED

USE A PROTRACTOR AND SET THE SIDE CUTTING
EDGE OF THE TOOL BIT TO THE DESIRED ANGLE

T 3l

A

Fig 4

Fig 5

Fig 6

oY 3R IIRa 39 Y e
SR T U T6T . (ATl ¢)

EIETI)

R USRI g9 o1 SUihRe T B W
Aush Juh FYvIER B THIRE! ¥, R 7

30T B B
R UlgeR

1Y HTHTT IRGIAT ST 30T,

BT 9 fOhvar 3nfor siar fAteror &,
e died AR 4o rpm TR T[aar Sfor 7= Tra.

.

o

3Tele g HeEfter SicR HTHTAT SIS Ad 3R, (ATl )
HTH IO Y THY SIS ST, (3T 3)

WA Ihd IR SIS HETUYH FHH SHdRTaR 3. [avg S

LrSZEINNL

Fig 1

Fig 2

CrSZEINNL

Fig 3

=
0"

T

ErSZELNNL

et arger ofor

BT JH< 3T ST, THeAT STeR ST GRET T ST 3M1for
T AR ST U BRI, BT THSUIRIST R 1R, (3 ¥)
TH AT TGS AT FS-JaR TRBY o7 3. (ATl &)
Uigedl U SHidqeH SidRIbE Al a3l fdhar S
ITTAT SIqes STUGTRITS T SHTAST BT, (3T &)

EIEE|

Ieh g fthrar 3nfor S favg

ST IRGIAT 3R UaT.

fod B 31 B

St Tg AT HgHaiaT : TR (NSQF -3STSUIt 2022) AT 1.3.25
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R B T F9d R o1) Bid STRd 318 fad §if gg o,

THIHHE BId Suaudd GoRTge B,

Qa, FHM <TaH e SIS ag 1. (3T Q)
DA S (IS G6T Tebal qurdl.

BrSzeINNL

Fig 9

WORK
CENTRE LINE

—

S

CENTRE LIN

3
MACHINE

Fig 7

LrSZEINNL 8rSZELNNL

Fig 8

67
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Piucd TG SMIOT HYB AT (CG & M)
TR (Turner) - af

3 ST 31fOT ¥ <If 9 feaded ST siaa ol (Dismantling and assembling of
3 jaw and 4 jaw chuck)

IED: a1 T Ract TR WeH ®Td
. AYET 3 O Aep e 9@ feadea &
« WYRT ¥ T 9o 9 fSaHed S

AIYTH 1.3.26

Fig 1

TU20N1326H1

iG] SIJPH (Job Sequence)

o I e IR o g9

R b . % & 7 W gl Idac G/ ey are S
. WHAT WG U Gforde B, . 3dcC UM T U T ST B,
. TR RUSAR 9% AdE I . I IrIun ST ST AT BRI qUTLL

. gpa Aol e 3Nfor BT qur.

68



P S{JhH (Skill sequence)

aY I fegdea T siad H o (Dismantling and assembling of lathe

chuck)

3fEP: 3 TWIe Had axd
. Y TP fsatiea s
. AY TP Glape 1 Y=T-3RiTa HR0.

3 olf AP Jefi a6
Pic de I Sie! WD B
b HTafe qurgoft B,

TP DAl TR DU Ul gl seder fdvg
2 fRpRer R off THTHNE Ueb e,

Tp/dIec 3FEp B TN W Hlel 3 Hg Bi PlgA
fOfa aTes .

TP SISAYT Thid (ST Plal.

Fig 1

3 JAW SELF-CENTRING CHUCK

TUN1326H1

YR THAT SIS UIRITS! Gy A B, B SR,
Hire R, PR fI0 ST AT

SR HT!  Jeald / ot STad HITT Go¥d BT bl ST,

PRI JAH Td U WS BT 30T ST BIISH YA TTahT.
Tl oI 9. R TIHE TRBHUR/EAUR WBUY Jfside B
IdC HHM Td UFT 3T 3ad H.

Fig 2
BACK PLATE

CROWN WHEEL

SCROLL
BODY

KEY SOCKET AND
BEVEL PINION TO JAW
ROTATE SCROLL

TUN1326H2

4 3 &1 3IE BiRaS Ae ofdr egd Ve 2,3,3 WA
fagiferd Fa smed o ARy St ueH daear
WiicqaH HHM, TH TP H& fthe Hd Ulgold.

St T AT HghaaiaT : TR (NSQF -I@BUI 2022) AT 1.3.26

It aralt = 3for e B qur.
¥ Sl ¥qdd 9P

PIcd I T dlst WD D,
TPHd BT TUHEL

TH POl YgrAM ¥ Sdc oW g ¥d arel o
ERIGRE RN

QI WP 3%p B Widh U (¥ ) Flal.
STl ¥ el (¥ 77)
TR AT BIeT /AT qTuRT.

Fig 3

TUN1326H3

4 JAW INDEPENDENT CHUCK

SR PTe! , geaiel / il SiTeiel HRT Govd &1 T Sael.
PRI qa Fd U TS B

G HTUSTH Td T Y CThl.

Tl o . R MUE WBUR/EAVR WBHUd Jfsihe DI,
TP ATIOT & IO AT BT U,

Fig 4
\ DA

KEY SOCKET

SQUARE
THREAD SCREW
BODY

TAPER TO MATCH

SPINDLE NOSE
REVERSIBLE

JAW

/L
Sy |

TUN1326H4

(=2}
©



Hiucd TS SATOT HYB NI (CG & M) A™MH 1.3.27
TR (Turner) - af

¥ - S W TP ASS WP, DI SATOT Yed - ef9T (Turning of round

stock, square and hexagonal on 4- Jaw independent chuck)

IED: a1 snamTeT Tad! gl WeH ®Ta
. ¥-GIf gPaR T THUN
. TIPS AT STV AP S e BT

TASK:1
(92
81 e |
94
TASK:2
©
4
36
94
TASK:3
<
- - - - N
Q
45
94
1 ISR 40 x 100mm = Fe 310 - TASK 1 -
1 40 Sq x 100mm - Fe 310 = TASK 2 -
1 40 Hex X 100mm = Fe 310 — TASK 3 1:3:27
NO.OFF STOCK SIZE SEMI-PRODUCT MATERIAL PROJECT NO. PART NO. EX. NO.
SCALE 1:1 DEVIATIONS + 0.5MM TIME :
TURNING OF ROUND STOCK,
E @ SQUARE AND HEXAGONAL ON FOUR JAW CHUCK CODE NO. TUON1327E1
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iG] 3P H (Job Sequence)

F 1. effrIgs s

. Fodl HTd quTL - Siid JefeT AT0T @33 R IRie .

. Sigel IR ST IHH AR Yo I SRR eRT ST WG - GIRAT CIbIel UpU die /¥ T Srquaramdt iy a1 arel
ST HEdH d g L ST YUgRITST @33 et o .
o33t & guR yoftnft @ielt e . . THUNY SR B,

HT 2; T "R s

. IR ST IHAE AR Yo Pt Alellear arex Sitd &7 o . GO CIHTal UHUT diet Y I e rat thy e
WY o] AedH d g B, S S

. Ty 3M1foT e @3¢ & AR 3¢ et wielt &,

B 3. T gEERTAE IS

. ol HId T, . A T A STICTHRS DITURYE URHTT U,

. THT IR GAR Go fl A AR Sife IpHA ST ERT o GO clebTal UHUT aiel Q¥ el e st tha .
30T TRBE TISFed] HeehH d g b, S S G

. B 3t e oy finft gEw vy fond amel ww

Fitea T AT HgH T : TR (NSQF -I@BUI 2022) AT 1.3.27 71



DIUed T3 S HYBHINT (CG & M) T 1.3.28

TR (Turn;er) - ef

3 Ol G e THaR ASS WIHT i+ (Turning of round stock on 3 jaw self

centering chuck)

IED: a1 snamTeT Tad! gl WeH ®Ta
- THYEAT 3 S THAR T

. 9P T TS ATNUdd B BRI THUIY ATIIP AL - P .

!
!
@25

70

G| 3{JhH (Job Sequence)

o =l HIS dUTHLL

. GUT IR THUT o TEft diaid Ure 1 S0 STl

. iTeetl 3-Sif TpHE GHR o ) AR eRT ST A g R, R o4 fofl T 71
- R4 AR Yo At dieftar e . © TPUE SR PR
. Silg Idc B 3T d e B, T 3d @ufiH )
R 3.
1 30 -75 — Fe 310 - - 1.3.28
NO.OFF STOCK SIZE SEMI-PRODUCT MATERIAL PROJECT NO. PART NO. EX. NO.

SCALE 11

E TURNING OF ROUND STOCK ON 3 JAW CHUCK

DEVIATION £ 0.5 TIME 20h

CODE NO. TUN1328E1
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P S{JhH (Skill sequence)
&d |feT (Tool setting)

3feE: 3 T Had axd
- STIRIH UGS ¢ URSHE ¢l Ae .

SHTTPFH ST, Tl HotedT gordl YuTdl X B 37for
FAIRG D ¢IAT ASSH Bl FHH U HaD
TR, THUN FHETR ¢d SU9g, 7Y Ty aren YR dadd
SIUATAISY o TR AT TR, (3Nl 2)

Fig 1

TANGENT TO CENTRE LINE

TUN134721

ST o Fex IR e ad 799 dgT e gt ey
fRuffed B0 Bt 3 Q.

TS UG A-glcexa HIegdM ¢d Al ddb Yexar Ue
HA OS> Y. (AT Q)

Ry fhar Ui Rewar ¢at Uered ¢a 397 ¢d Al 3@
Tex IR YT Hdl 9S> hd. AT UThTT Ul [Fdl ga
ST U HHT e SRTeATd U U SR -TTaaTd.
1 Ui dfet b AgaR ST g UResn gd Wit
HITAR ST, (3Tt ?)

SR YA UfehaT e faeh omg.

Fig 2

TOOL HOLDER CLAMPING SCREW

TOOL CLAMPING
SCREW

TUN134722

'
.
|
%
:
|
%
i

I FHEISETSY SHidRH R araRT.

TR U e ToiH URT R0l 1A= 3T,
R ¢ UReq e ¢d, sHuara e fiidiar anfia sfémg
CEINEICTIE)

qidT ga AP HGt x 2.4 T FHH 313,

T OReHAT YR Thus ¢d °g Bl

Fitea T AT HgH T : TR (NSQF -I@BUI 2022) AT 1.3.28 73



Hiucd TS SATOT HYB NI (CG & M) ™M 1.3.29
TR (Turner) - af

R.H 3TfOT L.H.,V-gd, 158 B g o1 urfée g IMSFET (Grinding of R.H.

and L.H., V-tool, side cutting tool and parting tool)

IED: a1 T Ract TR WeH ®Td
« UTSS R.H. MPOTLH. g

. AES V' g
. UTSS AISS B g
~ A
. MdFe AT TUTT.
TASK-1 :
,,,,,,,,,,, = s
\
\ T
\\ ©
\\ -
\
1
30°
S 4
3 /
o‘ /
. ©
S
RH TOOL
)\ x&%
\ \ \ ]
o~
. /// £
= \
S N
30,
LH TOOL
2 SQ 12-16 = Fe 310 =
1 SQ 16-110 - Fe 310 -
1 SQ 12-110 - Fe 310 -
1 20ISP-12-150 - Fe 310 = 1.3.29
NO.OFF STOCK SIZE SEMI-PRODUCT MATERIAL PROJECT NO. PART NO. EX NO.
SCALE 1.1 DEVIATIONS + 1° TIME
GRINDING OF R.H. AND L.H.TOOL
E @ CODE NO. TU20N1329E1
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TASK:2

B H
14°
60°
T
\ &k /
N/
SECTION XX
-
B
TASK:4

-

TASK:3

25¢°

12 20
/k—&v =6°
AA
o = FRONT CLEARANCE ANGLE TL
v = TOP RAKE ANGLE o =6° *
- - - - - - 1.3.29
NO.OFF STOCK SIZE SEMI-PRODUCT MATERIAL PROJECT NO. PART NO. EX. NO.
SCALE 1:1 DEVIATIONS =+ 1° TIME

=&

SIDE CUTTING TOOL AND PARTING TOOL

GRINDING V' TOOL,

CODE NO. TUN1329E2

Fited Tg AT HgHaiT : TR (NSQF -IDBUI 2022) ATATH 1.3.29
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G 3P H (Job Sequence)

B 1: IEFET R.H 3fT LH g

. A g fOhRar 3nfor god AeETST FRterr w.

- T e,

- I I SR BN

- B BEURE fHAM R A 3 A 3R I@uIEe! go-ve

AT B,

. IEfET aen gean By 300 d IS R ol Wik

SIS AN BT AT &R,

. gl /3 o1 Bl Heg} HRUGNIST SISl HicT TS

DI TS HIVITIS! T STAIdh g Ioldidhs U IAT
gadl.

. 8° 1 138 RIRT DI ASS P, Tordl Jieral HIT GYH

CINRIRSRERGE

BT 3 AEFET Y ST g [@feaw)
. gl TEISTHIS! TSk AESR Y BRI 1M & F& bRl

WRIYT 3R Tt W B

ST ISIcAT BT STolel SMfARad HeRSHd gorel Sirst

- T B I R A 3 i sieR IRgvaTadt e At

TSI B,

. TITCH T, R G PRI, A Riaedl haar e §o°

= HHG U 4B 3T, ol STl gTaredT dreal dss
B

go° TT faHd HH FSAvaITS! IS BTdTeAT SToTa!
I Ufehar grgT Hel.

P 3. MEFET wIgs B ga
. I ST g eHid SR qurm T R o 3 A efR

RUCIE

JHa fhar smaxae JUrRuN e FeriaN
SATUL TS,

«  RgeT HIT TS B 0° T J4° 30T The TR HIH &° o

¢° XM - TP d| ARSI BT [deg RpTHT &R,

« 30° I Ygcdl HICT TS DI 30T ¥° =T The FRATR-g DI

TP dost TP ATSS B

- I T RiP Q¥° R FhA! Tl BHR U 34,

AR SIS UoH AThTR U TTerd SfoT STereT Y 2%°
DI AES B,

. UISSAT HINT SIS BT ToTdl GHICR ST Wil BRI,
- 3faTIR. 0¥ il e A Urgs .

- B Tofal ST AU PRI

- TP (@b Xh) DI ¥° Sl

LH €& JIR HRUTMIST AT UGl Sfacisiad .

+ TP B, I 3P DI 38° AT RS BA
. A RIAd TR HROURAT U] G ©° 97 The FeTaR-<

P UES .

. T TSAT AL oY BRI
Jraufi:

« T 9Tt

- PP qUFA SUBRUNY I dTUHT T3,

. CAd SN RS BN - & o ¢° ASS AR SUaNIaL.

« R°d QW AT TGP DIFNIS! CAdl R HRT ASS D,
.« 3fET R oy it e s U &

IS IHAY U1 Rar srgrad ot veaH=
TeTeid ffARRT 3.

St T AT HGH T : TR (NSQF -ITDBUI 2022) ATATH 1.3.29



&1 4: ArEfET wfén g

. oA JofedT BIATAT STe[l ST HeRTe g st
ST ST Aleligcah BIg Tl

- I TSI EIeaR CereA STs <A (el HINTER A58 .
¥° d &° The IR B ASS I,

. O A HHER WY T I G 3.

. Eﬂ%‘s’ (TTUTAT) ‘gof=dT STl gIdidl §Te[ar.

«  CAR WY T1 DI JHIAY HIUINITST Caredl Jofedl gIare
SISl aRiel UfohaT g1 o,

ST U SIS R° d ¥° RS (AR~ B A58 B,

A 3JshH (Skill sequence)

T qURT; SUHROTAT TSt 3O HT TorReA Sl
YhTRI 1S .

. BT URe Ul T Jaad HISeiydd ASS dbal
ST,

. Tadl BT ToRIER HISd W AgH gardl g .
T SaT
. TOd I AYEH <.

AT THaATSY IS BT g UTSFET HXU (Grinding a side cutting tool for

machining steel)

SfeE: 8 IR Had Hd

WA R SAUR WIS BT ¢ Pl T WA ol
313, JSTeT graran YT Uyuargdf ea e fauan siiine
3TOT TGS T SIS Wit G=iaal. (Mt 2)

Fig 1

TUN1329H1

RS e T Rprar ToRll RTd 318 3Mfor Qaedt Hie
TS Y T BT Pajelel e, WSS bl I ¥° 3.
THR 3101 ST fFISR-g UGS &° offed. WIS Hic Tart
" 12 et et R 7Y USS ¢ esfavaraet g faa
TSSO 3R,

AqCH BT T U4° B AS PRI B ‘xn’ (3TPHcH 3)

IS BN DI Q¥° UGS PRI DI y. (3Pl ¥)

&° o1 QI3 d fRI3R-T BI- AES BT, Bl (3MHdT W)

&° T The AR DI ATSS BRI DI (TN (3Pl &)

Fited T AT HGHIT : TR (NSQF -ISDBUIT 2022) ATATH 1.3.29

Fig 2

AUXILIARY
CUTTING i N
EDGE

SHANK

MAIN CUTTING EDGE

O - SIDE CLEARANCE ANGLE
O - FRONT CLEARANCE ANGLE
Y - SIDE RAKE ANGLE

TUN1329H2

Fig 3

TUN1329H3

Fig 4

907

TUN1329H4

UISS T ATMOT gl figar R o.% T R o & fofi=ht et Brsar am
ATHA o A TIAIHAT 03 T 0.3 finfiear wrgm aiedire!

77



Fig 5 TRic UTSS DRI, WEAHIS], WA BIIGNIS! 3l HIS bl

TUN1329H5

Fig 6

TUN1329H7

TUN1329H6
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PHiucd TS SMOT HYB AT (CG & M) AT 1.3.30
TR (Turner) - of T

P T 30T I lﬂiﬂEW'ﬁ' 3T qUTHOY (Checking of angles with angle
gauge and bevel protractor)

SfE®: a1 3Tl Rad gl HaH BT

« B AT IUEA RIS DI TIR B

Fig 1

BEVEL §
G| 3P H (Job Sequence)
oM d%a WidRR T $F v -+ ofveroneff FrcreT faeten adbieEr B1 st e
WTafére graard 10T Q& et § e g,
. Ufeondf S Mdder IO IS B AT HRUN ﬁqﬁmﬁqaaﬁqﬁmmmﬁﬁm
TerT SR YeiPH HE bl
o9 - ¢

79



Piued TSI AT HYBEIIT (CG & M)
TR (Turner) - of T

‘v A& ga Afew 60°-f&H AT IERST HI0 (Grinding 'V’ threading tool
metric 60° degree threads)

IED: a1 ST Rad! grel WeH T
. v AfET ga (@A) wEs w.

AIYTH 1.3.31

H B
60°
|| 14°
< 7
\ /
.k /
/
o \ /
N/
Y I ]
- 30 \g
SECTION XX
1 12 ISF 8 x 150 Fe 310 1.3.31
NO.OFF STOCK SIZE SEMI-PRODUCT MATERIAL PROJECT NO. PART NO. EX. NO.
SCALE 1:1 TOLERANCE TIME Shrs
GRINDING 'V' THREADING TOOL METRIC
E @ CODE NO. TUN1331E1
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iG] 3P H (Job Sequence)

. P TR I AIEH ISl SIare SISfel TaRad St
1oy el srfafvaa arfges FraT.

. O UREIET AR gaen SEie st YR TS .
.« ¥ d ¢° The TR DI USS .

Al Gl BUaR  30° HIFTT &R,

ol STeT gIdr=T §I[ell 30° ‘/{I'i;s Hh.

.+ TAR §o° T HIF FHIAY HIUITIS! oA SOl SIoe]
R0 UfehaT ggT B
CEe U SIS 3° d 4° TS fFasR~g & TS H.

aﬁm S{JPH (Skill sequence)

- HX TSGR ¢ qUN; COrRAT IS ST BT ToraHeA
DIV THTR OS> 4.

- B Ul Frelgde [N Semel T3S Hef o

- qE BT ToRER SHTFTREM AIGH gl AU PRI

w&Td a1

. CA B T,

60° ATST g UTEFET HIU (Grinding 60° threading tool)

3fEE: 3 TR Had axd
. 60° IS g UES B

AT IoTeAT BT STl SHfRad TR P <TbT St
Sl et 3R, (31l Q)

Fig 1

FIN23108J1

caddl cs“mr,ql AR §o° A Dh[Hld &R, el SIUT eldl<Hl
SISAT 30° UTSS BRI, (TPl Q)

Fig 2

FIN23108J2

TAR §o° T1 DI GHIAY HRUGRIS! gered] IoTedT Srefell died
UfehaT QT BT, (3Nl 3) TSI TRIST @i Iue qd
CISCUES

IP P UES F= BT

Y TSGR ¢ U], S 1S 1107 T ToTHYA UehT=I SiTs,
. (3t ¥)

Fited Tg AT HGH AT : TR (NSQF -STSUI 2022) T 1.3.31

Fig 3

==

BT Uige TR el Hlsoigdd TS 0.2¥ x FaR
HE B .

Tt HT ToRIaR HISd W A1gH ¢l g BRI

TRET WERERY
o ¥ for UrEfET e Bawed  findt oiar 3.

YTEfENT HIATT TReIAT BT ool feud sRyeur=ht
W@ .

' BAaR R 19 &, TP

FIN23108J3

Fig 4

FIN23108J4
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PHiucd TS SMOT HYB AT (CG & M) ™M 1.3.32
TR (Turner) - of T

GIC] g%rmmma"r B RIAT ST (Facing operation to correct length)

IED: a1 snamT=T Tad! gl WaH ®Td
. ¥ Sl gHax qHURN § BT
. THURNT +o i} =T SgHdaR B P,

N
- - - - - 2
Q
75.4
A4
Gld 3 H (Job Sequence)
. e HId T, . Siq RRegd 1 i @ 30 M e o e Fw.
- IR IHHA AR go At SRR Sld e ST AT . GERAT Il TR el byy At o w1 arer
D @303 fol.
@30 T & FUR Yoftyet wieh o Hw. . THUN SR
1 36 - 80 - Fe 310 - - 1.3.32
NO.OFF STOCK SIZE SEMI-PRODUCT MATERIAL PROJECT NO. PART NO. EX. NO.
SCALE 1:1 DEVIATIONS£0.1 TIME 5hrs

CODE NO. TU20N1332E1

FACING OPERATION TO CORRECT LENGTH

82



P S{JhH (Skill sequence)

IdT Td W RiTT g g HTH W R - TUf R (Finish-facing the work with a right

hand facing tool)

3fEE: 3 TWIe dad axd

ST TN HhyaR Hd T Bl 3, dgl el LH
TIRAT ¢d bl LH I gagR % BRI HRoar Wiem=a <,
HTHIAT YRETURIA daredl G2 o wis qul. fhf=r-tRi
T B <R YRR ITe T Aesfquarardt Iw R
PIgA T STd. JHER R H. BRIT ¢d, AT BT T TR
3, BT BT PN BHDhs YISy Fobeidl 3Hd. TG
T, SO BT T Wa:d Hd USS 3d, WA SIS
REACICTIRY

Fig 1
? éTOOL TIP
); \
|

)

SIDE CUTTING EDGE

—

FIN2392H1

Td URendid gaar <ren Ueads e SRR
DHICHIHIT T HHITDH! 3MegRe g AN HAHRT JeiaR R,
TRIF AR oo rpm TR Ie 1. (BHA-HRIRET ReRa
o BT WS T HHEr RN I Hag [isa
TSt UM H).

TR G B AT D1 W8S AT B gTead He gad
Ugcdl 9 -thae W=l 1. e HHEURE g2 gaal (3T
Ra) 3TN TMT WSS UYUeS PR IR T I, IHa
PG CIPHI. DS AlD PRI,

Fitea Tg AT HghaieT : TR (NSQF -STSUIt 2022) TR 1.3.32

2T WSSER AR o 4 fredt g s &,

T Ul HEgUTT ST uid 1 TSGR cadl dTHIal Heqyf
WIS HRA. (MPdl . Ib) ¢Ae goarirar RRdid WRd gadl
(3Tt . Ra).

Fig 2a

Fig 2b

FIN2392H2

0 TSGR HTHTAT 3MTd HTURAY 0.4 FIHH T g .

UiaR IS daT (o.o4 HiRE. &R e 1) 30T Aed Higd
AT ST AT ST0gTd tRa 1.

HTIRT S FHTUNT HE R3S HTg eThudd HH! GRTgT .
T haied U= A& $Hv.

83



PlUcd TSI AT HYB IR (CG & M)
TR (Turner) - of T

AgrH 1.3.33

AP SMHRTAT ffeiT 3nfor Fex f$AT (Centre drilling and drilling to a
required size)

Sfe®: a1 snarr=an Yadt grt WeH Tl
. IR 91 9HdR FA1d dE B

. O JeX IR e B

. SigaR dex fga s

- By fEa®

a40
!
!

!
18

60

CIG] SIJhH (Job Sequence)

. Pl AR SHR T,
. Yo i} ANEE TG TR ol Tdd IHHA Siig eRT 3ford

S DX
S

HTHAT U] TIHTal By B,

. Ol RIS f$d I% ey 1 offlT AXE.3 IS

%193 THRTY Yer fga e FH.

. AYrl fgd o o,
. IMEHefST Yo ot el 3y fret wfq gesa.

o IR SfFHR oo f§a faed Slened giaaed

fgd &,
@RoftH ST PR @it f$a foe Siandia

GRECCRESER
. A Pdd B sy TWHR B
. S fegd 1 oftfin o e o,
. IR A o Bl e B B
. S N Yo A & et Ju firh e .
. B WY BB

1 245 - 65

Fe 310

1.3.33

NO.OFF

STOCK SIZE SEMI-PRODUCT

MATERIAL

PROJECT NO. PART NO. EX. NO.

SCALE 1:1

3O

CENTRE DRILLING AND DRILLING

DEVIATIONS =+ 0.1° TIME 5hrs

CODE NO. TU20N1333E1
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P S{JhH (Skill sequence)

TAYaR Jex %ﬁl’ﬂ (Centre drilling on lathe)

3feE: 3 T Had axd
. gHHE TARTT HTH Jex fea He.

MABR IHUT AEOHRN Ug fogiht awushdr 7 dad @iid
SIOT S Ut GHUTT ST drel 913> JehdTd.

TR AT dHaiedl HraTar qAurl f$a Hruar ufear
el HHM TSt offg. (3 Q)

Fig 1

CENTRE DRILL

CENTRE DRILLING IN A LATHE WITH
WORK HELD IN A CHUCK

TUN1333J1

HTH TR Sl THHA FAR Uo THHT STER &R 3101 T 7 .
TR gorg Bherd T guf &,

Aegurll FHoaE o deder Tt e %3
UfRTT=aT SBIeH AT SRICUTRY @HE BRI,

IHAT TR Wb 3TOT Cee o [T W deRa’ta
T BT

& apae arg gerurh fgd JRI&Uo Arde o
f@rga?ﬁﬁggqﬁ 000 r.p.m. T .
o= f3a ST Ba=l Saw Jsudd Saeidhdl dSaR TRl

1 fYfid Tael® Al B,

T G T 30T B8 ol B8 el bR Jex fgeralm
PHTHI B8 B

foreg AT HRUATTST ST ST TS S AauaTTeSt adhyREeA
IRAR fga AT =,
&, (3Pl ?)

BHST SRR THHA qad ga1d aR] bal oral
for sifafe <rardt feht sira et arht @ o

Fig 2

CORRECTLY DRILLED CENTRE HOLE

TUN1333J2

I S W f3felT R, CoRele Rusd AT =,

g

VT HTHTET T FdhedT STeR THIH JHTUN Q4o Rt Ter s
Al 3T SegT Ihaed SHfaffd HH PHd Sid, dagl Qoo

RUITH. R T Iquae USAR RIS R sl
Yo fSfeiTeh 81 usd Tres.

Hex SRIATY Ae@ |a=E o1
P BT ToTf
ECal T G BRID
TR B 3R HTI TP UTIAC BIef §o° TR,
AY FeadT 3t 3R W, Hox Mo ¥ gl A &1

Fited Tg AT HghaaieT : TR (NSQF -SWeUIt 2022) TR 1.3.33
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Y cT51a 3TuTf

TP A P14
BT3B Biard dis
Y YeTrdt SR WDy ATEt §o° .
Y FeTAT3T 3G deRf Wb g Prcxqid 3yl Gia.

ARG SR QU W 81 SR pal. | Sife Rarl 3d 3&d @R Wdc B B,
RIS §3RA TDY .

TFaRa JHRA Al 8 .

Tl BI.

WIS SR BT

go° Yer TN BT BIdl.

R B e,

TYIUTT B HIHTEHT ThARTAT BT

TR BIdt SRS HRAT HTH AR
MG ERE
B Ia¢ 10T YT HYGHE

Hex- @'ﬁ PAd gld WRIT UL Gl ﬁ‘iﬂlﬁ (Rectifying a damaged centre-

drilled hole)

IfEP: © TTel Had ad

SiegT T goard! fawfia et wiidia, deet Wuendia fga

FAd B 3P HRUNGS VRIG BIdld. WIS Teied Yex gied

TR TR,

TR B WD HIUATE! UGAER gowd Bl ol [hdld.

