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2 Set the SMAW machine and perform different type of joints on MS in different position
observing standard procedure. [different types of joints Fillet (T-joint, lap & Corner),
Butt (Square & V); different position - 1F, 2F, 3F,4F, 1G, 2G, 3G, 4G] 1.1.05-1.1.08
3 Set the gas welding plant and join MS sheet in different position following safety
precautions. [Different position: - 1F, 2F, 3F, 1G, 2G, 3G.] 1.1.09-1.1.10
4 Set the SMAW machine and perform different type of joints on MS in different position
observing standard procedure. [different types of joints Fillet ( T-joint, lap & Corner),
Butt (Square & V); different position - 1F, 2F, 3F,4F, 1G, 2G, 3G, 4G] 1.1.11-1.1.12
5 Set the oxy- acetylene cutting plant and perform different cutting operations on MS
plate. [Different cutting operation - Straight, Bevel, circular] 1.1.13-1.1.17
6 Set the gas welding plant and join MS sheet in different position following safety
precautions. [Different position: - 1F, 2F, 3F, 1G, 2G, 3G.] 1.1.18-1.2.20
7 Set the SMAW machine and perform different type of joints on MS in different position
observing standard procedure. [different types of joints Fillet (T-joint, lap & Corner),
Butt (Square & V); different position - 1F, 2F, 3F,4F, 1G, 2G, 3G, 4G] 1.2.21-1.3.37
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10

11

12

13

14

15

16

17

18
19

20
21

22

Set the SMAW machine and perform different type of joints on MS in different
position observing standard procedure. [different types of joints Fillet ( T-joint, lap &
Corner), Butt (Square & V); different position - 1F, 2F,3F,4F, 1G, 2G, 3G, 4G]

Perform welding in different types of MS pipe joints by Gas welding (OAW). [Different
types of MS pipe joints - Butt, Elbow, T-joint, angle (45) joint, flange joint]

Set the SMAW machine and perform different type of joints on MS in different
position observing standard procedure. [different types of joints Fillet ( T-joint, lap &
Corner), Butt (Square & V); different position - 1F, 2F,3F, 4F, 1G, 2G, 3G, 4G]

Set the SMAW machine and perform welding in different types of MS pipe joints by
SMAW. [Different types of MS pipe joints - Butt, Elbow, T-joint, angle (45 ) joint,
flange joint]

Choose appropriate welding process and perform joining of different types of metals
and check its correctness. [appropriate welding process - OAW, SMAW; Different
metal - SS, Cl, Brass, Aluminium]

Choose appropriate welding process and perform joining of different types of metals
and check its correctness. [appropriate welding process - OAW, SMAW; Different
metal - SS, ClI, Brass, Aluminium] Demonstrate arc gauging operation to rectify the
weld joints.

Choose appropriate welding process and perform joining of different types of metals
and check its correctness. [appropriate welding process - OAW, SMAW; Different
metal - SS, ClI, Brass, Aluminium]

Test welded joints by different methods of testing. [different methods of testing- Dye
penetration test, Magnetic particle test, Nick break test, Free band test, Fillet fracture
test]

Set GMAW machine and perform welding in different types of joints on MS sheet/plate
by GMAW in various positions by dip mode of metal transfer. [different types of

joints- Fillet (T-joint, lap, Corner), Butt (Square & V); various positions- 1F, 2F, 3F,4F,
1G, 2G, 3G]

Set the GTAW machine and perform welding by GTAW in different types of joints on
different metals in different position and check correctness of the weld. [different types
of joints- Fillet ( T-joint, lap, Corner), Butt (Square & V) ; different metals- Aluminium,
Stainless Steel; different position- 1F & 1G]

Perform Aluminium & MS pipe joint by GTAW in flat position.

Perform Aluminium & MS pipe joint by GTAW in flat position. Set the Plasma Arc
cutting machine and cut ferrous & non-ferrous metals.

Set the resistance spot welding machine and join MS & SS sheet
Perform joining of different similar and dissimilar metals by brazing operation as per
standard procedure. [different similar and dissimilar metals- Copper, MS, SS]

Repair Cast Iron machine parts by selecting appropriate welding process.
[Appropriate welding process- OAW, SMAW]

Hard facing of alloy steel components / MS rod by using hard facing electrode.

1.3.38 - 1.3.41

1.3.42-1.3.45

1.3.46 - 1.3.49

1.3.50 - 1.3.51

1.3.52 - 1.3.54

1.3.55-1.3.57

1.3.58 - 1.3.59

1.3.60 - 1.4.64

1.5.65 - 1.6.85

1.6.86 - 1.6.91
1.6.92

1.6.93 - 1.6.94
1.6.95 - 161.96

1.6.97 - 1.7.100

1.7.101-1.7.104
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SYLLABUS

Duration

Ref. Learning
Outcome

Process
Code

Professional Skills
(Trade Practical)
with Indicative hours

Professional Knowledge
(Trade Theory)

Professional
Skill 47Hrs;
Professional
Knowledge
11Hrs

Set the gas welding plant and

join MS sheet in different

position [Different
position:1F, 2F, 3F, 1G, 2G,
3G]

Set the SMAW
machine and perform
different type of joints on MS
in different position observing
standard procedure [different
types of joints- Fillet (T-joint,
lap & Corner), Butt (Square &
V); different position - 1F, 2F,
3F,4F, 1G, 2G, 3G, 4G]

OAW-01

SMAW-01

1 Demonstration of Machinery
used in the trade

2 ldentification to safety
equipment and their use etc.

3 Hack sawing, filing square
to dimensions

4 Marking out on MS plate and
punching

- Importance of Trade
Training

- General discipline in the
Institute

- Elementary First Aid

- Importance of welding in
industry

- Safety precautions in
Shielded Metal Arc
Welding, and Oxy -
Acetylene Welding and
Cutting.

5 Setting of oxy-acetylene
welding equipment, Lighting
and setting of flame.

6 Perform fusion run without
filler rod on MS sheet 2mm
thick in flat position.

7 Setting up of Arc welding
machine & accessories and
striking an arc.

8 Deposit straight line bead on
MS plate in flat position.

Introduction and definition
of welding.

Arc and Gas Welding
Equipments, tools and
accessories.

Various Welding
Processes and its
applications.

Arc and Gas Welding
terms and definitions.

Professional
Skill 21Hrs;
Professional
Knowledge
05Hrs

Set the gas welding plant and
join MS sheet in different
position following safety
precautions. [Different
position: - 1F, 2F, 3F, 1G, 2G,
3G]

OAW-02

OAW-03

9 Depositing bead with filler rod

on M.S. sheet 2 mm thick in flat
position.

10 Edge joint on MS sheet 2 mm
thick in flat position without filler
rod.

Different process of metal
joining methods: Bolting,
riveting, soldering, brazing,
seaming etc.

Types of welding joints
and its applications. Edge
preparation and fit up for
different thickness.

Surface Cleaning

Professional
Skill 23Hrs;
Professional
Knowledge

05Hrs

Set the SMAW machine and
perform different type of joints
on MS in different position
observing standard
procedure. [different types of
joints- Fillet ( T-joint, lap &
Corner), Butt (Square & V);
different position - 1F, 2F,
3F4F, 1G, 2G, 3G, 4G]

SMAW-02

SMAW-03

11 Straight line beads on M.S.
plate 10 mm thick in flat
position.

12 Weaved bead on M. S plate
10mm thick in flat position.

Basic electricity applicable
to arc welding and related
electrical terms &defini-
tions.

Heat and temperature and
its terms related to weld-
ing

Principle of arc welding.
And characteristics of arc.

Professional
Skill
23Hrs;
Professional
Knowledge
05Hrs

Set the oxy- acetylene cutting
plant and perform different
cutting operations on MS
plate. [Different cutting
operation - Straight, Bevel,
circular]

OAGC-01

OAGC-02

OAGC-03

13 Setting up of oxy-acetylene and
make straight cuts (freehand)

14 Perform marking and straight
line cutting of MS plate 10 mm
thick by gas. Accuracy within
2mm.

15 Beveling of MS plates 10 mm
thick, cutting regular
geometrical shapes and
irregular shapes, cutting
chamfers by gas cutting.

Common gases used for
welding & cutting, flame
temperatures and uses.

Types of oxy-acetylene
flames and uses.

Oxy-Acetylene Cutting
Equipment principle, pa-
rameters and application.
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OAGC-04

OAGC-05

OAGC-06

16 Marking and perform radial cuts, cutting
out holes using oxy-acetylene gas
cutting.

17 Identify cutting defects viz., distortion,
grooved, fluted or ragged cuts; poor
draglines; rounded edges; tightly
adhering slag.

Professional
Skill
126Hrs;
Professional
Knowledge
31Hrs

Set the gas welding
plant and join MS
sheet in different
position following
safety precautions.
[Different position: -
1F, 2F, 3F, 1G, 2G,

3G]
Set the SMAW
machine and

perform different
type of joints on MS
in different position
observing standard
procedure. [different
types of joints- Fillet

( T-joint, lap &
Corner), Butt
(Square & V);

different position -
1F, 2F, 3F,4F, 1G, 2G,
3G, 4G]

OAW-04

SMAW-04

OAW-05

18 Square butt joint on M.S. sheet 2 mm
thick in flat Position. (1G)

19. Fillet "T" joint on M.S. Plate 10 mm thick
in flat position. (1F)

20.Open corner joint on MS sheet 2 mm
thick in flat Position (1F)

Arc welding power
sources: Transformer,
Rectifier and Inverter type
welding machines and
its care &maintenance..

Advantages and disad-
vantages of A.C. and D.C.
welding machines

SMAW-05

OAW-06

SMAW-06

21 Fillet lap joint on M.S. plate 10 mm thick
in flat position. (1F)

22 Fillet "T" joint on MS sheet 2 mm thick in
flat position. (1F)

23 Open Corner joint on MS plate 10 mm
thick in flat position. (1F)

Welding positions as per
EN &ASME: flat, horizon-
tal, vertical and over head
position.

Weld slope and rotation.
Welding symbols as per
BIS &AWS.

OAW-07

SMAW-07

1&T-01

24 Fillet Lap joint on MS sheet 2 mm thick
in flat position. (1F)

25 Single "V" Butt joint on MS plate 12 mm
thick in flat position (1G).

26 Testing of weld joints by visual
inspection.

27 Inspection of welds by using weld
gauges.

Arc length - types - effects
of arc length.

Polarity: Types and appli-
cations.

Weld quality inspection,
common welding mis-
takes and appearance
of good and defective
welds

Weld gauges & its uses.

OAW-08

SMAW-08

SMAW-09

28 Square Butt joint on M.S. sheet. 2 mm
thick in Horizontal position. (2G)

29 Straight line beads and multi layer
practice on M.S. Plate 10 mm thick in
Horizontal position.

30 Fillet "T" joint on M.S. plate 10 mm thick
in Horizontal position. (2F)

Calcium carbide uses
and hazard.

Acetylene gas proper-
ties and flash back ar-
restor.

OAW-09

31 Fillet Lap joint on M.S. sheet 2 mm thick
in horizontal position (2F)

Oxygen gas and its prop-
erties, uses in welding.

Charging process of oxy-
gen and acetylene gases

SMAW-10

32 Fillet Lap joint on M.S. plate 10 mm thick
in horizontal position. (2F)

Oxygen and Dissolved
Acetylene gas cylinders
and Color coding for
different gas cylinders.

Uses of single and
double stage Gas
regulators.
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OAW-10

33 Fusion run with filler rod in vertical
position on 2mm thick M.S sheet.

34 Square Butt joint on M.S. sheet. 2 mm
thick in vertical position (3G)

Oxy acetylene gas weld-
ing Systems (Low pres-
sure and High pressure).

Difference between gas

OAW-11 | 35 Single Vee Butt joint on M.S. plate 12 welding blow pipe(LP
mm thick in horizontal position (2G). &HP) and gas cutting
blow pipe
SMAW-11 Gas welding techniques.
Rightward and Leftward
techniques.
SMAW-12 |36 Fillet "T" joint on M.S sheet 2 mm thick in Arc blow - causes and
o vertical position. (3F) methods of controlling.
AW-12 37 Fillet"T" jointon M.S. plate 10 mm thick in Distortion in arc & gas
SMAW-13 vertical position. (3F) welding and methods
employed to minimize
distortion
Arc Welding defects,
causes and Remedies.
Professional| S€t  the  SMAW /| OAW-13 138 Structural pipe welding butt joint on MS Specification of pipes,
machine and pipe @ 50 and 3mm WT in 1G position. various types of pipe
Skill 80 | perform different type 39 Fillet Lap joint on M.S. Plate 10 mm in joints, pipe welding all po-
of joints on MS in| SMAW-14 i 1 - sitions, and procedure
Hrs; L S vertical position. (3G) ; P -
. different  position Difference between pipe
Professional | observing standard welding and plate
procedure. [different welding.
Knowledge|, o of joints- Fillet ( g
17Hrs | T-joint, lap & Corner), | SMAW-15 |40 Open Corner joint on MS plate 10 mm Pipe development for El-
Butt (Square & V); thick in vertical position. (2F) bow joint, "T" joint, Y joint
different position - 1F, OAW-1a |41 Pipe welding - Elbow joint on MS pipe @ and branch joint
2F, 3F4F, 1G, 2G, 3G, 50 and 3mm WT. (1G) Brief use of Manifold
4G] system
Perform welding in . K 4N i i i
different types of MS OAW-15 |42 Pipe welding "T" joint on MS pipe @ 50 Gas .v.velc.ilng filler r.ods,
pipe joints by Gas| gyirni16 and 3mm WT. (1G) specifications and sizes.
welding  (OAW). Gas welding fluxes - types
[Different types of MS and functions.
pipe joints - Butt,
Elbow, T-joint, angle 43 Single "V" Butt joint on MS plate12 mm Gas Brazing & Soldering :
(45°) joint, flange thick in vertical position (3G). principles, types fluxes &
joint] uses
Gas welding defects,
causes and remedies
OAW-16 |44 Pipe welding 45 ° angle joint on MS pipe Electrode : types, func-
@ 50 and 3mm WT. (1G) tions of flux, coating fac-
45 Straight line beads on M.S. plate 10mm tor, sizespecifications of
SMAW-17 .
thick in over head position. electrode, Coding of elec-
trode as per BIS, AWS,
Effects of moisture pick
up.
Storage and baking of
electrodes.
Professional | S€t the  SMAW /| SMAW-18 |46 Pipe Flange joint on M.S plate with MS Weldability of metals,
machine and pipe @ 50 mm X 3mm WT (1F) importance of pre heating,
Skill | perform different type 47 Fillet "T" joint on M.S. plate 10 mm thick | Post heating  and
61Hrs; of joints on MS in| o\ 1o in over head position. (4F) maintenance of inter pass
different position temperature.
Professional | observing standard
Knowled procedure. [different
types of joints- Fillet
06Hrs
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( T-joint, lap & Corner), | SMAW-20| 48 Pipe welding butt joint on MS pipe @ Welding of low, medium
Butt (Square & V); 50 and 5 mm WT. in 1G position. and high carbon steel
different position - 1F, | SMAW-21| 4o Fijjat Lap joint on M.S. plate 10 mm and alloy steels.
£21(F§] 3F.4F, 1G, 2G, 3G, thick in over head position. (4G).
Setthe SMAW machine | smAw-22| 50 Single "V" Butt joint on MS plate Stainless steel types-
and perform welding in 10mm thick inover head weld decay and
different types of MS SMaw.pa|  Position(4G) weldability.
pipe [fen By S5 /A, 51 Pipe butt joint on M. S. pipe @ 50mm
[Different types of MS WT 6mm (1G Rolled)
pipe joints - Butt, Elbow, ’
T-joint, angle (45 ) joint,
flange joint]
Praeeien Choose appropriate|OAW-17 52 Butt joint of copper pipe 2 inch by Induction welding,
welding process and brazing process by induction brazing of copper tubes.
Skill 25 |perform joining of|SMAW-24 welding machine Brass - types - proper-
Hrs; different types of metals| )\ o | 53 Square Buttjointon S.S. Sheet 2 mm ties and welding
. and check its thick in flat position. (1G) methods.
Professional [c orrectness. - . 1
[appropriate welding 54 Qorner/T joint of copper pipe of % C_:opper - types - proper-
Knowledge process - OAW, SMAW: inch and of length 75 mm tlesth dand welding
04Hrs Different metal - SS, Cl, METTRES
Brass, Aluminium] Brazing cutting tools.
Professional| Choose appropriate | OAW-19 | 55 Square Butt & Lap joint on M.S. sheet Aluminium properties and
] welding process and MAW-2 2 mm thick by brazing in flat position. weldability, Welding meth-
Skill Iperform joining of| SMAW2S | 55 oip e mmbutt joint C.1. plate 6mm thick |~ 0ds
21Hrs; dlffgrent tyﬂes Ef metétls AG-01 in flat position. (1G) Arc cutting & gouging,
an chec its . .
Professionallc orrectness . 57 Arc gouging on MS plate 10 mm thick.
[appropriate welding
KoevlEdes process - OAW, SMAW;
04Hrs |Different metal - SS, ClI,
Brass, Aluminium]
Demonstrate arc
gauging operation to
rectify the weld joints.
Professional| CNo0se appropriate|OAW-20 |58 Square Butt joint on Aluminium sheet. Cast iron and its proper-
] welding process and OAW-21 3 mm thick in flat position. ties types.
Skill perform joining of 59 Bronze welding of cast iron (Single "V" Welding methods of cast
20Hrs; d|ffgrent tyf]es Ef metgtls butt joint) 6mm thick plate (1G). iron.
an chec its
Professionallcorrectness.
[appropriate welding
LI R D process - OAW, SMAW;
04Hrs Different metal - SS, Cl,
Brass, Aluminium]
Professional | T€St welded joints by 1&T-02 60 Dye penetrant test. Types of Inspection meth-
different methods of 61 Magnetic particle test ods
Skill 25 F 1 1&T-03 ’ L
e o O gy |52 N bk st Cassticalon o Sost
Hrs; penetration test,| ‘&0 |63 Free bend test. e an me_t o
Professional | Magnetic particle test,| g1.05 |64 Fillet fracture test. Ll ‘economics el
Nick K F Cost estimation.
Knowledge ick brea _test, ree| |1&T-06
band test, Fillet fracture
04Hrs |test]

(xvi)




Professional
Skill
166HTrs;
Professional
Knowledge
32Hrs

Set GMAW machine
and perform welding in
different types of joints
on MS sheet/plate by
GMAW in various
positions by dip mode
of metal transfer.
[different types of joints-
Fillet (T-joint, lap,
Corner), Butt (Square &
V); various positions-
1F, 2F, 3F4F, 1G, 2G,
3G]

GMAW-01

GMAW-02

65 Introduction to safety equipment and
their use etc.

66 Setting up of GMAW welding machine
& accessories and striking an arc.

67 Depositing straight line beads on M.S
Plate.

68 Fillet weld - "T" joint on M.S plate
10mm thick in flat position by Dip
transfer. (1F)

Safety precautions in Gas

Metal Arc Welding and
Gas Tungsten Arc
welding.