1. T Cavig.

2. 30° R Wigd baiedl AU T WISSHE Saatedr SIsiar
T AT R

86

3. Ry FdcRiwys.
I gavig

YMUedl IR O IHHY 2ReT &1 U S e sfsdhex
I € P

AR ST gAY TTUaTIRA IRIUATTST qRRf a1
SO FHRT fFASR-IE €o° WIS Td UTSS H. (AT )

Fitea Tg AT HghaaieT : R (NSQF -SWeUit 2022) TR 1.3.33



Fig 1
( SPOTTING TOOL

l

BOTTOM RELIEVED FRONT AND
SIDE CLEARANCE MORE

TUN1333X1

T URCHY WS ¢ fhad i1 dait &1 fdhal ga-glesadd
fFaRT T 31T - BIeeR ot UReHE ¢ p AT

d dU ST TRNTE U Y0aR S0 JTa%a®
3T8.

TRAFAT 3MaRI® rpm @R YT & HRIA SO HTHAT
CAIRICPE CREGH

TR & 0 A B 58 BIAUg ¢ [Sedl Jeaymh
ST BT TBER BIS B,

HIY-WS8 8 ®Iedl JgrAM, TG e HHHE 8id
AT BIICRG HETRA Uh YUIRTS! §BED gara
e WIS BRI, (MMt )

BRI el HAHTT gl AT §gUf dieiand! € gl udd et
& &,

9 CARIHAY THAA S THHL ST §o° HIICAD
S IToRe AURT BiadT AT SNAAl HISeRiid U guf
.

oy s RiwTs

ORI ST cxRid aTI% FNTe ST STetg TRUTH U &l oiTas
IHANd. § ORI HIEeRRNid geded fagas Aeyni fearam
T PTEIE TE) U ST &o° HIIT YT WS TS, UbT BT
BUug Wic JHicR Ayl f$a=n Aadt aksR oo Sd
SO T T oy fdhal icaT oot Jia. (3t 3)

Fig 2

N

TUN1333X2

Fited Tg AT HYH AT : TR (NSQF -3l 2022) TR 1.3.33

Fig 3
25
12 12
L —
; WORK SPECIAL 60°
COUNTERSINK -
x
TAILSTOCK SPINDLE 3
=
2
2

IR Sl IHHY THUN HIGC P 10T S SfShews d €
.
TeReTS Risd gevel® [Risavg JArsUs SRcardt
WA B
9R Tt Qe SRa W& el fger gehaed YeR gef are.
TTRCIH A FhUrgeT R W1 M1UT Taeidma fRudId dld
.
Y = BT HATO0T 1 fRauar IR am.
IS i g B, (3N ¥)
 Caele fRisaan faafer gvamgT ufasfia #.
T SO,
HHUTN B T Blsudd YT ¢ IS HRUl G o,

Fig4

TIGHTEN TAILSTOCK SPINDLE CLAMP LIGHTLY

TUN1333X4

Fig 5

TURNING A CENTRE HOLE WITH A
SPECIAL 60° COUNTERSINK

FEED CENTRING TOOL INTO WORK BY
TURNING THE HARD WHEEL

TUN1333X5

(o]
~



PHiucd TS SMOT HYB AT (CG & M) MY 1.3.34
TR (Turner) - of T

cfHTER 9R¥ =iie §941, ¥- S 9% aruesA for wwwrd anfor f$fe, Stefe
GI'IﬁT‘J%"TWT (Make square block by turning, using 4- Jaw chuck and perform
and drilling, boring and grooving)

3D a1 3T YA grel HaH @I
« d SIS STHTAT DAY BH B
. ATATS ATHRT g f$a
. R ga et
. RO wew
. ITPAAST 0.3 frFft FeR g o
5
/////ﬁ\\\ \\
/ / NN
C /\ _ .
ssewnt B 5 s
\\ \ | /
N\ \\ // //
\\ == //
- 25
Y 56
old 3 H (Job Sequence)
. ¥ O Y ST GRT 307 Aae By HA. . IRYTEA fdeny TR ua &L
. oo 8T Aeud TR oA IRYME WA - 3 R ¥ S ahHd Sia e,
o I B A0 G CIBTaT T T ST HTHT THUT B
qfelt e et odd Sar St S IHHYT HigH Il . SR STSIAIS! GHH UlHAT 3ERT .
Vv SiIBHE Sid dC B M R BEe oA . @pere HisHY 19 e e S,
HETAT ST HeR AR HI B, . Jex e, uraere fgar onfdn 3¢ ol e wora dest a1,
- T WORA HadH Hex aqer W Rl de . T ER AT R0 it o VY IR ¢ 30 x 30 oyt
e YeR T RGHR B o ¢ AV H. . gfas oo aed SETHER I8 Fe 311
1 280 - 60 - Fe310 - 1 1.3.34
NO.OFF STOCK SIZE SEMI-PRODUCT MATERIAL PROJECT NO. PART NO. EX. NO.
SCALE 1:1 DEVIATIONS #0.1° |TIME : 10Hrs
MAKE SQUARE BLOCK BY TURNING,USING-4 JAW CHUCK
E AND PERFORM DRILLING, BORING AND GROOVING N

88



P S{JhH (Skill sequence)

AYHA IS dIRUTYA TR ATh g9a01 (Making square block from round bar

in lathe)

SfEw: § TRTeN Had Hra
. SE A URY Frgiferd B0
. FreR 3mfor A,

Sl AT TUTHT. (3Tt Q)

Fig 1

280
|
|
|
|
|

TUN1334H1

TUN1334H2

ST THT CIpIA W &I, (3T 3)

ST ST T T SO et TR FTe[Uad! 318 (3t
¥).

Fig 3

N 58
——

TUN1334H3

Fig 4

TUN1334H4

Pfted T 31T ﬁ':gc‘r’milTiﬂ . TR (NSQF -SwTevft 2022) SUTATH 1.3.34

SISl fergifohd HRUMRT 'V’ sdleh T . (3MMhell W)

Fig 5

TUN1334H5

IHUR It Rt Te B 3nfr Iag = JHicR faeay
forg Te 1 311fOT AT T 1. (3MThelT &)

Fig6

FOUR JAW
CHUCK

- \
- \

—r / |+' |\| \
N NERIN-D

SR ST Bl HRUIRITST T UfehaT. (3Tl o)

28 28

R

(|

TUN1334H6

Fig 7

TUN1334H7

89



PHiucd TS SMOT HYB AT (CG & M) ™M 1.3.35
TR (Turner) - of T

THiaR ef1, Ry ef, Z'%‘T SHIT ATFOT UTféTT TRTG (Parallel turning, step

turning, grooving, chamfering and parting practice)

IED: a1 ST Rad! grel HeH ®Td

. FHIR e $EA 575 WIS Usd fAfay Fewear SRRIE &4 B0
. ATIRYP UTH SMTIOT AR YRR e T

. ¢l WIS U @ B0

. ToI AR BT SATIOT Yigaeag auriT

. Tfuedta wifér oifw gar avg aerynft Shaw Je &

o V' I B BT 0T Srdeit Josar.

TASK : 1 RS TASK : 2
©Q g - - - - - 3
3 = = = = = & (S
- 40 35
TASK : 3 TASK : 4
R2.5 DA 2% A5°
32° ) f—
- L | |-
|
— _ _ j i Ql | _ A
5|7 |5]| 7|5|_6
40 35
40 35
TASK: 5 —_— TASK : 6

2 x45°

[
|
C
|
@45
ho
|
0
|
|
90

g —H- N - - 5 RSy 5
N
T 5|6 |56 |5|6
32 -8 20 6 5 6 5
2 @55 x70 - Fe310 - TASK 1-6
1 @55 x 90 - Fe310 - TASK 1-6 1.3.35
NO.OFF STOCK SIZE SEMI-PRODUCT MATERIAL PROJECT NO. PART NO. EX. NO.
SeAtE T PARALLEL TURNING STEP TURNING, GROOVING, | = /Tons =o1 | T
EF @ CHAMFERING AND PARTING one o U asee:

90



iG] 3P H (Job Sequence)
P 1: GAR <+

AT HICTT 3TPR dUTHI.

. Siaen Y-Sl IHHL RIS JHAT dex GAR o Tae
CREGEE2Y

. T ARG AHYRT IR YT B

®19 2: Wy eff
. 9 ¥ S ghHE GAR Y e §1gR dar Snford g
- T ClTdl B .

@30fBHY x 3ufFe el e .

. Ol Idc B AT o e o,

ﬁr&&‘{%ﬂ

« u/c gd, BT ¢d, v I& ¢ ARG TR AR AT BT
301 A HSHUTI &R,

. XIgeA BN 30 A av .4 ol S x o el Sl
ARG Yeg TR .

. gcH BUH ¢ B v .« e S x « et St
rour Y8 TR B

BT 4: THRAT
. I gad TR ang 3 Ue B

% TTIRIET 3 x ¥4° IR AHR BRI,
. Sllq IdC B AT o e B
MS:DT%T

¥R 3T 3 Sl THHL FAR Yo fHT STER S wile &RT 3M1for
BIEFTR

. 3 it SR wifé g dvg geymh St I .

B 6: I AT
- ile 3gehH feret.
AP ¢ A58 BT

Fited T AT HgHiT : TR (NSQF -IDBUI 2022) ATATH 1.3.35

- T T SISE B T S0 SR SR HHTeH SAfeIandt

eI O @y aR e B

. JOIC PR MO AIS &R,

. R DI TR ¢o ol diaie g 1.
. JdRd disies gyuE e o,

- ileU TSl P,

. TRU by e die IRITATEIST SR epTa B B,
- @¥RAAHT x Yoffrel wiell e B,
»  dlieor BT PraT.

. XdcAl huuRA & AR o il v w8 @R

HRUGNS V' 8 ¢l g&dl.

. 9 @
. GRHTOT qUT.

.« @30 URRIAIR x ¥4° aR B B
. S PHIgA TIHT 10T TREATO! qurT

. XdcA HIURT vy Tl SRR WS e U AR

e ST HIT B

. SRR Sid T BT TN STHRHA .
. Td e SRR quf FHeurar HIHmET YT R0,

91



P S{JPH (Skill sequence)

qIfT 37w SRR (Parting off operation)

3fEP: § grTal Had B
- Tfuedta mifér oifw gar avg werynft Shaw Je
- UIFET 316 HaTT GG Ui SRIR0T BT

IféT 3T SR

qIfET 3 fohar Hf& 3ifh B0 § SR I% fdrar TAR
WIHHYT TR FTeidl HFT IS B0 TR,

uifé gerht |fdr

TR fAda S §F IHg e ¢ SATE! HHURT I B,
(3MTeheit 2)

Fig 1

CORRECT CUTTING EDGE POSITION

TUN1335H1

qIféT e T THRIRNT BT A0ded d d-gleed g
TSRS HHEM Ue 3feal e AR 3 7 daread

(3Pt )
%>

f L
|

TR BT a0 YU IRA 38 R o IHUHYT He
Fd TR AEL. SR d QU FHI 3-8, @R HH aTHd
TS WPHd ST BT ga TWRIT 81 TP,

PrIUG
fAfdy Siaardt dg yeRe ¢ Aas.
THAL HHAHH! GGG BT R,

1/2dia.+3mm

TUN1335H2

92

HENE A WheR I IR UG d & S e g
YIUIR 151, S o ST fad 91, (3 3)

Fig 3

hosm it

TOOL SET SQUARE
SO THAT BLADE
WILL NOT RUB

TUN1335H3

Sl gl Ui &igdl Joredl grard! foY foig oda &M
BT 3T T F3HTOlt 3a. (3Mapelt ¥)

Fig 4

£

PARTING TOOL POSITIONED TO CUT OFF
A DEFINITE LENGTH OF WORKPIECE

TUN1335H4

Y = B 3T HIY-WSS 580 AU gadl Jdd S
BIS B,

= &l
Fraufirt

HH 9P SoHYT dleR Usd Ulfgel, I& Siiored Jad faaa
SIa® $H HIUIN URATH UATTS! GRY 318,

HTH AgH! e fdhal DieteHe FRIATUU Saci TTfeo.

St T AT HghaaiaT : TR (NSQF -SBUIt 2022) AT 1.3.35



IR I HRAMT AIsdT AR Uhsd
S S R e S AR SRS R €21

T 3O ardiT ST BIaTT AUHYH ISq. (3P Y) i
TYAAYT BIsYD gead! Bied U aIUe gid
e SIS WeHss ST ST oot geard.
AR R Heie aTRI. fdes 3T sRe dig HRS de da
aifg.

Ul ST G Hed Al SRedTdl QAT Hel.
IS &R BH! B, SIegT BTH SaeIded e el Sild.
e BT UIHT FRAT, d el HEag JHId Sra Iy,

INCORRECT METHOD OF PARTING

TUN1335H5

IoTeT BTAH SHThae gol-gIesR dTl. (31 &) H
Fig6 SegT T T ST S THd YART SR dgl o TR & S0y
RIGHT HAND OFFSET TOOL HOLDER HUHe Weeds EISEINSEL qu’ﬁgw
T TR TRAR TARIGRN FRO! TS 31T S0Ihe

TIfET STt STIRRA Sacuiaes Yui SR, Goh U USUaTaRIA
RIGUITIS! BT U 3al, SUidhRe JhuT cresdl Jsd.

TUN1335H6

INSERTED-BLADE TYPE PARTING TOOL

YT BT (Chamfering on lathe)

3fEE: 3 TR dad axd

g faden ST AR ¥y ATSFET 1.

P WS ST HTOT AT HATTRAD BRI &l B, 7
B HiTRgR AH! dielt qur. ﬂ

TR MESIT Aiel SR SRITAT TeguTit ST <m.
¢d AY URTHaR daaa e gt &

Fig 1 —— ——2X45°

FIN23108H1

Fited T AT HgHiT : TR (NSQF -IDBUI 2022) ATATH 1.3.35 93



iucd TSI ATOT HYB NI (CG & M) TTH 1.3.36
TR (Turner) - of

T SIfoT mﬁw + o 4 ot wefq \ru= (Measurement with scale

and outside caliper to + 0.5 mm)

IED: a1 SnamTT Yad! gl WeH BTd

« ATYATATSY T &l HiawR fHasT

. HIIRAL THR VT BT

. ATPRIAT WL TAHE RIFIART B qrl.

TU20N1336E1

G| S{JhH (Job Sequence)
. WA FA AFTHZS HiuRed erdH foaen disgd i

HISTHTY I, . HIOTTST IS ST T,
- 9d Q HE AIG BRI. . TReromdf Heciter 3foT daet § YBTS BRalla.
.- FezeHgd Ardl ugdrestlt #.
eqa 1
3.H. AU Sid SHTHR Ruy

s et 3

94



Hiucd TS SATOT HYB NI (CG & M) ™M 1.3.37
TR (Turner) - of

AT DTSy, T ARG HSIheds + o.of fii=am sma effr wu
(Step turning within + 0.06 mm with different shoulder, undercut on outside
diameter)

SfEP: a1 ST RAact Jrel HeH T

. NI NS T ATRRTA GBI FHT
. IR M1 TRAYON TUTHT

. 399 FAT M ABR TS

. 7o firdes s fBsar qura.

TASK : 1 R1.5 2x45°
(oY) [e0]
I5e) _ _ _ — _ _ 4 N
Q Q
15
40
60
100
TASK : 2 Ry 2x45°
(9V] 0]
5e) N
o) Q [\ ©
S " i - - - - - S
15
5| 10
40
60
100
1 ISR @40 - 110 - Fe 310 - - 1.3.37
NO.OFF STOCK SIZE SEMI-PRODUCT MATERIAL PROJECT NO. PART NO. EX. NO.
SCALE 1:1 DEVIATIONS +0.1° TIME 15h
STEP TURNING WITH DIFFERENT SHOULDER
—F @ UNDERCUT ON OUT SIDE DIAMETER b NG TUNtase:

95



G 3P H (Job Sequence)
F 1: e IS WesT
. @3 finft Fua e T W

. Gild, T, By 3T B S0 TP dfsit oo el Iram (@b
ST AR 34 ot er)

. ot aretoeda s 3.4 et uefa et @,

- 2y Tl R BT ¢@ AUEH, oy fHH AN WreT S
SRR €o A Aiefiudd o & .

. % ¢d aTFA SISTIER R x ¥4° iceys oM ¢ it
Yo TRt Aiefiudd et v,

BT 2: eff 3fer e

- IR TS AL G &R,

- WHY oA HadH Siie Je B,

- AEYFR I GO PRUGNIET T URETR u/c gl e BRI
rpm ¢/3 = HH B,

P S{JhH (Skill sequence)

. WSS ASE ¢d aTe, & Bt o qu Bt dietan s wrau.
AT SAVITEARE T,

. AR faaed r.p.m. Ade.

. ¢ AR Ie .

- HUURE o forft iR, siex it gaan Sia=rn fevm
Wi T ST Y Fireft e Setan o 30 firedt <o,

. e o wren.
. gd yRHATO quE.

Y SMTURRM - AT YHREAT AesHdt A=A (Lathe operation - Machin-

ing of different types of shoulders)

3B: | TTN Hed
- 7= O s

. T d@d AMesy

. AR fivads AR

IR Yesar AfET

o Wy fdg UM FRUINTE ST Wadt B B0
G HISTHTT 1.

Geiedd! T UGdigR Xiesyal Rt FfEd H.
FHUTAT SHTURH A1 SfRTaR Sic Ud g §aT. (3MTdh 2)

ISP iell [Igifhd PRUTNTST HTHTAT IRETHITH URGR
e fAgHE §edT 4% e BRI (P )

G 10T ot AT SHTa=ges Ateien AR @ firdtean oird o &1 .
Td-giesHel BRI ¢d foe Arde o 31fdr & Ty Yfaar I
. (APl 3)

¢ foie =T ST] Sdes e foigag ST STef=an BicH
96

TR JTSIRN ST &G 9T dhal 3HTg AT W B,

Y o QMes XA Sdes, AT SITaR 9l fdhal defae STy
ARL L.
Y F& HRoAIgdl, ¢ fae uide fr S o aremHe

HRTGHT gabel fdhdl UTde Wid dTuReH, gd foc STl STal
Sae T UTfgol.

AY G& BT 301 BRAT o Wk T PIg SThTTd 3T SO,

BHI-WAZS WA UGUCE HIRaNId ard- A&Td &,

HI-WSE Tl USTSTAT IAC [aRH JB g, Yex e
BT HE Yl Bl B,

S Tg AT TgHaaiNT : TR (NSQF -S9@Uf 2022) AT 1.3.37



AT He HRUGNS], H-WRS ¥ I UGUCS PIeR
PIEPEIRENE LI

Fig 1

MARKING SHOULDER
WITH A CENTER PUNCH

TUN1337H1

Fig 2

MARKING SHOULDER WITH
A TOOL BIT

TUN1337H2

Fig 3
FACE OF THE STEP AFTER
ROUGH TURNING

AN
]
)
)
ooo
FACING
TOOL ®
I
&
5
=
2
5
I MeSTaR AT (3TFdt ¥)

U Aie T aTo YeeE! R S,
I 3107 BRI e AT BRI T .
TA-GIeSAY WIS HicT ol HISC BRI SATIOT o HETUNT T Hel.

ST WM Y& fddadT Sides a8 ARIaR did fhar
SEIRCASERSICIA

o fyean fig gfHensd oo o tad die fhaT 33T TS HIgH
Thd.

Fitea Tg ST HghaaiaT : TR (NSQF -I@BUIt 2022) T 1.3.37

Fig 4

USE A PROTRACTOR AND SET THE SIDE CUTTING
EDGE OF THE TOOL BIT TO THE DESIRED ANGLE

TUN1337H4

v 192

3
3
|
8
%
&
3
%
]
3

o o

DRI

BT Paidl HaGd HROINMIST M7 TR Whd B
PRGNS HICHT U3 S ordl.

TET ol S AID BRI BIsuid AR .

SR TMeedl MHR HIST S ST ¢l faewan S e B
YR BId A, R HUNGS R AUE @ dhald ST He
FHRUGTE HTAIHT 3 .

3fR5d B HUNGS W =L (3MFHa W)

Fig 5

COMPOUND REST SET TO CUTA
BEVELLED SHOULDER

TUN1337H5

o foe JHRATT 1 S0 ad foig HTadm Ssa.

BT [h A Aed PRUANIS] HicT RIZS ATdl. WIRITAYUl sad
T=iF. AgHt TexaT de e B S TP He el
o] Haid slexid ToUgd & B,

UA® dF HC dIR HAFT A8 ANTE JHAH BIUR ATal
et degl Hiaseit &l ifcd Herdl gEardy, gadn fdg 3id
3{TOT, ST9d o G Rics<adl Baal SATE! Tdd SIod did
fdran Aai3T T8 BIgH crehd el

firacs Micevax w=fifT

FHUR Teexd W &al fdhar fgifdrd &,

flheic s QMeSHTS! W3 HRAMI BT e A1t Ul o1 SR
flraics ieexar ¥ ol Bwan st adhdie=n Qact o et
3T R ASMIC Yacurgd & B srman. & fBear sfdmardt
Tefad dred.
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I ATFOT s =T e AT BRI IGl.

gleewwed AT ¢d A1de &1 SffYT o Hegynft I & B
Nog oo fae qurn &t e avg Biear o ol @ &,
NeST= RN Yy fada Sfae T8 ™R A3AT3T 818
fdbar gt .

Y RTsad wiie e wiean sigm ta sreafwdd Ic F.
Y TR T 3O A3MTSC T feblT AT DTG b udid gl AST
3T ST,

HI-SS Tl YgUCS HicRaxId dra- aeid &,

T el e HIY-TASS geddl TSl 9% fava
e e wicT ga Rdae w1,

B3 550 H PIeR Al far ¢ fefter ond A5udfa
TS A fGRH T $1. IS S Al ¢t foedr fag simar smm
TG AR ¢ fft SfaRrar srmar. § fhads siu=arar R
TG HRAMT BICT e HH! HUATIRE Tfaafd .
fhaies Yiceva B Bt ¢ &= HRUTNTS! Hel 88 &l
8% 8B o1 1. fhdlcs Hac HIgaraR GRAFT FHRam
AT BId SN, dudT Wie w4t &1 i1 flhcied ATt
YYRUIITS! HHT T3S AN BRI, (ATl &)

Fig 6

RADIUS FORM TOOL PRODUCING A
FILLETED SHOULDER

TUN1337HB

d 19

|
%
i
:
:
:
;

o

3
g
2

ST Qesd SR HISUAMNIET oY Ufgadi, del ST g
YT AR AR U3 §ad b1, (3Tl o)

Fig 7 /)<

vvvvvvvvvvv

DO NOT MOVE
CUTTING TOOL

MEASURING THE SHOULDER
DISTANCE

TUN1337HT

BT Trel MeSUGH NS R ATARITS HIS &8 Rl - B,
HI-WsS gead ¢ i = 3de faRM g Hier e e
B .

B0l B8 Fiadg 31 ¢ fiee wiesiigde Je e fhacs
HIRT of &,

98

HIH oo faeardt far qu Wt sriear, fbar |u <efar gia
M defT g el e Yo fhdest sredwhdr qum.
(STt )

Fig 8 &
///
y

5

3ETPe s A=A

U Aieig Tiad siexde Mieexd! Rt @ 33e 3T,
R SHATOT BRI ST ST SHTHRIA T B
TH-EIeYHY 3Sbe gal HISC T MO ALHTR I .
e QMesvAl RIFTAT U fAdH T Sde dgH AR
SATFOT HidaT ATt BhaeR Tidh fhdl A3M3T T8 AR el

¥y fRigaen e ez siar T sreaf YR de H.
Hadial i fhdl 3T S8 PIgd crbudd goran foig drsT
ST STOTT ST 1T 1SS USGUCE DIeR JLATAR UT P,
BT b Ted HRUINIST BT Uss omal M1 IdTa
T TR BT .

PIY-WES sead TSABIA IAc (68 Jbqd P ¢
Rdae .

RT3,

el ATl BHaeA  ¢dl SU "It &1 AT gaal 2y
TS § faUTeM 31efagt! ge Hl.

Tad HicdT AT Hhal Tolas- S Ble &, Siudd o
B AR AR deied dlhd g digd cldhd Tel.
PR UGUcs DR AT A& & 31 S TIR
SHTIRIS faHNTAT ST o ST Ge B,

T BiET T HTHTAT e JHiaR Tt
QT B,

SSTPHICT SHTIRIH TR B AP A @A
B

BT Pl Had HIUITHIS! BicT Tgs AR BT 0T ITeT
TS TR OB T=T .

PSS s TSAIBTAT IAC 4] I BT ¢
Rcae o1,

RADIUS GAUGE

FILLETED
8§ CORNERS )

FILLETS ON A CRANSHAFT

TUN1337H8

TRIG 1
S T AT HGH T : TR (NSQF -ITDBUI 2022) ATATH 1.3.37



Plucd TSI AT HYB IR (CG & M)

TR (Turner) - of T

AIYTH 1.3.38

%ﬁi’ﬂ AU, LY %ﬁl’ﬂ 3Tfor ﬁ;ﬁ YTEFST W19 (Drilling on lathe, step drilling

and drill grinding practice)

SfEP: a1 STl RIact gwel HerH Td
. ST AN +o0.2 firdi=a sgwdws e &
. TS BISER ATaRIS ATHRT g f$a &
. Sramye oneht 3o Fad vy fEa avg I wrdt

=&

DRILLING AND STEP DRILLING

SPECIFIED

- ™~ -

S S S

+ +

N — - - . — o O

~ N <

Q Q Q

25z05
40 =01
1 @50 - 50 Fe 310 1.3.38
NO.OFF STOCK SIZE SEMI-PRODUCT MATERIAL PROJECT NO. PART NO. EX. NO.

SCALE 2:1 DEVIATIONS TIME 10h

CODE NO. TUN1338E1
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G 3P H (Job Sequence)

. -G 9P AL ST R A0 T B,

TSI TID Bl DI 101 S Aegunt fgd o

- Al o R firedt et forewrs Sife e &
TP X T Wi Risa arRvaydf W@
Ey|

. cawle fisaHe @Ro ol fga fihag o1,

. CORIGH TGUcs HiavAl HadiH @Ro At feaem u
firdt diefie wis &,

. @ Ry fefermardt fga fae wie axar, degr wum feaan
oR frdten giaa wef S i Taeiden Isgucs
PleRasid T T&Td &,

P S{JPH (Skill sequence)

TP BTG TP Ysgucs PR YT begrdt
@Al H.

. oyy iyl Fae didies o B

. Tig IAC P A AT B,

. THU Yo Al diell IRGUIRITST SR CIpTell g B

. I URT o¥y it R

. Siiq FEER T SHAIOT GRHATOr quTET.

SHI &S AT

ﬁ'\‘f %ﬁ g-el Gifay] YOI (Re-sharpening a twist drill)

IfET: 8 TTdl Had Hd
. fgve f&a gt digor &,

Qleld el Sdddad B od fdbdl Ueied AR fgie
oo axrdifea dieor el S, wehd.

AP iaal TR T 31 3Te B 10T Fied gUS WS 3Med
§ quT,

TA-We g gt Sfor gz deardt @t
Eayl

GR&T AT ©Tal.
TR R fRydid IY @,

AT Aleied GUR U IguiRT SavTar eRe- 3dT. (3Tt Q)

Fig 1

ADJUST TOOL REST
CORRECTLY

FINGERS SUPPORT
AGAINST REST

HOLD DRILL 1/4 LENGTH
FROM POINT

STAND IN COMFORTABLE
POSITION LEFT OF WHEEL

TUN1342Y1

100

G161 PITR ST odl.

AT SR UHR ST $I o e BaaR  uR° d §o° B
DT, (3Pl )

Fig 2

CUTTING EDGE
HORIZONTAL

AND PARALLEL
TO WHEEL FACE

TUN1342Y2

& grdest eRe 3aT. Uh HicT Uel TS 30T wiarel bdl
TR Rudd o ftha.
IS4 BTd - R 3Te.
oA fFe ST TS Ugl. dard = 3, U, el ad
ST, BT Tet fhferd ar I SM1for Faen R g Ad.
(3Pl 3)

STYST g UTSTHT Bids IR ATdr

St T AT HgHaiT : TR (NSQF -l 2022) AT 1.3.38



Fig 3

CUTTING EDGE COMES UP AND
AWAY FROM WHEEL FACE

MOVE DRILL SLIGHTLY
FORWARD TO GRIND FLANK D%

TUN1342Y5

e
9
;
3
%
!
:

W10 T i gTerETe IH-aiid 1. AT gTadTe oS
BTl RITTd. SR o TRl &d 1d @ d T
FET T TR Hdiad HA g g feasr=a
3T wfew Hi9 sa

T4 a1 arg denr fga e RR &aan fawg @
HREINEIRREEER

JARID FAUIOR-Y TIR HRUGT! Had de giaard 3axad
3R § TefTd =,

T 3T derd =1 B, SR {3 QU e fhRad eRfd @), 3R
HIT T Biaal B U UGS TTei R B,

o forarT ST UTq PTgH TP Tl YRGR FHRUGTS! M1l Y&
S

U ey fesfauar uftar
R BIuRT Wy, fga Aml g,

Ry fomr gaaar fga o &1 . 3 ufeean & wormmn wia
TEId ! GERT TSt qRad.

Qa0 el gTeraTeliaT Qe HIEl dT0R bR, G biet] Uel
YRR HRUIITS! Yg ST, ST AT fohdl diessiiydes dredl ST,
Jeg1 fea UM S sfmewg denr weft Ssa. forg faasr=y
i 30T T 3.

HAT B RIS 3R 8 TUHUIRIS! f$T HF S aTRT (@
TSt 93¢°), HfeT TS GHM dAlarear 3gd Ao <y
fRTSR=T T 10T AR SMRd (AR 2R°). (Ml ¥)

Fitea T AT HgHaiaT : TR (NSQF -I@BUIt 2022) AT 1.3.38

Fig 4 CHECK ANGLE AND
LENGTH OF EDGE

RETAIN GRIP WITH
RIGHT HAND

TUN1342Y6

CHECK CUTTING EDGE WITH DRILL GAUGE

T BUURE fod HIGL. I gIaM fSAaR Udhe HId 3dl.

TTIHATIR JURIUN fdhdT TR HR1. Iofdl g1d A1 gal-gal
WeaR gdfen R,

PR I favg e gIad gl fea B oR1. fga @
Rt &terean ToaR i YafvmmE HHd wRd T .

¥ YRER HRa™T faaRTa & e

feaA s faaen ol JEE & FiET T URER
RO IR BT,

Tol TRTS SRaHT Hier e Fiovg f$d tige @l 76 .
(3MThelt W

Fig 5

ROUGH GRIND TO
REMOVE CHIPPED EDGE

DISCARD SPLIT OR
CRACKED DRILLS

Vi Vi

%o forar e 3 FeE g1 feor o= T

f&a 9 TRE RO} T

TUN1342Y7

oI BYaR gAPI G4 AR BRI, FIadl hyal Te JRAR
T, § DiogR Idlfed I Y18 3 gigeen 48 Hrug
AT &d.

fgaar ¥ uTvaTd FUTea™ 4s $e™ BT T v D
g% P

U e S T Ner HRuaNEt IpP DI ATID
3IRIH 33

101



AT HHRRTST g-el Giful ﬁ'\‘f %ﬂ?ﬁ TTvT B0 (Testing a re-sharpened

twist drill for its performance)

3fe®: 8 grTdl Had B
. gt urgH RRiTER yreT dteur e fyer araht w.

fgferT Heiel fRUise YRIegea Je 1. HicT Wi 4 d 30
Hiex ufd fife 2. divg R e seret g 8 e

. AT BT IR aF 99 AdiH $dl [ TR a1
(3Pl )

EQUAL

A.CUTTING ANGLES

B. CUTTING EDGES (LIPS)
C.LIP CLEARANCE ANGLE

TWO EVENLY SHAPED CHIPS

TUN134221

. DA BIS HRUTNHS! Bad HeH TTd TS 3R,

3 30 v, f$a A=fmYyT dex drer ST gia Ad
YISO T .

R 3 HIUrTS) WS a9d 3¥d R aran 3 3 o
(3Tl ?)

Fig 2
DRILL NEATLY
M FITS IN HOLE

CORRECTLY SHARPENED DRILL

. BT Ty I Ty UM 3HTed
. e 9 MIHRM BT TR Fd 3R,

glerdiiel fSerl PIVRTE! feeTs TSt (Ml 3):
Fig 3 @ﬁ/j" o1 Loose
)]
\\/'

CHARACTERISTIC STEP AT BOTTOM CAUSED BY
UNEVEN LENGTH OF CUTTING EDGES

TUN1342Z3

TUN1342Z2

102

. HICT TN U dletT 3ed
. S dieaT MHRIE Bid TR &d 318,
A fhaT WU SRd fod fFasR~g TS had fod gisd

. gE TRAHI dex HRUIN Ugd glsd

33T 3HTH IS8 BId IR B,

S T AT HgHhaaiT : TR (NSQF -STDBUI 2022) AT 1.3.38




PHiucd TS SMOT HYB AT (CG & M) MM 1.3.39
TR (Turner) - of T

3R, R Frafr 3for Rafi (Boring, step boring and recessing)

Sfe®: a1 snamreT A9t Jrl TeH ZTd
. gremyA fea @
. oA +o.3 firrft srg@w ATt gle AR FH
. WU HART B
. BIH 3jatia R
. gffaR BfruR anfor gwTs S Hieruv=ar Hedia 3R amfor AR A
TASK : 1
= N _ f - Q
Q Q
60
TASK : 2 s
g/ Y
2 = |6 - - . -+ £ 2
[ [ [ Q
\/ L
29 4
40
1 345 - 65 - Fe 310 - TASK-1
1 @50 - 65 - Fe 310 - TASK-2 1.3.39
NO.OFF STOCK SIZE SEMI-PRODUCT MATERIAL PROJECT NO. PART NO. EX. NO.
SCALE 1:1 DEVIATIONS TIME 20h
BORING STEP BORING AND RECESSING
E @ CODE NO. TUN1339E1
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G 3P H (Job Sequence)

P 1
. Sileel ¥ S aHHE R AT A T B, TS AT AR AR YY, - Siig Fgul FTeRT guf SR, Ieie 1 3afdn Sife T &,
ot &a. SITIUR MaAH Aldihs by BT 30T @ Yo it e
. BRI g A Hepef S de B i
. Wmm@gmmww . wwaﬁﬁﬁlﬂmﬂﬁﬁtﬁaﬁ aQQO&Fﬂ
BId dleal.
T UHT STl Bl BT ST SRl ST SHTeT Aa et .
@ Yo finf of By - gd Urendid dieifi g Aeryrh SdiaR Je R oy fge
e PRI R ot et P A 0 Y SR .
. IR SRR NSRAT SHTHR T,
. Ude f$ade sadd bR fgd e
& WERGRY
.+ W% HGFHR TR Wilegorl HadlH ceele fisaHe y _
$R fieht srTen urere gice 3 wrvard Risaar s Ro foit Qe S f§ar SR fga wear wraee fga
P IR,
. Caxiean fefemadt AR Rudld goar onfor ssak IS hRaTT fS5eretl Foageg 1S 3.
. Y Irdar T f$d e I Sl o IhHE dacied
e fSfT TR Hia.
BT 2 ~N @ a¥%
. YO IHHD TS R AN E T, . Td e T fEaR FHRT ST S QIeHRIg quT.
. RGeS AR fgd By B TETd STUINRE T,
. oo nfigagr fsa s enfifeimeeT o irfiwda - =ieh Wivw e sauame g wis teaM o
. TISRER @ ey e w1, . il o crevare Biear ¢a avafvar I H.
. X SIS STel AN @ 45 Bt ST RId guf e &L . St RARiEt Wi waffed o wur, feferm s,
. Sile IdC B, @ ¥4 IR R AT SM1f0r g . SRR I
e e T e - RSN CrBUgrS], RARMT SRR Bl r&dMT bol
Wl .
. @ R¢ T d it 33 ol S8R o, RART ot Je . .
U ot i s o @3y i ATt ST iR aTaRT.
. STIER ¥ RR @ 34 fiyrdt .
. o ien ear qum.

. @ ¥4 T TS TAR, 3R BT T8 R3 L.

-~ St T AT HGH T : TR (NSQF -ITDBUI 2022) ATATH 1.3.39



P S{JhH (Skill sequence)

CIE IR %ﬁ Fod 3.1?[ (Boring a drilled hole)

3feP: 3 T Had axd

. oA UReHY AT gd de H

. 99R ST Pad g9 AP ATHRI B
. iR ST agdiA gia qur.

S1efeT g Ria dise e o= dAedq gd A6 Hruar
ST IR 3118, (3Pl Q)

Fig 1
BORING TOOL

T

\ \
%KQDDD%
S ‘ <

TUN1339H1

BT NSRS TWefld Ufshan Sfaciard! ammd.

. IR IHHA IHUN AISC B, BT Y 10T STel T
T e

- NS dyer RSz Ay TEER de B
.« HUNGS AT o UREAR TSI ol ASE el
o SIS g, QT Hel N Tt IO GHiaR fhe o,

X HU HRUATS! 1A g R faaan g™
TFHSI.

. afd AeAT e ST T TRl S fed o gid Ael
TG U1 5. (SISRAET 3T /3 HHR)

- BT gerel BT TSl HeA XA SATET ST R A< BT, BRUY
BT HRATT ¢l ATeh Juardt Tt 3.

. % AR T His FgsT.

Naferr s = Frardt IrE™ s enfor @
TR ATIATST HISTEAT STl

- TR = 1 30T BT ¢ SIaa Sl SR Wi
(3Pl R)

. ST ST Gl Rae! YAR o ot @rer sfor gaR
¢ ot <ia gt ol =, (3 3)

Fited T AT HGHIT : TR (NSQF -I@BUIT 2022) TATH 1.3.39

Fig 2

TUN1339H2

Fig 3

TUN1339H3

. OefF yigar Snftr eferepiftes AW fhar 3A4aEs Hidu=n
IR HRe T HIST. (3Tt ¥)

Fig 4

AR

|i>

NN\

TUN1339H4

AHTT Heard! ganyT fbdl mefkerd drer= e I
O BT
fOpf HeHdt GHR 0.y fird HHt 3rpR AT,

TGS AT T e B, (TPl &)

Fig 5

TUN1339H5

105



Fig 6

|
X
—
TUN1339H6

i FHeardt AR 0.3 it wrga Wi e F.
TR S8R SHTHR S TAuaTETd! ST SRHTS! HicH g A

T3S UGUCE PleR dTu.
AT TR gl T 10T FFIR BIeToRA HiST.

I UI3Y SIS UATHATSY, I He 6T B

FHedl S ARSI 7 Hal ddad 3Hd hed dd AR
[A2SCIGIRN
<f&ur B4 Bl

sﬁws:cr HIUR AT TSTHIZS AMAHIHICY TSR ATTATS! aTWR (Inside cali-

per & Outside micrometer used for bore measurement)

3fEP: © gl Had B

. IS HITURA T3S giere HISTHIY &1, d SIS HIIHIHICT Hell §XATARUT BT SATIOT HIY ar=.

SR AU et i ST quTd STTard
- AR T
- gRgHd BHER Sl

- T3S PHIAWR S0 SCHZS HEDBHICT (@Rl
o)

- CloRpifU® 7o oMUl 3T3cHRs HIHhIHCR  (@XidRul
1Y)

Ui F Ugd! Ac e Sard o) 3 . anfor ¥ off geaiaRur
HUATER.

TTISS HIUR 3MUT 3AHTFC-URs AEHHICIAl AR B
TR AT TUIHUITITS! Weitd $HH UTedl Ulfgol,

TISUINTS! SISREAT HIHRITIR SRS DI Hagl.
BT HTHRIS! Y 5T 3cHSs AP IHIER Fasl,

TS HIARD AT IUST SUIHSH T gIaqed TS 81
.

T AT SR doTRit Jues e fRydid 3.
T PawH WUH 394, SI3RALY GURT AT 3NRpaic B,

JIGquarTa! fdhal HHl HRUGNIST §BAR cU ded v did
3R THISTT BT, SO ol UTAP HRUAT &H P,

SIS HITURET HIHTT YR TEHid Ak BT S0IHE
SIS HITURET T SR TRUGIRT WU e, (3 2)

I MO Bia FH eary fhar wid 9N,
gt fewmdie siav fdfea arear.

106

Fig 1 —

——

U1 UhST U ST JHeTel a1 Wieudd GrRTg B,

2361002
|
I
|
|

TUN1338H7

THel OFg Wid UId FTegHar, aigdr R
favraia IR A1) ar=h | .

T3CTES ARHIHIER THT glard e_T 37 fRisd wedla
THUTYHA GR &1, 3THISS PieTuRa G eraadie SiaRTuem Ure
3R TR,

ARh e URd haug Udl aren  feuxft dud e,
SIS S PHICTOR gU=T BT &R,

G T NPT B A FAARS DHieTaaAT NPl
T SHTR Hud AIUITS! $3eHIgs U Hiexdn fiad
b, (3fepelt R)

TUN1339H8

St T AT HGH T : TR (NSQF -ITDBUI 2022) ATATH 1.3.39



3MICUZS HIIh T §¥d 3101 figaaiia SfeSwy dend e
3T ATYATET SR fAfEd 3.

A: TP PINCUTGR T 3RId. HATIATHIST
U wid Rrefavarard) wra .

W'\Wﬂ'&&ﬂ ﬁ'\‘?ﬁ THRTA SfaiTd TART (Internal recessing to a size broad-

er than the width of the tool)

SfEP: © TRTeN Had Hra
- ¥ fipfi=ht e $& TreorR siavfa R ga mgs &

HE! JBT, AT IS RN AT I TR HROy
HAWH Y XHhd. § MAAD 3T

. IR IoH HH B
. TG I ISR TS JHARAT 31, (3MTHelT 2)

Fig 1

100

25 50 1x45°

B40%0 06
@20H7
@50h6

TUN1339X1

AR ¢ 3 Tt FfEa Fd=ar 'w R IS &l ifgel, Tom
y firedt. e gt aToit R offe. THiRaT foder—g AR 2R
TR 30T YHRE T goH faaer-a=n ¥y° Tdd USs oMg,
RN NG T TR WIS <Tesd 3MTe. §R° =T
T [FASR=0g, THRET HIcT Tal, SIRld SId HRT, g&H
RISt SR 3IUamrSt ' Sdiean GaR ¢/4SAT HITER
I STl BT TS YR IR SR 3MTg. gaR &° a1
TET S Y HIT ToTel YR TS 3R, (3Pl R 37 3)

TUN1339X2

Fited T AT HgHaiT : TR (NSQF -ITDBUI 2022) ATATH 1.3.39

a - FRONT CLEARNACE
ANGLE

an - SIDE CLEARNACE
ANGLE

- BACK RAKE ANGLE

2° - SIDE RELIEF

45° - SECONDARY
CLEARANCE

8° - NOSE ANGLE

TUN1339X3

WIAAUHTIO! UfshaT AT 3R,

HIT Tt 3 AUt STuia Sfr AT YiRme qHiaR
SUYTTS! ¢ URCHE T U ST T UhSl. 3fTdhelt ¥ AL
SRITIeaTIHTOr ot AT TS aToRT,

EQUAL
RELIEFS
,,,,,,,,,,,,,,,,,,,,,, 7|

GAUGE
GAUGE BUTTS AGAINST
WORK FACE

TUN1339X4

et fraT SieRe &ar

BT Tor ST e TR BRI AVHEA Had HIETAT
RN HUD AT I3, (TPt W)

DR BTG TP U W3S UZUCS DIeR YATR YT D],
HRIH FAR 4o rp.m TR T B,

Risaar wiis g wefvsraar snfor amwmER
A 3l

Dol Al BT 30T A ¢ HET &1 10T Cera THRa
B TorE SR ST T DR, (3Tl &)
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Fig 5

%?

Fig 6 BORED HOLE REFERENCE

TUN1339X5

o

TUN1339X6

TP BIg CTH HIY-1S UGUCS HIeR YR T .
SR MRAURIA HICT Tl HIST S0 gerean HicT ToraA
ST SISl SR GHaTie ST,

27 TES TYULS PIeR dHas Tleieeds gaf
Rrgifea = afwT arma.

HIET T ST SIod <P BT T $alsdd R +
SR 3T T G& BRI (TPl )

Fig 7

“Jd4o- g fe—-—0 <‘:Z'

,,,,,,,,,,,,,,,,, // - +X@

TUN1339X7

eifaciear Iergvumaed, & ¥ ot + 4 firdt = 32 iy
3q% 3Me. (¥ il $E1dY ga o wo $) uds)

T BT W FeRA WX WA HIY-KRS 85 I
FeareTe Ie G2 fthar.

Tdd, THIHT AT He ST smawae arme.

feoieaT IareRund, gard! Wt 2o e 3R,
7 Rl HTY-WIs Fgues Hrar AT dermd =
ST fGR fthedr.

Tl GAR 3/¥AT $EN3T ¢ WS gaalciigR gadl
STt ge . (31l ¢)

Fig 8

2ND cuT FACE OF RECESS

AFTER 1ST CUT

TUN1339X8

(Sarexumy Qo fhe).

R sraae el (o i) ST =RUTH GrRIgRi PRI,
Tl0 Wssdl Uguce iR gsuiedraAl Idc ] fohvar,
RO GaiN ST Toi=r Il gIarel cidblal Had

Tadr Wl gls udd RaYg Tws STt gdd T ThgHTI0r
fiear.

R g A &, 31foT F1eR &,
$fEPex TRy AT O U, (3MHet Q)

Fig 10

V e

INTERNAL
CHAMFERING
TOOL

|

|

|
40#3 5

T

|
!
!
P
!

Az

1 fRydidia fAif3a RenTs a1$9 7 Isguds dier
A edrdt AT s

A WIaaR SISt 3T RO TR dRUIGRITE! HI-Ws e
TS Bad TSAISTA IAc feRH Fad fhad 8.

108

C
o
;
g
TUN1339XA

1
:
3
i
i
E
3,
3
%

T oI SR . (3MTaal %0)

St T AT HGHaINT : TR (NSQF -ITDBUI 2022) ATATH 1.3.39



wiH g (Form a recess)

3fEB: ? IreTal Hed Hd
. ¢d UeHs AR ga de wa
. A S YA g de Fa
. FRfRTe yer=n aw w0
. 3ATES HIAUR AT AT TUTTL

AR

AR WU RS GIeredT M HhUNEHd Idt dHe HRugTEt
fshaT 3T,

Ta oY/ fdhar SIS IR SR HTH It Hd § T,

T UREAR ¢ HAT3C B

T e AR iRl srars &

TR Ydcedl BN Haid R el Jegadl Toraddd
3R HIST.

WSS HARID iR A b I W HRUITIS 1T WIS
TS IR o . .

20 WSS 58 aRe adhUaedT haar ¢ Tordl =i .

T TR 31U GohuIT=l el e SRAel hiar
RN WU HTYTIITS! ¢ IR el SIS R,

PHI-KARE 58 c-f BRI oo cardl aal Hhad aierd! fiid
I B,

Fited T AT HgHaiT : TR (NSQF -ITDBUI 2022) ATATH 1.3.39

FeRAY HIoldiedT SRTER ¢A SaUINITS! €Y WS g8 ad e
.

IWRIFd UfpAAe BieR A aruRdl Tl e,
21 TATSSol gAGUITETS! 3fdR HisaT Ter=an
TSI YA <.

Td Y Sugrardt ST Sl W HRUAIE HiU-Wes 68
EI TSIl Iac AR o BT

HIY-BIS FGULS HICR ST eI &,
HIY-TASS B8 ®d AT fEalT fhrar Sl ¢ sleRuYd
Hed BIgd crh REY TR B,

HI-XATS S TUHT el faHTe X forgTaddd e eudd e
TRE D SITUT Yol IS B,

PIY-TSS TS elor Thugren fa=n Iae o 31T Bic us
3R T WY HI.

coreice R Hsa gerg gaf didae Bl

109



Diucd TS SMOT HYB I (CG & M)
TR (Turner) - of

AIYTH 1.3.40

ifers 3T TeoRead AR aTuRe ayH el fRfET H30. (Reaming in lathe using

solid and adjustable reamer)

Ife®: A1 ST A9t Tl W& BT

. SIS} S Mg MPRM gd fa &

. s fRA gy fu

« W S 9O S9S g aurEr

. TEoReqd AR 19+ 8s gl 0.2 fardft amam wis &

1x45°

@16 H7

@30 02

30 =02

G| SIJPH (Job Sequence)

. SIGA ¥ S IHAS eRT ST THAT dlex GHIR 4 Tt
U d T DL

- TSI CIBIC B BT T @ 30 + 0. THH HHI disids
T

. SIlg IdC B ST T B,

. U TIHIA 30 + o3 iyt Aidle the &

. IR ST T BT 30 + o i JdR AieTia.

. CONI® AR JHaA fed IHAH Yex ST ORI

. fSAFAATA ¢ x ¥4 AHR B
. @ %HY g3 IR Taeiend T &, 3T e

SITYR 1.

. PRI HeC qUTA gldt ST B
. AT HAET AT THIHE BiS ol
o T 0T - R Ao B T

TSoRedd NHR aIRed 7S 8id @ 26.2 it smera
qredl.

PO e HerHf fga . . THIOIG TR IheT YR G- ol Hed
. R0 M= Uree B fSd R @ qu oy et fga IR guf JumT.
fore?) Siaed gy f$ad a1
1 32 - 35 - Fe 310 - - 1.3.40
NO.OFF STOCK SIZE SEMI-PRODUCT MATERIAL PROJECT NO. PART NO. EX. NO.

SCALE 2:1

=&

REAMING IN LATHE

DEVIATIONS
As specified

TIME 15hrs

CODE NO. TUN1340E1
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P S{JhH (Skill sequence)

dYTR g8 NA gia AT oot (Reaming a hole by a hand reamer on the lathe)

SfEP: § TN Had Hea
« YO AYAR JE R

AYR g8 AT ufehian A TSauHET 3R,

SHTIRIS AT QAR S W HRoANe! fgd e
BieT qoTT.

= ORg UHR ST 3R s,
TA-gIeey ST ¢ URE P,

e Aer dedd <o Y ey w1 dY 98 9%
PHRUGNST U 39 YU T8 S0l A= g

CAkIp AN BT SUh- S8 e A gHhuly e
foARaTdt =it ST S,

CAR(® S8 AcxgR YARfd Yo Yd-fea dowm gia g
SR T a1, (3 Q)

AT SR i Tz IR drdl.
ki SIRTGR Sid fUhadT e 9.

ST T g THRA AP &8 RIaal SR SUIRTST 3M1for
BIaAed ¢ SUarTS SHRa gsaresTe feRH fbvar. (3t 9)

U ¥ Uash IR fFRauarTdt Teoiead 39 <t aTuRdl §i13,
el

ST g gufudl 8 e W, degT IR U fi2H

fhad Te1- Tl SIaHeA dTex Blel.

TUN1340H1

USING A HAND REAMER IN A LATHE

cHdld RIT A% HRUARIST AYAAYH Jaar
geaTe AT @R ef<i B Prar.

giaR siaifa FE 8 FR I T
Ay fRisa fbar R 6 amt e v T@1. g
v &féw oy e FvuRar v JHaH Bisa

3for gRomdt Sla=r  WBIaR AIRES  Wid
fawia gidia.

TTAT SSMATPR W o FI3R TUTIUATH Usd (Method of checking the bore

with a plain cylindrical plug gauge)

3fED: 3 TN Had axd

. SR TR W i st

. 75T ‘GO’ TIPIIE 3R HHI Water qurHr

« TI5TeAT ‘NO-GO’ TIhTHE SISl 3 WigT aurdl.

TUNS ST ST BTl T 3TPR AT efeR-ad T
I fAgsT.

ot grel Tl 3T Th U Bl Wes PRSI HIUSH WD
B

5T ST g U Sel s U ST o SeruAha sRfuRE
Hod 3Tl @l B,

Fitea T AT HgH T : TR (NSQF -ITBUI 2022) T 1.3.40

TIoTET T Sl THRT geredl UATgaR AibiHT Jdi SaT 3for
HefaT0! §TBT ST AT, (Tl 2)

R g HUied Sredr, ol Jgeiyvl Yas S

FeRaT WYl AT WHTET TRl & @I,
T 7157 SITOT SR S gieAmie W qur.
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SR T Hyut SleRA T AT, @) § R Ha Bi
TR 1Py R,

TR GO D eAIRIART W STeRGEA T SIS, =13,

HIVATE T G SR feba el €101 § Bl Tead@BIOR

ST Jferd HRd.
T Uil aTuR e, ToredT -7 SIhIe Sxid qurl.

Fig 1

—

N )

GO 09 ON

)

:
!| <oooo

TUN1340X1

112

ITHS A9 Uelipe AT graded -1 et
Hig HIsaT PR B, ad ATHYS a1 ¢us g
axfaa.

Fausl W I B fhar fgve o T1. BIREE
e fgfRH wIRa 3R giga.

TUTGATT, T 75T 30T gehTaH el THH droH R0} e

STRTF IR TRA HATAA PTH Hies &I o1 T
TIRIY BR HEET 31T

St T AT HgHaaiT : TR (NSQF -I@BUI 2022) TATH 1.3.40



dilcd g9
TR (Turne

r) -

S{TIOT HYWBRINTT (CG & M)
et

AIYTH 1.3.41

a'qﬁ'ﬂ B dI3R BRI (Make bore by trepanning)

SfEP: a1 ST Ract grel HeH T

. IRE WE ¥ S 9% R qE B

. U gereat HedA o firdft s we B
. iR Sfera=ar gedia = qie.

N

\

o
o
~
100 6
1 100 ISF 6 - 100 Fe310 1.3.41
NO.OFF STOCK SIZE SEMI-PRODUCT MATERIAL PROJECT NO. PART NO. EX. NO.
SCALE 1:1 DEVIATIONS +0.1 TIME : 10Hrs

=&

MAKE BORE BY TREPANNING

CODE NO. TUN1341E1
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G 3P H (Job Sequence)

. A @e ¥ & TP IR ¢RI,

. ¥ SioErdl Sig A PO HeY BiATd Igs W GHH
SR U 1.

- 130 9% BruarEdt @20 At fget e,

. UE glagR Qo fa.

o CUMT ¢ YT PRI TSR I1gol wo A o, ¢ SfSoRe Hl
STOT ¢ BT Uide 3y iR Tex Ty de &,
. oA Sicsxen A Ry snfor qemyrht ShaR uwme

Gabi S H (Skill sequence)

a'lTﬁ"T ST (Trepanning operation)

. ermﬁw&ﬂﬁ[@?&_ﬂ.

. g 3T B HeHUU dip bad A HFIGD
BT Anfexie fUT fRud o

. & fiydt AT @wo it STHRTET S8R §aT.
- QU gal STesoiiydes HIT Heel ST
. gRHTOr qurEn

Ife: a1 sparareaT Aad, grl HearH BT

fefeT w=itar guf=T SiTav== Fdt A1d: CUH1 B gl
SHICT gered] URURIE UIq PIg Blel qUR BRI, (3Pl §) HIS
B i RugrES Ul SR $al W, g daR gid
AT HH! Foey Breedn Srdrd MfoT a9 TR Sad et
ST, g AN TR 366 BT Torges Haifad e
1 SRd o Iadd oS> Wdhd. f3a RUSaae SHuare! §
Td gl SEURY fG¥d ST UahT SIdbTal dhicTT Yol Tfor
fmfor ruar 81 T gl U SR,

Fig 1

GUIDE PIN

E TOOL

GUIDE HOLE 7 —

n ﬁ%

TOOL

TOOL HOLDER
HOLDER PORTION TO TOOL POST

TUN1341J1

FIITHT SATIRRA AYER B WTd: Yo AYaR e baiedT (A=Y
STRRAYD! b U U, § SRR IR UISUardt oy
SIYHTHTT DOR U ARG 3176, § T GH The RIIR=I4s
I 3ih AR feud. ¢a UReasd ay U= 9aiaR
3cIed] U RITHs FI Hoid offe. AT HiT TS Jhurg=
THURT SRl ahhaR YUh AU’ e Tog
U 317, HTHTGR HTIRTS ] G HSATUET HHITHHT
0.3 foreft et IRTER 3R, B H1Y-W5S B8 it MMy Fogue s
Pl HadH bd oid. SIS RPRY Horedn sicT

wiean ¢/3 93 Rufika Faen Risa wiew dy de st
ST,

HUGS WES 58 TITGR ¢l BIS BRI Hol JSR Alh
& ST, Bl I 38F TAd UM, Jehurgean fthrauars fa=m
JACT S, AT HICT Tore IR STl @ieil gerall Feird Hul
TN TS,

YR CURHT JRRGIRT 3fd Urdes YMieaR &l oid o AfEd
STHRIA 1T AT TSR ARIIT He bl Sdd. HaATHT
FUId TR BT 3fTciiel [S%b BTl 3R SFIUARTTST Sugerd
. Tl IR AR dedMHaR e Tha 9ul A
3TE SOHEA U SHTRRAFAR d a5 &l offditd dagl
YIS AR BIVIR 81d UHUAM BRI SR 30T TouRA
THIRY 3.

SR 3T YR TR BHeied] Blera #dig Sfeehdl S0 TRba!
AT S fSUT=l 3d, @R AR o.8 fAefan ga@T @e, 0.04
il Aes =1 BIsd WIS Ycus faar 9 Wad! Sifl gl disR
D SIS, . ORI GUT AR SIpT BIgH Ch Jha
dadd gbs MPpdl A WY el 3T,

Fig 2
%/\
Il

HOLDER

=— STOCK OR

TOOL HOLDER
TOOL ﬂ ’—7 TOOL
GUIDE —e

PIN S — / JOB

GUIDE HOLE

TUN1341J2

114 St Tg AT HgHaiaT : TR (NSQF -SBUI 2022) T 1.3.41



PHiucd TS SMOT HYB AT (CG & M) ™M 1.3.42
TR (Turner) - of T

ﬁ'gﬁ‘}l'lg%ﬂ (Drill grinding)
SfEP: a1 ST Ract grel HeH T

. fgve feaan smaxas &fén sma urss &
. forg feaeR=a @9 wigs &0

. @ B9 1o @ uigear o9 aurn

. S8 HevaR 49 WTSt Bt BT

12°

_——=—LIP CLEARANCE ANGLE

CHECK ANGLE AND LIP LENGTH

@12

RETAIN GRIP WITH
RIGHT HAND |

CHECK CUTTING ANGLE WITH DRILL GAUGE

1 = = HSS Worn out drill — — 1.3.42
NO.OFF STOCK SIZE SEMI-PRODUCT MATERIAL PROJECT NO. PART NO. EX. NO.
SCALE 1:1 DEVIATIONS TIME 5 hrs

DRILL GRINDING
«5» @» CODE NO.  TUN1342E1
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G 3P H (Job Sequence)

. f&a fac s g siteam St doiFiae fagen ar

. URfET Rl faeg Uk T HIHHE Fgerd geie are ffor
E 91, ¢° d R° Wa g fFaer~g 1 Asfavarmdt
& 2 aR 3MfOr Wreht gafaar S,

ST S{JPpH (Skill sequence)

« IR ferordt SR gRTgRi .
. ¢d PpdcHY IRAR g,

o T R WA faasR B guf &1 oYy fEa Ao B
UL,

. PN T HTFEEIT PTG CIab.