Introduction to GMAW -
equipment - accessories.
Various other names of
the process. (MIG/MAG/
CO, welding.)

GMAW-03

GMAW-04

GMAW-05

69 Fillet weld - Lap joint on M.S. sheet
3mm thick in flat position by Dip
transfer. (1F)

70 Fillet weld - "T" joint on M.S. sheet
3mm thick in flat position by Dip
transfer. (1F)

71 Fillet weld - corner joint on M.S. sheet
3mm thick in flat position by Dip
transfer. (1F)

Advantages of GMAW
welding over SMAW
limitations and applica-
tions

Process variables of
GMAW.

GMAW-06

GMAW-07

72 Butt weld - Square butt joint on M.S
sheet 3mm thick in flat position (1G)

73 Butt weld - Single "V" butt joint on M.S
plate 10 mm thick by Dip transfer in
flat position. (1G)

Wire feed system - types
- care and maintenance.
Welding wires used in
GMAW, standard diam-
eter and codification as
per AWS.

GMAW-08

GMAW-09

74 Fillet weld - "T" joint on M.S plate
10mm thick in Horizontal position by
Dip transfer. (2F)

75 Fillet weld - corner joint on M.S plate
10mm thick in Horizontal position by
Dip transfer. (2F)

Name of shielding gases
used in GMAW and its
applications.

Flux cored arc welding - de-
scription, advantage, weld-
ing wires, coding as per
AWS.

GMAW-10

GMAW-11

76 Filletweld - "T" joint on M.S. sheet
3mm thick in Horizontal position by
Dip transfer. (2F)

77 Fillet weld - corner joint on M.S.
sheet 3mm thick in Horizontal
position by Dip transfer. (2F)

Edge preparation of vari-
ous thicknesses of met-
als for GMAW.

GMAW defects, causes
and remedies

GMAW-12

GMAW-13

78 Fillet weld - "T" joint on M.S plate
10mm thick in vertical position by
Dip transfer. (3F)

79 Fillet weld - corner joint on M.S plate
10mm thick in vertical position by dip
transfer. (3F)

Heat input and tech-
niques of controlling heat
input during welding.
Heat distribution and ef-
fect of faster cooling

GMAW-14

GMAW-15

80 Fillet weld - Lap joint on M.S. sheet
3mm thick in vertical position by Dip
transfer. (3F)

81 Filletweld - cornerjointon M.S. sheet
3mm thick in vertical position by Dip
transfer. (3F)

Pre heating & Post Weld
Heat Treatment

Use of temperature indi-
cating crayons.

GMAW-16

GMAW-17

82 Fillet weld - Lap and "T" joint on M.S
sheet 3mm thick inoverhead position
by Dip transfer. (4F)

83 Tee Joints on MS Pipe @ 60 mm OD
x 3 mm WT 1G position - Arc constant
(Rolling)

Submerged arc welding
process -principles,
equipment, advantages
and limitations
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GMAW-18

GMAW-19

84 Depositing bead on S.S sheet in flat
position.

85 Bultt joint on Stainless steel 2 mm thick
sheet in flat position by Dip transfer.

Thermit welding
process- types,
principles, equipments,
Thermit mixture types and
applications.

Use of backing strips and
backing bars

Professional

Set the GTAW machine
and perform welding by

GMAW-01

86 Depositing bead on Aluminium sheet
2 mm thick in flat position.

GTAW process - brief de-
scription. Difference be-

Skill 80 in di
I GTAW in different types GMAW-02| 87 Square butt joint on Aluminium sheet tween AC and DC weld-
Hrs;  |Of joints on different 1.6mm thick in flat position. ing, equipments, polari-
) metals in different ties and applications.
Professional |position and check
Power sources for GTAW
correctness of the weld.
Knowledge | . . -AC &DC
[different types of joints-
14H Fillet T-joint, lap, . . .
s Clor(rier)( But{o(gquar:%‘ GMAW-03 | 88 Fillet weld - "T" joint on Aluminium Tungsten electrodes -
. i sheet 1.6 mm thick in flat position. types & uses, sizes and
V) ; different metals-| spmaw-04 o )
Aluminium, Stainless (1F) preparation
Steel; different position- 89 Fillet weld - Outside corner joint on GTAW Torches- types,
1F & 1G] Aluminium sheet 2 mm thick in flat parts and their functions
position. (1F) GTAW filler rods and
selection criteria.
GMAW-05 | 90 Butt weld - Square butt joint on Edge preparation and fit
Stainless steel sheet 1.6 mm thick in up-
flat position with purging gas (1G) GTAW parameters for
welding of different
thickness of metals
GMAW-06 (91 Fillet weld - "T" joint on Stainless steel Argon / Helium gas prop-
sheet 1.6 mm thick in flat position. (1F) erties - uses.
GTAW Defects, causes
and remedy.
Professional Perform Aluminium &| GMAW-07 {92 Pipe butt joint on Aluminium pipe @ 50 Friction welding process-
MS pipe joint by GTAW mm x 3 mm WT in Flat position. (1G) equipment and
Skill 20Hrs; | in flat position. application
Professional Laser beam welding
(LBW).
Knowledge
04Hrs
Professional P€rform Aluminium & |GMAW-08 |93 "T" Joints on MS Pipe @ 50 mm OD x 3 Plasma Arc Welding (PAW)

MS pipe joint by GTAW

mm WT, position - Flat (1F)

and cutting (PAC) process

i Ar i PAC-01 : -
Skill 20Hrs;/in flat position. 94 Straight cutting on ferrous and non - equipments and prin-
Professional Set the Plasma Arc ferrous ciples of operation.

cutting machine and cut Types of Plasma arc,
Knowledge 1o ous & non-ferrous advantages and
03Hrs |metals. applications.
Professional | S€t the resistance spot| RW-01 (95 Lap joint on Stainless steel sheet by Resistance welding pro-
welding machine and Resistance Spot welding. cess -types, principles,
Skill join MS & SS sheet. RW-02 | 56 \1S sheets joining by Resistance Spot power sources and weld-
20Hrs; welding ing parameters.
. Applications and
Professional limitations.
Knowledge
02Hrs
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Professional | P€rform joining  of | OAW-01 97 Square butt joint on Copper sheet | - Metalizing - types of met-

) different similar and 2mm thick in flat position. (1G) alizing principles.
Skill 41 dissimilar metals by OAW-02 | gg *T" joint on Copper to MS sheet - Manual Oxy - acetylene
Hrs; brazing operation as 2mm thick in flat position by powder coating
. per standard . process- principles of
Professional |procedure. [different Brazing (1F) operation and
similar and dissimilar applications
AT metals- Copper, MS, i
10Hrs | SS] OAW-03 | 99 Silver brazing on S.S Sheet with |- Reading of assembly
copper sheet "T" joint. drawing
OAW-04 100 Silver brazing on copper tube totube. |- Welding Procedure
Specification (WPS) and
Procedure Qualification
Record ( PQR)
Professional| R€Pair  Cast  Iron OAW-05 | 101Repair welding of broken C.I. |- Hard facing/ surfacing
machine parts by machine parts by oxy-acetylene necessity, surface pre
Skill 24Hrs;| selecting appropriate SMAW-01 welding with C.1 and bronze filler rod. paration, various hard
Professional| V€!ding process. 102 Repair welding of broken C.I machine facing alloys and a
[Appropriate welding|qyaw-02 parts by C.I. electrode. dvantages of hard facing.
K led = . . .
nowledge process.OAW, =AY 103 Repair plastic broken parts or pipes |- Plastic welding machine
01Hrs |Hardfacing of alloy steel by plastic welding machine. with hot air gun and

components / MS rod by
using hard facing
electrode.

104.Make a plastic tank with plastic sheet Plgstic material:

of PVC. Dimensions 150*100*100 Polypropylene (PP)
Polyethylene (PE)

Polyvinylchloride (PVC)

QR CODE

Ex. No. 1.2.2 Ex. No. 1.2.2

Ex. No. 1.3.35 Ex. No. 1.3.38 Ex. No. 1.3.39 Ex. No. 1.3.40 Ex. No. 1.3.49 & 50 Ex. No. 1.3.58

MODULE 4

Ex. No. 1.4.62 & 63
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{12 A AU (CG & M)

QUIRAM HI Advildd Rugid 1.1.01

qes: (Welder) - 85521 dlelld 24 A(SSa ulzal

QUIR dlclln 4 #&cd (Importance of Trade Training)

GEoU: UL ULs i i ume g2l

o 2L AESR QUIRHI s SAAC AL FRUAD

o ag vt ail 3l SR drellH Ay aslq s
o AesR AUIR YRl a4l uR AL dssl Auxdal.

L AUIR AdL GAEAR] HIZ B B UAUIRS oidl-l et
gR1A & AES. SRR dle(li AL 60 AURAL YHUAL0N A
AN 8.

ALY AL Wind 53

AL 25 Asndl yds yul sul uel atellel 1A garadl 2o
SH U2 5L AatH 012l

1 AL M.S. le 1A AR O\ AL WZaL gLRL UL,
2 M.S L A SMAW UL glRL dHiH RA(AH e,

3 A ARY YR W), Ad A 20 Ais IR 5oL NSl s 2ot
wBal glrLw@e.

4 YURSIH A HdR(l AL s
5 M.S 2(le M.S \@e U GMAW AcS\aL,

6 udle AcsloLHe(l, PUG sEDIL 2R (EaL goLadl
uel

7 SMAW u(Zu-l GuallaL 5314 AcslaL Cl.
ag) 2fluiaai-Al 1l

Aue QuiR-l Asadl yds yel aqr u2 GReAIR ABRS Gellal/
el AN 20U dlelln Aand] 215 B, 211910 As gL UHU
auot 112 AN(RA 20U diellH AL 360l Udsl> Sl A
stl Wik 5391 215 8.

A¥audl Al dassl

L AUR AL AsAdl yds yel aal uR, GRedRA 1AL Gelawi
yel sl cal ale HaQl:

1 RSAME (A5 BH 5 Y, ¢ HIOW], HSI 24 GlielsIH.
2 HoUSE 2 AU GelaL.

3 UlAR 22U, WBAL Geol A wIBL SIH HIZ /LS olielsiH
UG @A 4 Aql Gelol BH 5 HId{ URAEA 4 3cd.

5 &l Qe 2 ARSI
6 SHRISU i AEHCL AU,

7 18R &3 Al Geldl ¥H S BHEL, NTPC, dd? 4 GLlRclHi 41
(Ao vita(l GeloHi.

8 URl5[MsE GelldL ¥ 5 ONGC,LOCL, 4 HPCL AdIR,

9 W RANIIR.



12 WA AU (CG & M)

UIRAM HI AdvilAd Rugid 1.1.02

qes: (Welder) - 85521 diclld 214 Al(SSa ulzal

ARUHI ALHI=A [ARd (General discipline in the Institute)

GAU: UL ULS i dA uef 82l
o A gRLAUIRA A=A R  wiat- 5
o el AQAs Holl 414 Qs Maadl _Av.

AU Rl SR Usa A1 did sl autd &Rl Ay, U
8\, (RUAURL, dlcll A ABAU RS, dHRL Us-URatRL 43
] el yeusid Adl 241 slguel culsa)

el Hotdl autd dH ISl dtelli 4Q BB AL oil@d oilotdl
UR Y S| AL el Hi A us).

AHIRL ALY S112[l dHId] ARl AH VRIOL A 5.

dAHIRL A0 A AU sRAHE A1 el Raril wg i
AHRL BHdl 1A ous) &l

Q] 1 Vseset SEUA HI HIG 4 SR,
AUl WY (AL (A3 ente 4 2.

Yol % AAd 8L i UARL LS glRL AU 2udcl Rugid
AL a2 A1 Alsesa el eI QUUALAA uell Uit

AHRL 2 A AU dHIH diel 2L, AU RLs A As-
RS ALER M. dHIH dlelld ug@Hi A Av.

el €M1 AL A 5 2Ud L AU oL 8.

AR2ALAL URAURA 69 v A yufaRel A ugRd s:alq el
el viell s1suLL AR @ w2l A8l B dHLdl 4 sl g1l
AURL ULRUS U A URL ARIRS Eudla A1 AWM &l
).

Qs 221 QAL dielld Hi el 2ual Hie QM oAl 244
AR SRRNAR A3 wH2al Wsese adfell g2 &al 2Ll

sA8l/udlall adl usdal Ul dla duidl s2.
sALE/ulail AL s1gurL R4 et

A8l QU AHA V(S 5E 1S (RAM AU Eul 24 JaReLL HIR
AHUAR AMEL 52

Ulseset sl autd dHidl AetiHdl AHy a1l AetHdly el
RAudl.



{12 A AU (CG & M)

QAN HI2 cild Rugid 1.1.03

qes: (Welder) - 85521 dlelld 24 A(SSa ulzal

ARAHI ALHL=A (AR (Elementary first aid)

GEAU: UL ULS 2id dA AHef B2l
o WAMSs ARAR-A [AQe qHRARNA M.

Qg dtiusl v A Aani dscls: [Qgd Aisl dladl
2812l UALR 2l UeLEA 2R 1A AUSAL UHRU UR AALELR JAW
8, us A (335452 saAwi [Adot 520 48l

A Ulsa &% ULl (Agd YasiL AUSHL 81U dl wedl 4 g2 531
AL 5(A Y5t 530 UldR RAYU 5311 AuS dls). A AE, dl yst
LSS, R0R A ElRRs I Seclls YAl uHAL UL Gledl
RE| AHAAL B UL LU Al GUAL 5. dAMIZL At FRYALL
S0 A U5AA otlal 5907 daal WL A Aqub disdl Hi2 el
UR. (S10L1 444 2)

Fig 1

WL20N110311

Fig 2

WL20N110312

A AR [A4-SYALS 89\, dl Ui Yell Al5e Hd + A A
Al AN ALl g2 AaHi 4 19 UL Yell dHIRL vjeat sl
13ct A 22l 520l &l

A UBd cufsa - AL astell Qg uR 81, dl A usdl
2sladl HAAL AOMHL ALY A YA Sld usal Hie AU
Y& WILE Al ASA.

UIBd w2 dalsgs cdid Hlel QR A 23] 2usdl 2l ueg d
GlSL ABE 818 213 B, AN R 581 2151 A A D 3 QARcllR A 89, %
Az SR 2l 24181 Al 244 Bl Al ARAR s, 252 decll
asuell waud-l Hee Al

A AARUX USA NG Bl UR AL A EL 81, cll AREA,
9Ll A SUAL BUAULRL AL SUST ELEL S A BARAR U (5AA
AR RAAHI YS). (5101 3)

Fig 3

WL20N110313

21 3 UL IS UR Uclcl AUl S,
RYRAUXCA USAA IRH A IR ERUS AV (5191 4).

yee 1R HIsE.

Fig 4

WL20N110314

AL USAA 1l gIRL S8 UL M), Aell-d Ufsan
VUL Q- 91s20 8.

A sRISIE AR 4 Adl 81U dl-AsaR s sA-AHA

oS\ A8

galses Auiusl: galses sl dladl aluiell yAaR adl
AL R A AUSAL MUl clells uR ALELRA B.

sl dlstdl Hi L0 2L 21U YRoto B:
5l GHR.
SRYALPL g2 AR 4 ugeL 5 elliel g2 A 4 ugeL.
galHi- -l RAA.
scllR ¢l 8.
Yo ey IR

gaAlses S UUA: viot % Al2AL AR ULl AR HIAA As
MU HRIBRUEL AAE-L Bl 25 &, uld il Wld ¥ @Ulsaq
el HLAdl A USL Al HIR Y( 8l 25 8.

aAcdHIA AL QLU A, AHiRAS) AR USAA A-dL udL uR2ll F4
gl Ul 25 & A d die(lR Ulst 24 8, At Aot
AUSAL QAR AL A B,

AcdHIA HaLed AU iR, 1Y AR A 25 & w1 culsa
qres Ul -l uss olsal Hi dAHe 8l 2% 8, A Ad-l
Il 215 & A eU-AL AR JUIBBS 3 AR A 25 &

3



(515HRARIA). 2L YUARL 8IS 25 8.

gaAlses 2HiAS| AUSL (Olg L ol 25 8.
galses 2Als HIS AURAR:

dlesU@s ARAIR %331 &

A ASHL UslA Guasel gl dofloll velt 12 HsEl, uss)
selsél l ARAR Al AvL.