T4 &t aureit 3o Ardfé Hwul (Inspecting and mounting a new wheel)

3fe®: 8 grTal Had B
. A Sigard) fRasaer e qurgoft 0

3IRIH IS SIeg] TN el (AgSal Sid, dgT d T
SIS HIBSYdds U, (3T Q)

~®

CHECK FOR FAULTS

TUN1342J1

DR TBT:

1. Jediean 3for fRrde o
2. o

3. W el AT g
4, VXIS FTAA HIEIRTEA AR,

TN HRS ST 3T M Hlorcaret T TeReraurgd gaa
34Td.

(ATl Q) SHHUIS AR GIerd! ATAUN PRUIT U T B,
Ty RRERT 3f1areT shes IR ad sl Jlod .
RIS 3fTaTSl U sheb ogIal .

PIAE! I B 20 & THIAR HIuae! fore axifaa offor
gy R 1A TR SHRUaTd SRRRd! 3.

T S S AU T Wyl fRgifed &
(3Mpelt 3)

116

Fig 2

SUSPEND ON
STRING

LISTEN FOR
CLEAR RING

TUN1342J2

TAP GENTLY WITH WOODEN HANDLE AT SEVERAL POINTS

Fig 3

TUN1342J3

T ATSC HI0
fhal wiRke® T 1 dad SITdid. (3l ¥) § =1 e
Rt T Wt 1.

31eaf IS ThURA NSRALTA B! § PIaT. (ATHelT &)

St Tg AT HghaaiaT : TR (NSQF -STSUI 2022) AT 1.3.42



Fig 4

LEAD OR PLASTIC
BUSH

TUN1342J4

Fig 5

TUN1342J5

REMOVE ANY BURRS OR TIGHT SPOTS WITH A SCRAPER

]
:
§
E
!
g
2
3

Risaar e B s .

AUYF FH UM BRI Wiadl Wiewd e
fUSHR THAV SIS 7. AT AN ieredr sref srrar
TR TH AT Gem S 99T, e Sudhid Seq Ry
Tguul e el SfTe. (Ml &)

Fig 6

INNER FLANGE KEYED TO SHAFT

/COMPRESSIBLE WASHER
RIGTH HAND THREAD
FOR R.H.SIDE OF MACHINE
— N

UT TIGHTENED SUFFICIENTLY
| TO HOLD WHEEL WITHOUT SLIPPING

|
I
‘\~ FULL WIDTH OF NUT

ON SPINDLE

RECESSED FLANGE

CORRECTLY MOUNTED WHEEL

FeT -1 TRRAT UE U SIS -Te TR TS B,
TR g heu Kled JHaT gigd.

mRiFaR 94 e g9qu
JIeiey Ragar TRiHr 9 qRas! §g &

DR I T fohar e &0 FHIgd TSt HRfiA
ATt SR .

S e 10T T 3T SMTS[ETS HIVIE! I HUT BT,

TUN1342J6

Sited Tg AT HgHaaieT : TR (NSQF -STSUIt 2022) TR 1.3.42

- AT T STHRTAT TR T B,

SPhd TR foddd SITugH TR WRHA1. HTGD SN, o
Ui BTG CIhI. (3P ©)

IR ¥ Gadd BT 301 &I M aTel WIE Bel. (3P )

Fig 7

SLIDE BACK
REST
REMOVE

OUTER PLATE

TUN1342J7

I BRI TR TR T Jd BRI, (ATl ¢

Fig 8

CHECK NUT DIRECTION BEFORE LOOSENING

TU20N1342J8

¢ A HIUGATS] BT I 9501 Taxa® 38
o durET SfoT W .

FUSTmYA A 3R BT 0T STRRId Tetol BIeT. (ATl )

Fig 9

TUN1342J9

REMOVE NUT AND FLANGE

FIq Gad SIvaTS 7S 08 gHvug ATl YT
STIAD 3 AFl.

117



CHECK INNER FLANGE
REMOVE ANY BURRS
OR PAPER WITH SCRAPER

TUN1342JA

ST 3Td MeST B BTG SATIYD HUT T .

fRisaR 79 i arar AT SRiTd B, (Mt 22) TR
Tefol R 3.

FATRAT e BT T B, et Rudid Sqvarrdt R geuor
31 (3Tl 2330)

Fig 11

WHEEL SHOULD FIT
CLEARLY INSIDE GUARD

BORE TO BE NEAT
FIT ON SPINDLE

TUN1342)B

Fig 11a

RECESSED SIDE OF FLANGE
AGAINST WHEEL

TUN1342JB

2 T arad 3R o1 IS et YT WY 3R
Tl @ .

118

TIGHTEN ONLY ENOUGH
TO PREVENT SLIP

TUN1342JC

Fra-med! o wie Rfthe .
- N fAda &Td o S/ e H.

T -3 A TS0 °g B (ATHT 33)

Fig 13

TURN AGAIN BY HAND TO
CHECK CLEARENCE AFTER
RESETTING WORK REST

REFIT GUARD

RESET WORK REST

TUN1342JD

XA Y1 8T fOhaT &1 & Gaauo! arad fdr g offg.
AT Ul graT ST Fa guf SR 3 et
fife are . (et %)

grafvar fre Fad 999 s e 3 arad
grfgst ST e SRR smazawar Arg.

Fig 14

STAND CLEAR
OFF NEW WHEEL
BEFORE STARTING

TUN1342JE

St Tg AT HgHaaiaT : TR (NSQF -STBUIt 2022) T 1.3.42



‘JI'IE"%"T | 3ﬁl’ﬂ 3for %S (Dressing and truing the grinding wheel)

3fEE: 3 TR Had axd

ST DIl TR [THRIG Had o 9 o A g
Fad Urfgord.

SRIT § Fhere ST WRBHaRid TdI- SIg8d BT T B0
fdha1 BTG CTHUATE TR 3R,

T B R ITAT DICT haRIel HER3IA BIg CIehUdrd TR
e, § R WHYR  IRY §9d A1 o Tfeaewe
B aread.

SIS 3TR.

URFET Fiel T fbal SEAIST WHMIG: AR SURAT CAHE
fRRUIR YT Fex fohdl Aid Ged Suaad ATR . (3T 2)

Fig 1

DISC TYPE OR STAR TYPE DRESSER

RETAfdT Hex U Haed wiaedl TBYaR ot bail S
AR forar WU SUEeYE HU Gad BV e
IR RS, (31t Q)

Fig 2

TUN1342X1

TUN1342X2

I HOATS! A SATHRTE SR AT,

YT &% fohan werd gaunl fihd sifed SfT o TR1E el
AT § urT.

Fig 3

CHECK DISCS ROTATE
FREELY

CHECK SPINDLE
RETAINING CLIP

ALTERNATE PLAIN
AND STAR DISCS

SLEEVE
% SPINDLE

TUN1342X3

fisa Rudid RR s @ &,
SETeeR RadaR diet oig &,

SR T ST Fefr el e .
RIT I P

Nd FIAUREA GRAR DA SUide el T S,
f&%p ad & By TTH Ha Ties!. (3l ¥)

Fig 4

ISOLATOR SWITCHED OFF
WHILE SETTING UP
AND ADJUSTING

TURN WHEEL ONE
%COMPLETE TURN BY HAND

LUGS BEHIND REST

WORK REST
MOVED BACK
AND TIGHTENED

TUN1342X4

Fited Tg AT HYH T : TR (NSQF -3IBUIt 2022) ATATT 1.3.42

FAY IS .

Ferrol-fp T Aut ire=ht st are.
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BIAH 9d HIE WY 3R B TURIUANIS, &et guf Yegieg2H e

P,
SO 584 Gl BTt Ug Uahgd o,
FIBogad dTedl. (3Tl W)

Fig 5

BE PREPARE FOR INITIAL STARTING
SHOCK AS DISCS ROTATE

LIFT HANDLE
CAREFULLY

DRESSER PIVOT HERE

TUN1342X5

Feredr @ia= @I SR PRUM W gsa=n
S[ETF® el gTadTd T HlIeae B

FieredT Har NargT STRar fRRUT gadT. (T &)

Fig 6

MOVE DRESSER SMOOTHLY
ACROSS WHEEL FACE

HOLD DRESSER FIRMLY
WITH BOTH HANDS

B YHRIAGRAT [$%P Arafavary SRy gIoardt Qe

a1 AR B

TR gfra Hara ot Da fevs arsfEn amg. smar
a1 faeg S 19 MTaza® 3R, (SATHdt V)

AT 3TV Tolg Saed Ad ST gard Relieg BT

Wic S By efliumad t@e THaeR &
P feTml fHam /R aid! $dt 3ar.

TUN1342X6

120

PRV HIRG fbaT Tdhasdid Wby fbdl T B TR
PHROGITS! GRUT R B 98 BRI .

Fig 7

% RAISE HANDLE TO
INCREASE PRESSURE
N
=}

TUN1342X7

SiegT A 9F el Tl 38, dogl Tia hHae IR WD
FHROTMIS! S W B, (3Tl ¢)

Fig 8

% DISCS CLEAR FROM WHEEL

oooo)

o
]
<] <
3 —
\
Vi
_ LOWER HANDLE

TRAH §G BT AT Gh-RC T SR Bl
SieR Ragar i & o,

TUN1342X8

=i goius 9 STeaTar W .

I3 T fadedr &d B sae e A 1 ¢
UISFETTS ah X &I U . (3ATHcll Ca)

Fig 8a

% ROTATE WHEEL ONE TURN BY HAND

<|oooo

RESET WORK-RESET AS
CLOSE AS POSSIBLE

TUN1342X9

Fited T AT HGHaAieT : TR (NSQF -ITSUIt 2022) TATT 1.3.42



diucd 89

TR (Turn;e

r)-?_'ﬁ'lT

SATIOT HYW T (CG & M)

AIgTH

1.3.43

Hevaaiid Wﬁ?ﬁ-h (ﬁRR ﬁﬁi) (Turning between centres on mandrel

(Gear blank))
SfE®: a1 3Tl Rad gl HaH BT
. iR <@ e 1.
20
o 27TH7
. . \ _ _ B S
Q
olld 3{JhH (Job Sequence)
e AT SHTHR T, Il BT, G BT 30T GUT T B .
s hHRNTST R8¢ e, fga sftr seR & . YR TS R (G HeR )
& Had gl JoHL Td 1 FH1. SHear < o v e e
FIGISS ATIHIHIC ITUR SI3RET 3THR HIST, 33CTSS ATGIHICR by-200 A IS aTURe Sedd
I B 0T St 0 et g7 v, RISRIE
1 IS - 2100 x 25 Fe 310 1.3.43
NO.OFF STOCK SIZE SEMI-PRODUCT MATERIAL PROJECT NO. PART NO. EX. NO.
. DEVIATIONS
SOALE T TURNING BETWEEN CENTRES ON MANDREL £0.05 Unless otherwise sated| 1= 20"
m@ ( GEAR BLANK)
— CODE NO. TUN1343E1

121



P S{JPH (Skill sequence)

W Hevd aR oqad ef il HTH (Turning work held on a plain mandrel)

3fEP: § grTal Had B
. PTH HEYd IR HISC B
. Hevd o qad AR B

FHediwdt e Teayrh gdf SR i YU SMareR
A S WBHUGAR SIHT0 TR RO aAD 31,
. 372N IR T Hevd R AT 3N1fdr A=f hardt 3118,
RIS Y eRUggEl 1 Hevdar ASC dad ard.
HeXd R AT HTHRIS WIaitet o8 UIaal Uligo.
IHUT AT Ye A HexerdT HIHR FAasT,

HeXA MR dd fhdl 7% TNl gad! e W &1
SO ARL 1.

ghUrgAEd gieredr Toas s Flal.

FhURR gl e o1 gfsidhe 1 ST BT 31d fdvar
TR TE OTd degT U Sl fhdT Wh13R P! ST UaTa!,
HeXadl @8 < gldM gid Al IRAUT OTel. d gAR Y,
iy it = g vl AR wifest snfor @ T 9ky 3.
HavereaT Wil SIPTaR PRI fRIFHT 3Ry
SR 3TER U ST 3RId, TR BT 3TeR U cqaaR odl, [adl
TR HoiedT IRGI=T @, (3T Q)

Fig 1

ARBOR PRESS

WORK PIECE

TUN1343H1

MANDREL

FHUIGH Hevd TgUul alel, T GU g el
SR ATl BT TgU0 U A R o fEelé 8% ahq,
FHUNTAT FRAT THIH 8IS Udhd S e ahuiy
GEd 8IS e,

TR TR T JUS T, TR §b gHNT He] Haadl g He
AUATS] oS EHR AR, (31l ?)

THAN Aifers W Hevaar gradl o, T Bad
HeveredT WiSdT AT SIbThs |d be Tl T
WS ¢ YUl T

122

HioaT TN TlhTar AN Y HIRIR TTdl.
- |

Fig 2

MANDREL

L WORK

MANDREL BLOCK

TUN1343H2

USING A HAMMER TO MOUNT WORK ON A MANDREL

X TR 3T AW fShexug AR Jex S du= S
Y e i Heveran Yex giet guius wes &,

ol e ghUlaeg Hevd AT &1 SMfdr R aa
PO gdd JHTINSTT B,

STAT CIBTURLT 6T fGR & Uul ereal.

IS §b Be Had A HeYaarR sqdied Aol =l
HIHTER T Uifgord.

IR T, TG TSGR DU AT T WeHH dTeal. §
DHTH TRUATIR IRAd. (3Tl 3)

Fig 3
@/ STUD

DRIVE PLATE \

% = I, ——

SMALL
MANDREL

1
|~

=

\ LARGE

DIAMETER
WORK

TUN1343H3

WORK DRIVEN DIRECTLY BY DRIVE PLATE

Fited Tg ST H-GHadieT : ¥ (NSQF -IBUIt 2022) T 1.3.43



iucd TSI STOT HYB NI (CG & M) AT 1.3.44
TR (Turner) - off

i aefeaema fBfe (Fitting of dissimilar materials)

3fE®: a1 snamTe Y9 g e BT
« IR S I aR Sl qe B
. ATIIP AT ATV AP o+ B

. @A +o.0% fidt S ATTST T TSR FHRT
. Bt 2 3Mfor R wed i urd fbe @,

TASK : 1 TASK: 2

48 +0.04
@25 +0.01
@25.04

35 +02

35 +0.1

G| S{JhH (Job Sequence)
P 1 fEa snfor arfér
. P Hd Tl SBRIYIST duTT. . S f$a &, T gul dfet 3y e gR [y el s

.« o T S Sie IR S WA IHaR Sl Sfd SHTH T S,
NOaRMAYE I H. . Dol I g IRUIMIST ¢ UREAR SIS ¢ I

. WY A HedR A L. T

. e R O s R e, ¢ 10 R el ot il e .
. 2 rpm FraET - 3 B A0 THHL il €RT AT Sile g D

. U] STe e BT ST @ Fert et R0 el e . CIbTell Bl DRI 0T TR UT it 34 et Sar oifor o we

fondt Idfa felt e @,
. Her fga onfor urgere fga oo ot Sar snftr <& et
& AS H.

1 @50 - 40 - Fe310 TASK-1 1.3.44

1 @32 - 100 : BRASS TASK-2 1.3.44
NO.OFF STOCK SIZE SEMI-PRODUCT MATERIAL PROJECT NO. PART NO. EX. NO.

DEVIATIONS
SCALE 1:1 As specified | TIME 100
FITTING OF DISSIMILAR MATERIALS

E @ CODE NO. TU20N1344E1
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124

Eb"l'ﬁZ:E'ﬁ-ﬁT

AT HICTHT TPR dUTHL.

. ORI SR GHT TSieRMTs IR o 9hAY 3R Bt o

R,

. WY o HadH d § B

- g HEHET I8 gof URCeR ¢ AT .
o AMHY YIS A RYTTH e .

. UPI Il B B .

. T S/ Y0y i @ielt 3% fief v e .

. Yo fouft qistuefa Site U .
. eor g et ard R .

. IR T IR AT SId e BT MO RGBT I/ Agd -

d g B

. gu1 Cropran 3y e Aot a tha av

Sited T AT HgHaaiaT : TR (NSQF -I@BUI 2022) T 1.3.44



iucd TSI STOT HYB NI (CG & M) ™M 1.3.45
TR (Turner) - off
SYyHeA el TG (Knurling practice in lathe)
3fE®: a1 snamTe Y9 g e BT
. Y-S 9% HISC B
. WY N9E ¥-91 gHadd dg § A
. SIFAR "ewh T BT T o3 freftea aima wftaTor I
2 x 45° KNURLING
/ 3 x 45°
— @23
g - s |
)
5
50
80
G| S{JhH (Job Sequence)
. oA AIAME SHR TUNTI. TSTUgTTST @R e aTRT)
. THAT R Yo B AR HRURAT ¥ S THHA @+ ¥4 ABRIT os [t 3 x ¥y T AR B
Pl HR3 &R, . ToEt St et TaiE Yog SITUT SiSIehe BT ST
- WBY NoYe G T B 10T Y T B . @R3 T,
. ARFTAIS afrazae wida S Sifg @¥o.00 -0 ae  +  Fd d1&0 Tord fEsR L.
il &I SaT
. SIS ARfT Td WIRAUO tRT onftr ey SRR Ve - gD NG L.
- SOHS JHR TR BISUd WBH el BT . FR&T WeRERY
. QI IBRR x ¥u° B, . T AR AT 3R AT dieR Hefel areq Ta.
. I B 30N Th AL Sild R A0 ile T B, . T R TR IV eed 3 T
. Xiqcdl By o1 30T ¢o TRt oielt I, N —
. RS ™% T Siadl @4 x Ko dR T BT . (YIRHATI Fere amt
1 245 - 85 o Fe 310 1.3.45
NO.OFF STOCK SIZE SEMI-PRODUCT MATERIAL PROJECT NO. PART NO. EX. NO.

SCALE 1:1

STEP TURNING, KNURLING, UNDER

E @ CUTTING & CHAMFERING

TOLERANCE
+ 0.2 on dia and length

TIME 5hrs

CODE NO. TU20N1345E1
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P S{JPH (Skill sequence)
YR At (Knurling on lathe)

3fEP: § grTal Had B

. ARFRITS STH TR B0

. ATt vt Qe o

. o0 URCHH ARNT ¢d A BT

« e TARAD VST ATUR B SIq Td P

T Ube Sl SSMATHR WhIaR I equararsy,
gehTaT HITT o ot 3Tg. AfeiT=h ufshar, shamed, WieflauHTor
3Te.

JreT TS AT ST HERSIAAR e el e barel
YRTRT SO Bt o1, Bled Aferrardt o i, frdawm
qiefmaTdt 0.3 fipdt anfor wrerd Affrardt 0.3 fondft sigrsr B
B,

Fig 2

E

FACE OF KNURLS SET PARALLEL
TO SIDE OF WORK

SET KNURLING TOOL AT 90° TO
CENTER LINE OF WORKPIECE

FIN23101H2

¢ UReqe AR ¢a U & 1T Fex a1 < wioye
SIS R (3MTepell 3)

Fig 1

CENTRE PUNCH MARK

LATHE CENTRE

SETTING THE KNURLING TOOL ON CENTRE

Hiit wheard! a3i= de &, Wegd) of- i e /3 d ¢¥. T
FAAT ST AT ATD T B,

T ga THEING B SOmed F ST QiR
HICHIAT 3T, o TS BRI (AT )

3TfoT et Wis B,

HIST AT ST AT Jerd B ghugedT Yadt erdd
BId AT SIS € AT TUR §0aR Hed 8. (3 3)

Y = BT ST HI-TARSGR BTG AT gl BIS B,
SHTIRTD SN, T YiFar Sfr Afehr g I o

Thiiane Td Wis v, d fhequargdf ,7d wre
B XPd.

FIN23101H3

A AN 9 HTedl HIY-WISGR S L. gHT SABTe AT g
BIS DI,

TeAd P ahUINar dard drTd. § HIvde! UTde U1 4gd
ST ST AT IS B TaH HRd.

FHfSur UrgAT AfRFTATSt WA Wis arwRT Sfdr w7
T AR HIeRi Wis aruRT.

126 St Tg AT HgH T : TR (NSQF -STSUIt 2022) AT 1.3.45



dilcd g9
TR (Turne

r) -

S{TIOT HYWBRINTT (CG & M)
et

AMAMH 1.3.46

Y e GIFI'IE:I'ﬂE dfdbr (Checking alignment of lathe centres)

IfE®: a1 snaTeT W9 g e BT
- HTHTET YA Aact CTad He BT T TR AR AR HIe quTar 1for Y Hed srarg=T &
. ST T $fEHeNE ¥ IR AT e TS quTL.

TASK: 1
LATHE CARRIER
12mm 8mm
™ .
5 | \\
_J L4 —
| |
| |
| |
| |
| |
| W |
| |
TASK: 2
=0
ﬁ:i— — =
[
) E— -
_J
C
1 TEST BAR TASK-2 1.3.46
1 @ 32-500 Fe 310 TASK-1 1.3.46
NO.OFF STOCK SIZE SEMI-PRODUCT MATERIAL PROJECT NO. PART NO. EX. NO.
SCALE 1:1 TOLERANCE TIME 20h
CHECKING ALIGNMENT OF
E @» LATHE CENTRE CODE NO. TUN1346E1
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G 3P H (Job Sequence)

128

P 1: T Be Ugd
. YT YR WA THUNT AT B

- PRl CACibA Yacl T §odbl DHC &N SUldeT T

TSATPR WHY TR Blsa.

.« Fc AR ¢ et dfe srmar.

o Y YiFar A1 BT WSS UUCS DIeRasId ard A&Td

1.

. PI-WRS §od TR BT gad HTHURE g odl.
. P TA AU HRIRUNT AR Y el siRada

gadl.

g fthedl.

. B3P AR R e wieard aeha o
.« Y YiFar 3T Get T hoiedT TR T HIAghIHeR

HIST,

. SR g A= Faear YN O THH N, R dY

P 2: T TR AT ST EfFbe aruRo
o AU e oty ot IRTH e f3d Had 81 W o,
. Yeduehd sazae I8! ¢ IR HIST B AT SeRe

fRisd &I gg .

. TA UReHY fdhar dY HolaR S e ASC .
. U fdg IR AeyRT s uifget 3foT $fedher wioR

I fRUAT 3rrar.

. DY WES JHRNNT B S0Ihe sfedhex Aied IoReR

ATH BT S SR AR U ef YegIeg=H
Tigdd.

Srdies gadl.

. 3fSPHex I derd .

o Gl YHA TN,

. SR E AN AT 3, IR CeReld BTl MR

AT HRUT 3MIID 31Tg.

. A URE T IHUN eXHI A SIS HIeR TS diaes

P OIS bl

. R CAKIGHA BTl AN HIST 3N, TR BicT gl

o= T &,

. R CAKIHdl AN TEM N, TR BIcT AU gl

AT B,

. TS HedTe! THH UgUes HIeR JicT aToRe qlal A=A

DHeied] ATHYT GERT oD He B,

.« Y HISL
. CORCID UG HRU = o4,

. Sudd fEHeR YRl TaReib Al BTl IR YRR

HRd TR Arudd Hol gadl.

. CTRCIP FH AT I FR. CACID ISR T AR,
. ol O faRA g

gIadIeid AT Sfgdheda AfSrmea wrer=r R
ERERERRICH

. CTIHT aAT YT ST Al HRUGMTS] SIS & U

P

. AWIH FM T U H M X IR ARl Fgora

Ty FafYd 9 3Te Il WE PRUGNIET g5
T,

. SHF A SfSHer Hfew T Brsudd a1 TRun gRIg<h

PR

St T AT HgH T : TR (NSQF -I@BUI 2022) TATH 1.3.46



P S{JhH (Skill sequence)

Y e GI?I'I?F-IﬁE' GRIGL] (Checking alignment of lathe centres)

IfEw: a1 3T A9 gt W& g

. fRsgera srarg-He UG aTR & Ay Jed AT .

Y Hed e HRUTNTS! fafay Ugd SUasy 3Med. sgdha BRIt

g sramsTde

Fig 1

F11504X1

TAwTS I TegR fbdl I Td .

TP A AR ol wiq aewia Taei® g8 &d e
.

SR PEUR e 20 A SRR e QST ol
A s TRl

Uiée Jedf Saeury Yushid ASudd Caeld 88 el o B,
Y 98 YR U1 HRIETEN TMe ST,

T aIT SIS JTa UgT 10T 7Y Yex Uideud samsaae
.

CACIHd HRT YRI&T HRUANIS! G KpAT eI CeReid
THRANTT B_1 oo ael Yede  Uigeq Al A e aadd
I TS p Ug .

CURCIP ISYURH TTURET AY Hed 3farsH B0 (Aligning lathe centres using

tailstock graduation)

ITEE: A1 3= 9t Iiet Y& ®Td
. TREI® ASYURH AT AY Aedd aTsH H.

Sdhddl ared! f$Hg e TR HRUFNIS, 81 Usd aruRet
STS> .

TS-P Yex Vgt RR 3ra 311fdr ared HIUE d&d Hral
I ATRId. GO -gH! CoReidhay AT FHMING Hed
HeT SArd. Yed FfYd v, 8 ugd calea 99
3TIOT SISt el UPURM aTuRd.

BTG (3Pl )

Fig 1

TIGHTEN
LOOSEN

FI1504Y1

SIST 3107 ST AR THhwY 3Te.
UGURTAT I B FRIE0 HT

Fitea T AT HgH AT : TR (NSQF -IBUI 2022) AT 1.3.46

AP R Saaiell T I BRI

1 T SISl T T8 T Coakidl SHSalfeet] Gpud! U
el .

JAC SIS GERT Bp °E P
Wi Jeva graardran fe=ma flteror o= . wp

TR B0 &= 3T ¢ P distasid 3N 9
Weadta WM god. (SMpd )

7 R caeiddT aval YT YRIGT HRUANTe! HESReT ¥
g .

AR HRAMI, T T 4 B0 1107 favg I & ag
PRI THTE doo! bl Tlfgel.

B} THeT S WHT .
GrAfAd &1

129



Fig 2

BODY

ADJUSTING
/ SCREW

e
J

ALIGN TWO LINES

FI1504Y2

¢d He UGd aTued dY Aed 3MAr3H B! (Aligning lathe centres using trail

cut method)

3IRP: a1 3namTe Y9 gH Wem @I
. 0 P Ugd aTue A e rarg &1

TP UGURH AT Al AT B U TP 3 Ahd
81, HRUT XN A BN 10T 0! A7 gbrd 3MTe. JaR A
PRUGTS! WY Yo (TS HRUIRIS! adad Tgd Bur
A P UFd. (3PN 9)

Fig 1

LATHE CARRIER

FI1504Z1

ALIGNING CENTRE BY THE TRIAL CUT METHOD

PrIUGd
Ay Y= B ghUN AT .
R BTl BIAR ST MU UTeT= faat Sira.

CARIH N ] HIARAR AP BT &I, TATDHR IH ddR
FHRUGITS! Hedl ST YRR ST,

HIY-TAS ST AT Bid ATe! gl @ BT
FHedl HH SV = .

PHIeR AT HIST.

IR SHTHRIA BIG! Breh Y, eM3THE E g1,

CARIPAT TIBIAT Bl AT HHI TN, CTReb dlat

SHTIRCIURL gR §dT. (3Tl R)

130

Fig 2

FI1504Z3

MYE HIR AN THH grsudd Ufehar g1 .
T TS AT SIS SfShex aTuRe R Fed (s HR0)
T TR 3T ST SfShex g Ay e 3rarg B,

Y e Ad 3P i HaRIH AT §f UGd
Jadaad ol d.

HRIG!
A e Sfdr e SR HeguTh fed dad g W .

St T AT HgHaaiaT : TR (NSQF -S@BUI 2022) UTATH 1.3.46



dilcd g9
TR (Turner) - of T

SATIOT HYW T (CG & M) AT 1.3.47

< Uieed qHrao (Adjustment of tool post)

SfEP: a1 ST Ract grel HeH T

TASK: 1

Note: Refer to instructor

TASK: 2 TASK: 3

TU20N1347E1

G| S{JhH (Job Sequence)

Fig 1

CENTER

HEIGHT GAUGE

P/N 3009 \

TOOL POST

B

NOTE : UPPER POSSTION IS
FOR TOOL HELD IN
EXTEDED TOOL POST USED
WITH RISER BLOCKES

T cnoseme 1§

TOOL CENTRE HEIGHT SETTING GAUGE

TUN1347J1

o 1: R 3 ga URe

. T URE WifT By WS L

. ¢d URCHY Wad Us ¢d [Af3d &l §irss Xebdl.

AT Pelt ST, Uehd.

B 2: fpp o ga URe

. T URE 3IfOT ¢ Bles) I .

Bl fSoe WpAT HadH ¢d BleeigR bl 31

. T gIeeRaR ¢ MfEd ol T8 SMIfUT ot UiRe SMelm. SFATCINSTA el S,

131



P 3: BR-d g URe

. T URE T B A1 BT AT i thgar Ry da. . R Prer fdhar Sier for ¢a Yex wp+ °g hediaR It
B,
. <O URere Rm@R difcn e fid= fovg saw e
3rered SfETE . - ORI 8 QU TS UdTd deeT T HeAHTT STesoigde
°g .
.« T URCH HHYN S ¥h ¢ Ug Bl
. It AT eg T It qurE.