A 2L AU [Acot sl QAL 591 2512 dl ddHiA A oiel 53,
ABdR, alssidl ugl, €1R, Asl, Ull3d -l sle-yesl, susidl
SLSURL YS1 Ay, vllce, llCe- U AHUOIR, [A-dles A Y
Y5l [At-ates AL GuAoL 5301 Y3 A Wdd §SseR Al
iub Hiall g2 s2L.-aug-l Aol Il 2y(cid1, A ctiefe AuR, 2ot
IR (5101 5)

Fig 5

WL20N110315

1Bt 412l AL AuS 2Lon. A 0IR AL HIAA GUEtoe A &l dl
IRl 818 Y51 AAMI erde el

Qg cida: SAlses AiASL ANAAR QUSAN AR s Al
SRHIl UAR AL & AR A ol 25 &, Ul Yell A Yt:
RAN A 21U 24 EETAMIRL A AR &8 25 UL YEll sl uR
UIAMS HRAR A 42U 02US) HEL.

0ll-03 A1 WEe5A: 6ll-08 vjot ISt ERLs 8. A 2AdlRAL HI2l euat
o{ofl 21210\ 8\, dl Al olisld Avidl R SIS ARAR vl
A8\, ELdl., WIR(l, RAE9 519101 AL A9 2UE 93 Sl A. d-tell
EULSALHL RAEA HA B,

3e{lR REcRAL: SISURL el 5 FHL YISO UHIRIHI 6L AL Acd
8l v 531 sist, slal dadl didtoll Hi dielR aaLal AsR
U UAARS &l Anag RASA. dlesU@s WARS RAR L
HIUES 313, €Ll UR ECLIRL A 5L A Asdll 44 AU A 2l
4 Avs HIUH B.

dlesi@s srRicél: 6021 2ie{lR s AL BRAML:
€1 Yl A AIRH SAL EL.
A 21521 81 l %1 A AL 2ANR-L 12l GUR Gsld.

(s1o16)

Fig 6

WL20N110316

€Ll UR £01LRL SR.
UsRL UL SIEH SR

2ie{IR RsdtALd A IR saL HIR: &l {l iy A5 {21,
Ul YEll 6L vieL sl %33 el Ul YE oLyl sA. wUR
REARAL 0{EL AT AU, RUR UL UR SR YS), 24 A AR AL
wsell aisl el (11 7)

Fig 7

WL20N110317

Vel Ll el HLR, 8 SIS dlal uted v ustaell 2 215 8, AidRs
REAULA 681 SAL HIS ERXEA ELL UR AH] AL

Hl2) €l As e e (UIElL USAdLd JRPL) 244 wiel -l
AR (AR Ul @pLd), A Al yoer ¥ dlst 8l dl As
sdi agy JRdL a] s3A. (5191 8)

Fig 8

WL20N110318

s A Al U uGlAA AR

Bivtl SAR: xRS AN S1RQL Al il cadL Hie,
vl gLl QLuAl GUAL S AHA BAUHI 3 AL 4 duid 2
2l 3 Elumi Al A 2AiuHi aug-l uu 2aal A2 seN wadldld
SIREL Il AL 81U, cdl F¥1 A AUSAA dLesLUAS ivi-i SIseR
YR ARAR HIE A Al vl sluel usRAl g Hi
SRURY vt e1s2l 48l A sl greldl AuRRUL 51281 vl
| BURId Aiuii Sisedl Aee clal [@Q-dl s1SuLL aHivdi Elu
B2l HEH AdLLRN &L

Al ¥ 211 A: Aes: (NSQF - i (Ad 2022) - cauid M2 Avil@d Rugid 1.1.03



{12 WA AU (CG & M)

AN HI2 vildd Rugid 1.1.04

Aes? (Welde) - 85521 diclld 244 AlSSat ulBal

Gellawi AlESa1 o Hecd (Importance of welding in industry)

G VL ULS did dA 1uef s20
« Hi A1 J HEca ¥RUAA
o A(GBaL -l SIUAEL ¥RUARN.

gl Geldii, QY wsR aRjadl @QQY aesHl/HPl
ottadl Hie [AQe ustRl eutg A sl %391 8. A eugl st
ag) el dl (A(Qer ustRAL a0 A (ALSSIL AL SN GlRL A
1A . BELERXRL: Iron Y, RIHR lIFER, 8 25 AR, ulddil
2ler (2 vl enst A4 1) Asat 12 le Ase-l Aidt -l GulaL
2L 8. BELERAL: Sl S2-RHU, AL SIH, SIE, SE-, &l U adlR,
SUESI A AFdL glRL ULl ULl ALeR A 2sIU B.

URg IR GeldIHi GuALHL Adldl ver ¥ eR sl w@el A 2(at
22l ([AUSd1 gLl AL ALl 42l s1ReLS Aiell MR eRd-l
AHAL 531 2159 AEL AU Beule vl UL agy 2ual. AasleL
e, URHLY] Gl Belled, RUIARL RiAE Al M1 Ulddll Raie
ALl se2-RM1 Bl QAN siisHl Hi aell otell @AM Al
AR REL & ABAR AL M (ASRAA. AL A(ESL Al GulaL 5311
AL Alaal Hyodles A1 201 W qadiell A 2usi &.
AE3S AULEL A 1A dAHIH USRAL Aie Hi Alell Heold dieu &,
AE3s Aldelll SRIEHAL 100% & BRUR A UsRAL Alael-l
SRIEHAL 70% Scll AL B.

Azl dx Gelat QA il 3(@3214 1i AlSSaL Al GuilaL
531 6L &,

el A Astatdl uglda u: AL L slueL

A3t ugla: A(ESa1 A alg A Astalll ugld & BHi Astadl
RS JRY SRAMI A & A suHl (RUHIRY o5/
ol-tladl H12 Aso{lost A AcHi 1A B,

A1 VA 1A A Astall uglaA a2 Avuune(l

A3, ellee a3 AAwe(dd1, AUA3L, UL 4 A(Fat 4L g
SIHACUG Ale HiURRA . elld A sl el Asta{l AsHiA
Ygld AlSSa 8.

RAR{ Aie A 2L 59 2SR D A:
(RAe o Hig sleHi 21} &
olGR AL AHURIE 1 g 5 2l
A g5 Vi 21 &
SUESL 1A AFar 11 ¥33] st ag) ARH] 2 214 8.
AL L SIAEL:
AL v alg Astatll ugldA st Avs O s1aL 5 d:
S EALRL YSel Yel AEL D
| w2ULRASE &
AHA ag qefiae 210 &
A A €A &

G Ul A ollll UA ASRAG UHAAL eLAdA
AHA SR D

asuell sdl asiu &
Uil A 91 oleetdi el

a A2l Hewoyd Al & uA SLSuRL AL Al sluet usi-l aug
A A8 st 8.



12 WA AU (CG & M)

QA HI AoilAd Rugid 1.1.05

qes: (Welde) - 85521 diclld 244 AlSSat ulbal

(Aes Ase wRsd A3 A AsA-ARREAA ASE1 A s8I Al alaAd]
(Safety precaution in Shielded Metal Arc Welding, and Oxy - Acetylene Welding

and cutting)

G AU: VUL ULS i dA 1uef B2
o SMAW, OAW Hi A -l 21cAdl vt
o s dil uBami Acttidl-l aaddl 20au.

BIRsd A(Bo Acidl Al

AR5 Al vl (Rles Asd RS AL A As-RQet
A{l A(SSoL 1 215 & aell xR Uldla A 241 ALS\A et
AR S vaal Yyl ciauaal{l %3 8.

o olAslA R Av
VYNSR UBRAIRURAL, UBEL dMIRL SIS28l AUELe Gl

o RRAMA, ARALEAA, ANNAR( 2 AHIRS MU SR HIA S
gRLocl AlS) glRL S SRLddl

galses viusl vesla

D Qg ¢l A el saefl Yaarl sl 2l viedlR
LSl 25 &, RUR UL 2U1B2YR AUlG &l RUR FASLA A1 db
ABe galsesd Ydd elu &,

SRR UIUR ALY Bl RUR Y2 UlaR AUl5e 21 Hell4-{l 2AidRs
AlBe uel Ydd el B, vyl Hadl AAUAd AR
A(ES3L Hi, AR, AR 3d, SLEaR et &lGRIL 1A A(SSa AR
elal i Ase el SAlsesd Wdd el 8.ulél dld =elad
SIEL WAL AU 1A AL SIE ALEAL A AuiH B, dell:

o Bdd [Agd FH A 11l 5220 8l
S, (Bg-YSd SRRYALII HIAHA 24 2AS1R Y& USRL.

o S SYAZPL BUABL S dAHIAL AdA SIH x4 w12l
gRALs s

o SRR Sl UBEL H4Ye UldR AHAdl R At B
(325452 5 Al

o ALALEAA AL HUAS AL AYAE A AU 24 2L SR
AR AU Jld SRl 2 Ul 52A.

o Y2 Astal otAtaldl quq, ugat AU WSS 5552
s\

o BRUR GUALPL A 81U R dHIH LA oiel SR

&L LAGL, &l AL, -l SEL AL wRLol Sld sRAAElL
2ol GuAaL 520 8l

ARl 28R U sade dletnell 48l
o a5l il (Qgyet (yeell) ¥l u e 5.

A stH AAAL BHA AL AUSHL 81U dl SAs\ el sR2l
&l

2L AL Sl nai(l s3E ALeAlA GULaL 5. As ¥ YHA
A ARt N o AHIRSIH AAAL GLEA.

A SAR Add 2l BUR SIH Sl 812 dl ASEL 812 U,
AHIM Uy 24 SR A YRAA L 21 A,

R L% 1R G1Y Bl dl HI=L FUNE AL TR Al
GUAL 2.

A(SEaL sl auid viadl Adl duid dHiRL AZA A v
YAAd qual HIE (BeeR A1 AL AU As A gl sE
A(EBaL Bee g (Y&l NRML YR olg ANSI Z49.1
¥A).

HIRL YR&1L ALHL UER. ALES (es -l pletHRL saAMi 241A
8.

YA SAL A B3O Al eadl HIZ _IBUMS -
AL HARNE Al GUAWPL 5; 3 EAlSIA RS A Sl
ARl A1),

dHIRL LA gHIsLell €2 uvil.
gYHLS| AL  cl.

A dieR Y, cll (AR A gall YR 5L u/Hdl
A(ESL AL YHISIHL A Al A §R SAL AM UR As2 52
GuLL 5.

AHESL A A 2 ASIA GBSl drut 4 2RH. eldtell
olRALd.

Al Bsdl wiels waad 2lla w3 UR HelRk s3I 2AS U
QesR 520 8.

A(EBaL AWM AL 10 Hl2-L 2ieR dHM waet olld ueledA g2
5L %9 AL 25U A4 Bl ], AHA HYR SR AL& Yel ULl 2413
el

HIRL 5 (s Al AsEl AIE ug. Ags (Aes -l
CLEUHRL SRAML A B, « AL A YRAA uvial Hid AU
81R Y&l udal.

RUA-52 A slEFurL A1 Al A1 Qg AlEe 2l g2 vl
A1 FAS AR S\SuRL RASR A uelal - €.

R[As? A el 2LelR H2udl Alad RAs 35 AL Aisoil
A flen RAMAHI @A 5A 24 YR (Ad 5.



G yalE Hi2ll JYoisla A WuASR SIS AR sS4 215 8.

SR Ad FaL Uy Wlg-e2ll £ 6.

oLl €11, UAQ, SUR 4 LS GieL AHA YRAB L YIULRA AV

VRAASR UBRAIRIRA H1RScl A(GSL ALer2ll £ &G ANFA.

OAW A(Ea Al Aataddl

1

2

Glell RAlAMI YR (A

ALY YU UR KR 5L

Ul 211 ddt g2 vl

WISl 5 5 sA21 A 1Y Id Sle e B
SR  EGURL ABUR AV

ALl s101%) A1 &-5A 5

ols§1URY SIR1LYEURY

sA2lAsA slyds &-5a 530

9

10

1

12

13

14

15

16

17

18

19

19 ASLRLAL Vil 52U

Aclcl AR Al

AELAAL (A[RuHA 2x1es1a

L A WIHIY S A0l oreel

A0l A AU Sld &-sA A

S5 HI=L ASIR (32501 UalEl-l GurAlaL 531
AUAd1 2uA seuRU GUAL 520 AEL

SRR AR Yl NS 4 52

AadR(l Hie AU waLEi &l

S5 UM SR2AA GulaL 5L

N [SAY- | S=URU GUAIL 520 A8l

20 sA2LAS aRLddl 401l 51l Al

AL 2 VA Au: Aes (NSQF - 20 @d 2022) - uAH HI2 oi@d Rugid 1.1.05



12 WA AU (CG & M)

UIRAM HI AoilAd Rugid 1.1.06

qes: (Welder) - 85521 diclld 214 Al(SSa ulzal

A(SS1 Al URAA #HA vl (Introduction and definition of welding)

GEoU: UL ULs 2id A e g2l

o A(Bat A Slast al s

« Aes? sall [@AQa Add avi s:A
o A(BaL Al urv ael- s?A.

ellg Hi Astaldl SAslA e a -l 8. 5% Al sga
8, % YAU A HeA Ydui 6ll-03 3t 241 YLl 1A B, Hex Yd\
5% AR 1i WL el BHi gl oll(Sat + 2l i Yell e
A ALRAIR ARH Scll &cll

1801 i, R & gl A1 [Agyet Au {l 20&1 591.1802 Hi, A
dsilAs aAcl V21A SAlses db-l ual 20 53 2 URellE
A2 Bl AGAd UAEIR SRISHA Ukl ¥seil. 1881-82H],
AU 20eus S\l AALSTY 2 Vel 221 A RUBARSIA
Y SA5s 2118, A1 Ugla ci-lcl B slol 2418 Al ddls
ARl 8; AlA s1oi SAs\ GUAL sl

1800 L 1S GriRLel Hi AN, S\ ClLeS el (1888) i
AARSsL, AL Asel. glRL AsE SAsS\A 20leL UL 41¢ A(SSL Hi
UaL(A Alg EL. 210E (1890). 1900 -l iU, AL RLeAdR
(e Hi sl Ase SAS UEIR USRI, B8 dg RAR A AL

1905 Hi, QU4 AstiAs caedlk Me3@QA Ao H2 AL
doisslel Alses d5dl GUNL sall euiRkd 531 1919 Hi,
ds(As aduid AlSaL Al 20ed AL, EleREldL glRL sAML Ll
edlulg d ol erustA Yell clls@u ol 4 &dl.

Ao A FA524 WEUL S B AMAAL 1 3 el AL 112
A3 B. 4L Hlel (oL siHAL gUSIA W(lA 4 Yady Al yel
oirtladl ML (3R Al GRS A sami 21 8.

B WS HYL AL odl HIE 63 Al &, S2dls AR dRHL
AL A ¥, ACSR vilddl Hie GUAPHL Adldl gottel ALl
YL SUESIL 41 AL (AUt B, FHL SHAAL gASIA dURLL (AL,
aul a2 ot-s oiraat Hie eSS (6lg Al el adi
SAM{ A1 B,

desR sall arll gEl Yl Al 8. B 5; (Aes Aset e
AL (SMAW). L 232 11 AL (GTAW), 11 AU Asd
(& A[Ba (GMAW).

GMAW Hi dlUR 52 “OlA”l AHLALL 2L & B AU ASHROIE
U §le 52 8 A A dldlarel L 2122l oixaal Hie AesR Y&
UR (A2 A (UL 3l 9 -l tral adfl 244 Co2
Rsey) sical 8.

GTAW Hi &Ll uScll &l Al vigs Al AHAL 22 & Bl vieR
232 ARUA gl B, Hlel ed), dA ISl dRHL Al st
AHARA sal Hi WE-AL GUALL 5 O] A dHIRL ol slell
(32 AsAA usSl Avil A elA lA A viidl.

Aéls AlSSa1 vl (Aes Asa 211é AL Hi As FAs\ elU
& BHI SIS 81U B, B VILGlLRAUL 1L 2&13L A 8, a-(l LU

el 8, As2\ alRks JAs2 UsSl AW & sieL 5 A 1A ela
1A 2 &. AR AldldReL AL AEL2{l AesR Ysetd &L SR 8.
SEUSA-SIR GILEIL AUELS A(CSIL HIR AHIA B, R 5 53l AsaR

AHISL WRA AruR $1 (39031 81 druR d-l 2RI Uidy] sEsA
S\ &R1A & ¥ AESR USlA YR(Ad 52 8.

A(EaL 1 Gl AL gall [@QQa 1 Al GualaL 53 AU B,
BH AR\l R\t [Agjt A, A, SASE\A ¢l (EB), el 4
UE UGS AHA2 AR B, 1Rl duid 2elBls ubsul slal
il A2 vjcetl sal, Ul 1A 211 oliel vasiel AlEd el
QA aldiaRei A 215 8. A1 A AeAd Al GusH &
3 oA, SA(SS AiAUS), G2l 5L, BLL AR A YHISL AR
Ui Qaiell A dla 2cglarlde BRelcdol AL qusHi wtaal-l
oA 112 A %39] 8.

a(cSa1 vl

A1 A s HA5AA UBAUL S Bl gLRLARM], eotiaL A1l 0id
G0 65121 Aci % ANSLE A A AHAAL A HN A ASAUL A
1A 8, AL Al GUAPL AUHIA 1A alg 2 21 iR sA

UR 1 8. yel 2Ae AE3s Riysd A desMe ddlS 2loumi 2ud
&

@ Pl AsRUL & d Qg AA dilS 20avuel 8. GARAHI
AUACL AHAL B AYSel oiAlaAHl HEE SR & A sl 1A
DB ARAAUBUNA

GUESL AR A Qg AHAAL UAHE ML Bl AG uRie
SAML 1A B, % Al AesR i1 B, A(G2L KRS S1R2 ALe,
QAe 1A As (3R - AL GudL AU &

gAlses AlSSaL: 1 AL -l Bl & BHi Gwil Q1 lyedl
Higl Al Hi 2114 8,

AR (Agid Hate As, Heur AL Hiell uAR AR & AR A
ARl BuA 5 D,

Geur Al 2R Al it il uR (AelR &:
HieuH Hiell uAIR aAdt wale{l 1t
HIRLHIHI AL $RS1RL
HIH AL UlAsIR.

A 2 UAsRA AHARA 5917, alg 24 20aal 1 yrdl
ARl By 541 2s1U B.