132 St T AT HGHaiT : TR (NSQF -IADBUI 2022) ATATH 1.3.47



®Ued T4 S HYBHINTT (CG & M)

TR (Turner) - off

AIYTH 1.3.48

Tcuue g3 Sig ArSfeT (Mounting job in between centres)

3fE®: a1 snamTe Y9 g e BT
. $9 W A¥E B
. 9 A IR AT B
« YR Sigar 99— =
CATCH PLATE
-] LATHE CARRIER
L
DEAD CENTRE _

- LIVE CENTRE g
iG] SIJhH (Job Sequence)
. &I @IT AT IR MT HERIE AT . . THUNGAD 9 d HIRUR TP,
. 38 Yol ToRel fRASTHE HIST B, . Tl Siear g9 .

P S{JPH (Skill sequence)

Hex e e SR TURT FR0) (Preparing work for between centre

turning)

3fEE: 8 TR Had axd
. el TR RISt ST TURY BT

AP 3R, § PHaes del RIRA HIffed 8. Uge
SRR HRUATYdT HTHRITST WTeiter TRt B0 SHTIRTD 3T

HTHAT GIg! STol B BT ST THUT e FAfGd byl
RIc) |

fgfeiT .

RIS TSR b HIg I AT ST we fhar oa we
ST B

e fAfda o,
¥isctgdf quivt! T Sed Tl WHT .
TS eg Yo T 10l quTHT. (3Nt 9)

DA AER AR Ay HRIR ST 101 o HTErA1 b
TIHTAT S Ca- STeX TGRIAT SeT. (3MTdhdt )

T HIET TG TR T 316 d HRIR A0 HIHTAT ST
(3MPelT 3)
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Fig 1

Sy Dmmﬁﬂa

CHECKING TRUENESS OF THE CENTRE
WITH A PIECE OF CHALK

ECCENTRIC DIAMETRE BEING

PRODUCED

ﬁ

RESULT OF LIVE CENTRE BEING OUT OF TRUE

TUN1348H1

Fig 2 LATHE CARRIER

LATHE CARRIER FITTED TO WORK

TUN1348H2

Fig 3

PACKING PIECE

TUN1348H3

TP 38 JergR Tddied b U= AegHrf Rcedr glaay
Ty gaiidhe (Qive ) .

FHUTA ACIIIR ARl dediid RUdid gadl. Caweld
fUsa TaRiFa Tdids Sia &o o 00 M wid ared
aifest.

VSR AP ATTUITYE YT ATTIUITRITS T YRR ST Sryerait
G DR,

COIh HIW ¢ U Hed cakidhdl RUdid i &
(3HTell )

Fig 4

TUN1348H4

&9 WicHHd WicHe dRe Yol fagug Sl dYy iR
Tae BT Yer BId Tdar. a1 f¥Udd graH Sia &R,

Y BRI <7 IAfET Wendid Wicsn derRit AGUIR gl
Tt @ 1. TS HaTa A SIS HTar e Hrivas
HIUTTN Ra U ATEY, (3Mdhelt W)

Fig 5

TUN1348H5

7S I g Cavelar s 4e &1 udd 3 Jewan fag
HTHAT HHYRT YA R ATe! Arudd 94 SToAl graaren g2
He A g (3 &)

qTEHTH! S Y& SAIOT TR gl AE 9t B d FHmaieid
IR ST ATSTT UfdbR Sorad Te).

7 Rydid SoreTs fRise aerm ug B 3 UfAbR seard et
§ TUTI.

GHAR 40 r.p.m HTST HRA T 1. 10T BTgt Teba HIH TTe 2l

YiTpRIATS! Y81 Uhal qUIT T SHIIRTdh e, cawid
sa T o,

134 Fited T AT HghaaiaT : TR (NSQF -SW@BUIt 2022) T 1.3.48



BT 3T HTRYTAS! TR TR, (3Tl o)

Fig 6

TAIL BINDING ON DRIVE PLATE

I_
ZR
CENTRE DOES NOT FIT

] IN CENTRE HOLE

A LATHE CARRIER BINDING IN THE DRIVE PLATE CAUSES INACCURACIES
SINCE THE WORK IS FORCED OFF THE LATHE CENTRE

TUN1348H6

Fig 7

45

CATCH PLATE

LATHE CARRIER

DEAD CENTRE

LIVE CENTRE

WORK HELD BETWEEN CENTRES

TUN1348H7

Fited T AT HgH AT : TR (NSQF -IBUIt 2022) T 1.3.48

135




mmmwﬁmce&m TATH 1.4.49
TR (Turner) W

Wﬁ@ﬁ mwmm%ﬂaﬁhw (Make taper turning by

form tool and compound slide swiveling)

IEB: a1 = Rac! Rt WaH w®Td

« BIH g U= ¢UR & BT

. HUTEHS TI5S RIS U 2w e a1
. SfaTdt f$a smer fAasT

TASK 1
50+0.1
41.5
6 o \J
9°30 9 g:
53 ~ 4
N~ N (= N (=] S|
ql ol [ee] e ~| N V. . VYV A ~—|
- = Q I | E— T IS
| Q
& 2 N
17
R3 23
35
TASK 2
° © | X
o - B i
AN 4
33.8 15
20
68
1 @20 - 65mm - Fe310 - TASK-1
1 @32 - 75mm - Fe310 - TASK-2 1.4.49
NO.OFF STOCK SIZE SEMI-PRODUCT MATERIAL PROJECT NO. PART NO. EX. NO
TOLERANCE
SCALE 1:1 Degree +30 TIME
+0.01 Unless otherwise stated
TAPER TURNING BY FORM TOOL AND COMPOUND SLIDE
@ E SWIVELLING METHOD
CODE NO. TUZ20N1449E1
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iG] 3P H (Job Sequence)
F 1: WBid gagk Tux eff

URATUTETST faeie HeRsre dur. . B TS AR SiRUTTH=AT ¢/3 aR ¥e &I,
« TP STeR KofHHT Uioiee R Sifd &R STI0T d S B, . R P YRR Saad BIs B IO SR BIH B,

. feagiamyd o¢ it o

. @y fiyrt AiETNIET 0¥ o it e &

- U ¥4 et Aiddt oeRR e e

- U 34 el o R3 et ofr g oR et ¥ et o

. B ¢d HHMIG! &° Taad dC B
. R HHB
. Sild BTG CTPhT HTOT BTH 3R R T R eReH Sar

20,10 ot <t urat e v, . B By B AT Afel I

. uurg o Rl wha o B siek Ogd ¢ el St ot ot dferdl 9.3 faredt o .
@209 3SR HT HiY T, . R9¢ BT R3 B B0

- o § forft aistaret o2 fordt wu o @ . R o g e,

. °30" 31N &° =T Feuht wfd fomiy Wi g U S .
« R°30' T O HHTAT YRR dadd AT B SUidH

v o oS T RewRiER dwe el
. SiuTdt B ATl bR qUTHT. THAA e R Sa
. S JHH o7, 3y il Oan IR SR VA enfrd T . Sife B 1 of1f Ugpur dfet &¢ Rt <.
Bl - HURGHS WeHH ¥Y° ST B T P
- WRAT e 3fIfOT U T et &R . T TS USRI Al HIS He ¢UR e Pl
+ AT e it fwR anfor sifer oo 1
Ro il S HRUArIST & At < fgd &, . & goatE dme TR
ME T IT TIOT 2y et SeeTe! e <u 3 v, B T s e gt
- I Ny Siferarelt 7% Wb g (ST e

P S{JPH (Skill sequence)
%ﬁ'ﬁﬂ' a%?[ EI.'EVHET\‘I? Hieor (Measuring with vernier bevel protractor)

3fEP: § TR Had Hea

- =i Faer v fafdy F19 £y AfSeren seauda qurar

. FAR ST BTl HeHia A== Faeur TRba JIosdT quTHl.

T Wl ' UGURF=AT Gigl aT5] dEae! @HR gsdresTa iR 9/ araRuart usd

perd] gfteihe el e, SR Gl G T TSI AR ooy srreny vy crea b @t wRipe e 1

IrEd 3T, IR BHOR Whd SWId gsureTs fe=H ared el B T e S S
TR W d I/ o Warsd shisd 3R I AgH! @t a.

Fited Tg AT HGh T : TR (NSQF -3IT@BUIt 2022) ATATT 1.4.49
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T Wh A YeHid FHaR Whad Ryt st ¢ Aed gxifaet
3Tg.

AR Thera TG ‘o' wdde JoT Whad Sl arr
U Yoo,

g AR AR (SHIHS) e T 34T, BHIR Tpareid
JuTl TR JRe Wha [AHSHTRT Uhey 3] § defd .
QU BHIR Wherdr ¥ o1 fqunT o et fefRe argdat
TSI Uh Y 3M18)

fopam T W ST a1 WA Y M. (WU ¥ x W' = R07)

BT BT Yoo 3T Yoo + 0’ = Yoo, QO’WH@@W‘IW@
SIE

Fig 1
CONTINUE
READING
VERNIER IN READ DEGREES
THIS DIRECTION (URF;;?)"Z\‘EGRSOOD)
80° rre 50°4-0 40°
19 65 55 45 350 3002
T 5° 290
75%

THE 4 LINE IS OPPOSITE A LINE ON THE
MAIN SCALE 4X5=20 MINUTES
TOTAL READING = 50°

+ 20'

TUN2149H1

50° 20

Fig 2

MAIN SCALE READS 52°

READ IN THIS DIRECTION
/FROM ZERO

o o 80° 557 [50° 450 4pe
15 19" 85 \ 35° 300

VERNIER

READ 45 TOTAL READING

52° 45"

ITIGHTT, 3Tl R & AT URe, YW 3 Hes Tebvd. (3Pl Q)
ST IRBHAT HEUTT TRBYUT qUIHUATH U

TRF e TRHHAR IS ST 98 FgUUl I H1.

cifeh T fEargerear HadH st STt se R e .
T Th e Jeuid iR Whd ar.

IR W o' FYURH ST TReT Therd Ro° Sbd ST,
AT Had BT HICh T FdId, FUN, Qo°.

IR Wher ‘o' TGURM b d T, T R Wod arn
3for fSelieT anfor ffeimed 3¢t e,

3 WSO WH¥ foraer ggfad.

TUN2149H2

UGS WIS Rasfimgr ewr efHa H=u (Turning taper by compound slide

swivelling)

IfeP: ? TRl Hed |

. HUTES AT Y TATS ST STIH YR HIFaR He MoT Weed H1

. €6 URSHH & Ue B
. TR A B
- B degd Widae TR qUTI.

WReRTER 3M1fYT § BIegR HTH=AT Y= HIFd ¢l Big
RO, (3Pl 2)

U UfhaT [T AT 3Mg

T 1T T S CURET HIGT ST e PR,

ORI 3TaRI® rpm TR AT .

138

HTTIHATIR ¢I0 WSS el CuRa et sfayd sHmRid fdrar
SHTRe=A1 [GRA Wigd B,
FATRAT TeH b 1. (3NPell Q)

3 TeiaTdt WA W9 g e ame art @t
.

¢a uentha effr ga avg vwurht S Afda
.

St TS AT HGH T : T (NSQF -IADBUI 2022) ATATH 1.4.49



o fpHr S e ol
TR TR Aidt PE HVARIST <Iq WSS AT
T .

Fig 1

DIRECTION OF

TOOL TRAVEL © ©° DIRECTION

OF SWIVEL

TUN2149J1

60° INCLUDED ANGLE "' o'
— . WORK AXIS

TUN2149J2

Fited T AT HgHaiT : TR (NSQF -IDBUI 2022) ATATH 1.4.49

YRId I WSS ST Tl Ualidhs SUIR ATel A Wt
B

TRyt ot dles .
TS ST A HIHTAT TRBHAR TR T 10T Hid e BRI
- T GUCE PR YR WES B,

PIGR Hedl S T - ¢ B b Glsudd ol W3S 58
B CAd WSS BRI A0 BIS .

a0 wrsegR BT veawE Snfor gad o
3TIP 3Te.

HIY-WAZS I Hey o1, UdH dd! <1g wWige- fhal,
HISS h.

TR Yege M aeTg T Foredl SieaT B qur,

BIE! B ST RIeed GHRITSIA P,

TR T HRON = ST AT TR gof .

fafdy oI efHmardl durds e s cad ¢ A faaen oife.

139



TEd 1

fafay @ st Hurds e sy
ARRANGEMENT OF GRADUATIONS ON SWIVEL SLIDE
| | 45 | | 45
0 /

% //‘E\

! |
SPECIAL ANGULAR ot % ]}? ¢ of || ) ]}g ¢
SETTING ON ‘ />\\9/&\

COMPOUND REST

GRADUATED FROM 90-0-90

GRADUATED FROM 0-45-0

EXAMPLES

READINGS ON GRADU

ATED SWIVEL SLIDE

— AXIS OF LATHE

7JV7,{%,,,GOB

INCLUDED ANGLE MEASURED
IN HORIZONTAL PLANE

[
— L

ANGLE GIVEN FROM A LINE
AT 90° TO AXIS OF LATHE

50°

140

St T AT HGHaIT : TR (NSQF -ITADBUI 2022) ATATH 1.4.49




P TS ST Wﬁﬂ“ i (CG & M)
@R (Turner) - TWR i

AIYTH 1.4.50

ﬁamﬁ?ﬁamaﬁneﬁaﬁzméﬁw‘fwaﬁw\ﬂzm (Male and Female

taper turning by taper turning attachment and tail stock offset method)

SfEP: a1 ST Ract grel HeH T
« WY T BA
. A RIS ATE YT UGN 16T TR T &I

5}
TASK-1 /\i/
< S - e
P h
1
_ ‘ 2x45°
2x45° CHAMFER
15.00 37.50 =
75.00
TASK-2
%5"45‘
J g ’
NS B
2x45°
TASK-3
MT-4 N
-/ AP
Il 1x45° 1x45°
W,
o% 15 109 20 15
T
E % 180
ok
1 30 -80L - Fe 310 —
1 50 - 60L - Fe 310 —
1 &35 - 185L — Fe 310 — 1.4.50
NO.OFF STOCK SIZE SEMI-PRODUCT MATERIAL PROJECT NO. PART NO. EX. NO.
SCALE 1:1 MALE AND FEMALE TAPER TURNING Devietion 0.02 TIME
( BY TAPER TURNING ATTCHMENT & TAIL STOCK
@ E OFFSET METHOD) CODE NO.  TU20N1450E1
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G 3P H (Job Sequence)
F1d 1: TuR ef srdavie aTuw aTer W

. Pl AT SHTHR TUHEL . 2 il et dos firft Wu e &

¥ Sl A He ARSI eRT 30T o € P, - R e 3T Ugda STel SR T PRUINIST w ¥y
. THT BT Bl H A1 Heawrh et aa. BT e PR

Ry fireft Afeitean @ @Ro e FI. © SRR SRR,
. ONBIE ¢ x ¥U° TR B RfEraan

. eu B BreT

. T IAC B AT 7 THST.
. THU e by it IEte ard w s @,

® 2: TR efHr rdawie gR siaifa TwR
- Y-Sl IHHL ST R IO B - qTH ABTAI R x ¥4° TR AW PRI
. DHarE 3d NG HRUGRITS! ¢ A D, . TR THT scTvic R I@d Uicdex M HadH 4° YW &R

| DRI
. ST g g geurh SdiaR I .

ST U1 SIhTdl 1y & .
.. ¥y foef iefidt O ovy oy ot e o
. TEURT ST A HRUGNITST AR ¢ @EHS o) AT IR SRR TR e FR1.

. ST Yo forft @Rl e @, © P -2 TR g
. UIdcC gid ko T fga & R4 TR
- fefeim o ote finft S S B, + ¥ YRR PRI FTal

R S - T HRAMT He WS TR,

. I g HEl SR A B ST vo B ikt fgfefm, ToR e snflr AfefT FHRamT WRGR FHefe aToRT,
P 3AHH .
3.4 A T =t el IRGUATITSY ST T R ST SiTe A

Fad R,
P 3: A Wb ATHAC UgalA SR efT
. Yo XM T &R, . S U SBIUNA @ 93 x Q4 it afe weu e .
. U QESt OR x QY i die wu e B, . YF IUEA HUIGS AT i DI 0T D,
G AT AT DI <ol Kb SATEC! 7T bR, g D0
32-22 180 S
=0 22 19 32-22 10
=227 18 Jnosn
- 108 2x20 40
- 1 180 _ 1800 Tan 0=025

K —=
2 109 218
8.25mm

S 8=14°2"10" (Fortrignometric tables)
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- B 999 UIdHR  IURA HUGHS [ Wgsdl RId
DI .

. T0 WES Hisdl aIR H&- ¢UR fhar AT HoR 31 3R
ot wefa 3. favaptes g 22 it anftr wfelt R0 iyt v,

. TR Igd TR M IR HicTRTg Sie=n MHR

GEIRIA

Gabi SIIhH (Skill sequence)

Y TR - SuR efHa (Lathe operation - Taper turning)

3fED: T TTa Had o

. TARTP ATHAC UGdIgl SUR i~ BT JHIFAY 3RTAd YT i@t

. SR fHIHRIHR ATHHe! THTOT Wi

ARIS ATHIC UGdH SR e+ o
? e Ay Ufeagen oFd |, Tuen il guifay S
TR ¢ ST AT gt Sferaerear JHiaR o i,

Silel I eRel STl e, 3 (3) HE GRIICUTTHI haed
YT TARCTHGR TR 3R

. TYIRR.

JRA Jed Youd) Sfd Jed 3rdd Soihe HegHrh
&l fhar 76U 8% T - S g dod g, Yedax
3 HR 3T 3 T vamTdl, Taels IHId: gyl
e §/4o T HIRTUET SR 3{Thc SIUIR T8l

SITEA =T YHTUIRN TorET
SR TR HIGT ST &3 dd el 3. (D) T8 SH. (d) T
qfdl (1), FaR

Fig 1
SHADED PORTION INDICATES
METAL REMOVED AND TAPER
NORMAL AXIS OF LATHE PRODUCED AS A RESULT OF
OFFSET
TAILSTOCK
OFFSET —l
[T - =N
(eXeXeXe
AXIS OF WORK BEING TURNED o © O
O PR
(XoXoXo Y
=
IF CENTRES ARE NOT IN LINE TRAVEL OF TOOL PARALLEL TO g
TAPERED WORK WILL RESULT WAYS OF LATHE BED =
=
iD-dy=L
offset = 5

Fitea T AT HghaaiaT : TR (NSQF -ITSUI 2022) AT 1.4.50

S L = Siedl THur dfel, | TR dfst
3qlexur
TUS STeaT AIST N (D) = 3o fAt,
TUS Siel e AN (d) = &
TR YR el (1) = Qoo fR.
Siael Ul disit (L) = Yoo e,
(D-d)=L

2l
_ (30-26) x 200
< 2x100

_4x200
2100

offset =

=4 mm

SR CWR TPF A&l ad el A a) Sfihaed JHTT

TPF xL
a 2
510 TPF S A faar S

L = Siad! THUT A,
SR IR VIR WU e bl $d, TR SThycd JHTo

_ratioxL

mﬁgmﬁﬁmw&mmw
SHBYT = L x tan @

S L = THUT el

@ = R feTivmed B Tmfay o,
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TP 3THAC BT fAfdy TGt (3Pt ?)

Tl AR SR TGURH YoM Fd TN, Saxad
iR BFIR HfoRan srdla go=ren Sie=r AedH
HTHYe e B,

T ¢ $fedhex aIRul.
P - WSS YGUCS DITR SHTIOT HITR TIof dToRUI.

CUREIP ISYUR qTUE dY Hed A5 HRUI (Aligning lathe centres using

tailstock graduation)

3IfEw: 1 ST RI9d], It Y& &
. CTREID AU AU AY e SaATg HeI.

qIoIdT JHTUM 3P dNE Ueh qaR HRUANIS!, B Ud araRall
WS b,

BS-WIh Yo TgHd FRR 3 SAT0T el HIve! saet Bl
Id . TACIHANT YeX  JARNG B YR AgHd
Ha AT, e YT HUITS], B Ugd CeReidbaa 9% SIfoT
T HITIAR fealelt TYURHE aTRd.

gfohaT (3l 2)

Fig 1

LOOSEN\

CISIEINERERICRCRS)
UGURA I 3NicdTd A& o1

TU20N145001

AR IP AT YR Sadll T A B

T SIS drel dgad STd T SIS[el caadid SfesieT Tpud!
TP I I

JAC T GIRT ¥p °E Bl
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Wich Yol gradreitd fa=I ugl. & FHNN B0 J= SaT
AP Fretadid i I Weadd SNBIRA Jeod. (3l ?)

Fig 2

ADJUSTING
SCREW

BASE

ALIGN TWO LINES

!
|
i
5
E
%

U BRI, Th T Adt B0 M7 favg SIo@ & U8
PO UHTT dost bl UTfgol,

SISt A STl W BRI,
gfAfgd .

St T AT HgHaaiaT : TR (NSQF -I@BUI 2022) T 1.4.50



mwce&m TH 1.4.51
E:h' (Turner) TR
E&RF[ ﬂ@ﬁ HiRT (Matching by Prussian blue)

3fE®: a1 snamTe Y9 g e BT

. YRRA & R HIUGTET EIG B

iG] 3IJpH (Job Sequence)

Ex 2.¥.4o BT ¢ 3N1fOT B R Hefie At Snfor fovsat qleet W . Td YT fhHer=an HITId G,

SR - THfra o o snfor Aa W Prel.
T HTTIER IR S UIcTes o ST, (TPl 2 310 3) . RI  UH I TR ST T T
Fig 1 Fig 1

MALE PART
/ (FROM EX 1.4.50)
14
]
'Y A THIN LAYER OF PRUSSIAN BLUE
APPLIED ON THE GAUGE
FEMALE PART

(FROM EX 1.4.50)

TU20N1451J1

TU20N1451H1
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AIgTH 1.4.52

arrfﬁrtlagﬁaﬁﬂ (CG & M)
ET-fT (Turner) TR

4 WicaeX 3ATU1 AEH IRER ¢WR dUNId 318 (Checking taper by bevel

protractor and sine bar)

IED: a1 ST Rad! grel WeH T
. + 4 fifrei=a s auda =it Feredr wTET S quTL

9% of oz OV

TU20N1452E1

G SIJPH (Job Sequence)

P 1

. FHUNTH BT IWHY dgd Uicder &I 10T ST B
(3Tl 2) A AT .

. IR ThoredT UgURM ‘o’ aR T Wh o SUTS arT.
. R Whardia it e derd w@n ot e Weae

. i fERTENg ste MUT Sl fewman ugqul ald . fqUSHIRR THeT 3.
. oA Whora SeHid iR ha Ryt dard . . e ey Wha ST SieT + IR Wha g
TR foh T H-AT W I[UIThR AT,

P 2:

. WHYA TedR 5T TR Ie .

GURAT ATRIE SH WBIR I IdedHR Hagae
&Y IS Tt AeRWTE STHR e TRAA TR gedh
HI3C DRI
ST & feheral AW We fhar gHWR g3e og
HI3C DRI

A X SfSHex THI TADBIA U B A1 ST A
Rl el @t B,
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. Sd Sfedherdl gehrer gu=dT Il gadl.

3TG.

. B YU HTE TR SN gDl Q. qlal clbiaR

A Y aRay Ry e S gHaifsa sRmdt



dilcd g9
TR (Turner)

ﬁﬁﬁaﬁmce&m

AIgTrH 1.4.53

MT3 9Y S8 A3 I94T1 TOT FoFAT HIT 9UTAT (Make MT3 lathe dead centre &
check with female part )

SfE®: a1 3Tl Rad gl HaH BT
. R T ardadie IR AR e B
o ARF U 3 3fOr MT3 UR @ 1S e He.

e 19.76
/— R1
Yo
< 60° ®©
N T YN O 2. YA BREERS
Q
4.5 4
85.5
130 |
\
1 @25-140 C-45 TASK-1 1.4.53
NO.OFF STOCK SIZE SEMI-PRODUCT MATERIAL PROJECT NO. PART NO. EX. NO.
SCALE 1:1 TOLERANCE Time:
MAKE MT3 LATHE DEAD CENTRE & CHECK WITH A SLEEVE
@—5 (FEMALE) CODE NO. TU20N1453E1
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G 3P H (Job Sequence)

- o] HISTHT SHTHR T,

- IR IHHL G LRI AT B

- TP ClbTell By B .

. SIlg I BT, THUT 230 A Aielt IRGUITATST GE=AT SIebTell

df's = Sfor geayrt fga .

. I B 22y ol SfdRTaR 397 TaReimasid BrHTel

FHY T 10T T B

. Y .0y A IRAd SR YT At @ BT 3o

ATaeh e .

. T o Ry Far onftr W ST e 1. HURE 8¢

foredt x ¥ fordt &ffs.

. @3¢ e ToeR AT RY TR .
. TR T SrcTie Ve B IOT 3°RE/QY” T SR o B

et fpem Ay &
TIgaR <IH+ ¢UR duTl.

TR YRRA & 1] S AHdT M1 & Wicads
TURTAT Y[Scdl AUTHUI 3= bl

W ETHE TR AW TR F SR

- HriGRi SR 1T WSl siles TR Sebeixl qurd.
. SDHI SR SRIIT AT B,

. TRTERI® SR W HIO1 ddt ST,

Raega &1 311fvr @i ¥ bg .

WSS [AARIURE THH S{aRT6R 3R

. T S Sliel U 9E H.

W @ SuRET i Ul Ty FHRT1 fhar gof, s
AR e B
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T5T[ebId TRWH 3qUl,

. UG ool SAuare), Savad ey icT SHmord

DRI

SeRUAT e .

. WilcgHY Siid TTel 30T J=AF RPM T .
. HUKS WSS JHATURA 30° TR awd Hel.

go° JHIAY HH e fauamrdt Tw 3fdr fbfawr e TuR .
MT3 TWR 3T AT MT3 WiE gl W0 .

R g9 3P PER Ve Fd 9T @R, SuRHA T
IR 3.

. FhR IHUG ARG B AT Jod e &R
. IENTS WS e H.
. DR RBITS AR & B Sguda emsfen ¢ wis

DRI

. gouNTEl RHEAT act gAR R Al sfvaR & ga

BIEUdd B I9dih S gardl.

B ufspar SuR SrdTHc=AT gadT YRTHA T Hivragt
™ FIg eThd.

- Y I B AT GeAehT be .
. SR FRIMER TR qur

St Tg AT HgHaiaT : TR (NSQF -SBUIt 2022) AT 1.4.53



P S{JhH (Skill sequence)

eWR T SrcTde T SR dUR HIId 3T (Producing taper by using taper

turning attachment)

SfEP: § TN Had Hea

B

IR
Trfexie IR 3T Wisfen siie v M dHhar qurdT 3for
HAF T FHEINTT HR1. ARIGRIPG TR W3 AT dd
1.

TG T I Y, AHR ANIeRid IRAT MaFH BT
Ragd .

AT &b Ig B,

ANfeRi® IRAT JHTG Hig-ee [RARTURE 0 SfdREaR
AT I Wie FHRAIT B,

3P HFTAR P ¢ e B,

HIUTiE! 2T b reaT CIRAL UROMT Hed

BT ¢ 2US JaerTear HeOHR S favg ASTdd el
FHTAITSI BRI,

7 Y CUR i+ 3icatic YRIEM HRUAMTS! SR sidbeal
Y JSaR Al B,

IIYT TR T THC UG, T TolATaR @Teit
fereieaT IRUTR SFERT BT

TIT TS UG BT S0dhe df B9 sl JHIAR
3T, TeUTS! HIHTAT R0° TR,

g FRYCATST BT ¢ Te .

FRE&T THTe °rat

Fitea Tg T HghaaiaT : TR (NSQF -39S UIt 2022) ATART 1.4.53

SIS r.p.m T B,
PIHTH TRHHIRET GAR & el g e goren wie a1

IS S Spell |17 ST T e ugH SRIad FHroarra!
DI ST a1 gL Ay W °Tell,

PSS WES AN BT TAA BIHIT HIS HRUAMTS! aTuRa!
IO TR TS,

U Il BTl by gAR R it @r gsuda
DI T Bl Joidibs gardl.

? Tw effr srdadiean gawn yradia g @
PIgA <THd

oY AT .

AR R ol id T gadhT de =1 SfT SHHRMTS! CuRal Ride
GEIRSIE

7T Hedl S T B
rean efHoETor Hrf AR B

Udh hcH] \j@dlcﬂﬂl DPTHTHAT 3oIAT eIdHT ClhTA] Udide

9R ot i T geqd W e,
flheardt CuR qur.
TS S, TR T 3cadie GgT AN BRI, Tl

e T ST SR gl qUIT. SMHRITHR TUR U7 HT S0 o
TR TeHE fihe B,
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eWR foffre @ S arued Sus dieR dutHd 3 (Checking a tapered bore
using a taper limit plug gauges)

3fEE: 8 g Had B

TR foiffe @ 19 SHEET SEHar S TR SR g —
ORATO GRfYT PR, (3MMhelt ?) €0

NO-GO
Fig 1 f

A THIN LAYER OF PRUSSIAN BLUE
APPLIED ON THE GAUGE

TU20N1453H2

TU20N1453H1

TAPER LIMIT PLUG GAUGE

CUS FISR B 1.
SR foIfie @i Toier GRSl UTdes UR Tl disig drdl. ; LN
(3R0° SHeR) (TPl Q)

5T 31T SR R FHRIAS GUh AT HIUIST <US
SR 3T TR W IS HIdoiydd Gy KNG Sad B,

—
SUFFICIENT FORCE
APPLIED TO ENSURE
POSITIVE CONTACT

BETWEEN THE GAUGE

mwﬁwwa@mﬁgw AND BORE

R e @ 9 FIsoiydd g ot AT gRE | | )
THIAMUT U 38 &1 qURIT , HHTHH T S L,,i,,J g
ﬁ'ﬁlﬁ75% q-zfagr 3IGD DIFMEIT Wﬁﬁ@aaﬂﬁ LINEAR DIMENSIONS OF THE BORE WITHIN LIMITS §

R Y51 Uhal CUR SISRAT 3Td CUR WHT IS °Tell S1fOr quTa,
SR T16T 81, 7o fagiford aiedl ‘Go' ST ‘No-Go' Hafed
Il 1, 8 AT CUS SIS [T SrIddl YHT3d Hd. (3 3)

150 St Tg AT HgHaiaT : TR (NSQF -SBUIt 2022) AT 1.4.53



%ﬁmmmﬁﬂaﬁmce&m AT 1.4.54
@R (Turner) - TWR i

P AIGTAR ef~T ATIOT T3 (Turning and boring on cast iron)
3fE®: a1 snamTe Y9 g e BT
. R afdr i R

7.20 [=— ‘

g

522
‘« @40 »‘
»‘ @27 HT |=—

2.5 —=
% s

el e ‘

1 ©230-25 = FG15,15:210 = 1.4.54
NO.OFF STOCK SIZE SEMI-PRODUCT MATERIAL PROJECT NO. PART NO. EX. NO.
SCALE 1:1 VIS
TURNING AND BORING ON CAST IRON
CODE NO. TU20N1454E1
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G 3P H (Job Sequence)

o HHT HIART HIHR dUNT

. Sie ¥ ST He R S0 T DI
. TP AT By B .
. BT 2R3\ T @ @3¢ fondt didier dmR e .

o ol LY B 2R HE A 2Ry i S megyrh i
Yo iyt ST g ST,

8¢ Tt et IRGUATHTST GHT TIbTal e ol .
BT 2R et IR dfeie JwREs e B,

aﬁw S{JPH (Skill sequence)

. 3@ onfir SR @RE o finft YT Bia=an et To IR
G2
- ZRLHL R 3 Fad g TH H.

- T eI BT 2R B A .y o vy anfor g sty
RRY @r¥o Tt TEUTa H.

. PHIGT IO =T SO e Higd Hevd R SId ARSC e,

TS WIS Ugal+ STH BRI (Facing work by hand feed method)

3feE: 8 groTal Had B

act fARad AR Hig- crwuame! fhar &HET g
Ay YfRaR dadd HRUAMTST, BRI TR &l Sld.

T OReAtd T HHId HH HiegRe e g AT Jeav
&R,

AU AR ¥ A Qo At SfaRIaR Ihthade Ta-Uigedr Wy
. (3Pl Q)

Fig 1

TU20N1454H1

2T T8 S UgUe HIeR Y FgTaR ¥e &1 M1 dhaw gaid
PG CTPHT. B Al B .

T BT 3T HUTSH S TSGR cadl AR o 4 frdi wis
B (3Pt 3)

Fig 2

TU20N1454H2
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Td AU HEHRT STETd iy WZSgR cadl HIHTeT Hegyrf
TS B (3Mpdll 3)

Fig 3

SI9efd ga B guf ovd ATe! Arudd - X3S arae BTl
TR ¢ BIS B, (3Pl ¥)

Fig 4

TU20N1454H3

TU20N1454H4

EIECIICIRE
GERAT CIBIAT BRSS! el Sid Rbiad o,
HTIRGH THTUNT HERSE PHTg eThudd 3shH 8T BT

S T AT HgHaaiT : TR (NSQF -IDBUI 2022) T 1.4.54



Hiucd TS SMOT HYB AT (CG & M) MY 1.5.55
TR (Turner) - 3@'@3’7 ef

3@‘% HIfHIT IR (Eccentric marking practice)
SfEP: a1 STl RIact qrel HerH e
. V' SATH, ARG IS ATOT ST Th 3R qTI= qTeh Bl

TU20N1555E1

\_:I'\I'TSIGEI,B‘TF[ (Job Sequence)
. SiferedT el YdeedT Bagasid deu Tor i a3 wrel. . ghURTeT AT TSt XN WhISd B,
. qHUNA 'V STl Fi B . THREAl Ulgex 9 Ul TN Sael SaReR
. < et e TR i TR AT §
. ThureT AegHTT Afas 9T Th1gd . - g UlereaT Qgeed] STy A1 SR Alg ThIgE B,
. Ro° T I ety Y AT WeR T et T V) IEHYL 3 U Pl
AU Th1 T3 331 T P, . HARE T S/eF Jod uarTdl SrprT HHaR
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P S{JpH (Skill Sequence)

STyl A= digl AFST (External threading using dies)

IfeB: 8 THTa Had Hd

V' ST, ARG ST STOT ST W3R aTaes AT

BT HROAYE, Sae Glal SIbiT AR S0l SaRAH 318
SATOT O S SATOT DT ToraurgH gard Sret UTfea.

FHYIAT R SATH Ferrd B,
gl Qg BIYIR HIfHT Hfsar arar sfr hgear FegHrft
(I8! Clch) 3MTSodT INT EhISE BRI (3T 9)

Fig 1

TU20N1555H1

Ro° GR FHUNT faerry 10T fhvaT. Ty WhaR 3M1for Jaer
TR ThT3d dHare o1 I Ve FHR. (3l R)

Fig 2

TU20N1555H2
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Fig 3

TU20N1555H3

RIS FUCRICTAT YHIUNG JhUNF] HHYRT rcied
SIRTAR BHISERTT UISeR UT PRI, (3Pl ¥)
JHUNTAT GIg! Yacedl BhawaR I JdIaR A1S Th1sd .
(3l )

TU20N1555H4

V' SATHHYA JHUN HTaT.
DeAfeg e U I

FHUT Hew W Sar, © v * s@i®, St @rer
IIS[E SaaT WIS Pbdl, IRAT WIS APl §

THURT ST WheR AT HIVYTE ATIRIHT
TP.

Hited T AT HGH AT : TR (NSQF -3S@BUIt 2022) AT 1.5.55



ffeiT A=iFeR ge! o= BhaaR g Uy HegHTT f$a .

Hex e & gFifia svd ot dex fga aayrh
f3ud SrgHUt MYA HTed =i @ Hd.

SR ghfew T ¥ O IHU! €A R, gUINIG dTaRH
REIGRIGE

P We, T, TWH T U1 T TWheR IR+
I B

& T Ugd HY-wWeR ghUl PRy HRugrTdt arRet
3Te 30T o s Sf1fdr <fieur ToRuTg Hor 3R UTfga.
JUICUUMETS! ahulerar RMYURT Y quin. Sieom=

IIHIRTT UTCUUIRIT W HRUATTS! TRes TS ST10T ehT
IR,

gdf 7= Soie Hawran deufd i FRvar dRagon
IR RISt i WIa Wedl IRY F dHad
TS 3T

HIfhTT 3iTh ST TR HIUTAT JHUNHT Jeild ATITe
WA WedR U e dert . (IATHT W)

IHUT=T SR g AIST: ThIssR Ulsc /g doll SISk
gafeRde sreaf HIIeR Je 1,

TS XN Th1ST P, (TPl )

Fig 5

2D
\\‘K"/

TU20N1555H5

SR PRI, BT Ro° HYF RIRd B M7 TR WpoR
qTUR= UgT, Th1sd dhardl YT SHT 3118 o1 o qurar 3ifor Ractry
BRI, (3l &)

JHURT=AT HegHI HIdh HRUITITS! ThIgeR Use Je B,

Fited T AT HGHIT : TR (NSQF -IDBUI 2022) ATATH 1.5.55

Fig 6

TU20N1555H6

Fig 7

TU20N1555H7

3f1dfia Th1ed Pl ST I BEUINTS! TSN YT ThIed
BRI, (ATl )
TR Tic a1 M1 Hed R SISl AT 3T HI. Sie

TIR ISR SHTHRTAT AATHH GHISH HT D,

&% fig BUH &g Slc MU aq® ShIgd o,

THUN TR el dIe[@l TTd Wie g
T PV ORGP 3R, 98 B! gHUTAT ToIg
HifdHT g GIE) NRFHY Wef Sidd, o,
TS Wie reaT STo[eT SauaTqdl ST et Srepar
RO,
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fadwar ufvmmvniar R g5e Toae Siadt safeRidt AIfdT HO (Marking

eccentricity of a job with vernier height gauge to given dimensions)

3fEB: © TR Had Hd

BT eilch HIHIUET BTSC T HIThT 3Heh 3P 3.
T TR e Tor ST ST Haet ST STadh
3Tg.

T HedH =T o Mee V' SdlmHE Feir B,

S gel haaR ATfdh T Hifean ary &,

SieaT aAT TolaR BhISeR Ulsc Ae HI. (3! Q)

THISERAT TS By HIHETAT R Jud IJed e
SUEUIRTET glsc IS THISRAT ASS IWhIa?  gadl.
(3MTepell Q)

Fig 1

TU20N1555J1

AT Srel AT aoT 1 ST 1 AFETTST BTE I ¥e
CRNEIERIR
Gle! AR TSN XN PTG, (3Tl 3)

TU20N1555J2
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FITAYA TH U ST 30T ah YR Qo° Te fthal. T Wb 3R
A Qo° TR YN T HRI. (ATl 3)

Fig 3

TU2108X3

JHUN V' Bl T B,
Pz RUTRITS! Ve Haed IHH TEANE Gial Bagar S
X g, (3Mepet ¥)

TS T B (TPl ¥)

Fig4

TU2108X4

Fited T AT HGH T : TR (NSQF -SBUIt 2022) T 1.5.55



Wfﬁiﬁg@'\qaﬂfﬁrwﬁﬂ(ce & M)

TR (Turner) - 3@%

ATgTH

1.5.56

Eﬁﬁﬁ e+ W1 (Perform Eccentric Turning)

IfE®: a1 snaT=T W9 g WEH BT
- RS ST (@TR)
1.5x45°
- g
8
U/C 2x0.5
25
CIG] 3P H (Job Sequence) <2

- o1 HIAET SHTHR quTT.
. TR ¥ Sl WA THH 4R 30 d g B,
- TSI DI AT HE BT .

ALL CHAMFERS 1x45°
. WUR ¥ fig da &
. gosdedl SMNTAR ¥-Sif Wad IhHed Siig ¢,

. e didt @ co freft e v
o TWRIxBY.
- Sig gIes IAC PRI ST A T H.
. Siid Y BT TR Al Yo A IRl
. 3dRa Aidiwdd @eo forft o Fw.
- IDHHYT SIS BIgd I,
Ter W1 H1S .
- &g &g B 38eed Hards ors R Arfasie ades

Dlal.

. TP Sl IUST AT fasgdl il g I QUi BT s

. S e g Ay HEHTO) i A1 A R

o BT Yx WY

g,
AR B,
Ry firedt dteiaR 8w s Ru g it e &

R x 0. et siafd T 3nfdT TSI BIsagR SIeR H.

1 @85 - 55 = = = 1.5.56
NO.OFF STOCK SIZE SEMI-PRODUCT MATERIAL PROJECT NO. PART NO. EX. NO.
SCALE 1:1 TOLERANCE TIME -

O+

PERFORM ECCENTRIC TURNING

+0.06 Unless otherwise stated

CODE NO. TU20N1556E1
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Pdiucd TS SMIOT HYB T (CG & M) TH 1.5.57
TR (Turner) - 3@'@3’7 af T

%ﬁq? G'Iﬁ? ST 3TfOT Bl ATHdT dTuR (Use of vernier height gauge and 'V’
block)

3D a1 snaraTe Yadt gl vem ®Td

TU20N1557E1

G| S{JhH (Job Sequence)

. Slieer glel Yde=ar gl dieu Toid SIal. FoATdIAl gTgc 1o ATSTURIA SiradT 3¢ T aoit

. v RlEaE a% e R B TAT & e SATqedT HAUTH A8 JTh PRUTEIST
gTSC oA AT B

. e O TR AR gTec 1o ThIssR Ulge I¢ Hhel.

. TIYR TSN I BhIS DRI
. THIREREN dooTal By HTHAT URERN Juh J1Hd ST gl WV
SUGUIIS! BTS¢ o1 ThIgaRel A3 FXbHar gefal. . TO-WHIRAAN W dhUE ST BRI I Qo° R

.

. WY did B ST Whera QS Aigar.
158



. SfEmren 3ARRE wA0r Y B 3Ny et AR DL
aIe! HUYAR TSN T Bh13T B - gafee Fer, fadzan deufd <l it ade e
' e adE e . g ArieRANTe! f3uds ua H.

Fitea T AT HghaaieT : TR (NSQF -I@BUIt 2022) AT 1.5.57 155



Wfﬁmg@maﬂfﬁrmﬁﬂ(ce&m I 1.5.58
@+i¥ (Turner) - 3@'%

Eﬁm T wwTd (Perform eccentric boring)

IED: a1 snamT=T YA gl WaH ®Ta
- T SN ages d1

. SHfe® g SR &

. gafew gla Sw s

. FI3R A AW B

1.5x45°
o
(o]
Q
o
N
N~
T
<
= _
N
Q
25
1 85 - 30 = Fe 310 = = 1.5.58
NO.OFF STOCK SIZE SEMI-PRODUCT MATERIAL PROJECT NO. PART NO. EX. NO.
SCALE 1:1 TOLERANCE TIME
+0.06 Unless otherwise stated
ECCENTRIC BORING
CODE NO. TU20N1558E1
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iG] SIJPH (Job Sequence)

o HHT HIART HTHR dUTHT.

o O add IR ERT A0 TR SR IheAT STeR aell $a

WHY ToTHE T P

RH. T ga@ I a1 i IRl oa ST ot
@¢o Torft o o .

. T AT IHU T FI.
- ORI A e T SO UguT R e et argvaradt g

TIBTA B B .

. BT e T DR ST .4 x ¥u° =T Gt AW B
- SHfew fefei onfor grge s S &g fgifed o,

WHY Wic 3T V' did aToR].

. 3UReH IS ARTeRie agaero B Thed o,
. moyrh SRS YR Ua 1 ST AnieRie adwmTdt Si

U 1. ez U 30T Sl U aTux.

St T AT HgH AT : TR (NSQF -IW@BUIt 2022) T 1.5.58

T I SIiel SUST 3T Th U FITH SaT oI
B AURT YU SieraT dradid Sigd Smad. I7ps
Y gepedT dTeY o4l

. ST Yoxal qfed dHaran el Saw AU T Sfed

SISR HENlgd 58 dcx fig IH®u ugNdl Idce S
THTAT .

. WHE Ao Aad oo il TRF ade T 9m. FR

Ro Tt AU gad Sftl 88 HaRi JBUR Iae
SIS I°ST AT °Ig P,

. T3 HRoardt 3RS Fard e fgd .
. OF fed aeT g1 {3 1 @¢, @9R, 3T g6,
. DA IR e B A1 o Tl Bl o @Ry e der

PR,

- oRuy i SR e 0 il @Ru¥ Ho Tdd gia Ju &,
. AW A ST @Ry ¥ A Bt SR We .
- B i AR Anfia aTo ST IR I H.
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mﬁmmmﬁrmﬁmce&m U™H 1.5.59
@X (Turner) - 3'@123?
Aod q
My/3TEAecTE AT 3@'@3’7 d-dTl (sMake a simple eccentric with throw/offset)
IED: a1 3T Rad grel HaH T
. SRS wd w1
. ¥ - S gpued 3Rfew fFmard) wite de anfor e &
240 202
T
£
w
3 * — s
25
50
1 3 45-50L - Fe 310 - - 1.5.59
NO.OFF STOCK SIZE SEMI-PRODUCT MATERIAL PROJECT NO. PART NO. EX. NO.1.5.59
SIMPLE ECCENTRIC TURNING DEVIATIONS | TIME 11hrs
(WITH @ 22m AND THROW/OFFSET OF 5MM) CODE NO. TURON1550E1
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P 3P H (Skill Sequence)
e ufamnar @R g13e Ao Sifas st AT 01 (Marking

eccentricity of a job with vernier height gauge to given dimensions)
3fEP: 3 TR Had axd
BPISIONT =il AIHIU&T §T5¢ A HIfbTT it
3P 3T,

AITHT WG o1 ToT ST SR AU o
30} TaRGF TR,

FTTT HedH AR o Asell V' SclbHS Fi B,
S Gla! heaR ATfd 1T HifSaT Ar] .
Sl IR TTaR BhISeR Ulge U BRI, (M Q)

ThISRA] doral Bl HEM] URGRT W06 qrud e
SUEUITITST BTSE o] WhIZERA A IRWBHaR gadl. (AT
?)

TU2108X2

Fig 1

Fig 3

TU2108X1

TU2108X3

AR aref R g 1 T e ATt gre i de
. (3Pl ?)
G5! e STSodl XN Bh13d BRI (3Tl ?)

FIAYT FHUT ST S g U™ Qoo Te) fihvar. g Wh R
TS T Ro° IR AT HI. (ATl 3)

THUNT 'V SATBaT gl rg .

e HTATAR 3TST 0 JHF SR ThIeE B off Hg
RUCITST Te defl 3. (3Pl ¥)

T SRIC BT (STl ¥)

Fig 4

TU2108X4

Fited T AT HGHIT : TR (NSQF -IDBUI 2022) ATATH 1.5.59 163



Glg! hyar TSN I Th13d PR, (TPl ¥)
V' SATHHYT FHUN TS,

I IS BIATed M1 3/ Fx foig alvel STSHT U A

DRI

3’@1’2’3? el St %51 (Truing a job for eccentric turning)

Ife®: B TRIT Had P
. 3@l sAfe® NSt wife T Fw.

IR W1 gHH AP T 57T B0
THYIIAT fFT3R=T STIRITST I IR Sirel SUST.

THUGAT Ibh aRId SeRe bl [aR BhIed haedl 3odidg
R

CAI® e °Iel ST dS2T aRAT SIod CORCId GS e IBaA
32 wss &

TS JeR THUNR AP dex Slend fRyd grudd
FHUI S, (TPl 9)

Fig 1

TU2108Y1

CTCP Yex gAaT SIUdd AN] Haldl Ga1d I HhaaR dhul
Y 3ad e,

T Sl gad], e T U Sl g% d °g HI, JhUN Rt
BIUR 1E} ATl BTzl &,

Ut Ut qurT Sfor THRARTT FHR1 SOHS o SSTIR
SAQUATT 3o foresa.

SIS bg .

TACID Pla.

WHE IS IIU IR & aHUY RAT FAIeDH
Sied ZEIT B

164

Sgdo 3l T dob S0 TR ol hafar Th1gd dbeied]
HITHTHE PIiicd ThIed Hodl ¥, ARGRIS agard
THUTA [FASR-T TS 4 IR Sl JUS].

THUN I Hadd eRe 3.

AY TSR IBY o ThISeR T B,

TP gIaH fhral 3T WBY T Uigexds dex Sie fdhar
ANTeRI® age Uesd SHiedTa quml.

o g YIS U e,

WHY ToE Yex Sic fohar Aniexie ade T qum.
AP N, Siiol G-51 QA1 DRI

SIS O °E B

T Wed? Rl sHfed dlad Z51

THYY B TWieaR 4= 3.

CAK[H R 30N, SUCH g SlcdR ceRcld Jexal e,
qehUY FRUCId AT qaTd AL BRI, (3Pl 3)

Fig 2

TU2108Y2

St T AT HGH T : TR (NSQF -IADBUI 2022) ATATH 1.5.59



R aHUNHdd e deR ™ SRa R fSfel safir
SR S B Wi 1% HRUIMNTS! ghuia=d AR JHAR
USuT el UIfgeid.

HAEHATIR I I, <1 diee, e, TR ST Ul FHasT.

fade. (3Mmepdt 3)

CALID DGl
SR UgYUT g1 U,

By We gram fhar i TRy Tst=ar Hadi Al daed!
SISRTT HI-A e T,

AP T, Siid gl STelTs B,

ST TS GgT quTT.

TU2108Y3

Eﬁﬁﬁ? o (Eccentric turning)

RIS FRER-JAT dcHal By Wedd wIW
far diee Faa wifgs.

SfEP: § TRIeN Had Hea
. 98 SAfe® T e HT .

i are S8R e Iy, ¥-SiY THHl ST R

e MU o HRUGNITS! HTH I HRugrE Uichan Snefa
graTe et 3T,

efHmardt gdier urg=an el fee aiRd.
fram SiieRg o gaar AeguRt JdaR e .

Mt ¢ el SRIATHATD STIR== YRYT I3t ¢t g
TSRS B T S sifed =g Sraer Sl Sfr
fof=r eframal sfaTt o.¢ it ST Wiedl. (3mepeht Q)

Fig 1

TU210821

Fited T AT HGHIT : TR (NSQF -IDBUI 2022) ATATH 1.5.59

ORI T Y -1 31101 HARTHS T+ B0l JATE .
qreite B .
THAYT THUN BTel.

PIYfeh AN TSt Siid Ide B 3T Hde B, THaD
SaciedT ¢ daled] HTTE UREUT HRUAMITS! UfdhTT gl aToR.

(3Tt R)

JH YT TTETH e av T,

TP SIS ST, BIAfcd Ued hg SIC CAC D YA I
BIRUdd adh Uy R, (e ?)

TU210822
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T4 UfdhT ugan fUda SRIedTe U,
SIS bg .

AR PG,

TS I, 1ol G5 SHeATS D,
TP Sl S °gg H.

PP Hex Sicd Il § Ay TRma=it ga
SRTATd FiAf3a B

166

I THNTS! ¢ Ue .

Pl AT I T B,

fOf=T T-RTet T e T 3N BT e T T T .
isitel By T .

TP TR SAfed o badl olid HIal.

TR ST I TIATZS AT HSAURIA WY 3Mad
? TUHTOTS! g™ %Y wWie .

St T AT HGH T : TR (NSQF -IADBUI 2022) ATATH 1.5.59



Piucd TS 30T 4y
Eﬁ? (Turner) - ds H"TF

C.

BN (CG & M)

IgTH 1.6.60

TP AT HIET (BSW) - RH 3ATfOT LH AfHT (@T&T) (Screw thread cutting (BSW) -
RH & LH checking (External)

Sfe®: a1 snarar=ar Yadt gl HaH el

. Sawo mafed @A e
. Saoal Faled WU e
. @ R.H.BS.W. A5
. ®¢C LH B.S.W. 3TH.

@22
£
E
w0
< [
< | |— _ — _ _ _ Z _ -
g i é
25
50
1 O 45-50L - Fe 310 — — 1.5.59
NO.OFF STOCK SIZE SEMI-PRODUCT MATERIAL PROJECT NO. PART NO. EX. NO.1.5.59
DEVIATIONS TV 99 b

SIMPLE ECCENTRIC TURNING

(WITH @ 22m AND THROW/OFFSET OF 5MM)

+0.06

CODE NO. TU20N1559E1
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G 3{JPH (Job Sequence)

- ARSI IR Sd R T THUT Qo fH wfiell IRguaTETSt
GGl I Bl &1 .

. BT HeR Fge T S0 2¢o° IR wWiley fieg sifir o= A
FHRIR ST Fd We IR YT Siia eRT.

. SR8 e/ R f guf iR e 1 ofdr ST IR
.

. 3o fiyrdt AT Sife @97 & B

. XIJeAT BGHUYH 3o it SfaRTaR R0 il = v
gl ABiaR AT I8 RR @30 TR &I

. SIFaR §" BSW U8 B! R ¢ awi] &,

DI S{JhH (Skill Sequence)

RH 9€H $c B,

. g I DR AT 30 Bt e LU @lo/¢” T BT 3o

B gE @ 3¢ x Qo ol wid .

. SlEaR o/¢" BSW V8T wedra! AR St awT He.
. i Wl = sga.

LH 98 AICURL eg Tdd .

Sieardl ReRE Faer wfidn wfis anfor wisa
SRR .

WS Fe UGdH ‘RI" A BT (Cutting 'V’ thread by plunge cut method)

Gﬁ'@:%‘mw

. W P UGdA YT RiTTe uise gd ared 'V A8 e B

JeHY AT ATRIAR i ST Bre- U= Srdrd. sl
AT Sl Gl TR AHFG Brad fUd ISd MG T
STOT SIS ATUREA e bl SITdd. SiegT d HIGAT JHTN TaR
&l ST dogT ATTavTe R Cear diavTed UG aT fadd
ST STl TUTY, Hefiweh, Yex dyar R uige TagR 9 &e
HRUGTE SaIDHT 3 .

I TG 38 BT SRBIH YT BTG clavdla ST U
TARIA YR 31 3. JSaR ATl b1 A var Tredn
AT e, 8 Ud W13 U 98 HITTHIE! A 3Mie.

Welt Wiol PegR V' A BT Ufiharddd $HH 3MTg.
TS IS HIIS! V' IS T WES BRI, (APl 9)

Fig 1

=55 - g
U DM IS S gored Uit Geuid Iufidi sraedrt @t

4

oo R ¢l s &1 3ftr saas U ofor ds=n

T UReHY T aeirg 1 SO gaar AU SdiaR Ie &,

168

Fig 2 é 7777777 7@

55°

N

e N IIEH gaa A YRR daad e o, (AT Q)

MY WSS o° @R Y BHedrdl @l BRI 3 e SFSHRICHS
AP G2 pal TR,

R 2T r.p.m =T AR 2/3 T AR A< B

AR & BT AT HTH HRUTNATS! feuam o=t . (3T 3)
BHI-TATSS S HUTSH S Wss UgUes HIeR AT < B,
S g TP,

Fig 3 @

AT goaTdreT fagax STom Mfor sref e .

A TR e YUa ST T, 1Y Wss Uogucs HleRd
o.o4 fiydl faumTAT Swifeett S offg .

FHeol Ract ol AR & 30T A=A Uieal. (3 ¥)

iR i TR gt axvarTet &g O Torg Jum. (3t
X)

TU20N1660H2

L I~
L
=
L 1>
TU20N1660H3

Fited T AT HgH AT : TR (NSQF -IWBUI 2022) TATH 1.6.60



Fig 4 PITCH GAUGE

P —]
5
~ 5——_
—
g —
TU20N1660H4

o
4
s
:
:
1

\\\\\\}\\\\\\‘\\\\\

\\\\ \\“\

‘\\\\\\
B = 4

TU20N1660H5

RIS AU Hey 2.

PSSR BTl TAH 3 S Widl, HUSHS Wesl
3feaf YRR garel 31efuun! Bis & Uhb 31efid be . §
TARIA YR HH . (3Nl §)

Fig 6

—Z
—
MENTAL REMOVED ON U X

THE LEFT FLANK OF
THREAD GROOVE CUT

IS MBTEA HIH dHoedl Tdd HH J& Sdl. (3Tl )

TU20N1660H6

Fited T AT HgHaaiT : TR (NSQF -I@BUI 2022) T 1.6.60

Fig 7
o H\“\\
=10
U HIHTS! T U TIorg U,
e e gAd HRugrmdt i ueed Jesar.
R g ST YRgeaR IRY ¥ FA A9d, R A9 Jh
SEBUIR TEL. (3M1epell ¢)
Fig 8 ) WORK

7% 7
e //&
M ‘ V' THREAD

TOOL

TU20N1660H8

THE GAUGE NOT MATCHING

el S AUTIUATIST 98 R e AToRT (g <)

Fig9
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Ppiucd TS SMIOT HYB I (CG & M) UH 1.6.61
TR (Turner) - ) H'TFC.

TP AT HIET (BSW) RH 30T LH AfHT (3fefd) (Screw thread Cutting (BSW)
RH & LH checking (Internal)

IED: a1 snamTeT Y9 gt WeH @A
. 3l ‘v AfET g Fe B

@ 1x45 1x45
[
N — D —
| |
| |
| |
| o ‘ o
| = | [
- \ © = [ @
S [ T So \ T
: 'k : ——=
=
2 2
= NS
20 20
PART-A PART-B
2 @45 - 25L - Fe 310 1S :1977 - - 1.6.62
NO.OFF STOCK SIZE SEMI PRODUCT MATERIAL PROJECT NO. PART NO. EX. NO.
SCALE 2:1 TOLERANCE
A +0.06 Unless otherwise stated TIME
RH & LH THREAD CUTTING INTERNAL (BSW)
CODE NO. TU20N1661E1

170



iG] SIJPH (Job Sequence)

HTT A 30T YT B

. fodd s AT AT STHRITS! Sl ATAT quTT.

. IR IHAY AT HAT d AR Qo Tt e Sar o

d g B

o DI B B, Yex {5 B 31101 Yexug SR .

. % 30T BT ST’ ST Yo AR vy WAiefirs o vl

- TOET ¢ x ¥Y4° TR .

. TS UHAC B9 fgd BT @ Qo fedt wreawr onfon fgfeimar

q @ o¢ forft g arearn.

. fET Hod 8Id R ST ISR FRI1. U A R.¢ Bt 3nfor

YT B ?¢.& .