@Qes Asa A1e AL Al Rugid:s12 Ase SAsEA 241 ab
Ugl-l 2id 9 SAlSes 211 Haddl Hi 214 &,



{129 VA AM (CG & M) QUM HI2 Rivild Rugid 1.1.07
qes: (Welder) - 85521 dlelld 24 A(SSa ulzal

1S VA ANy A1 AL A AA¥8 % (Arc & Gas welding equipment tools and
accessories)
GU: V1L U6 id dil uue 82l

o U 1 N ACSI ALEUANAL GERAA 1 AAALN3 o UM UL
o 2GR A AAAANY GUAL o agid s

B1é A AAAL

WL20N110722

WL20N110721

Fig 5
&

Fig 3 SCREW CLAMP

\

P

LUGS FOR WELDING LEADS
THE THREE SIZES WILL FIT CABLES FROM NO 6 TO 4/0.
THEY MAY BE CONNECTED TO THE LEAD BY SOLDERING
OR MECHANICAL CRIMPING

WL20N110725

SPRING LOADED CLAMP

WL20N110723

WORK CABLE ATTACHMENTS

s\es 1

& AL I S\U 2otadl eleumel

Fig 4
Hle? ui 2otcl clottss DA™ et
sclold e(Q. * *
S™H L
(x) 0-15 15-30 30-75
24.0 600 600 400
21.0 500 400 300
RIBBED RUBBER 19.0 400 350 300
COVERING
18.0 300 300 200
16.5 250 200 175
g 15.5 200 195 150
WELDING CABLE WITH HEAVY RIBBED g
OUTER RUBBER COVERING g 14.5 150 150 100
13.5 125 100 75




AsY-ARREA Ao et A A8

Fig 6

OXYGEN GAS
REGULATOR \ S,
e
CYLINDER KEY g
OXYGEN GAS \
CHAINING

CYLIDER
ATTACHMENT \4

A7

(e

q

&

L=

GOGGLE

SPARK
LIGHTER

ACETYLENE GAS
CYLINDER

DISSOLVED
ACETYLENE
GAS CYLINDER

|/~ WELDING

BLOWPIPE

OXYGEN RUBBER
HOSEPIPE

RUBBER
ACETYLENE
HOSEPIPE

CYLINDER TROLLY

WL20N110731

Fig 7
& BLOWPIPE

ACETYLENE CYLINDER
(MARROON COLOUR)

|™>— OXYGEN CYLINDER

(BLACK COLOUR)

WL20N110732

Fig 8

WORKING PRESSURE
GAUGE

REGULATOR PRESSURE
TOP SCREW ADJUST
(SLACKEN) WHEN NOT ||
USE

OXYGEN TO BLOW PIPE
R.H. THREAD TO

REGULATOR PRESSURE
TOP SCREW ADJUST

« (SLACKEN) WHEN NOT
IN USE

ACETYLENE TO BLOW PIPE

L.H. THREAD TO (RH.THREAD)

CYLINDER

GAS FROM CYLINDER ENTERS HERE
ACETYLENE PRESSURE REGULATOR

(R.H.THREAD)
CYLINDER
8
? =
=
GAS FROM CYLINDER ENTERS HERE g
Fig 9
WORKING PRESSURE
CYLINDER GAUGE
PRESSURE GAUGE /

WL20N110734

10

W/ / %STAINLESS STEEL DISC VALVE SITS

LEFT HAND THREAD INSTANTANEOUSLY WHEN GAS FLOW
ACETYLENE IS REVERSED (NON RETURN VALVE)

HOSE PROTECTOR

Fig 10
8
S
z
g
=
Fig 11
RIGHT HAND THREAD
OXYGEN FREE SECURING NUT
NORMAL DIRECTION
222) OF FLOW
\,
e (%S\x

WL20N110737

Al ¥ 211 A: Aes: (NSQF - 20 (Ad 2022) - cauid M2 Avil@d Rugid 1.1.07



1. HANDLE
2. ACETYLENE INLET CONNECTION
3. OXYGEN INLET CONNECTION

4. ACETYLENE CONTROL VALVE

5. OXYGEN CONTROL VALVE

6. MIXING CHAMBER

7. NECK PIPE WITH NOZZLE

WL20N110738

Fig 13

T

TIPS
MIXING CHAMBER

HAND PIECE

ALWAYS USE TIP CLEANERS

GAS CONTROL VALVES

WL20N110739

A(ESa1 sRal Hie wA2) Al ASLE AFAUR AL o SE eSS &.

(s\wes) sles 1
yae l sisis Al23 HIU

Wl dolR
0.8 1
1.2 2
1.6 3
24 5
3.0 7
4.0 10
5.0 13
6.0 18
8.0 25
10.0 35
12.0 45
19.0 55
25.0 70

25.0 Alag 90

Ay A(EBa1 &5 g
1A desR gl GuALHi Adldl (A(Qe &5 geiA (AdLdL 8.

SOLE =S AUR: SOE A5 AUR S0 14 1A 153 Hi AcdladiHi
AR B. A ot1aél s1H AUBuH KA 2l vig B. A-)l Gullal
y2slRL AAAL AR &S ALl 4], ollee A g2l SaAL AL §S§
SRAL HIS A . §1L 14 Hi ol YHIGL AR SE Al UR
REC 23d 8. A(ES21 s Hi, Q4R GUAL vYA2RA U
RA-sR aled uR, glal 5ASRR A WYAeRA A oledl WY
YR Wl2seRA 8ls sal HIZ A &, i1 AL 1l 2H1Beye
e[, adR.

&2SL AL SlEFURL SE-L BUAL 52 4EL; d2/0llce &S A sl
2Ll HI2 QAR AU Se-A BUL 83,

Fig 14 2

DOUBLE ENDED SPANNER

i - USE CORRECT
\/ SIZE SPANNER

(@)

WL20N110741

RA-s: 81: RA-s S 519015 Hi otdtacii 2Udl 8. -l GulaL
A RAUA-s? dled A 52 WG dl Hadl el sl HI2 41 8 el
RUA-SR Hiell 0yAeRA Yell 12l uals vier 531 s,

aled AlEdl Hie auRidl ARA AR §sAld 4 ARl A H
&Rl AU HIY 51l GuAlaL 531, S sR 21l dled A 52 UR % 9181
gl AIA B2l sA2U As/0lS SIUR AL (BRAMI 218121 UallE dRdl
% oiel $3 2USIU

193 vl & scllR

U AL scl:drd A(SBaL 2R] Rwt S\u Al ¢l 8.
&% G &5(AdL gL A 4511 A 25 B. 51 uR-A Elu A
(3(Qd1, 2u 2at stual ol ARSI Al oig Rl 21U A gsRU A
25 8.

U SEl-R: 2RI s AL vl ElU SE{l-4R Al 2419 B.
€35 U HI2 A USR] SaAlRUd KA XS R\ SISE . (5101 16)

ElUA AULS SRl UBEL, AU SARLA URLE S A A ael [Q-L,
GUR A 1A &lu 519117 glRLWS.

Uesl A3e sLEE Al GUAL ElU-AL AULEL A ALs SRAL HIE AU D
59 18. AsLY sl autd, g A BsiSdl Hie AUSAY aled A
Ai[As d vjcel 18] €L

Al ¥ 211 A: Aes: (NSQF - i (Ad 2022) - cauid HL2 Avi@d Rugid 1.1.07 11



USE CORRECT KEY TO AVOID
UNNECESSARY STRAIN ON THE VALVE

WL20N110742

Fig 16

WLN110643

Fig 17

WL20N110744

Fig 18

ALWAYS USE A SPARKLIGHTER TO LIGHT A TORCH

WL20N110746

Fig 20
THREAD

FILE
FLINT

CupP

@
>
»
o)
c
0

&5

&

\

WL20N110747

(o1 3uR: Hl[Za1 3R ) As ALl & Bl GURAdL 418 AL
el A(ES1 YABA £ SRALHIE AR D

——

CHIPPING HAMMER

Fig 21

WL20N110748

AR Gl2l: dluR 6ol Al GUAaL A(SS3L HULEL A /LS sRdl, A,
AR2R AR A £ SALHIS AR B.

Fig 22

WIRE BRUSH

WL20N110748

AaR(l: As B3 ASIUL A YIH &l2 aRAdg UL, Al Gl
Ellg 1L O1RH ZAUSIA B ULSAL AHA USS] AudL HIS AU &

WL20N110745

Els cger: 1s(A 19 219 20 Hi e2uicul Yol s alge -
GURNL M-l URgaL {2 e 8. AL sdl auid, 2R wateldl
Hi2 &2l uds calge Al GUrAlaL sall died ol-ldl. sURA
AHAL GURADL 520 AEL il & HIS AHAL BUAIL VoL ¥ ViclRALS
8 sRel 5 dslL Higll gl A4 g2flait gl Geutltd
osAAAl U dHIRL 8L el 25 8.

Fig 23

S D
>

TONGS

WL20N11074A

12 Al ¥ 211 A: Aes: (NSQF - 20 (Ad 2022) - caruid M2 Avi@d Rugid 1.1.07



{12 A AU (CG & M)

QUIRAM HI Avild Rugid 1.1.08

qes: (Welder) - 85521 dlelld 24 A(SSa ulzal

[QQa AlSa1 ulEaL 24 Al 2122 (Various welding processes and its application)

GE2U: VUL ULS i A A 820

. SAISEs 211 A A A(Sa UL  adllset
o Y A UGAUL A A 2

o« [QQa Al ulBul |l 2129A ¥RuUgR0l.

ARHL AL At AR, A UlBUL A s Al 4L A adllsd

53l 251U 8: - SAlses Al uldaL (B A d [lyul &)
Sl Aol wBauL (AL 2o d o1Rl91l a0\ B)

1L AL wBaL PRI 290l d A L Q¥ B & A ) arletl

osR{\cl)
galses Al uEuL A 21 uHI ad(lsd 53l 2siA &:-
galses 2u1é AlSBal
galses uldsir AlSSat
Q¥ A(&Sa1
gasald ofli A(Ba1
g-s521 A(ESal
galses 211 AlSBa1 A agf 11 dd wllsd 53 s B:
(Qles Ase e AlESaL / Ayt Aset die A(ESaL
slof4 241 A(SSal
AQ] BLEIQLYt 211E AGSaL
A &R e AlESaL/ TIG AlESaL
A Aset dHie A(GS1 / MIG/MAG AlESaL
SESA S1e AL AlSBal
goll A AlSSaL
gasgl-ae A(SSal

LogHL 241 A(ESoL

gAlses AP A(ESIL A 241210 241 Sl Ad((5d 591 2us1 &:

sle AlESaL
{ aleSat
oigl AlSSay
sA2l o AlSSal
WI¥sel AlESaL.
A AlES UlsL A 2 WL a5 591 2s1U B:
AsA-ARRHLA A AlSSaL

ASA-BLEILY A\ AlESaL

A 5A-s\ERA A A(ESdL
AsA-(AlsAg1eSs Vel [@QuH AR A(SSaL
AR AALE el 1 AlESSoL.

| A(Ba ulzuL &:

auige AlcSal

5% A(EBaL

aeL Aol

RS AlESaL
(Arsles AlSa

slé A AlESat

wiRes AlesaL.

s1sd (SBaulsu
AAW AR Al
AHW 8] BLESL%-
BMAW Q&R ASE 1e
CAW slof4 218
EBW gasgl- ol
EGW gasgl4 A
ESM gasaldae
FCAW  SES Sl1E e
FW sAal

scllR $ellR

GCAW A slof Ale
GMAW Al Asd A1e
GTAW 3l &R Le
IW grs5el

LBW a ofln

OAW AsA-ARRA

13



OHW  {sAYA-ELS%
PAW  GELOSML LS

PGW AU

RPW  AIBe~4 W¥sel
ABRe 1 A

RSW AP sl

RSEW

SAW  sad e

SMAW  (les Ase 211

SCAW  [es siol a1

SW R AL

T™W auige

uw R[S
QQe S Bl -l 2129A

5% A(ES2L: il RaAML Al GUALL AU A4 ol AYsd s
Ellg A ASAL HIS AR .

@es Ase 21 ABAGUES Aéls SAseA GUAaL 531
AHIH 52 1A Al4-5R g A AlGSd1L sRalL HIe quRA 8§,

stold 21é AL 5104 SASLA 1A AL (R Aset-l GurilaL
S0 dAHIH 5R A A5 Ellg A A(GSIL 5L HI AU B. Ul
2L As eIl AlSSo1 ulsuL & A A2l Asiet A4l GuAL Adl
2l

goll A AlGSAERA allg i), A8 w2l 241 ag Geuled ML
CICSRITEEVEIE:)

Co2 A1 (1A Asd vié A2 slof4-SIRASALELS AA gl
AEs ASE A A A Acld wWastadi-l (52 il Gulat sl
$R tllg A AESR SRAL HIE AURL B,

TIG A1 (A 29 e A1) 3R Hed, RAAY ¥4,
AHRYMAUH 2 Uiddil fle Asat AlSBaL Hie qu &.

AR| BESBA AGSA dHH FR 24 Al-32 gL ASSaL HiR
QURRL & A A AR 1S AL UBUL Sl AR UMl
gR1d 8,

gasgld Ae Al seisA AHAL{ uldsis e e-l Gurila
591 A5 ULRLHI Yol ¥ 18] Rl @2l A ASB21 sAL HIR duRAA
8.

ELogML 218 A(RBIL: 2418 AGRS €ig Hi vl ¥ GLS) el waill
SHHALERAA & B AYSel AL V0L ¥ UISSL A ML §2408 ULl 21U B,

le AlEBaL Aol sai duadl aug-l wlasies deien -
GUAL 5917 Al-L sleell 1i QU W2 dil5 ulddil fle Ase
AESR SRCALHIS AURIU .

A Ala1 1dle AlSSoL R o utctoll 20lgt AlSSoL 12 duR L
8. Ulg S 2l desR Gl Addd Aes: A Anaal Hie
As50{l1A A0AR QU SAMI LA\,

W52 A1 Al GUALAS WA YR AU 5814 1A A1 ol
AuLe AULEL UR eatldl A B8l se@ AuAL AULEL UR RS GUR
ol W@ A AEsR AL HI2 Al B, A(ES31 MU €35 UAU 82
AesR dil% s 52 8.

o1g) AlSBaL qus Ul AU uldskR el el Gurilal
s34 A clollad] 12 A eUR [Qeudldl ORI /oelsL BSL A
A5 ASAL ML AU B.

sQ2L ol A(Ba1 ole AL VAl AU(AURA/GEASL R ALRNME
Aslal HiE AUy &, R 5 Asial-dl 83 u11e sl Geud Al
& B2l AHA ASLAl HIS IR E0LLRL &) US A Yedi Ylid.

AsA-ARARHA A1 QA8 52 AHA A4S alg A Asal
HI2 QURIA &, UM Sld 3mm ASLE 4 {1,

USRS A- oA SaRLay A(CB1: s1691% 1, S\, [AlsAs1ES
QRUAQUH A (LPG) Bl S8l Ay Al GuAPL AUsA% 012
il Aoddl 3 A AsE AHA (32 G dl HI SALM]
A &, AL FAOU UM A5 AR R\ el SRcli 2
alarefl, 241 AES521 Al GUAWL el A AESR SAL HIS AL & Ui
L ARH AL Fye Al %32 U &,

AR- ARl N AL AULES[FaL, N0t d1RM SRl YR HI
qQURA 8.

552U A1 A o110 A AESR sRALHIE UR A & ¥ SAlsese
552U SLITE GlRL ARM SAML 1A & BH 5 2sIHi g2 Elug
AP, sAe (Foui Astal adl3.

e Aot g[S 2R uEuL Al GUAWL 58 ASL, CLUR,
AU A 2ULSRAL UBRUR, U 5 3 9IR A RSl HI2 dUR L
8.

L AlEo1 A5 AR ol ARl R Sl A A5 0oL
AU Bl AUl AL AL afel Al GUrlaL 5319 33 2R3
el 9l Hlel AL 2use 9IR AL BSLA ASAL HIZ AR B.

14 Al ¥ 211 A: Aes: (NSQF - i (Ad 2022) - cauid M2 Avil@d Rugid 1.1.08



{129 VA AM (CG & M)
qes? (Welder) - 85521 dlelld 214 Al(SSa ulzal

UIRAM HI AdvilAd Rugid 1.1.09

1S VA Y AL -l 21 214 carvl (Arc and Gas welding terms & definitions)

GEAU: UL ULS A dA AHef B2l
o VS V1A NA AL Al 2Rl A UVRAL RN

BLE V1A A} AL AL 2Rl 24 Al carvat

1

10

n

12

13

14

15

012 AESR: 180 © (UULEL dlR) Hi yYsAHi Hdel A gusiA
sl A4 saAMi 2l A(SS21 A 01g) AesR sEAMi 1A 8.

§Ae2 Ae5: 90° (AULEl R / As AL A1 ol el
AU/ dRAl AULél) Hi YsaHi el A guSIA sl
B sRAML Al A(SHa1 A sA2 AesR seari 1A 8.

aesR Hodl s0L: ¥ ARl @Al quiél/HleR wélell
GUR 814 A1 Aes: RS -51Ne sdaimi 1 .

HleR cllg: A {9151l (g A € QAU sl Alell v
HleR cle ddls 2oumi 1A 8.

AESR Al 29)81: ¥ (Olg UR AesR 1ol 50U A Ase AULEL
YR AR S 8 A 2l W2 315 2ouHi 2419 8.

21U GULEL: G S Bl UR AesR Hoydl s A Ase 1uLél
UR ARIH SR B.

idfut Hasl: MeR clgsdl Al des? Asad 2wt
HaLs) ddls QouMi 2419 8.

ol@fut Haisl: HleR cugsl Gu-l des: Asa cilEut
HaLsl ddls 2avuel 8.

Hl2R Hasl: A desR Halsl HleR Ales- AL R Yell 8l dl
dq Hl2R ofls d3lE 2o 2419 8.

A AlEBa1L XA: Ay AL Bz, dg-, Udle [RIARL 24 R\
Usd(Ad sl HI2 GUALMI Adldl Gus:aLA Ay A(SEaL 21R]
dd15 ouni 214 8.

A 5221 RL: A5 BusRL Bl GUALL A -l AR, de-,
Yale (REEL A A d Usd(Qd SAl HIZ AL 8 d Y
s(@a1 2RI i3 2 viLeL .

AY NA PYAL2RA: As BUsAU B RAASR Hi A AL eraidl
Al o (dlate 52 & 1A QLo A uEe (RIA
5 8.

AN 1R Al AL 042 Al AUl B N WA Y A2l d1Rlel]
A& 53 B A A A(SBd1/5(2at el wia 52 8.

ols §1AR: A VL8l A A AR 5128 A1121- A 981
A dl A1 A 1A ddl5 vlaHi 21 .

sA2L ols: AR A2l A d El AU & A R(A-SR dRs
Reia o1dR sRal] 213 53 & 1A (& RbdL 2ty AA B vjor ¥
AUl & A sA2L As ddlS o] 1A 8,

16 5Q2L As 8UsS Sdl: 3ecls AR ASIR MU, R\ oiel
A AU B A A ARUREA N cAlULESUHL, Y A2RA
B2l RUAS dRs Uleynl dRs HU 8.8 GusWUl 4L
AUHA As13] aRuss sal-l elu 8.

17 SAS21 &IRS: A5 BUSWL 5 L gRL SAUE glrL Y3l
sl 2qddl iyl A UR &6 yclHi 24149 24
B SRDA VRUHI AL UsSL AW 8. (4L Gus:wL (A[Qa
aMdl 11 USR Aed 5 300 Amps, 400 Amps 41 600
Amps Ai(2s, uHe] 211 AyYRl FYaAs A1 Guetod B).

18 yedl 53 A5 GBS 5 Bl GIRL SEOLEL GIRL UEL SRAML
Bl dlxdlld Rt SHE UR EES SAHL Q. (4L BUSL
QA& gl 4 UASIRL A1 Gucaodl &, A2a@ 5 300 Amps,
400 Amps 11 600 Amps. d GRIA 512 [A21, G.I. did vadl
AR W3UHi 512 gLl AR sRAMi 4419 B,

19 A11é A1 saoid: A1 Hell2l SASAA ellRs A i
saoiel Yell dlxdl @e wal Hie 4L diot/ARARAuH
Jell el 8.

20 SCEOLE AC: L (A[A8 aHdl 1 USIR Ae@ 5 300Amps,
400Amps 211 600AmMps A1A GUEGH &, L UIEL-L diotl
eudell vig 8.

21 SMAWS: (es Aset Ai1e A(SS21, Ajud Asd 241 A(ESaL
A AELS AGBL dASl5 Rl AAUIRL S, (AL UBAHI SASEA
Guellsd B).

22 GMAW: A Asc A41e A1 CO2 AL (MAG), ASH 2R
A1 1e AL (MIG) 1A ses 518 2L Al A Akl A
8. (AL UBAMI AS2\ A GUellsU B).

23 GTAW: J1{ 224 e AL (il UBAHI gAsA
Guellsd B).

24 FCAW: SGSL S\ e AlDal. sasu sl1é e AlSEal.
(UBAHL SASRNA GUEHU B).

25 gasl (seis s12) alg-l alssl @ seisy A s12 8l
8 A R A5, &Y, ALR/SIR dluR A sEsU SUSdL ddls
gUldet G0 &R B, il SE ASEH/SIR AR QUL SE
GIRLASS] sRAMI 1A &, (A1l GUAL GUedlas AHAL ddl5
(Qles AsE VRS AlGai 2L B).
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12 WA AU (CG & M)

QAN HI2 cild Rugid 1.1.10

qes: (Welder) - 85521 diclld 214 Al(SSa ulzal

Asc Astatdl uglazll 2eav ulbaL (Different process to metal joining method)

GE2U: UL ULS id dA qHe g2l

+ [QQY usIR-L ole2 A A 2 Au-AL GUAIL BNt
o RA2UAL UASIRL A At GuIL 2O

o S\ A A1 wg AR ¥l

oflce A i (511 1)

Fig 1

WLN110911

Al GUAL AUMLRL A A L1910 A AS AL 534 SAL ML A1 D,

AR lleg A AlRAUA GUAPL SAML 241 &, A aS & e
AU, cll A4l ollce A A&l GUlIL s3] 2AsIU B, U elesHi
lew sle sEL 1 (BRAUME, AR ASA JsAUL AR B, AUR
€125 QUUS UHIRSH Ul RrAA2 %3 usl 215 8.

QASUAAL USIR UR AR AR, QAL UsR-AL vl u-l
GURADL SRAM 1A B.

(SAURAA [Bg 1A ollc2 (5191 2)

Fig 2

IH1
ol Al GURAL 537 s1Re[dL a06aRL AL 4L ALl AL USIR

8. Bad s¢ ollce (sclluruq &ld) sl g HIg &,

AR elani Uz vilél alsd(l AQ0LEl AUR 59 A8l LSl
(32 slle2(51 3)

WLN110912

16

Fig 3

BODY FIT BOLT

WLN110913

AL USRAL cllce AAoiEl GUAL RUR 2ARL & HRUR SLH-AL
3512l 4 oiAd (Faule 2qestadl us. A3 ¢l Uy ollee
Al A2 QU Scll 205 ALl .

Ayel Aad i sal HIR ollce As A (BgA AlssA <ld
12l saHi 214 8.

21s (A oilce (5101 4)

T17)

Fig 4

s
L

ANTI-FATIGUE BOLT

WLN110914

AL USRAL 6l Al GURALDL RUR 2ARL & wUR AAE] qcle
ds(@s -l RAQA 2@ 8l ARBAU AAroielui Hlet
BSL LA sASLIL S 6L A(AS 2L BELsWRN B.

20sL U 2SL AN (Bg AL JUSHL & 1A 1A G0 A
HRL AUAL HIR ABA AMAMI A1 .



Fig 5
STUD
O A
= Uy 45%
N—"
— %
= S
N—
N— s
= |5 S8 45%
N—) Y o
N = 2
STUD =
=
sA-l(s1L 5)

RSUA GUAL A+ clHi AR & B AlRAR AL sl
8 d.

RAR g USq 555 SAML A1 B, AUR S UM ([A=AdL ol
28 A AHURIE AL BSLA AL & B, 2L 5IRS1A AL sl
¥2slA 8.

B.L.S. Y0l cllc &lgl urélseL

ESALNAE &S ol A, AS AR, 4l cous, Nl sel
A Rl 22158 -l vl glRL (AYsd sRaAMi A1l

Gelgrel

M10 sEL NeslRlL &S ollce, 49l coils 60mm i Metsd adl
4.8 A1 3d (AYSsc saMi 21a9l:

BSUPLNAE 3S 6l M10 60 - 4.8 - 1S: 1363 (GL191)
RAasd adf @A anydl.

AJUlsRL 4.8 -l eldl Metsd adl (RS daiend) YA &, L
(BRI A Yttt et 2lsa 18 Klet § eid 8 - 40 kgf/mm?2
A AgdH dlaL A5 = 0.8 HIE AgdH Guy deudl J.iltiR
g1 8.

el
HRAlA 22155 ol AA g AR WIS2R AL cAE & - A, B, 1A
C AN ALSALE 47 14, A5UE A1 yeulgla AL et AsHL.

(elgl ueucl uR ag (Qadl 12, IS: 1367, GUdL XVI 1979 -l
deel el

oUR B.LS Hi @Bl URHIGL duvari dcul B,
QUNEL5L, BLE) dAHIH Wil 18] AL %¥39] 42l 44 A
dRrdaHi eilee Al sialais ¥3RULA U LR AW B
AL U IS s1Re .

RAe Asu 8

(RAe Al Guallat alg-l ol vl agy eflguA sRUH HIE Asdl
12 ol B, le Asa ab Hi Aol sAH 2419 & U

Q3oL Ao 2l
A1 3R] 1 s1R&L HINY] viecd &,
a(eSaL 1 el adl (As(a vl g2 31 ausidl 42l adlR.

RAzuq sl

Rae Audl cleus, MAl, s A Hialdl ASR gL AR
SAMI ALA B.

Rae

S1L 1 i oldltl w1l [QQY usR-l Rde 8. s &s Rade,
S1G2[Rs RAe A Uldol Qe s RAe -l Gulat le Asa
a§ Hi s vl 2 8.

RAe w2 aurldl all sndalel ¥ld, slu Yo Qxa,
ARJAAUH 24 ARUEIR ASE) B,

RA2 ‘Ll coues S| colls glRL JYAAAM 1A 8. (5191 6)
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g AR A HERUAA ¢l 52 & B A AsEA Raumi Hee
5 9.
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QUL SUESIL 5G ASA &L

AlesRa ALl SIS A &le SUESd ddls adllsd 53l
S B, Auid ALES[EAA AL (a) ABL (b) aAR AFaL ddlS
[QeURRd sRaMi 214 8.

SUESIL ASEA d3S Sl AR ElsAAL GulaL 5311 g A AAstau{l
wEaL ¥ 420°C 2l 1A 2PIA B A1 ASA 51l ddlS Bouni
A B,

diodl Al UL 531 altg A Astal ulsul R HelRue ddls
Als AA Sl AscEl 5 Bl 6 Ase 420°C GUR 850°C 12 a1_:
SAML A1A B AR AL sealHi 21A B.

RcaR AL AP ¥g ¥ & Ran 5 vurRlell B il
RCR-S1U ASEL B A AURARL SESU URL AEDL B,

AL AL A ag A Astadll uBu & * 450 (30
Al ag A AESRa1 et sAMI A & B 450
(330 Al AL dreHiA s 21 8.

A2l Qa1 A A5 UEUL S FHi 1AL WLE] AFRAM 1A 8.

Act, A1, Qete AR A §R sl HIZ AlUR GLRdL, AHRAL A4
AAIURLS G5 glRL Al AL QAR A A3 A Auls 53,

Y SAMYLAL GUL 31 Aiew A Yt U (e s2A. (A
RSl AUEIRA AR HetiH FidR Hizl 0.08 HHl 8)

SESU RS WIUHL AY] 52 (Aluis A Kld 1 dls sal
HIR 75% Gl ULAR A1 25% CllRs AR (MaALél a3Y) o
(3131 YR ci-lddl HIS dURI 8). AL Sl QAL sesy
SARIGSAU, SARIGSY, oIS, cllReY, sellRlolled, ollRs
AR, el Aoz AR Uil g 8. dell GuilaMi Aaidl
Bl AL UEUR AU SESH ALY URLE SRAMI 1A B,
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18 Al ¥ 211 A: Aes: (NSQF - 20 (Ad 2022) - caud 12 Avil@d Rugid 1.1.10



A Al GUAL EULS AHA Al Al AS SALHI2 2L B,

A(FoL sESAU: §5J035 0llsA A HI2LEUPLAL Ellg AL HIS AHIRL
&gl uale 8.

QAL s1uEL
yel 2 AYsd A aAlg 212l s16 yel srail 32 -2,

UHIRMHE Y dlUHIA 5 Bl UR AYscd oidell & d @gld
€Sl 8.

QUL SIS sA2L Al AEsR Q2R el

A1 25(As 528 AlESa He-l es(Aset Becll gaLadi-l %32
2.

wZaL A wRad Rl M51eas 53 2us1u 8.
GURISd SIUEL S1REL UEL xRS .
QA1 NSIUEL

S AYSA AS Scll HIEUHIHT AUSHT 219 B, dl GuDdi Qatdl
(32 Ascni w33 stees wlasiR - 8ls 215,

wel QAL AsE Q1L divMiA 215 oA &

AL Al 1L B RcaR eleeell slu s YelAl elu & d A
AsE AL Yot 49 sl Ao vildl 2l

AAd 244 14

Y5 A1 A1 selRar 12l gL UiAs dld cig waal @ls 531
251U &, il HellAA “AUAdL Hell4” L sEaHi 21 8.

5191 10 Hi cclldg G D8], AT DA RAER, 532, 55 &-54, A
A 5535 8.
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12 WA AU (CG & M)

UM HI2 Aoild Rugid 1.1.11

qes: (Welder) - 85521 diclld 214 A(SSa ulzal

AL AL AL YASIRA A Al GuDdL, Rl dudl 1A QR st w2 e (Types
of welding joints and its application, edge preparation & fit-up for different

thickness)

GE2U: VUL ULS- id dA qHe g2

« HOe)d ACSIL AL 2 Al GUAPL A AH 2
o 012 B SA ACSR Al AHSAL UM

o ©R AUR sall ugAA Auyal.

Haedd A(SSaL AielL (1L 1)
Q@& yaeyd AL Al 245 111 gellaaimi wicu 8.

GURLSH USRAL 212l AYsd Al SR B, Aed 5, ¢l Astaldl
&R 5l 3l AsA1A YsaHi 2114 8.
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WLN111011

FUNDAMENTAL TYPE OF JOINTS

AESR AL USIR: AESR AL A USIR B, (5191 2)
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8.
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o2 i 5AE ACSR g AUHSWUAYR 3 4 4)
3@ 91 A ASAL AL N AR HclR B, (511 3)

RY12l BARUA [Al1R: AesR Al oliggui A(ESd1L ARH] gLt
elgoLRA-AL dRLerd tectHi 8.

Wl col: ellg-il ¥sel-d 24 AesR ASE A ASE 2 (511 5) A
2l & d (olg aA iR

Mg &ug: AlESL satl Al 2H21aL L.
5942 MA2L: N g Hi 52408 Al QSIS (51913 21 4)
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(3 ji

ROOT PENETRATION
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o129 R4 2 AR5 RUE A 2AE & ¥ 32 2 UR HL ARL B, ALKl .3
A5 RUEA QA & ¥ ol 2 UR ML AR B.

AUAdL - §E1 vaat veuAl uaaldl Yo cuy wR ¥ 23g
Al AESR (AesR AYse yul 2L ugl). (5101 9)
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WLN11101A

ol(Ea1 R-: o2 AAAL SRR W2l Yo o1y UR ¥HL AAG Al
QesR (W2 AlGSIL Sl UBEL.).

LAl ASLE: gl F52AA 2 A IYSLAL AScll L UR-AL
He(olg aA o .

AesR Al 2idsl: (g Ui AesR AA Mg elg AL AsRUL B.
(51915 31 6.)

AesR ABA: B i1yl AESR vllladMi Q] &q A eyl Euidl
AesR Al AULEL (5101 5 241 6.)

AESR FS2AL: 5405 Mt 4 JRHL AU At AR Al
(51913 41 4)

§2108 ABRA: AULEL AL e119L B AesR otrtialdl aua Astadl el
8.(515110)

§J08 Al GlsLe 3 i Qg &g A AaHi 241l 8. (5191 10)
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AL SRcllAL IR0 HISL 1A AR Aiedl A AdS Sl US & el
%330 Sl ANl HIE UL AL HO A A[ESIL HIZ YL i-lag
us.

A AL (BHi, Ad ole AEsR A YeddH 32 UL A4 YU
Al AL URAE 5 ANSA P2l Aes Asetl w22l A2l 246
BRL“J” 1 “U” ol Al Al GuAIL Aes: ASEA ag elaist Hie
A 25 B FRUR oA ag Y5¢ A wle AigRarl sp(l31
AR(L &AL Hi YRl 8l 8.4 iYscl AL A sA2 AesR
HiquRL 8.

32 30Ul el SAML A B S1R1LS VidR eelAes A vle
WS2Hi @2l A Ysc Ul £lRAdIA & 8. AAlH, Seclls AE3Ss Aiel
HIR 32 AU AR, AesR 5511 erelsL A1 [Ag(A erelst 41 g1l
AURY AU B,

R AU saldl wgl: Astal aR QA e2fde s\gfuel As
YglQ gLt Aot 112 QR s3 2usiu &,
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{12 A AU (CG & M)

qes: (Welder) - 85521 dlelld 24 A(SSa ulzal

UIRAM HIR vild Rugid 1.1.12

QULEl ASLS (Surface cleaning)

GE2U: VUL ULS i A A 820
* USLT] HEd BRUAN
. As1S uglad asl4 s

edfd desR Angal Hi2 A(ESdL udal €35 AiEl A AUls 59
2LqeUS 8.

AT HEcel: slFURL AL UlBL L yood 2ucUSAL A &
§ A(ESa1 sRcll ugal Astll B8R ats sl eutélell Asdl
G531 UR e, 01, AL, A2, Ay, 1Y Al =Y s\l
(AZ2ll uetel E16 25 . N 4L EHRIA §R SRAML 4 21 dl desR
(Bgla), 61RS A Aetoue ot-{l w2l A(SSaL L Al HleL eudl
A1 ugai Astal Auiélell 2Rdl uR AHER AW 8. A(ESd1
sal Hiedl 2llexq det, Al, Qote w1 @y A AL AN
GRLIRH Scl auid ARy A A 2L Ay LA g Hi wdel
529L. Al algHiell oalR 11al wUR YlaLdy ellg HaLs) oiiadl
HIZ 69 AR D A HSLAAL UULEL UR ALl QA (B 01-1d &. A1
(gt A5 200U 20U & 24 A Uiew A Ao WS 8.

ASLY UglA: AARURS AsISHL Adt, AA], Vole WRA €2
SJAL HLE ULl BLESEIRS ARS AL Aleta-e Astall qutél
A LRl AL &AL 8. (S1L.1)

YAs AsISHL AR 6lRaL, wg-Slat, sts@al, A-s eallRSaL,
B[, {l(Ea1 A Al QuRe(l aig eunet 8. (5191 2)

52 aug-l Aste 1R, slold Kld AR viel Al GurlldL AR 8.
RAQU A AA-5R EULG-AL ALG SAL HIE, RAAU AL AUR G2l
Al GuALL A1 8.