. FISR R x ¥u° A AH B
. TO-UReHY) faid AT ¢ ey a1 onfdr O Wer Towrg

T .

o foram Siteve T GifEa P

Fited T AT HgH AT : TR (NSQF -SBUIt 2022) ATATT 1.6.61

. mefigen ¢ TP e e enfor fRise wfis ded Afha

TE=AT ¢/3 TR AT B

. SRR WG ¢d Y W BT 31 HIY-wie Tgues

PR YR T B

. T 3107 fOBT=T 98 ¢ RH 3M1fOT o/¢” LH BSW 9IS el e

&3, T IS U fUell srgavar gRfsd &

- fOcurdl arer 9/ Wi T UL

. JAC P I @ Yo FAHt G BT ¢’ Sar 31fn € Jaifka.
. DA Rac! Bl H 3707 TH0T Y it wielt .

. JdRd eIt X ST 6fRT € @ wo fieft &

- TR TR § x ¥4 TR 1M IS beiel SISRER R x ¥u°

PR

. 0 Toi STaT ST SifaH quroh &,

171



PlUcd TSI AT HYB R (CG & M)
TR (Turner) - ) H’Tﬁ_"ﬂ

AIaTH 1.6.62

Ad 3T fhAd d€ Had Uchid (BSW) fiefe (Fitting of Male & Female

threaded components (BSW)

IED: a1 ST Rad! grel HeH ®Td
. 9/¢” BSW LH ST& 31fU1 3iaifa 9 »ad e fibe &
« 2" BSW RH 9TaI 3107 3iaifd 2€ dadt ued fibe H.

1"BSW RH THREAD
7% BSW LH THREAD 218 232 @20 =
o 5ol R TR R27\ \R
- N
2.5x45° a Y 2.5x45°
10 60 10 30
140
® _ e  GHEy
i
N D i N
| |
| T | T
o ! o - 4 | _
g —|l—-—l—= g —|l—-—l—3
S ] S @
5 NS
20 20
v PART-A PART-B
GIld 3JpH (Job Sequence)
. 9 3T 3" BSW U8 Had Siig W= B 3T 9 TRT 30T 3fTid o/¢” BSW U Hald Sife T .
THISd U, S BT qUTT.
o U 3Nfor ¢” BSW RH T 311for sidifd Tee fasT. \0/¢" BSW L.H STl 31T 3icfd ey quran 3nfor g,
«  RH 3dfd gew fthe 7 el Uehloe ysarer= faga L.H 3idvid Ucp fibc 1 STa1 UchIhs UsuTosl favg
fopa. a2 fopan.
1 - VD —=— Fe 310 IS :1977 - - 1.6.63
EX 1661 —=——
NO.OFF STOCK SIZE SEMI PRODUCT MATERIAL PROJECT NO. PART NO. EX. NO.
TOLERANCE i
+0.06 Unless otherwise stated
FITTING OF MALE AND FEMALE THREAD COMPONENTS
CODE NO. TU20N1662E1
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%ﬁmmmﬁ;ﬁaﬁﬂ (CG & M)

Eﬁ'\" (Turner) - QTS' 37'Fc.

IgH 1.6.63

AC g WS dUIR IR (HTHD TP R) (Prepare stud with nut (standard size)

IfED: a1 ST QAadt Tt ged =T
. ST AT 91 A5 BrHATd! ad ShR Tar &1

TASK-1
M10x 1.5
2 x 45°
2 CHAMPERS

)

| R

: Q

=

20 20
60
TASK-2
T~
M10
16
1 HEX A/F 16 mm = Fe 310 = TASK-2
1 @15 - 65 = Fe 310 — TASK-1 1.6.63
NO.OFF STOCK SIZE SEMI-PRODUCT MATERIAL PROJECT NO. PART NO. EX. NO.
TIME
STUD WITH NUT
CODE NO. TUZ20N1663E1
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G 3{JPH (Job Sequence)

o 1: WS
oIl HIA JUTT

- Silea 391 JHHS 4R a1

- d ¥o fyE SRR,

. Xgc B HA

. @ %o iyl HHTE Tl o B, IHR YAT W8I

CauEE

. o] AT SHTHR T

.+ 397 IHH Sid @RI

- U CIbTdll By Bl .

- JaIC B 10T 3-Si1 THH Wil R,

. GO CIHTAl Bl $H_1 U et ¢ o &ar.
- ol 3 x 30° YR B,

DI S{JhH (Skill Sequence)

« Qo fiuft o 1, IR Vae sy

. HUN dF AR e 3T, JY Ro°3fIdd , 30 ol AR
gafud &1

« mRox?.Y ST TR USHHYA BRI
. IS Uil UsHs Uichan a1 STold GARIgRl! Hishdl 813,

. BaaYE o ¢\ e udd fga aw.
. PRSP foe a0 [$d had Id B3R Rid .

M20gR 3iTfd I8 BIH B ceRelpal IHAT TH o
30T €Y 3 qTg% ¢ &,

STVl A= digl AFST (External threading using dies)

3fEB: T TR Had Hd
. STSSl qTUR 9Tel A8 He BI.

e SR qurE.

Rad PR = I8 AHHR - 0.8 x 1 U

SARIGAE S fha &1 3T SEReIdh=ar U= favg
ST el S19 3T, (3Tl § 3T )

qIed A TR Udbs GHAYd GRSt arsd
T qTURT.

FRIAR ad Node B - o TGP IS
GICI

P FHRaR ST Geit a9 ST, (3t 3)

SRRCIGH = AT ¥ U B S JUiU0l IUSAT 3R Tt
AT BRI, (3t ¥)

B GE I, Siee AT IWufd 9RY B, (3T W)

174

Fig 2

FIN2169J2

SRREIHR UM A &1d AaT 10T dee &DbaR S Ja
SITUATTSY TraaTesTe faR e &1 . (3l W)

8% §% HC B AU I ASTIRITST Ureal SRl S/
Je A

P 59 AT

Fited T AT HGHAiT : TR (NSQF -IBUIt 2022) ATATT 1.6.63



dRAR STY WS,

Lr69LZNId GregleNId
o Z m 1,7
EE g& 3
- +
062038, % w
2555 =
botose! W=
= i E £
0.0
3 —
botete!
b9%0%e!
29005,
290059,
553 :
9a9% I W B I W
, . s )
HT
W /l ﬁ L] .\m w m
] |
. = E 2 BL 2
w Q pur}
g g S W w .
e
(%) L [
w %
- ,
— = W W W m .\_%
. R

175

€regleNId PregLeNId

KEEP THE DIE SQUARE

CENTRE SCREW FOR
WITH THE ROD

OPENING THE DIE
SIDE SCREWS FOR
CLOSING THE DIE

(b)

K
-

S

K

Fig 1
Fig 3
Fig 4

T (NSQF -39Vl 2022) AT 1.6.63

PfUca Tew ST AgHaafeT



PlUcd TSI AT HYB R (CG & M) AT 1.6.64
TR (Turner) - ) H’Tﬁ_"ﬂ

‘v' ° UTSFETT - Afewear AFESTRITSY g - go° A 3O TISTg qUTHT (Grinding

of 'V’- Tools for threading of metric - 60° threads and check with gauge)

IED: a1 ST Rad! grel HeH ®Td
- v ST ga s (@fed)
« 'V’ gD WIS S auTsT.
12 20

14°
60°
//\
\ /
N /
\ x /
) A
\ /
% \ /
\ /)
N
\Y/,
1/7 — la
—_— 30
SECTION XX
1 20 ISF 12-150 = Fe310 = = 1.6.64
NO.OFF STOCK SIZE SEMI-PRODUCT MATERIAL PROJECT NO. PART NO. EX. NO.

SCALE 11

GRINDING V' THREADING TOOL DEVIATIONS - £0.06 TIME

JEF @ (FOR THREADING OF METRIC-60°)
CODE NO. TUZ20N1664E1
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iG] SIJPH (Job Sequence)

. Tad e e Rvarardt g1 wid fthRar,

. TRTCY e,

- N FIRA e FH D

- i BAURE SHIAHH R A 3 B ofR Wi Irgvaret

<d X AT B

- The IR B o° ASSHIS! Taiell soleredl e &R,

Fitea T AT HghaiaT : TR (NSQF -ITBUI 2022) T 1.6.64

. TR e e Hhaer 300 d TS AU WIES

fFTSR=T B 3° TR THA dB! gad! Tidbd! o] &RT AT
LS HI.

. URET I Yeid ae 30° d Sl S WSS

3R~ HH 3° R TS d! god! Fidhd! Ganl aTgf eRT
ST UTSS BRI,

. GG ¥° B ASS B
. 3HiSd WHAT TGdH gdl o .

177



Hiucd TSI SATOT HYB NI (CG & M) MY 1.6.65
TR (Turner) - ) H'TFC.

P UE BT (dTel) - ﬁﬁﬁ? ) (Screw thread cutting (External) - metric thread)

3IfEP: 1 g Y9! IR 9eH BT

- BTHTAT HSIHE BIH THUTT gF U= STl
. 9 W VP 'V’ ASH Be B

. fUra A9 Afew aru=e Mwrsa qurEr.

M 30x3
/ fg 20
8 b <
Y B B B B B B B ] 7ﬁ(77§
=
10 50 30
120
A4
uIld 3JpH (Job Sequence)
. Tl A SHIHR U, - @Ry B d 30 et it o .
go O STER 3G ¥-f BT Sd eRT MMV THI B - @ R0 Al x 3o forH el 3fsepe B,
Lakak . @RofiHt IR BT R WIH HR.
© @R P TS T . T 3R R ot Risa e e <Rk
. SITER AR R x ¥4° B HI. Wie= ¢/3 R AT H1.
. I BRI 10T TP Hel Sifa R SAT0T T B, - §o° UFST geTeAT Had ST HeR I He .
. RgcA Byl THUT dia gRo it Sar. «  MRY¥ x 3, M30 x 3 USH HC B
30 AR @ ¢o iyt @ielt e vt
1 40 -125 = Fe 310 = = 1.6.65
NO.OFF STOCK SIZE SEMI-PRODUCT MATERIAL PROJECT NO. PART NO. EX. NO.
SCREW THREAD CUTTING TIVE:
(EXTERNAL METRlC) CODE NO. TU20N1665E1
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DlUce T M1 HYP N (CG & M)

E_"f'\" (Turner) - ds H’TF

cil

IgH 1.6.66

P IS BT (C’ri?l'l'f?l) - m ds (Screw thread cutting (Internal) - metric thread)

SfE®: a1 STl RIact qrel HerH e
. a9 He B
. 3i@fa ‘v AfET ga urEs BRI

TASK-1

TASK-2

248
\
|
|
|
|
M 24x3

32

SECTION -XX
1 @50-35 = Fe 310 - TASK-1
1 SQ 16-100 - Forged HSS Tool - TASK-2 1.6.66
NO.OFF STOCK SIZE SEMI-PRODUCT MATERIAL PROJECT NO. PART NO. EX. NO.
SCALE 1:1 TOLERANCE TIME
SCREW THREAD INTERNAL (METRIC) AND THREADINGTOOL
S GRINDING R —
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G 3{JPH (Job Sequence)

180

B 1. 3fafd U BT

o hHI HIAMET HThR Ul

- IR AT IHHL i g AT GAR Qo 4= Far

STFOT Al I

. UPI CIPIel B B .

. o 3fdr R ST ST W Rt TvTe deaR o
. TRd TR R x ¥Y4° FBR B,

. ST DR ST Iaa SISR 3T Figa B,

. Urendid siarfd 9T ¢ e B Sn1fin o Her Torws e

P

P 'V g AR
. The R HH ¢° 1 30T g TR B R0° AES

P

. T3S fRASR-T B W° @1 3101 IS THT 1SS B HI 30°

S Hl.

. e 3 feft feaR onfor Risa wfis ditegdden fthm

Tredn ¢/3 AR A B

. ¢d UA dIoRE WHdR WX B M B Bis

UGUCS BHleR YR e B,

. U ISIER qUR o=l el YRidd ruardt amare

BHCH &S MR x 3 I SATI0T fOhf21 .

. 3AC B A HH @ ¥¢ T R e Sar i I a6

T H3C H.

. DA Rac! B $H7 30T THUT 33 e et Ira,
. TRYUE TSR § x ¥4° THR P

. G USE WSS Y, faasR=g DI Y° ST U8 BT B

30°.

. TP B &° AU AZS 3P B ¥° ASS B
o Ao BT 0.3 @ o fidt udq Fa.
. SHisd WA fSaR &1 30T ¢ B 716/ Ugde= quTdl.

Pited Tg AT HGH AT : Y (NSQF -IBUIt 2022) UTAT 1.6.66



Plucd TSI AT HYB IR (CG & M) A 1.6.67
TR (Turner) - ) EFEJT

Ad 1for frua Y Fde gewid @fe®d) BT (Fitting of Male & Female

threaded components (metric)

IfE®: a1 snaTen WA gRT 9EH BT
« MRY¥ x 3 fUra arar 3nfor siafa 9 g fibe .

M 30x3
2.1293 @20
= p— / /z 20
3 a1
Q| - . - - - B B ) = S
=
a
10 50 30
120
\od
GIld 3JpH (Job Sequence)
?Fl'ﬁ 1:
. A 31107 fPHd U Hod Tedh WS B,
. s uiAT O 3fYr 9 M d qur SR HieTur @
[e0]
31T Ry At AR, N R §
. TRIT MR x 3 US had gehHE MR x 3 fhad I
T e A DRI
32
EX1.6.65 =
- B EX16.66 = - = - 1.6.67
NO.OFF STOCK SIZE SEMI-PRODUCT MATERIAL PROJECT NO. PART NO. EX. NO.
FITTING OF MALE AND FEMALE THREADED TIVE
COMPONENT (METRIC) CODE NO.  TUN2367E1
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Hiucd TSI SATOT HYB NI (CG & M) UM 1.6.68
TR (Turner) - ) H"TFC.

YeHhIHI diee o1 ae (ﬁﬁﬂ?) 4T o7 ST BT (Make hexagonal bolt and

nut (metric) and assemble)

IE: a1 T Vet TRt WeH @I

TASK-1 S
| o
1 1T £
‘ 15
1L3 5) 20
TASK-2
‘ 8
M10
16
1 Q16 AJF-12L - Fe 310 - TASK-2
1 016 AJF-30 L - Fe 310 - TASK-1 1.6.68
NO.OFF STOCK SIZE SEMI-PRODUCT MATERIAL PROJECT NO. PART NO. EX. NO.
) TOLERANCE
SCALE 2:1 IS : 2012 (M) TIME
MAKE HEXAGONAL BOLT AND NUT (Metric)
‘E‘ CODE NO. TU20N1668E1
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iG] SIJPH (Job Sequence)

H 1:

. NP SleaEr HR qUET. +  TIBIAR X ¥Y4° AR dT

. IR IHHL TG R, I B B, . T OI% YT SlE Fial.

. R SR JR §a. . Ro° Idd YN JURTINTE! T WheR auEd §9

. i I R, TR o PR RS A I e

R S ik Sy . ST YT auEA gy e AfefiHed M 2ox 2.4 IS .
R foreft wtfelt e . - T T ST I S fSeR .

.

IR S IHHD SiTe RT S0 A Y . . IHAYT Jq AT,

. TP IR AT Y BT, . 9 qEHHE S R

. R R gt B, . §S U T IUTA M 30x 2.4 IS TIH BT,
¢\ i Fgd 71, B er Rids ot aToRe i &l . 9139 UNH Sid Blel, ST feaR & .

. g IdC B .« B ISP { AU

Fited T AT HgH AT : TR (NSQF -I@BUI 2022) UTIATH 1.6.68 183



%ﬁmmarrﬁrﬁ’tq;mﬁﬂ (CG & M)

TR (Turner) - ds H’Tﬁ_

IgH 1.6.69

59 dis Wpax dsH Afed o1 At die Tpar 9 AT He B - (Cutting

metric threads on inch lead screw and inch threads on metric lead screw)

Ife®: a1 STl VAt Tl WaH BTd

. fieRaTFame 9w Meri/Rive dier R e o=
. TRV AT B B

. o A% aro=A 3 Mwisa fU=ay/TPI qur.

TASK-1
L 2 x 45°
2 x 45°
/—M24 x 3 mm PITCH -
< L , -1 _ , , ... - N
S 8
20 5 50
TASK-2
L 2 x 45°
/— 172" x 6TP1.BSW
wn
< N .- _ 32 _ _ — — - - -
S 8
20 5 50
2 @50-75 mm - Fe 310 - 1.6.69
NO.OFF STOCK SIZE SEMI-PRODUCT MATERIAL PROJECT NO. PART NO. EX. NO.
CUTTING METRIC / INCH THREADS DEVIATIONS TIME
(METRIC THREAD IN METRIC LEAD SCREW AND INCH THREAD
INLEAD SCREW LATHE) CODE NO.  TU20N1669E1

184




iG] SIJPH (Job Sequence)

B 1: (39 AS T qAY qTWRY)
. To] WA SHTHR qUTT.

ERT 30T FehedT WTeR Yo AT Wi g bl

. UHI BTl By B
« 3o forft @ HUE e e B

R x ¥4° TR P

. JdcC 30T SIS &R,
. IR T GEYTA THU el o T th .
- WU Ry B yo fil dieies o a

o1 (AT s v Ay arw)
- e HICET MBR T,

ERT 30T T WTeR Yo AT Sife g b,

. 5y et wfa s siafa wid & it s ¢ it siarfa

.
R x ¥4° TR P

. 99 iR 3maxas yHond I & (IR iR v oy

dTuxY).

¥y Hiex didiaRs e i O o &
IS HIHE qumE.

o ot S arede IH BT 3T 3iede S/ 9¢ ot
IR,

. TP DT B HI . R X ¥4° THR L.
@30 Tt A uTet iel) o 1. - T TR g e R, S TUIRT Hel S s (R
i R QU fey arR).
« XYY ABR B,
. IR IS SEHTE T i o et T bR, . <q URentid AfET ¢ ang Rudid e Fw.
. RU Y3/ fhar 385 el yo fnh widhien e &TPI BSW 98 ¥\ fieft dfefiar e .
. S HIHTE qumE.

Fited T AT HGH T : TR (NSQF -IADBUI 2022) ATATH 1.6.69 185



%ﬁwg@mﬁmW(ce&M)

TR (Turner) - ) EFE

AIqTH 1.6.70

AT-Bd Aedar fFifee Yo gadn |R1d 10T By Acavs fhféig 9 &fem

(Practice of negative rake tool on non - ferrous metal and thread cutting along
with fitting with ferrous metal)

IED: a1 ST Rad! grel WeH ®Td
- TR 3MfOT 3fefa ds we B

TASK-1
Y
\/ 7
i
) B
TASK-2 TASK-3
M24 x 2.5 PITCH
2 x 45° 1 x 45°
- />M24 x 2.5 PITCH
- o 3
s - &l - - - - i - - - - - ®
20 5 50 5
1 @ 32 x30 — Fe 310 — TASK-3
1 32 x75 - CUZN Pb2 - TASK-2
1 128q x 150 - Fe 310 - TASK-1 1.6.70
NO.OFF STOCK SIZE SEMI-PRODUCT MATERIAL PROJECT NO. PART NO. EX. NO.
PRACTICE OF NEGATIVE RAKE TOOL ON NON- FERROUS TIME
METAL AND THREAD CUTTING ALONG WITH FITTING WITH
FERROUS METAL CODE NO. TU20N1670E1
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iG] SIJPH (Job Sequence)

B 1. frifes Yo urEfén
EIdt BT fthar 3 gadt fhruamardt fferr .

. T YIqugTH] TS el JURIUN I,

. TNTCY e,
. I SR RIeHe g B,

B - AT @A)
. Pl AR 3THR JUTH.

. D SRR wo AT Sile g T 3o e,

. TP B B B .
. 3o fipft A AieoR e B

2.4 x ¥Y4° TR I,

. 3dc AT SIS &R,

H 37 Siata ST (v

. To] WA SHTHR qUTT.

. THH aMER R0 Bl SiE T FH 10T 1.
. TP DA Y B

- oo fHEt A gu Tt wfiell o .

2 x ¥4° THR B,

. 3dC AT SIS &R,
. Ud SR <P THUT At Ry e o,

St T AT HgH T : TR (NSQF -I@BUI 2022) T 1.6.70

. The TR DI o° AR SHI! el faeg gadr &R,
- RS [RISR P 3° T8 ¢ 30° =T GHUN SISfell Wich

- 3 3 AAfee iy ¥ UIES L
. 3HISd LI YA ¢d oy B,

. TUd SR <1 THUT el wo e &,

- WY @RY d Yo e el o .

o St ofeR Fe ST SMIflr SisRae S/ o it &,
- R s yu o disiHe B B .

- U8 B U

. 30 Tl a1 ST gHAI dldids T B

.+ x ¥ T TR

. S HR S 2 A uefa g SieR snfY figa .
. il Afew .y frft U 9 s .

. ST AT ST 9 U fhe -1 (BT R ST 3).
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PHiucd TS SMOT HYB AT (CG & M) I 1.7.71
TR (Turner) - Qﬁmwﬁ

WHIHT ASATST g UTSFET (STaT SMfUr 3fdid) (Tool grinding for square thread

(External & Internal)
3D a1 3o Y9 THY WeH ®Ta

TASK-1

20 12
.
] e T
& I EIN
TASK-2
.
]2

o - FRONT CLEARNACE
an - SIDE CLEARNACE
vy - BACK RAKE ANGLE

2° - SIDE RELIEF
45°- SECONDARY CLEARANCE

6° - NOSE ANGLE

1 20 ISF-150 _ Fe 310 _ TASK-2
1 20 ISF-150 = Fe 310 = TASK-1 1.7.71
NO.OFF STOCK SIZE SEMI-PRODUCT MATERIAL PROJECT NO. PART NO. EX. NO.
SCALE NTS TOLERANCE TIME

TOOL GRINDING FOR SQUARE THREAD

@ E (EXTERNAL/INTERNAL) CODE NO. TU20N1771E1
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iG] SIJPH (Job Sequence)

- % URFET @ qUEA aRaS Sl S dleiaR I
BT STofel Sffferd HER3fe Prel.

&° I The FAR- DI M1 &° 7 Ydedl BT TS HiF
LS B,

. TICaexye quT ST 20 AT SRIahdl T,
RH. G158 Rl = ¢° il Uigs fFasR=~ diar R°
LS HI.

. TIUD DI &° USS B

. BT TS gee B B,

&I SaT

. T S $HRUI TR,

Wferaar @earR

o GRETTITCH °Tel - SRS SraRed fed ar.

SR S{JPH (Skill Sequence)

. I U Eid AU ISTT ST SISl SHTaRaDh St
3107 SAfeftar SifcRer HeRsid Hal.

. The FITIR- B R° ST GH TR DI ¥4° RS
.
. TICTRRYE qUIRIT ST +2° S SIHTE .

RH T3S Reflts wiF=m R° 30T T3S aRiioR—g B °
S H.

.« TP BT &° ASS B

dTel, ApI=T AFET ed "/TIE?; R (Grind an external, square threading tool)

SfeP: § Had P

.

DIt AT TN IS S fFAS R~ IS 3 T ol gxaay
fohaT ITUATUREA JAFUITTS T 4 Hewd SiTe. gHER, ds=n
BRI HHIT 2° NG BRAS TES TR HH (a?) FufiRa
AT AT S0 BT DI 2° TS Heed ¢l AISS FATIR-
DI fraar STTal. (3 9)

Fig 1

TOOL SET AT HELIX ANGLE

Coe

TUN2475H1

St Tg AT HgH T : TR (NSQF -ITSBUI 2022) AT 1.7.71

ag = ¢° + U1 gfaa dH
Bfere & = 29-9 x 3Tfor
R = JSA Rfaag o - ¢

lead

Where helix angle = tan” x - -
nxoutside — diameter

Ao ST g Ao ¥ He I dDH S
Oreran fAwTuae! s/mdl. W = o4 x p

&° d ¢° The TR~ H M quarTe! gas the Wiwmdl 5 s
PRI (Pl Q)

Fig 2

TUN2475H2
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s Rl HF ¢° d R° 3 BRIS IEs TR~y HH a3
B ATaTEE] gore BRas HIss Wil S s B, (3P 3)

aq=a+QdR)

T3S RefTh B ¢°- R° AHUINATST ot < et W18 S Wi el
, U138 fFASRG B a R (a3 = a-2°) MO EST W (W=0.4 x p).
(3Tl )

Fig 3

TUN2475H3

CICAE R (Square thread)

Fig 4

TUN2475H4

(93 o

30T f&aR .

;
%
5
|
;
|
|
&
:

ﬁ@:%maﬁa
. TP IS B B .

e SRITACTIHTO! 918 FHRIGITAT YA ST qUTel.
ST Tolell R x ¥4 feifiar Jwr &,
YT IR U= M1 Y= 8T Heard! MeRER I .

T UReHe Al 98T R g He B Are s
U= AEHRT I 3R,

BT IS ToTE Saean Yraar ¢d AT e B, (ATHat
3 30T R)

Fig 1

L
0
4’?

TOOL SETTING FOR
CUTTING EXTERNAL SQUARE THREAD

[ 9
L

SQ. THREAD TOOL
SETTING GAUGE

SQ. THREADING TOOL

TUN2475J1

190

Fig 2

BORING BAR

INSERT BIT

O |

\ INTERNAL SQ. THREAD

TOOL SETTING GAUGE

GAUGE BUTT AGAINST
WORKPIECE

TOOL SETTING FOR CUTTING INTERNAL SQ. THREAD

TUN2475J2

19 19

i
%
!
&
i
:

e wis qmmy e guR /¥ o1 ¥ B,

3/%31 Sl ST IS S T URIIUATNIET aRAR Bl
T SIGR AD T 4 BTG T, (3MTelt 3)

Fited T AT HGH AT : TR (NSQF -IBUI 2022) AT 1.7.71



HAH V€ BIY YUI HRUGNIS! Yol Hey He dIbHt

Fig 3 3 v\ w I quf vy onfdr ol $fHed Foe 1 . b IS Aot Ao
2 ihwioTH —\ \FULL WIDTH BT IS qurT 31T foeR e

FINISHING TOOL
ROUGHING TOOL (FINAL CUT)

(INITIAL CUT)
@

SQUARE THREAD CUTTING

TUN2475J3

St Tg AT HgH T : TR (NSQF -ITSBUI 2022) AT 1.7.71 191



Piucd TS ST 'FFg'Cﬁﬁlﬁ'lT (CG & M)
TR (Turner) - Q?:%%?R’

A 1.7.72

AP AS BT (dT&l) (Tool grinding for square thread (External & Internal)

3D a1 snarTe Y9 grET Wem ®Ta
. Ao AETAST Rt g Hror

. DB AT B I (@TaE).

. Qs Wit 3M1fUT Coieleh Hewg geeld e Ul
. FcHAY A HRIR AL SIe o,
- BR3¢ he A RufHH dfsliers o .
Ry fet d 34 foreft < el e .
R ol d o ot = et e .
. AT Brear Ry <l & e
Ro ToreT ST Rad § x ¥ue AHR FHIG BRI,
. YA 3 GURTATS! AFET T T B,

. 6 15 6 -
2%l o ¢ W
5 S | N S = | I S
s § 8 i P = §
\/ :
R2—V R2 -
1 x 45° 110
160
\od
uild 3JhH (Job Sequence)
. e IR Sf TEHe R, T S A QB B AT ¢ SISTIUR MR8 xR 98 BT FHIE B,
3for T U el 20 fAreft e, . Sfe Ide HA AT Gite Hedt THTE g HReRue)

R,
ZRE - 0.0¢ I 920 forft <t et o L.
R fordt @ o iyt <ft @fet e .

. R U =T e x ¥y B B

G161 ST @3¢ h¢ TR HIARARY x ¥4° AW B,

- R SOH fsThe. g & et 3for R AT,

- geyrf SO go FRuaNE, A AT g Ue F.
- 98 <R e el e B

. Sig T oMfln fEeR w1

1

240-165

Fe 310

- 1.7.72

NO.OFF

STOCK SIZE

SEMI-PRODUCT

MATERIAL

PROJECT NO. PART NO. EX. NO.

SCALE 1:1

O 3

CUTTING SQUARE THREAD (EXTERNAL)

TIME

CODE NO. TU20N1772E1
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mmmmﬁmce&w ™Y 1.7.73
E‘h(Turner) QE%E?R
BT ¥8 BT (3fdild) (Cutting square thread (Internal)
IfE®: a1 snaTeT W9 g WEH BT
40
3]
' 1,5 1,5
= £ z S =
3 ® 8 g
0.25 x 45°
2 x 45°
\_rl'\l'i[\’rlﬂﬁq (Job Sequence)
. Sifee TR o TR R, T o A i Tpu st AT IH goed HRUANITST SHfd AbT AT ga
¥o fErfieh S@HTeT B B . HT P
. By @3¢ A fga s ¥o fpfia ds<h @i e B,
. BR AARMHRIG (ST Had gid 3 it TR TR Yo forfie dfet d @go it amex e .
. Yo firdiean qiear SIS d oI,

. TR I6 g HRUIGNIET Sad At AT gd

. TGl BT R x ¥4° THR F.