Fig 1
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12 WA AU (CG & M)

QRAM HI2 Aoid Rugid 1113

qes: (Welder) - 85521 diclld 214 Al(SSa ulzal

RS A(CSIL A RoiAd [Agd 2RdAl A AR @) usdl yaeyd dlsdl (Basic
electricity applicable to arc welding & related electrical terms & definitions)

GE2U: VUL ULS id dA qHe g2l
o A [Agld 2A0E cuvALAL A
o [@Qgd nag, ettt 2 wlAsR aRA-\ dglad seudazil.

Loyl 2 A5 UsRAL AU B & B SIH SAL UHH O FH 5:
flad umauag
Uy, {leR, He(ll aol? alEdl.
RHl Gaur 52 8.
A5 A otLdfld
AMAL Qg wlastR gLt
0l A1 4 sl Avil B,

I yate: dUQ Hi @cl SAs2ld A ddHid sgauMi q1d B,
AT Al Uclle €2 A1URMHI (A) Hi HIAMHT 41 &, Hudl-
ALeAA Anlaui HleR viatal A Hle: seaui +1d 8.

galses N/dlcey: A ol & ¥ (g uale-t adal 12 oi-d
8. A1 iy vl AsgHIeA S\ (emf) s&aHi 1A 8. A

HUA ASH dleg(V) &, Hivdl-l Ale-a diceidle’ sdami +1Q
8.

galses ulaste: dxiell AR aAdl Qegd uale udle- @A
sl d ueledl Mesd 8.

Qg HuA AUsH AH & A Hidl] ALt AaleR vHaaL HIR 8.
elg-l wlast? 1A 2 uHIdl oecls &:
A dotle agy &9 dl ulasik usLag &9l
A U 4 81U Al UASIR AL &2l
AHAA U (A AL 2eUR UlASR a8ldl AL s,

Ales: A Ueld-l 5 Bl glrl ol AR 2 8 A dles sadiMi
A B.(519L1)

Fig 1
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24

s\, AR, Eld, Slold, R, dles i BeLeWN B, AL
AR wlds 2061 8.

gyder: d uelEddl 5 Bt gl iyl uar adl 2l aq
RYARR SEAML 1A B, (5191 2)

Fig 2
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s11, Hls1, 02, A clgle, \ellRes SIH s, }sL sUid, A
A alf{el §yAeR GeleRell &, L AHAA uldsR aar 8.

galses Al5e: d d1udle e SAlses Udle glRLAARAEL
1l B, €35 Qg A2 Hi admi, WlASIR 2 Al AHLdeL
A1 8.

AlBe AL Hnedd UASIRL B:
Al ule
AHidR Al5e

Al Ae: ABe AL ulAsR As id-el-vid Al Hi sl 8ld
8 B 55 A§ % Rl 611 B FHi adHld ad B.

UMLdR ABe: wASIR 2Ulsa 0 UL ASIUL BSL A1) Asellxt
A1 oiggell Astu .

ds(As udie (AC): Qg vale 3P -t wate-l Reu x4 dlsidl
WA As-S -l ALsSA AvARL sleclls & A ds(AUS udLs sdalHi
1A B, EL.cl. 50 AsL el B 5 A WA A5-5 Ui 50 quid a-l el
oL@ 8. A-L URAdA €A idd- NeA 5 g1é (81€) sBAMI A
8. (5101 3)

SIS 522 (DC)(51914): SA(S2S UdLE B eR21L ALSSA BUHi
A3 8 Al siIRse s ddls oM A1 B, (i.e.) AsRLets 2l
ESRIHS (SASAASA [R2ll). 8SIRIHS Al ASRIAHS (URURALd
(Eau).

&AL SIAEL: A Qg (Al AL 12l agf AR USALSRIERAMIAL
s 8.
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WLN111114

SIUEL Rl B:

Qgct Al5e Hi, RAR A, aduid Al Al dils cecs
8, A UASIR S5 (Quild Sld. Aed 5 AR Al 4 & UR
aduiad 8.

V=IS

ULV = dlcesy
I = A
AR = uldsIR

AR WASIR 4 B AR ddHl €2 B.

e Hell SRAEIA GUALL: RUR U A el welldl 811
QRUR SIEURLAS HERU DAL HIS AL SIRUEL HEC AL ~UAELRS
GuAMi eg 8.

ARLRAIY FHI V&AL A cvfl 251U & d 1A e2lde 8.
=V /R%UL§ Amps 41 532 59 &

V=1xR ULV = dlcaHi dicey

R=V /R U AR UASR 1

Y AlBe Al A RS AIEy: S191 3 AIRS AL ui
auRlg Salses ABe odidl 8. AlSSa Helld uR Rax sul ug],
AR SAS (U 4 6L ASE AR 516 ALY Cl-lAdHi/ALR SR
Bl R AlBe Hi diceler gt elfaqmi 21de diees “v” A
“ly ABe dicexy” sgalui 214 8.

L 2 Al5e dleewyq Hed Hell4l UsRA e 60V 2l 110V
Yell 2.

A1 H2ll4 UR RAU sul ughl, ol SAsLNA 212 w1 6l Aset 4
RS HASRIL HAE 81 dl AUBe Hi dicerle? glrl ealaaiHi
QA A “V” A “URSH dEy” SBald 8.

L RS Al YU HRAlA UslRA uewR 18V 2l 55V Yel
oleq.

A(Sa1 w2 @) usdl sl GualdL: sy AGSL LR,
Astall gsSlal 241l glRL IOl &:

galsgs dlce 2 GRL YAl GUAPL s311 Fasgl 2
SR 9 GRA dlUHIA (4500°C) RS Glldg, (dHIH
USRAL AUIRSd ASS21)

gl wlasies dyaL el GuAL s8A sl e 1M
RAMAHI 2RM 5G A As-S -l yulls HIZ vor ¥ G&L
UALE URAIR SR 44 Ul V0L % IR EULRL ELYJ SR, (AHIH
usRALUAsIR AlSSay)

a5 ugldl Aiel UR Ald 5w gasgld oflydl GuAlal
(SAsgl oflH A(SSa1)

Y14 @l RAe (Fasgl @e AlSSd1) glrL agdl Hie AAui-L
UASR A UdLe- GUAlaL sl

GURS dHH AlSBa WA, (g G Geil G Mi 3uidRd
LA ® Bl GUAL Si cll ellg A AYRUQl 2Nt 22al A1 elet
O1IRH. RA(AHL 21RM 5RAL HIZ SRAML A & AA Ul AR e1aell
1 2 8. aell Al Al el b dledl-4l Gualal vie
Hlel UHIRIHI Al 8.
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12 WA AU (CG & M)

QA HI2 Advild Rugid 1.1.14

qes: (Welder) - 85521 diclld 214 Al(SSa ulzal

ARH UA vt A A<l A(Ba1 RivilAd 21Rddl (Heat and temperature and its terms

related to welding)

GAU: UL ULS i dA uef 820l
o ARHL A dAuHLA AL dslad | asl s
o A(G9L Hi R A Al GUAIL UM,

ARHL A dAruHL: ARH A Gl A5 WU B, B YELYEL AUMIA
8l ddl A AR 4 qgal HI2 uaH 8. 2ARML AR Aixi-L
GARL At Il Bl 2l B Hi ceuR 52 &, it A
Q8RAL 2Rl t1aut 2l ctonet L (320l &, 8 A1 A Frélel
A2 ASHI HIAML AL B, AL A 2RHL L dlstctt f 1 8.

BELERWL: A AR YES1A 5, ULl Fecl 2RH &, dl S HAQ,
‘A atecl (33l 24 &, AedA § 40°C, 50°C, 150°F 9.

AL HIMA: dAUHIA HYAL HIR A HAOed ¢S &,
A2 AS BA
52 €le By
ol RRexHi A A (g & B Jyua 8:
% Ul o1Rs LA & (wiell &l s 8)
UHLRLG L EHLRLUR Qg W[ B SO A ctuHIA.
AUHLA (SAV AL ASH gLRL HIAMI 2414 &,

A2 AS WA AUMIAHL Acll 551 A Hvat Hz-l 21 As
QA2 & FHL UHIRLRYd EAIRL UR 2 IRl 6§ 1 Besar
(0lg cARRAAL cAlUHLA AL ARUEA A 100 AUHIA GURNHT AU 21
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Fig 2
OXIDISING EFFECT DUE TO
EXCESS OXYGEN

NOTE THE VERY SHORT POINTED
CONE AND THE SMALLER FLAME
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(EXCESS OXYGEN)
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1. ELECTRIC PLUG
2. DRIVER MOTOR SWITCH
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4. SPEED CONTROL HANDLE
5. SPEED METER

6. CLUTCH LEVER
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dRARA el
agy AR AHAALGEAL  uild sIHl 221U
seBLEu S | Ao wiell Al
(TRl yell olecl. (L2 11 AHIdR dul
: E0LLRL HRUE.
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Aseld el 52U AYAIAAS.
Hl il atidiefl a3
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s8I [Q2AuEL ] clat@sdl: 1t [Q2AYEL (2oL 54 4 211
AULEIHL Sl AL Aealui sRaHl 21 8.

S191 11 Hi olcileui wHLRl 4L QAL sl 2siu &
Fig 11

1S

STEADY

DISTANCE FROM
NOZZLE TOO GREAT

VERY UNSTEADY

.

TOO FAST

OXYGEN PRESSURE
TOO LOW

WLN111616

AU s8I Ak vir{l
sladiii qru-t vl

(511 12) 8lu W\t 2l aell Q1R{l &, A Al B8l 211 2l
ANAUSIR 81U B, slacliHi HIAE ABA AR Eld 2ll, A4 el
AR A3 205 AAAS BlU B i Al 2l Aecll Q1L eviai
Al Bl 51281 Y1[EEoL 2ARS RS L 2HiAs Sl vilate
8. 52 JYHIAdLAL MU SR 5(E31 25U el 2A1AUS B,

Fig 12
TIP TOO HIGH

y

(519113) ARt ellHl 5(E21 235U, SAAGU AEA URAL ECALRL AL YL
sEPIAL RALA M2 vior ASAY YA 8. si dl U yot HIEL
B, 5oL N5 o €otal vt Q1Y B, Biadl ANUUSIR Al
HaLstatdil 21l &R gt otiei wiidl 3su viot el 8. sle-l
SIS ML S[Eo1 BSA-L AL 22Ul AU UHIRIML LSl UR,
eollRL L R Bed digou A AU ALY A B8R s
53l %9\

(511 14) 2l Kld -l Yoi 195 B. 52 Yb A ElU FdL el
e2lld B, Bl sREl sEPIL AURAR (Bul ass. 551 i Wl
251l e1121 GOl AL, L ALHLA AL [QARARRL B [SA% 5(22L
A1 BRR 52 8.

(5191 15) AUSAYA A A USAl SIUL. S& yet AUsAY stual 2l
Al gotlaL L JaL £211d &, 2R USAS UM auR1eL 53 2SI
A sl ag AUsAY YA wisaMi A1 B, AR olSl-l uae
RAUAL AU UE 8, Y AAAL EGIRL AL (AU 0t1d &,

WLN111811

Fig 13

HEAVY MELTING BEADING
DRAG LINES ALMOST STRAIGHT

WLN111812

Fig 14

MELTED AND ROUNDED

WLN111813

Fig 15

UNDER CUT
TOO MUCH CUTTING OXYGEN

WLN111814

(5131 16) et aelR IEEDLL s2 vjot Yl(EeA s1RQ dNusIR 2lu
Al &R e2fd 8. qauR Y& sEo1 Alsui aauR s:q 2, d
HIA Ay Al oS SR 8.

Fig 16

ROUNDED EDGE MELTED
METAL FALLS IN TO KERF

\
TAPER FACE \ EXCESSIVE ADHERING SLAG

WLN111815

TOO MUCH PREHEATING

(512117) otdfl ofRiatiiandil Ad se. A2l A2 vl AR S,
2 si dl ag usdl a3su a2y 2l YllA sl A skl 2
8. A WHL A yor % Yl(EeA sREl dNnusk U -l 4R 8,
(AU AA quRleL YA &,
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Fig 17

WLN111816

(519118) s(Eat 1l 28] agy 35Ul 211 52 uRAl viuall vl
WOl dRg dd &, uq &% URL‘IU 52’ Uit AL 8. 211 L &R
AL B; 52 ABA AN A A2 Y5l B, Hl2LedLAL BeuleA s
UL AL IYRLATL AA 51R8 B.

” :

SLIGHTLY TOO FAST CUT

WLN111817

(512119) sty all 2354 208 e.ll el aélsa gL @lef A 518
AULEl2ll 20181 viRall Bl &l 52 G il Al &. 21 Al &R
A I AeY HaslAdll glA B, L il AWML 3ld
Is1 8, ug BsUlaulA agy e & s1RQL 5 AL SIUHIR M

Fig 19
TOO SLOW

WLN111818

AURL SleHi, A1 ARAU 8ld B, A7 sle-l vl Qell 8lu
8. (5121 20)

Fig 20
— = DIRECTION OF CUT

CORRECT CUT

.

SR glRL SsledtHi :41Ae Elu

AsA ool AL slauel A Al ag Guai Qadl
s UEARNHIAL As 8.« A0 Budl ALe-Al

5291, 909] A 24 s1HL FH 5 AL A HI[Ea 12 AU
YO ALeAL

WLN111819

WEold, Al a5 112 A,
Ayt 211 AiRs s1H2(18

gndlel A AL AsEl Hld (UG ARYMAUH q2ql
RAAY X\ 8))

ASLE L [Qeua Ar(l (RutHi= A 1 mm 211000 mm Yel).
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{129 VA AM (CG & M) QUM HIR2 Rivid Rugid 1.2.19
qes: (Welder) - A(&3a1 $ls

A.C A ULAR 2\ dl 2L-USBHR SR HIAUR UA F-a18 USIR AL H2(l4 A4 it snag(l
(A.C welding power sources transformer rectifier and inverter type welding
machine and care maintenance)

GHoU: VUL ULS- A dA uHef 820l

o A 2LRASHHR, ASRFIUR A F-ad-l QAN AL v
o GUASd B2 UL At Rugid 4 aeld s

o GURASA HA- SIAEL B NRGIAUE AU

o A(Ba1 2l e 214 Azl 2o,

AL A1 gl-ugtR:21L As UslRG AC ASSL He(l4 & 3 AC AL A(SB01 2Lu50IR AR rayRasAl Q- ucidl 2usg 2l

YURAYRABIALAC AGLelttl FuldRet 52 . (5101 T digs YRa: i v AcduelA wddl wé e

Fig 1 R[Waiell oicl e Sl A2l AL B, arl A s\Fa
CURRENT REGULATOR .
(FINE) Auel a2 slEuRL Al ASLaL (AL x41E SR UR &L 8.

CURRENT REGULATOR . q
(COARSE) As S\FA, ¥ Wiells QB9 s 8, AHi Uldla dles 8ld

8 A dHl ag anis glu & ¥ AS-uuiell Gixd Acnaal &, ¢lly
SISE, B As-S (ABoL 53l B AL HSLdles KA B dnis
BlU & ¥ Ao I Gl w53 8.

gasal QA s HI A AlSS21 HiE AxluRHi d0sale HI2
el 21BeYe U AL ddHid QM- SR ASIAG 8.

1Beye (4 A1 A AL seoid ASAG 8.
A5 FASEIA HLE & i ol yadll Al s HIR 8.

Vomage atpnmary ol » Mo of tums in the ssconzary

A.C WELDING (OUTPUT)
FOR WELDING

PRIMARY CABLE FROM MAIN SUPPLY

AC WELDING TRANSFORMER

WLN122011

Mo of wins m the primary

Fig 2 2lR1SBHR AR 55 B A 55 1 23 B,
PW REGULATOR s Rugid: A0l JuA Yas) (220-440 dice) wiaMs (@31

A ASIAG & B 241 SlARHT vln-{l Jorsla uA Bt 52 B.

O

ol Yorsla Al ol (ABIL A¥R ¥ O A AMi G

PRIMARY SECONDARY . g
WINDING WINDING WELDING AU @l dicesy AL Audled WRA SR 8.
LEAD

o] T L B YY1 S-ss2ut Rugid sgai 2ud 8.

RETURN
LEAD YRS sladl dicey alel sleHi wa@s 414 dei-L dis-l

RURALAL Y RNTIR AL ALER €L B,

EARTH

FIN145652

sllel S\FE uR iRy =

AC YU YRLaIHi G dlcw-dll Anlumi 8. SLUEL
AL AlBar yaawi G An(luMi-dl & el s B
CHEUIGHTEN
L WAl wf
A As R 216 21RASHR &,
, Rsd ses| Hiall Al
YU WAL e (220 AL 440 dlc) A A(ESL Wi A
ABe AR (0CV), 40 1A 100 dlce 43 elels) & - Sl Ay el
Ass| Anflaui %33 G uGeye AGSL adHi- Hi Yy SRl Yersla w2 A '1."“1‘“ UElus] B, 2l
i -l vasHi aad) 53 B, BGURR VRSl GLEC S 21Q D,
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ARSIUEL
ALHLE AU 42l
-5 e AlSSaL
ASEH AR SASSISAU
A2 (AN A sUHL SLE5 At AL

AL vt dSerdl gvaL QAL AC Al GuL 58
21sdl 2l

AN 2 xaaell
2lug1HRAL 6l 8] 202 A HIEl aldil 81l ReA.

e §5 2l-AFIHRMI, GletHRL S QMU UL Ul el-ugtHR
Adt vEEq ALAUS B,

H(l4 AL A SN sl HIZ &Rl AU AL YL
HplelRist A AguReL Hall4A ddl HetH atHdl YR Add A
claell &l

AidRs Aadl ol Ild AL sl auad Hell4-4l Hu yrasl
oled 531 (G521 ALY Bl RUR AcdHIA A e &L

12l EH2LL YSL SEIR UR AVl 4 Selet 53

ARRULE Al YOH| UER S Sl autd Hell1A Ao Y4t
L.

AC/DC A(SSa1 SR A cliesii

ARA/sl AlBa1 s g1uR vitsii YAar: A1 Ases1UR
Al GuLoL AL A(ESd1 YrasiL AL A(SSd1 YRrami JuidRd
SAAL HIZ AR B. Al R 216 2lAUSHR A s(@dl 34 wd
AlBaL 522 AseSIRAR Al AHIAL AR B, (5191 3) ASFIUR
ALEH ENet AHAAL ARARUH (5191 4) | ol Aslis w@el
AHIAL AR S ¥ [(ASE AL [QRH2AAL ULALOL R AL WAL el
8, AARUH el RUASH UL oiecHi 211d 8. d deA CADMI-
UM, BISMITH A TIN l (3 Beedl ésidg 8.

Fig 3

CONSTRUCTIONAL FEATURE OF A WELDING RECTIFIER SET

|

SYMBOLIC REPRESENTATION

WLN122021

AELUS WA UR [(Aset 2l (A2 w11dR8L SRS AL s
gAs2\ (ANODE) d3l5 S1H 52 8.

Fig 4 SUPPORTING
PLATE x_ NICKLE OR
/ BISMUTH PLATING

v
METALLIC ALLOYED

FILM OF CADMIUM,

BISMUTH AND TIN

CURRENT =3
FLOW =]

\ SPRAYED WITH

SELENIUM OR SILICON

WLN122022

AR B GsPam, Qi A §l1) Asesisol At ofln
gasgl- (521S) dil5 s 52 8. ASRSRAR Al--Re- alea ddls
511 52 O A Al As ol UALe ABALE B S1RQLES A u{oL ¥ el
UASIR AN & 2 ofly) olly A UALE UALE HI2 VoL ¥ G
UASIR HEL 52 &. A2l (Agduale 1A As ¥ Eauni agl 25 8.

sl Rgid: 22 216 2l-uslHR 21Beye AsesAR Y[e W
ASAG 8, % AC A DC Hi 3UidRd 52 8. sl 2A1BeYe AsRIAs
A ASIRIHS 2[4 A1 AS1AG B, il A Al sEGE gIRL
QB A 12 QaHi 1A B. A Holl4 uR dtuai 2udet 112
HEldlA AC 21l DC (G321 YRasl YR utsal Hie (33Le 53l
AsLU B.

AUses1UR AR Ae Al eun A naas(l

L ASLRLA Yt RA(AML 2wuil.
3 H[BAHI AsAR Uil AL 2lgeA glase s

1R (G5 AR ULG Bl RUR AcdHiA A UHARA 520 AEL
2l AC/DC {1 A @l &l AseSIRAR WAL A Al Avil.

HE AT 2™ BN AS quid A2 A AU 241 ALS
s2.

AR q(RA2IA RAreHA UL sHAUL vl

Yuil 9oIR s=ARY M2l A cltagll 8l

g-aé
yaeid Rugid
inverter 0e{d Sld DC A AC Hi 3UidRd 52 &

BeeR ddls G yeu Al gasgl@éls 5URRA wd Al
el JEURRUL gIRLDC AN Hi 1A &

Bl S G Aadd AUlAe 2 RAMdL gLl ACHL 3uidRd
SAME AIA & (KHz Hi) As Il 32U g2 SR 5eals Beldle
YLAR A SALED SRALHIZ YRcll 8.

L §RU e 2luslHR A1Beye G 2l SRIRL glrL YeuRell
& 2 SAULAS gL JYA SAML 2419 B,

{(BeYe AR A A oied gu FAslAsA AlSe a3 [(RIAd
Al 8.
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skl Rugid

1 Yo dlees dlellHi yaurel 8

2 .48 DC A G LA AC Hi 3UidRA S &
3 2luSHR HF AC A 0 Q@391 seeMi ved &,
4 ACYURAL &

5 [QQu Beer sl seui wadd uslusdl glsa{los 21
RUEUA €2 SR 8. UL As (e UL & ¥ vilel B Aldd+
(Qaly AR et w1 8.

6 AMA UBAL A 52l AUBe glrl HiAeR saAMi 1A &, 21l
H2(l4A A5 iteel RAR 1A Al clai@IsdL +HM B,

7 ADC dlce A(G5a1 &g Hle Bueodl &
SIAEL

o slse A BEls A%

o A2 SALHIR AN

o RAlssAAdL

eI

o wla

o AUHIRSIH 5 Y5t

o GRAYALE U Adeelle

Al vt dasetdl gvaL [@Q-L AC A GuaL 538
21sdl 20l

AN A nnagll
2lug1HRAL 6l8] 20 A HIél Al 1l A,

e §5 2lugIHRMI, MEHEL S AHA o Ul 2lusBR
Act leaq ALAUS B,

HRl ALEAL A FRRNA saAL HIZ &Rl U ASI Y-l
Hlelelst A viqreReal.

12l Al HETiH atHcl UR Add A Gl 8L

idRs v2aal ollel Ad AslE scl auvid Hell4-l yua yrasl
oled 5.

A(SS21 ALY Bl AR AL Hi 581R 5220 &L
12l &2 }YSL SER UR AV A SN 53

ARRULE AL AL 0lelR S SRl aud HellA A Yrat
L.

AUses1UR AR Ae Al eun A naae(l
GLEL ASLRLAL Yt RALAML 2wuil.
3 H(EAHI AsAR ALes 2lse g(ase s

SRUR A AURSA ALG BlA AR dcdHld A AHARA 5220 6L
{2l AC/DC {1 U gl A&l

A5eSIRUR WARL A AULS AV,

HBAML O™ AL RS quid A2 A AU A ULS
s2.

AR (A2 RAreHA AL sHAUL vl

Yuil 9aIR s=ARY M2l A cltagll 8l

Fig 5
CONTROL
CIRCUIT

SQUARE F
WAVE :
L

AC
MAIN SECOND | DC BE
TRANSFORMER| RECTIFIER| —™ E—>
\ } \

‘ SQUARE
F WAVE
AC pc |I| bc INVERTER AC
— = | PRIMARY L UNIT
IN RECTIFIER T (CHOPER)
E
AC IN 440V DC AC 440V

50H,
LOW CURRENT

i

V)

LOW CURRENT
1-10 kHz FOR
THYRISTOR DEVICES
10 - 100 kHz FOR
TRANSISTOR DEVICES

1]

AC 50V
HIGH CURRENT

/]

DC 50V OCV
300 AMPS

I

i

WLN122031
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{12 A AU (CG & M)
qes: (Welder) - A(&3a1 $ls

QUIRAM HI2 Acild Rugid 1.2.20

AN 24 sl A(Ba1 H2ll-i-l 1€l w11 NS 1A€El (Advantages and disadvantages of

AC and DC welding machines)

GR2U: VUL ULS i A A 820
o AL 244 s A& a1 w2l SIAEL 2 NFIAE A%l

A AL At s1UEL

A(EB31 gluSIHRHI &:
AR A U G{es(H A 51RAL AL WR(As (Bud
L ULAR quR1eL A 51RAL AL 20U AL 518

AC L SIRBL A(ES01 el RS (Al 516 2142 adl
2l

5l ALl AR 518 AL AnaR(l waf
G stiatHdl
AlRa spa(141.
A AL AL NS 1UE
A AseH 1 eIl 51 SASS\A HI2 AU 2l
G 2 Al5e eyl 516l aui (Agyd Aisl 2suddL agy 8.

ULAGTL L% 2(lgL, S1R2 HLE A A5 Ellg AL (AL5S U (BRARAMI)
4 AlSBo1 o5 &2l

Al GUAIL S5 UL AL 25 B Ui (Agyd YRausl Buetod 8l
sl A(SBaL AL sIAEL

gelladl (MUBRA 2/3 41 18U 1/3) Al 551 18 SAs
A A AsE aR 331 21RH1  ([Acdrel 2su 8.

52 A A5 oA alg A AesR sl M2 Al UsAdl yds
GUAPL 591 2ASIU B,

ASEH AR A algfe sl As2 AR Ll GullaL 591 2us1U
8.

WAREAL SRIELA SREL W\ (B2l1d Al Rk B,

aq Slase adl Welat A4 @l Heeell Actdl s & sui
galsesa A~ w Guaod -2l

gelludl s1R1EN 5126 AL GuAL ULl fle Asa, s1Re AL A
At-32 Necu-AL A 12 Asadl yds s3l 2Us1U &,

el yjeall Al5e eyl 514l dMi (Agjd isl ausaidl 261
8. &sdld sl 211 RAR A Aaadl R &.

adHi d0eqsL 4 W 52let s 8.
sl A(GBaL L NG IAEL
sAL Ao uLaR A\ d a1 &:
ag WR(As vl
ag) 3 a1 wf
ag) ARl wf
A(ES1 MU A HIRHIAL Heosell
&) stlatmdl

QG5 ¥1ReR AL (5 elletle UL siH(l8] - ag wouL A5e
8.
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12 WA AU (CG & M)
qes: (Welder) - A(&3a1 $ls

QAN HIS Aoild Rugid 1.2.21

EN 44 ASME Y%t A(€521 -l RAlA (Welding positions as per EN & ASME)

GAU: UL ULS 2 dA uef 82l

« EN 3 ASME (§Q2, 8lRA-2d, aélse i 2R &s WUA2L) Yye Yaeid A3 RA(AA 2lavi.

yaeyd AlSSa1 RAlAL
Aqute 2adl 1A sl RAlA (s 1)

Fig 1 FACE OF WELD
AXIS OF

WELD

1F 1G
FLAT OR DOWNHAND

WLN122211

A8 RAA (5101 2)

Fig 2
WELD

FACE OF WELD

HORIZONTAL

WLN122212

Glell RA (Q1ell GUR At 1) (s1o1 3)

Flg® AXIS OF
VERTICAL VERTICAL
DOWNWARDS UPWARDS VERTICAL
3F ¢ 3F 4 3G
WELDING POSITIONS

WLN122213

42

AR &5 YAl (5101 4)

Fig 4 AXIS OF

OVERHEAD OVERHEAD

WLN122214

Q&S Al dH BRA YbIA dLya Hi a1 8, AlESaL g2/
A(SSoL Al Hi ¢ B,

A(EBaL AYsl sl RALA 24 Ale et L AeelHi des? 34
a(cSa RAlA YA 8.

oledl Aiew olell RAlQui AlcSal s3l ausiu 8.

Qe Ao RalA:
qqs['jl IN ASME
qafl Ui sae wiRl | sde
sAe det det 191 1F
18l ledl Ul.oll 2961 2f
aélse gl A | el lA |34 | 3F
AR &S AlG s 4 4F
gy Al RAlA:
IN ASME
agsBqalc
uial il
sae da 191
218l lesl 2961
olga@ Q| /el 591
adel (Hell qal) | H-LO45 6%l




{12 A AU (CG & M) QA HLE vi@d Rugid 1.2.22
qes: (Welder) - A(&3a1 $ls

AesR Lo HA UReiH L (Weld slope and rotation)

GEoU: UL ULs id i ume g2l
« Aes aloud A uReHEL § agld s
o 1.S Yot 3l 3 URetHEL AL Rigeiii QR Aes: RAM

Al RA: dwm AlBa1 A eafdad AR WNBoluial Fig 3

AsHUL sRal B. o
1 Aule vl 1A el ‘

2w $

3 aélsa ROTATION

OF WELD 0°

4 M]q% SS ROTATION
OF WELD 150°

il €35 RAMA gsA AesR l 24& 1A AESR 54 glRL S

|
2 QLe{l A et AL ocl YRl gL S5l 59l s &, \ g
Qes? Al 4dl: des? A2 uigll clouddl Reouni v adl 180° . o
sleuAs 1A AesR Al 4l ddlS daHi 21 8. (5191 1) i

|

AESR Al ABRA: AesR Al ABA ¥ ciyell AL sRAMi 21 &
d oty UR AlESL UBAMI cde AesR (L vieell Aulél 8. (s1oL 1)

ROTATION ROTATION ROTATION
OF WELD 180° OF WELD 45° OF WELD 90°

Fig 1

AXIS OF

WELD ROTATION
WELD

Fig 4 90° X
— ,_+_‘ E &g 535"

— -

WLN122313

X

WLN122311

OVERHEAD X=X
SLOPE 0°, ROTATION 0° ELEVATION
) . ON o0
Aes? W (5191 2): A aélsa 3g-uAl Gur-L e1L 92 G SHOPE 357 ROTATIONS0
sleL g 60° X
90! —™
Fig 2 LINE OF ROOT ‘\V - i B
X-X X
SLOPE 0°, ROTATION 90° h
SLOPE 0°, ROTATION 60° Q
SLOPE 8
\ SLOPE AND ROTATION g
WELD SLOPE é
Fig 5
des? uReHel(siol 3): d AesR RS-l clegs Hiell YR eldl JML

Q8lsE 35N WA Al GURAL (LI9L A AESR 32 HiRll UAIR L
QA AL A 4oL A 6fA Hi2ll AMLt R dRAdcl AGSR AL USR
URL As (Ag a4 oAcll vl 8.des Al Bl

SIDE VIEW END VIEW
ela Q){-l LLQ(HHQI' (5‘[3[ 4) LIMITS OF SLOPE LIMITS OF ROTATION

0° TO 10~

WLN122315

Aqule RAAHI AesR. (5191 5) WELD IN FLAT POSITION
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LS A1 Glell RA(AME AesR 5. (5116 44 7) AR 2 AL AeolHi AesR R A1 AesR sl2eld GUR eidldg

8.
Fig 6 : o
% z// A(ESo1 RA(AA vl du-L sl A1 wReHeL yeudl deelni
0°TO 10° 0°TO 10°
o tobe 110°70 0" slees 1A 2«d 8.
A(c3a1 RAAAL carvut
SIDE VIEW END VIEW ©
LIMITS OF SLOPE LIMITS OF ROTATION §
WELD IN HORIZONTAL POSITION é ue "LQC[I% el QQ@QHQ"
AU AHAAL | As 100l ag el | 1002l ag el
Fig7  ,erour 46" TO 80" ! A L2128 | Ry 10°lag el | 1002l aguig
aélsel IN 450 2flagy 90° [l ag el
0°TO180° | 0°TO 180° AR &S ) 4502l ag el | slgual
—= Br—
77777777 90° 2l agy
SIDE VIEW
LIMITS OF SLOPE W
PLAN VIEW ]
LIMITS OF ROTATION §
WELD IN VERTICAL POSITION é

AR &S RALAH] AesR. (5101 8)

Fig 8
0°TO 45" Q) ¢ o T045°
y oTomr 0° TO 180°
SIDE VIEW
LIMITS OF SLOPE W

END VIEW =
LIMITS OF ROTATION &
N
WELD IN OVERHEAD POSITION 5
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{12 A AU (CG & M)
qes: (Welder) - A(&3a1 $ls

QURAM HI Avild Rugid 1.2.23

BIS 21 AWS Yt A(E521 udls (Welding symbol as per BIS and AWS )

GE2U: VUL ULS i A A 820

o des: Udls -l 2uausdl 2laut

« WARS Udls 21 Y5 udls uviidl s:A
o A(Ba1 udls Vi A-l AB 2 AHH).

UARUS AL (3B A Ades? HiE AlSSaL Hi2 %33 Hilddl
yelatsal Hie, uHIRLedd wlaslerl GulaL saHi 21d 8. {1
aef A Re-Al desAe USIR, SE, AU @dldl HiBdl eRaaA
HISAL HIERAH UEL 52 B,

wa@s udls (IS 813 - 1986 yxoi): Aes: -l (AR Al As
Udls gratL eotiadiHi 219 & @ UM A ACSR AL AISIR Bl ¥
8l 8. (s\wes 1)

y2s udlsl: waMs udls des: -l ol AUl -t usteld
g2UladL Udls AL 21 A6 (YRS) (S1wes 2) glRLYRS ol 25 8.
UAMs RE UL YRS Udls %331 Aes AULé] AL usRA gelld
8. (slwes 3)

s\wes 1
wal@s udls
§M.
w 8legl Gelgral wdls
: GUR-L s(ARIA alell yael ayd ozl des L
(G sl 2QyREuEl 2A10ll €l 8)
2 ARY e ASR |
3 AR dl o AesR \
4 AL e ole AgsR I/
5 oS 32 54 A AP dl vie AesR e
6 oS Q2 5 AL AP Aet o2 AEsR 7 m/ d
ABLE YL 612 AESR (AHIdR Haal gla ald(l g / Y
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FINISH SYMBOL LENGTH OF WELD

UNWELDED LENGTH

CONTOUR SYMBOL
—¢ F Y FIELD WELD SYMBOL

SIZE
REFERENCE 1
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(2]
{ W Fu ) WELD ALL AROUND
LINE S §& SYMBOL
—L s / @ o0l _p
: 3
= oW
{ o xQ9 }
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BASIC WELD SYMBOL
OR DETAIL REFERENCE

TAIL SPECIFICATION
PROCESS

ARROW CONNECTING REFERENCE
LINE TO ARROW SIDE JOINT,

TO EDGE PREPARED MEMBER

OR BOTH.