O

CUTTING SQUARE THREAD (INTERNAL)

S H.
1 @65-45L = Fe 310 = = 73
NO.OFF STOCK SIZE SEMI-PRODUCT MATERIAL PROJECT NO. PART NO. EX. NO.
SCALE 1 DEVIATION TIME 18 hrs

+0.02

CODE NO. TUN2473E1
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WWWW(CG&M) MTH 1.7.74
TR (Turner) - ded ETR'

A T fPAd Tip T 39S $od ek fbfe (Fitting of Male & Female square

threaded component)

IEP: 1 g V9! R 9aH BTd
. A 3nfor e H AT A Ucd ftbe Bl

6 — 6 |——
X X £ 3 N
° : S g 0
/ R2
R2 X 5
1x45 - 110 — [ I—
160
@ 40
\J
olld 3hH (Job Sequence)
. T 3o A A VS Pl Sile I B,
I ufeaTor, forg 3nfor I UiteTed qur R HieR
g ITRT.
T Q
0 . ABIH I FTTd U o I Db IS Fold bl S
p T R fopvaT,
2 x 45°
1.7.72
- - 1.7.73 Fe 310 - - 1.7.74
NO.OFF STOCK SIZE SEMI-PRODUCT MATERIAL PROJECT NO. PART NO. EX. NO.
SCALE DEVIATION TIME
1:1 FITTING OF MALE AND FEMALE SQUARE THREADED
@ S COMPONENT
CODE NO. TU20N1774E1
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PHiucd TS ST mgmzrﬁv (CG & M)
TR (Turner) - | ETR'

A 1.7.75

P WHdard! ApAl S I9aT (HT®) (Make square thread for screw jack

(standard)

SfE®: a1 snamTeaT Aact gl HeH T

. YcdueA Sfg o B

« UT BT g AT B AT WS Fe UGdi AGH He B

. TO UIRCaR ARNT g Ae 71 1T SraTar AAfefaan fafay I5a d &

2x45°

2.5x45°

240
230

sq 24x3

100

15

105

132

G 3JhH (Job Sequence)

. T HTArE STHR qUTI.

. TG T AL ER S0 WY TSTE o T BRI

. ORI ¢d YT B ST UHT DI Bl BT, S e
fga .

- AT B M B WA IHHL T B A7 3R et
Sreiodd S T BT SIOr a7 SrehTa Yoz S B

. Y RUSTHYA TF BHIgA craT 3NfT RusaaR grafe
wie e o1,

. STA WS AY HRIRAT A P 30T Ageg ex

. SHS Al gd YT 1 ST @ wo I &R A .

TegyRf U aroRT,

R.H T g ¢ &1 3101 @ 3R.¢ x R0 L T &1 10T
qu foredt wieardl 30 ff Ry e .

afefr sar, we Risa wits RasT.

. ABAT TA YT HA ST A HoledT TNIER ¢ x ¥u°

JHR B

1 245 - 135 -

Fe 310

1.7.75

NO.OFF STOCK SIZE SEMI-PRODUCT

MATERIAL

PROJECT NO. PART NO. EX. NO.

SCALE 2:1

O+

MAKE SQUARE THREAD FOR SCREW JACK

TOLERANCE

TIME
+0.06 Unless otherwise stated

CODE NO. TU20N1775E1
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. PRIRIE @ 30 fonft R S eRT 31 Fedezmm =it

TATRY B

R.H e 2@ Je o1 3fdn wu foredt diefiret @ 3o findt anfor
goo R TiETEST Ry ol Lo T .

196

o fireft SRt It 0.3 At

. BT I B AT A deled] TR R x ¥4° THR

DRI

. TUT @ R Pl IR BT 2.4 x ¥Y° TFHR HRI.
. US-BICT T YT B 3T Sq 3 IS HT PRUINIST oS

MR ¢ Te .

3<[eh TG SRgHC TebUI U, Yo fiyeltell SaTel et
Ty .

Hited T AT HGHaiT : TR (NSQF -3W@BUIt 2022) TN 1.7.75



mmmmﬁmce&m I 1.7.76
TR (Turner) - dsd ET'I'\'

3T I8 PpfcT (ﬁ?[ 3{Tfor ﬁﬂ?l?l) GI'IﬁTQ?[ ‘JI'I?[%"T (ACME thread cutting (Male
& Female) and tool grinding)

3fE®: a1 snamTe Y9 IR WEH BT

TASK-1
32 ACME 5 PITCH
DIAMOND KNURLING SINGLE START
30 |
[ -
o Te) I )
< | N _ _ _ _ _ _ _ ) 0
| 8 @ 3
(—\
1x45° 7 100 3 20
150
TASK-2
1x45° T =
= e
al £
[Te] wno
y - w wy
3 @
2 =z
3x45°
30 \
DIAMOND KNURLING
1 @45 - 351 = Fe 310-0O - TASK-2
1 @45 - 160L - Fe 310-0O - TASK-1 1.7.76
NO.OFF STOCK SIZE SEMI PRODUCT MATERIAL PROJECT NO. PART NO. EX. NO.
SCALE 1:1 DEVIATIONS 1S:2102 (M) | TIME
ACME THREAD CUTTING & TOOL GRINDING (MALE & FEMALE)
‘@“ 5 CODE NO. TU20N1776E1
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G 3{JPH (Job Sequence)

TR Sl WA THHL SiIe U AT e T P,
THT SATSaTST @%o firet e v .
@%o Tt ar =Tt BT 3fOT § x ¥l =T TSR AR B

T PRI IO el dreted] ST R ST ST il g Bl

guo foredt ggpur

e AT B

Tqct Hex fgd .

b MU Her G Sid R,
230 et @3+ firedt o gof .

Ro fiyeitenT TidtaTel 2y s wu e .

o it STt Broar eg wid F1 S1for @Ry foedt 3.

w iyt e dreardt R ¢elt st &,

T OReHY 3 U8 HfcT g AT Jeiar &R
IR 3 F US BT DI
IS HIHRH U,

g I e (fede)

SSd SlPThs By B AlEud ¢RI, @ Yo i e &1

VST HISR STIAT 31 ISR 3107 {SA v,

I A0 Hex A SRS baiedl Hal ST A Sieq R,

AR ¢ x ¥4° TBR U Had I 3 x 30° GAd B N G I 3 x ¥4 PR
@ ¥of bt R 7 .
e g ARFET
TASK-3
TASK4
216
20 12 |
\
— |
6° “Tﬁ\
/Y |
; X
60 T
/\o - 2 \/ | &
129 \ \\0° |
; D
N
U )
X
o &
2 \ S
\ )D SECTION -XX
2° =
|
1 @16 x 100 - Fe 310-O - TASK-4
1 20 ISF 12-150 - Fe 310-O - TASK-3 1.7.76
NO.OFF STOCK SIZE SEMI-PRODUCT MATERIAL PROJECT NO. PART NO. EX. NO.
SCALE 1:1 TOLERANCE TIME
ACME THREAD CUTTING TOOL GRINDING
@ E CODE NO. TU20N1776E2
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Gﬁ"Q'GIﬂWH(Job Sequence)

. % URFET @ qIUEA aRad S S dieiaR I
BT 1o SifaRad qeikard Hrer.

- The R B &° 310N Qgcdl BT TS I &° TES
.

. UICaeTE qUT HTMOT +2° o S{gdhal YU,
RH. O15€ Refits diar g° 30 W88 FaR—g i °
PIESK R

Gabi 3P H (Skill Sequence)

LH T13S Rl SI=r 2° 30T T3S FRiToR—g Il ° S S
.

. TS DIl &° TES B
. AHH HTIRR® TES H.
. BT T 3H3d W T B B

PUTEHS W feee & 3T A BT (Cutting ACME thread by tilting the

compound rest)

SfEP: © TRIeN Had Hra

AIST &l Uligol ST BT IS AN S T Hee] T PRI,
<d IRGRAT AT Bl Ul ST HURHS T 2¥° AT BT
SUdIHS WHT HRUANIS! fagd Ha Ties (3t 3) Hed
SRIITIHTO. SR JETal STed1 BTaTdl 98 e Il $¥d R

Fig 1

JEa

COMPOUND REST SET AT 14° TO THE RIGHT TO CUT A 60°
INCLUDED ANGLE RIGHT HAND THREAD

TUN2477H1

Hedl SV HUNGHS W WIS TpgR afHd el ord. gy° =
ATHYE B AT BT BHR BIS IRl ATHIC BT,
S0P i gaedl STl dTo[ DIl STl (3T )

Fited T AT HgHaaiT : TR (NSQF -I@BUI 2022) T 1.7.76

Fig 2

273

TUN2477H2

fo et STdidme oA ATTaTeR Hed B, ST gerdt Jord! aTo]
FHMH Hc HadT IS YRAIAUU! Weg B,

HUNGHS W UGl e B SaH I8 HICT UlhaTHD ShH
GIATTYHTO TG,

TG U DI AT TS SR IS TA TS S BRI (RR° - ¥
[GEINCE)

o UfRraen weufa 9 @9 uds wufida
ST W 3.

R =i SgaRyT &1 ST Sraxges U= ofr ds= faRm
graTd fIeRela gy @Rd Jad e B,

°d OReqefid gae TEURT SaR &M &1 SffUr foea
T AT IR Te od 3Te A W A
b gTgTaT e <3 9 hoiedT I Ul ST qUTHT.

S TR US HRUGRITS!, TH YT oI AR
0.0\ iyt &t SR TEeo T 3R,
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freaar wWie g ef-men we=r guR /san &R I .
HUNS S Wl 35 IS PHIdT 3reafden B ° TR e B

ASATSY 2¥° Idiws, fdhar sraar g YsHTSt
2¥° STAIPS STdl.

PUTEHS T T DI A BT 3Te df gered URT=ar
ToaR AT fbar TR S B gerem s
fpdar aiome ol § ffaR o TR &d IS
HIUAT ITHR TSVITATSY, gordl SgTET 23 Ve
SR 9 Tt @t B

DI ol TR HHTAT TfragaR YT B,
IS HoledT aHUNRTHT 3T TTell AT B,

AT HHUNGA WPIU g a1 3o sidfae e
AT &1 YT gae geardien fRudia smorararst
Pl ST . IS HH AT BT gda Jguf
oM Faeht S faelt s ATt enfor g TR g
181

200

Fited T AT HGH AT : TR (NSQF -IDBUI 2022) T 1.7.76




$lUcd TgH ST mgqmzrﬁv (CG & M)
TR (Turner) - dsd E?R'

Ad 3nfor fhua ds dpad gewd fbfen (Fitting Male and Female threaded

component)
SfE®: a1 snamTeT Aact Jrl HeH T
. T IS ST HRA

AN 1.7.77

DIAMOND KNURLING
1S:3403

e

32 ACME 5 PITCH

SINGLE START 0
/

Q| W o
NES - - - - - - - ) RN
1x45° 7 123 3 20
150
J
olld 3JhH (Job Sequence)
ors uRmur, O 3for 9 UithTe el quT.
g arey 3for ufdsT g aToReH Ad Sidar 391 Ryt
1x45° T
&R, o k&
a =
BIHT IS belel Yo Hel IS P oiet UchTaR TSI Al - - ol e
> -
329 fohg ug 1. g 2
q @
3x45°
30
\ DIAMOND KNURLING
1S:3403
1 _ 1776 < EX.2.04.77 - TASK-2
1 _ 1.7.76 EX.2.04.77 = TASK-1 1.7.77
NO.OFF STOCK SIZE SEMI PRODUCT MATERIAL PROJECT NO. PART NO. EX. NO.

FITTING OF ACME THREADED COMPONENTS

TIME

CODE NO. TU20N1777E1
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mmerrﬁrwwﬁﬂ(ce&m ATH 1.7.78
TR (Turner) - ded E?R'

TR AT Yy At s1a Hex Irsuer SR 3Mfur Qoo fiHY g & HIT (Cut

ACME thread over 25 mm dia meter rod and with length of 100 mm)

IEP: 1 g Y9! I 9e 1 &1

. TS AT Hex G Sig qe B

. A9 R 3T fiRR e dfies fRudt A &
. 91 3RTH Y8 Fe B

2x45° 3x45° ACME THREAD (3mm Pitch)
/ 2x45°

236
\
I
I
T
I
I
I
I
I
I
I
4 Y
@20
@25

32 8 100

160

G 3JhH (Job Sequence)

. oRY R @ eR¢ AR wft e .

- XU ST oM 0fHH wfeaR e P .

. S 3Ny e 9 dpad wITHE ¢ it S sievee
HIH .

. STHY TRIGCITIHIU R x ¥Y° STIUT 3 x ¥4 JHR P,

. ¢ urendia st AfET e et Iy fRydid 4=

- IR S WA 9P AL e R AT P,
- ¢d Ay AR SefeR de A
Sile<dT UebT CIbTall il B .
- YT disiTe! @36 AL e .
. TIPIEIR x ¥4 THI B,

. UG Q&0 A aidioda sl o, . T SfEd 0T FT .
+ R A 5 B . U IR quT.

1 240-170 - Fe 310 = = 1.7.78

NO.OFF STOCK SIZE SEMI PRODUCT MATERIAL PROJECT NO. PART NO. EX. NO.

DEVIATIONS

+0.02 mm UME

CUT ACME THREAD OVER 25 mm DIA METER ROD

CODE NO. TU20N1778E1
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mmmwﬁmce&m

TR (Turner) - | ETR'

AN 1.7.79

9¢d g8 wfen @a 3nfor e ) onfor g ASFET (Buttress Thread cutting

(Male & Female) & Tool grinding)

ITE®: a1 ST Vadt gl 98 7 /1A
. 9o ST ga e B
- ST 31T Sicfd 9w dgw He BRI

TASK-1
a
<
]
o
T
'_
[2]
® g ol 0
o) — — — — — - - N w
Q Q Q) @
'_
'_
2
[a1]
©
X
S
— <
30 5 70 25
130
TASK-2
[2]
[72]
3=
= ©
_ _ N _ =W g
o
m I S
o -
X
S
<
265
1 @16-100L = Forged H. S. S Tool = TASK-4
1 20ISF 12-250L — Fe 310-O = TASK-3
1 @50-70L - Fe 310-O — TASK-2
1 @50-140 - Fe 310-O = TASK-1 80
NO.OFF STOCK SIZE SEMI PRODUCT MATERIAL PROJECT NO. PART NO. EX. NO.
SCALE 1:1

O+

(MALE & FEMALE)

BUTTRESS THREAD CUTTING & TOOL GRINDING

TOLERANCE 1S:2102(M) | TIME

CODE NO. TU20N1779E1
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TASK-3

20

60

TASK-4

12

20

20

SECTION -XX
/ N
\ /
~_ P
= = = = = = 79
NO.OFF STOCK SIZE SEMI-PRODUCT MATERIAL PROJECT NO. PART NO. EX. NO.
SCALE 1:1 TOLERANCE TIME

O

BUTTRESS THREAD CUTTING TOOL GRINDING
(EXTERNAL & INTERNAL)

CODE NO. TU20N1779E2
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iG] SIJPH (Job Sequence)
FT 1: 989 A UeP §9q0

- IR b AL Sld g B AT R,
. TYTT TSt @i e B

. GET Sia SHRId S Q y frfiean afdtudd oo it
T B

. Y forfter ardTdt gy o RT g

HT R: 9 fid ged gqu

. Sid T, B dieies By B 3T @¥e fordt o B,

- o ¥ ol fga v anfor 3.3 et O su et fobar g
3P AT SI3R B,

PR TS JSHE BT B,

FT 3: 929 ¥ gawrd) ursfET @a)
. Y% URFET e ITOReA I SIATAT STSlel SHTaAH Sat
31T aretaeda sifafvaa TR Far.

- & 1 The IR I 3T &° T TS B TS DI A5S
.
. UICaRHe quI SO +9° < S I,

FH ¥: 9 IS AR (e

. AT dlcH fFA3R=g BT 30° - ¥4 3T TS HicH BT qo°
PIESERiE

. TEs fFAsR=g Il ¢° 3T T3S HfT-TS BT R0°
PIESERiE

«  TOIHAT BT 20° ATV WSS I DI ¥° AeS B

« 039 o\ iy Aiow Bear dar.

. Sffsaerye SR 1 ST Ta WMBRA Td & ey
UIcaexyg qum.

Fited T AT HGH T : TR (NSQF -IADBUI 2022) AT 1.7.79

. T ga aoed @3y x WP W s,
o T US HIT (@1 T ATRT, SHTIRID IS wo At dfaiaela

DC DT .

. US HIGHTY HTOT ST T,

¢ IS FeT ga IrRuATgdT ArHg re AT g
IO YRR STYAR ATHTT AT BT MaRIqD 3T,

. USRI AT qUTHI.

S PIUVAATST 99 A HieT g aruRvargdl Qi

RH T133 el SiF=m o 3M1fYT U18s FaiR—g ST R0
TES B
LH T35 el = ¢° 3Mfo1 9188 &flaR=g &= 0
LS B

. &0 TT T P P &o 3O BIH BT ¥4o TS B

AT SAUAT e,
. ¢ Oles0l TTesl.

Q@ B

fomTol UIS s e Ao,

TP T g [FISR-T BT 28° TSS
P
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mmerrﬁrwwﬁﬂ(ce&m AT 1.7.80
TR (Turner) - ded E?R'

A 3for fPae Ids Pporel gebid fpfdT (Fitting of Male & Female threaded

components)

3D a1 snarre Yadt gret we T @I

] a
)
o
I
'_
[2]
=
)
o
2
L <
30 & 70 25
130
[2]
]
@ Q
- 4 _ _ - Edl g
ar| ©
o -
x
S
65
A4
SIld 3JhH (Job Sequence)
T ST St o S FAQ SiTe T . - fAd g3 Y8 Had gehdhs TedreTel R g
s ufkums, i onfr s WihTEe quT, T IS el Ied UE o,
S 9129 ATOT Ui T I aToRe A 9 ol Slfe 3T
Rycfid 1.
— - - 2480 TASK-1&2 = = 81
NO.OFF STOCK SIZE SEMI| PRODUCT MATERIAL PROJECT NO. PART NO. EX. NO.
TIME 2 hrs
FITTING OF MALE AND FEMALE THREADED COMPONENTS
CODE NO. TUN2481E1
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Piucd g ST Wﬁﬂ (CG & M)
TR (Turner) - | E?R

A 1.7.81

PTU-C] 15T WIS TP §-7dT (Make carpentry vice lead screw)

Sfe®: a1 srararean Yadt guel gal H gl
. SISTIAR UTH e B

. UTHIAR 9¢ U §al.

2x45°

30

/925

/77/8")( 9TPI BUTTRESTHREAD

25

35

200

15

id S{JhH (Job Sequence)

AT HICTHT 3TPR dUTHI.

¥-Sil b W ile €RT 30Tl g .
. TSI cIoTdl B BRI 10T Siqn aauni f$d o

. Sia IAC B 30T gE=AT crabra ¢o et At fiaxA
Tl P AT FLUTT fgad .

. ORI SRd Gy didiadd @3o e e &,
. TIBIAIR x ¥4° THR B,

.+ Gld IdC B A Wy Juy i it o 2y it
T B

o ®u Y it areirdt @v/¢ fhar .3 ot e &,
. Ry e At oy fondt e
o ot ¥l sferae ga Te o YT STSTuR feden

QST e wu° 3fr Qo A1 1Y Rl e .
- TR R TPl IS HeaTdl Y B,
QTP §¢H IS T B,
. g fEaR 1 31for GRHTO qur.

32 x 290-1

Fe 310

1.7.81

NO.OFF

STOCK SIZE

SEMI-PRODUCT

MATERIAL

PROJECT NO.

PART NO.

EX. NO.

CARPENTARY VICE LEAD SCREW

TIME

CODE NO.

TU20N1781
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PHiucd TS SMTOT HYB I (CG & M) UMH 1.7.82
TR (Turner) - ded EIGES WEU

fafdy A AR e S H (FRFFT wie, WS W, SHT HRIR for
AATS ) (Make job using different lathe accessories (Driving plate, steady
rest, Dog carrier & Different centres)

3ES: a1 = Rac! Rl e 0 ®/Td

. i Siqurdl %Sl e e .

TASK-1
2x45°
— _ _ _ — g
QQ
800
\od
oIld 3 H (Job Sequence)
. o] O] HHR qUTI, - THA B 4B G HeHH R falgTHe quTT.
. HuR Jer = act g TR T ¢RI . IR SR GHTSA AleHE ayo A o .
. TPU didl g3 B Sia Rl a1 Iefe B, . TTT R« ¥Y° FHI B
. O fRiSaT A5 g <P o SR gEfET ¢ SiG SACHA
e foed . . IR aieme vo fEft e @
. ARE Yo 3T S Her Ade H. . 9T x ¥4° B B,
YSd R BIeNSR W S! Yol P, . S 3T H
. UG HRIR A0 Jed=T GBI HIH 6 3. . QAR AT Yo iyt e HT
. BIAR RIIgR Siigar AL 1. R i dgar . 92 x ¥u° TP B
Uiep AN . o
L . SISTIIR URHATO! quTI.
2 IS & 45 x 810 - Fe 310 - = 1.8.82
NO.OFF STOCK SIZE SEMI-PRODUCT MATERIAL PROJECT NO. PART NO. EX. NO.
TIME
MAKE A JOB USING DIFFERENT LATHE ACCESSORIES
(VIZ .DRIVING PLATE , STEADY REST, DOG CARRIER AND CENTRES)
CODE NO. TU20N1882E1
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diucd TgH anﬁmqmﬁﬂ (CG & M)
TR (Turner) - ?)G%E?R'

AMIH 1.7

.83

X Hevd aaT (Make test mandrel)

3D a1 snaraTe Y9t TR e A @A
. T A BINSR U HeH=T REH Hlg qe B
« SITdr ATTAD FTHADS e B .

2x45°

\
\
240

200

iG] 3{JhH (Job Sequence)

- o] I HTHR qUII.
- I WA 9 7 R IO AT WY e1HE g BRI

HHHET {Sd BT 3107 @Ro el o « e S BIdeR
ISR T SO SRR Wi GrgT HAUTT f3d B,

. JdC B SO IR Wi b T BRI AT Siisen By
H THUT Al o0 A SfdT Fex fga St TguTa
.

. BRER ISR @Ro At d B Swr 31flr gg1 HeA Sile
ISREZGH

. Ty (UISTHYT % PIga el 3Nl RisaaR grfeT

¢ fonfiean wisue e e BT dieudd e o .

HIIRTD AT Sad SRl GHd ST

. oy finft i 1t e gualer saR 1 i vl

T3 U JgT T B,

. T HHE Aiegdd @yo . quf e e .

R x ¥4° THR H.

I . Sieer IR didigdd gyo i e B
. . . x ¥4° TR B,
. T dR AT S TR AT B QI
: . .« SIIER THRAM qUrET
. G Yol B AY 3fATSTHE U
1 @ 45x205-1 - Fe 310 - - 1.8.83
NO.OFF STOCK SIZE SEMI-PRODUCT MATERIAL PROJECT NO. PART NO. EX. NO.

MAKE TEST MANDRAL

TIME 15 hrs

CODE NO. TU20N1883E1
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PHiucd TS SMIOT HYB AT (CG & M) AT 1.8.84
TR (Turner) - A9 SIfg o1 S@UTA

IEfET Fed (Ge¥ed) dafxi, grdfew, SRAT (Balancing, mounting, dressing

of grinding wheel (pedestal)

3EB: a1 = Rac! Rt Wed ®Td

TASK-1
TASK-2
TURN AGAIN BY HAND TO
CHECK CLEARENCE AFTER
RESETTING WORK REST
REFIT GUARD 2
TIGHTEN ONLY ENOUGH
TO PREVENT SLIP
Z A RESET WORK REST
TASK-3

210



iG] SIJPH (Job Sequence)

meaﬁmmsﬁmaﬁa

AP U B haquTS! ASfST et JumT.

- WSFET lera YA TOH STRIA BRI,
. gMHTEr AR AT AT Hed T H.

H 3: SrAafT IS
. TR W A HIoe! T Ui fFar sroede wur

BTG T,

. o W T T G AT F(H T BTG T,
- I STl SR Wie Hral.

. e 4 HRUATdY fe=m qur,

- e 30T STeie WSl Prel.

RISl R 3.

@Y 3: AEFET e R
. BISXdl 9 WL R AT B,

. SR T 8% UMD BT d Rid BaedT JUahid ST,

Hitea T AT HgHaaiT : TR (NSQF -ISBUI 2022) T 1.8.84

. IRRET i fRal SUEHe d I AT Wd:d e

. SHAfcHl (0¥ [Agas o B, TAIT goi Siie], gaa

EISGIRES

. TR IS0 BT FRTRAT 7T B Y, e R Savararet

BTHYO G &R

- FId T IAd S WE B S g MEAT faid

HITTURE W 371G,

. T Y G P UG Wi F THRAT G e ST

FRIEAON e ST,

- I S STedid e gl fihe 1.

- Y fAde ieredn B Siae IdRd $1H T B,

. g% RIe w0 gguo gg o,

- Sgiel YRIU! =Terd & JHTET HRUGHIS BT agiet Ul

- SR 3O SISt SEReN Sgler<AT BhfaR geil.
. UG STcied ST TG ST XM S8R BaaR fidig

gaAfdel oid TR Sace 3.

21



a?ﬁmmerrﬁrwwﬁﬂ CG & M) IIATH 1.8.85
TR (Turner) - A9 SITg o1 S@UTA

qY R Fraasrfere ﬂﬁ%ﬁ'ﬁ ufspar (Periodical lubrication procedure on lathe)

IED: a1 ST Rad! gl WeH mTd
. Hfi==ar RIeR afeawed der=h uraest auran

« AIETIR ATE AU b= .

TU20N1886E1

&y
AT e AR ST - TYIRI &¢
Riza sifged - Hegifer 2
firae off sifsed 3o - WegAT &¢
. Y FRAE SR fsrbe foig sitesar
. TTALHAIDIS B

HHIS S=IaT T YRR A9 dran ausiia

19

HHID -3 hIY WS Wesd
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o Oy ORE Tk iR HROT 3w

. AR HAIPIS B
L [ )
HHIP GIAT ST I AT CRIEIGERI
- Ay ORIAAS Srefariter Qo= RO et
. 99 3 A IPIS PA
qgd -3
HHIP SIGT M1 UITT= A1 e ausiie
. Ay IRiFEe i Qfehe WO sfieswan
. 399 ¥ A YBIS B
g -4
HHIP ST ST I ATd CRIEIGERI

Fited T AT HGHIT : TR (NSQF -IADBUI 2022) ATATH 1.8.85

213



Hiucd TS SATOT HYB NI (CG & M)
T

TR (Turn;:ar) - faRiw Sire anfor

gIqTH 1.8.86

AU UG UTHP SWHTH (Preventive maintenance of lathe)

Ife®: a1 ST WSSt TRl TaH BT

. RN Ry qur

. frR sfea=ar 9a UraST= quryht ST
. UfE TS TTUTAR Hevd THS 1.

T T T Y ———7

=i

m—

WEEKLY= A OTHER THAN THOSE ABOVE - <:>

UiIeUTdS G@HT FAifTd SfaR goxid! SUHRul Yudrdt
TR F, AU SHTARID Sh SIS0 s Id dhel ST
Hhd. RM IJUBRUIE Sfeedl AaTd IS Sadid. HRi
Y TiFufiaR STHUaTd ST 3 - U sob STSTHL HUTd
PRUYA UfASUTHD G@HT Had HRd 10T Sl Wil Hd
o MG Sl dd HIIH G 5.

yfduTEd  qavErard e SidRM dde  gewia
frgaqun IR Jofiae @) Tiffere Fa oS THd amE
HTATAT FTATeT TRHTOTET JAGY 317 ST Adie Udd

HHF AR STIRUN HRa.
7 Juft @@y 3Med
BR. dUTHU - |

214

-5 /
e R BR. T8 gl -
B3. HAH goI - M
DAY= Q MONTHLY= U BX.‘IUTW'C

& gowi fafy Iueruiardt TiTer geR aRuiiia e
SIHHTT SUBRUNAR Dl il

(BR) OO - ¢
1 Id TS A HIgHeR Td 0N GG HrafaTa! STeT quron.

2 T@Teld WS, Sa, e Ac W3l dufel, aedy,
fiea Jaiftd, oo onftr &Il wicwd fAaes sfor
THMISH.

3 dd oftT o fheex, iodficn fame, fw fdar
MEaH g 4> N I HR!.
4 g4 diccy 30T T Ug HRO! SN WIS SATAd IGaol.

5 Od §gaul.




(BR) T8TH go&I1 - S

JoTofid Fd TR 10T S

1 13 gFcHd 39 - siwdl (3aT. ga Uike 31O e Toe) of
ST TN o 37t SRl / foalt Tiferess, o gfvera) qofor
IR &9 - et ymT o, Siiof gmera i gRiafda /
gARIq ROt Sfdn gireerd & - s,

2 IOYD GIXIE (3MAYH 3N TURUN R THa
HATIER fafay Frodi sfdesTauh &,

3 SMAXAD SN, e S IWHUIGR 3iisd Uihed Guard
.

(B3) HYH GO - M

1 Bledl gl ord 8 gokiral Jd SR Ug
YT TTGT) § HITTIER [S$9-3-ad dhad, goed daral AT

2 d RS WHAd  THU/ARMET R fJeR wRarh
AT HATGUET ST 3 ).

3 ORI 9T SFERIA dhad IRbegd U,

4 GOEHR A qurh usT 2o Hel i ‘sl
ol AT’ TR el S

(BY) quf g&xit - €

1 HoY gowid! ¥d JTRR-, TG Ud® gHe f&9- siiga

FHAQ Hod UATIR, Tgddh SiUf-aTl T TdHgR Sead
AT SMfoT 7=fiF e bl SraTd.

2 TR BIESYH (@ BISSIIaR RITUd) Jure Siar
STIOT SIS ST o bl SiTcll.

3 d MES WG ATSFET/BH T,

TRt 2

T UlR Ulscaed HRMH s $H1 M7 gHan <1 araiea
fthe BT AUbEA AT TEHIT qUTHUITGRI HIvitadt 7=
ORI YOd HE T4 TGO T,

ura*&?:
IS HRX IUST HTOT qurT
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