STANDARD LOCATION OF ELEMENTS
OF A WELDING SYMBOL

WLN122421

1gtld L uglaA (B2 2 241 3)

Fig 2

JOINT \

1 =ARROW LINE

2A = REFERENCE LINE (CONTINUOUS LINE)
2B = IDENTIFICATION LINE (DASHED LINE)
3 =WELDING SYMBOL

METHOD OF REPRESENTATION

WLN122422
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Fig 3
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Fig 5

/e

FOR SYMMETRICAL WELDS ONLY

A) TO BE WELDED ON B) TO BE WELDED ON
THE ARROW SIDE THE OTHER SIDE

POSITION OF SYMBOLS ACCORDING TO THE REFERENCE LINE

WLN122425

Fig 6
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3mm ROOT OPENING -
60° GROOVE ANGLE 3?‘/
% ( L N/ (
A 3mm
45° B c
1.6mr7nJ/7 -
1.6mm
s
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. 45° F

E

A AND D SHOW THE WELD SYMBOL FOR A GROOVE WELD
B AND E SHOW THE PIECES CUT AND SET UP FOR WELDING
C AND F SHOW THE COMPLEETED WELD

ROOT OPENING AND GROOVE ANGLE
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Fig 7
CONTROL _ _ _ _ _ _
SYMBOL =
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FINISH  45° /
SYMBOL ~—
c
A c CONTOUR E CONTOUR
SYMBOL SYMBOL
FINISH FINISH

SYMBOL SYMBOL

WELD TO FLAT

CONTOUR AND
‘ THEN GRIND

WELD CONTOUR AND FINISH SYMBOLS IN A,C AND FINISH E
CONTOUR AND FINISH SYMBOLS ARE SHOWN ON WELDING SYMBOL
B,D AND F ILLUSTRATE SHAPE AND FINISH OF COMPLETED WELD

CONCAVED
—] CONTOUR
THEN CHIPPED

NORMAL CONTOUR
SURFACE CHIPPED

2
AN

B
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FORFILLET WELDS
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qes: (Welder) - A(&3a1 515

RSl GOLLES AL UASI 21RSl ciotles -l 214R) (Arc length types effects of arc length )
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WARSIAL WS A V@52l (Polarity types and application)
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o RS A Hi gellAudl WASIR A HE
o el 1A QAU gllaudl Gudlat 4 asf s
o gfladt sl srail wglaq aul- s2A.
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ELECTRODE POSITIVE OR REVERSE POLARITY (DCEP)
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PERCENTAGE OF CARBON IN THE STEEL
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ANNEALING TEMPERATURES FOR PLAIN CARBON STEELS
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aes? (Welder) - ¥\l A3 QA (SMAW, | & T)

AesR Jriaril A (ALl A ACSIL el A ARl A viHlYsd Aes Al Euua
(Weld quality and inspection common welding mistakes and apperance of

good and defective welds)
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aes? (Welder) - ¥\l A3 QAL (SMAW, | & T)

AESR A% VA Al GuAlaL (Weld gauges and its uses)
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Al & A (CG & M)

QAN HI2 Aoi@Ad Rugid 1.3.28

aes? (Welder) - ¥\l A3 QAL (SMAW, | & T)

(R slolds A Al GUAPL A AviH (Calcium carbide and its uses &

hazards)

Gl UL did dl el &20
o 3@ stolgs Al L seual
o 31U sLellgs AL GUANIL B v AU

SR SL0ESS A AAURLS AU Bl ER-AAS URlR B, Bl
GUALL ARl AU Bt saAL HIZ AL B,

3@ stotlgsdl AL 3@ slgs A ANRE@IS
AL B Ui Al ALl 1oL Al B:

5(@RM =62.5%
s10{d = 37.5%, A% glRLA2A 5,100 AM 5[ Hi

slo{655,62.5 A S(EAUH 241 37.5 A Sl0i 82 A AARURS
udlscac2®
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(e stotldgs amR 8

5@ sLoles AL GUADIHE ARl 212t Beuted 44
slolefs Srumi AALELEl A Gule, LildR HIS RAULURLG Bedled
U Kl olad-) qHdeL Al 8.

3 stotlss v

3(E@1uu stolds @l A oladl s3] 2AF & Bl SREL AuUSHI
sIAHL 451l (S (et vure) quSHi slecll, cleiel x4 sadrl
Al ciell 2 & ¥ AHA ssiHiell udlél (U] A1) uR
dofloll selsél vi-ua 8.



Al & AU (CG & M)

QAN HI2 AoiAd Rugid 1.3.29

aes? (Welder) - ¥\l A3 [A[AE (SMAW, | & T)

BRAE A A - dpeiead 214 sA2 As AR (Acetylene gas - Properties and flash

back arrester)

GE2: AL ULS-L i d qgH 20
o ARREA N AL 17 el AxAal
« 5A21 AS A2 MMl

ARALENEllA A A5 cadrl AU B, B 2UsAY | Heeall vyor
QUL duHiAl R Bd 52 B, SRRL 5 AHi =L SlSual
AR Scli 5101 (92.3%) g Bl &. 2 SAX¥A-ARURElA
a0l duHlA 3100°¢ - 3300°¢ &.

ARRHLA 21l AL ARl 212l A &:
s10{ 92.3% (24 GL91)
BLEQx1 7.7% (2 GL121))

Aq RRUARS udls €2 H2 & B €2ld & F slold AL A 2y
BLEIYA A 2 AL AL .

ARUREAA N L giadl: A 21 Ay B, &l sl endl .
gal{l det-ttHi Al 554 3> ccstRL0.9056 8. A i FUCA
et & A xRl 0 A2l oidia &, A wiell 244 Auiesleld Hi
21§ gl 8. x1Yg ARRAH dI3L (el ¥dl) sieL el 8. A
Al @QRA s glrL A2l 20l st &, ARAEEAA Ale
UAEIHL AP A B,

219)g ARALEL Al ctiott A A U(AGAAN & 24 S AAEN L4
Al (ARgl2s YA o1 &. dell, A{EL Al Wy elg - Hie
diott Al GUAL A4 52l AFA. AALELEA A sl 40% &
a2l ag A dl prouHel  sRaL ol 25 8. ARALELlA eal
A MA el GAl2L UR (A512S ¢ 8. A AURAR A 2YAAA O
AR G2 ERMI AR A & ANed & Y5 RALAHI A Y(Ad
UE €ollCl 1 kg/cm2 il AR &, AR dumldg eollal
(N.T.P) 1.091 kg/cm2 &. AR dlUHIA 20°C & A ALHI—L
€0llRL 760mm WIRL AAdl 1 kg/cm2 8. A Udlgl A{|elHi
AL 2uslU B, B ollRl UR. HaLél ARRMA] As iy
N.T.P 8601 AREA--AL 25 AJHIA AHPIAL 215 B, L A 15kg/
cm2 EULRL AL ECULRL A ANAM 21 L A ARREA R(A-sR
Al 25X15=375 dlyHlA ALl 215 8. ARREH RA-sR Hi,
A ARRAA 2ouHi 219 &, AYyel sroteid Hie, ARRA As
ARYH Y2 2UsA%Y- AL 21& AlYH Y[AeAl %3 uS 8.

A2l As AR

FUR FERL AU A &l AAAL AUSA% o s 2let @Azl
A1 vl s(Eat cAlugu-l GuRl oliyl A AL Hi &1
BlA B, AR RAc AU LS Hi 53 215 & 1A die{lR ws1Ld
A ALAAL B,

SAQL AL $ARAAS AR A A5 ACHAl GusWL & ¥ A-l
25 i AR Asaldl 12 ARG . dall Al Gullal RA-sR
2L YISUASHT SAANSA Asal- M2 A1 B,

SARAAS AeR V{SAY Al GAHL Ul KNl JuH A
HAARL A AHUSAX AL Hi A5l  SIH 52 8.

SAQL IR AMLRL A RS dedt 1A & FHi dlUR WL Al
Nse S1eL glRLAisSLHII B 215 &, AR wU\dl cledd Hi WAL &,
QUR A dedt L 81 urélell 3su2ll 63 21 & 4 SR\ LUNEAALES
AU O. SALL AR VA AAAL SHRRAR ASTYALS 52-2ll§
dled 815 215 & A ULl AA SAAAS AR dI5 VoM 414 &,

Al clryds elelHel saAMi 1A 8 5 se-2dls dled qlal
AR} duH AR Al R(ASR 2 AR el AcdRe waudl
AL YA PYARRA HIBeA2H! §l2 saAMi 1A, AHA AUSAX-
{(B2AHI VYR SRALHIS V0L AELE AMAMHT 419 B, 47 34U
SURLIAY 21B2AU. AHA velulSuHi §l2 531 2s1U & U il
asR Adl 10l 1iell Ggadl winell sl 81l y> ueisq 2l

(s11,2)
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Al & A (CG & M)
aes? (Welder) - ¥\l A3 QAL (SMAW, | & T)

QA HI2 Aoi@Ad Rugid 1.3.30

U [sA% A e w14 GuAlaL (Oxygen gas properties & uses)

GR2U: VUL WIS did, a Aud s20l
o AUSA%A AQRAAL &AL 24 paend Auxal.

USABA NA: AU (SA%A el AHeds B. A AAURS Udls

02

8

SA%A AA AL e
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(SR 2918, 2ied Eld A RALESLA AU B,
A g a%-116 8.

Al @R Yy caisur32 0% 3 AL Al Ll gxtlal
R &dll ¢E-Hi 11053 8.

A wiellHi 2§ gleu 8.
A Wld cang -2l ulg SeraL AL sreiel Azagll Ve s 8.

SR 18121l GuAlaL

A=A HI YuA ¢AsL e B.
Al GURDIL ASU- AR EA AEEIL 4 SEPHI A B.
Al GuAL ElRAEHL SEH HIRANRO AR HIS AU .

U(SAYA AL UHIA GUAVHL RN, wElRes, slus, Ase
WES, AU 5% A, AR5 152, AAHI A, RAASELES 2 AU
AlLeSs WIS R A2 2l B.



Al & AU (CG & M)

QAN HI2 AoiAd Rugid 1.3.31

aes? (Welder) - ¥\l A3 QAL (SMAW, | & T)

UsSA¥A VAR Al ary {laFdiuduL (Charging process of oxygen & acetylene

gases)

GEoU: UL ULs id i ume g2l
o AUSAYA 2 ARUREAA cary Al o w4 aul- s2A.

A% RAA-SR i Al AR 20 (A RAA-SR 120-
150kg/cm2-l €0l g6 U sA% R\l ¢Rell glu 8.
RUASR § RUBLA 4 AHidR udlataL saHi 1A 8.5 uR’
&-5(Ad1L e(AALA AL dRUA A §R SRALHIE AR AAHL 241 .
Al UHidR Sl2s A2 GUAL 31 AL SAML A1 B,

AR AR sAY1 wace 2la Al cidls [AeuRd
sell (Aed 5, slat Al g, vy dd, uAl) AL AquSHi 21d
8 RUR A AA R A dul €91, B2l 4191 AL [Argle Al
8. LAl (BRAURNML a-SAlot AR AUSAY gRL HUIAS
SURE 241 gLt 213 as 215 B,

(SR AU alcliaRere(l o118l UR -182.962 © A dluHIA
waLél oA 8.

ALE] BUSA UL L) dlEUl 3L 81U B,

UALE] BUSAYA UML=L dlciaRLe(l €611 UR - 218.4 CO UR &l
ol 8. A HlaLeddLAL el 20 A1 35Ul ASIUL D 44 AHSAULES
o419 8. 3ead 5,

L& + USA¥- = AL A\ SAULSS
S + USA¥ = SUIL BSULSS
ARYMAUH + AU (5A%- = A A (UM ls5ULES

AsAGS otladll ubul A q(sASe4 sgaMi d 8.
USAYA US[AHI €25 WU Al HA B, sl dl H5cl RAAHI
AL 3 clecll AL AAYA HL A A5 Huu B

dldldReL L ges-l A2@ 5, 21% U (SAY 78% LS. wiell
A AHUSA%A A BLEQXA] AURURS AAYA B, VUi 2R
89% HUSAYA A% glRL A 1/3 Al &, UALEl AUSAX AL
A5 ARl 860 ACYH USAY A Beud AR B, As (5l
UALEL 2USAYA 750 (A2R AU Bt 53 &, ULél AUSAX- AL
RiAUE 5L HIE AURLdL 5eRe A% BRUA N (SAX AL AHSEL
22Ul AAEc 5aAL HI Y33 RUASR AL A%t SRl s €y
G elu B.

sl A RUA-SR W salAl Adt: Tkg/cm2 2l ag goilal
&601 AALElEllHA ARl A-L ary AUML AAE YR(Ad 2l
A 2N W R@A-SR Hi ARRA YR(Ad A iuledd
SAAL HIZ AS VIR UglA-l GUALL SRAMT 1A .

RUA-SR 2(Bgly) uetlell crRcll & ¥u 5:
sl €iSl Hiall vust
gea yedl
Y- RAst
VIRL AUIR AR S\
SLE0R BRI,

gl Rl A elgslsiold uagl RA-s i ceald 8 <
(Bgle) UetelHl (RUASR AL §E&t ¥22HL1/3 GHPRYA AR 8.

ARALEEllAA A uehl Au15kg/cm2 AL gcll Es0 RAUA-SR Hi
Lo Al .

ALl {12l AR{LEN A 21121 HIEL HEAHI YR (At iU HieuH
315 AL E & A2l AR A ARUREA sEAHT 1A B.UALE]
JRAl2lAAL A5 w22l UM dAlctaRRRll €L A UL
&850 ARGl AR AL 25 w22l APIAL 215 &, AA AR5
YR ERRAULA UM AYHIA 15kg/cm2 ELRL 60 UALEL
AR{l2lA As dleyH 25x15=375 dlyH AR A 2010l
AU B AR A sl avid RAA-5R uR 63 uie(ll eviecuni 21l
B2l RUA-SR Al vigRe il As5A HULEL (L A 12U,
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Al & A (CG & M) QA I oilAd Rugid 1.3.32
aes? (Welder) - ¥\l A3 QAL (SMAW, | & T)

AHUSAYA A WL cl ARREAA AA RAMAS A scR sl AR A RA-SR
(Oxygen and dissolved acetylenes gas cylinders and colour coding different
gas cylinder)

GEAL: VUL UL did A uHel g2l

« QQu AN RA@A-sR 200
« AU RAUASR o sCER S Anwdl.

AA RAUASR Al carvuL: A Rl o 521 8, Bl GuALA(SBaL Fia 1
A 1A { el Bl GUAL HIZ G2 EGIRLYRAAA Sl 4 HLEL ? REMOVABLE
RE R CICECTUR RS ENET R TUR:Y

A RAASR AL USIR B At Y RAAS B Y 1A &

AL Al eletaal Hi +41A 8. (s\es 1) PRESSED STEEL
NECK RING

A RUASR A AueAl 2ASLRAL R31AL (2L 49 dled 2R3\ glRL
i A4 . (slwes 1)

AUSAY 1 RAAS: A As A1 QA Bl 5o & B
GURAL AR A(GSIL 1 s8I GURAL 5L HI2 150 kg/cm2 <L
HETIH ECURL 2601 AN(SAYA 1821 YA ct I 47 Hl2L 22U
UG SRAL HLS AR B,

RA-s? dled Hi VA ASE] Aty 8l &), BHi N (335 elu 8, %
RA-52 6181 dlsell M1 iR Al RS o £t YR G v
A vygdi % stél wa B, RA-SR dlea 1B Az Al 52 Al
UHIRLG L YHBIL Ela-AL AAS] &lU &, Bl AL dHIH gelal
REASIRA RS RUL ELE 215 8. RAUASR dlea WIEdL 21 6igd sRal
HI dled ALEdL HIR LG U5 A1 YRl Sle sAML 41d B,
AL UAEIR AU sllell ciaal Hie dled UR e Sdd

CONSTRUCTIONAL FEATURE

g SRAMI 1A B, (5131 1) OF OXYGEN GAS CYLINDER
RQA-s: 68 sl QrarcHi 414 8.

RA-sR -l aticll 3.5m3 - 8.5m3 &\ 25 8. Fig 2

216 m

229 m

1.295 m

WLN133311

ASBESTOS CLOTH

UM A 7m3 &l AL AR RUASR Al GuRlaL 2 8, §

REMOVABLE STEEL CAP
CYLINDER VALVE

SAFETY FUSE PLUG

oliasii YA (5191 2): ARRA AU RAA-SR A1 AU S ' \f LONG FIBRE ASBESTOS
Rld Yot AL AEES XA S2ARMI Gl-ldHl A1 & At o
100kg/cm2 AL ULl gotiel A1 Ul L sRaAMi x419 8. R@r-s:
l 211 G dyRLatiL {l o1l siv Higll ci-idcll eotet atea A1
$le saHi 1A 8. G iatitaldil oi1aél si Higll vi-idcll
R@-sR aleca. RUA-SR alca w1Be A2 A5eHi SlotEl &Ll RO

L O DISOLVED ACETYLENE

UHIRLe{d 2ARS) 81U & Bl A dHIH ot AL AR P SETERN 72
0 SEAMLESS DRAWN 0 ° °

0YA2A sl 81U B. RAUA-SR clea VilEtdl A vigL sRaL ML STEEL TUBE OR 2
aleel ALEidl i € e A5 A1 UL §le s 241 B, g WELDING STEELBODY | | -
: POROUS — | L v SAFETY FUSE PLUG

QUAEIR eMAL gsAllel vixaal Hi dled UR Rl SdA SUBSTANCES @
SAM 119 &. RUASR (L 68l 1A 31l &.DA RU@-SR {l il FINEASBESTOS —

CONSTRUCTIONAL FEATURES OF A
3.5m3-8.5m3 &l 215 . DISSOLVED ACETYLENE GAS CYLINDER

" 12°(:30m)

Iy

BODY PAINTED MAROCON
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34.5"(.88m)
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60



DA RU[@-5R Al AIEUR (ViR Us) 52108 WL A1 §le SRAHI 11
& B Al A 2210l %91.100/// A(5191 3). A QRS Gl
AlUHIAA AHUA 81, dll §2403 &L AL QL A4 AR\ GER
Alsaai £9), RUASR A sl uelaulsal aHaal sledl Hie gelal
Yd 48 d uaai. RAA-s: l 214 UR §2408 wedL ueL §le sl
1A 8.

Fig 3

/ BODY

\FUSE METAL

AREADS

CONSTRUCTIONAL FEATURE OF A FUSE PLUG
FITTED WITH THE CYLINDER TOP AND BOTTOM

WLN133322

s\yes 1

AY AlAASR Al 20m
A AlCASR o .
g 1 51s el AlEd AARB)
Ay :
Y.Ly sloll FHRL &l
EARIFAICIEE] HRA stofl ey
sleRil eld (sle dl stofl ey
BLESRAY ALy stofl oy
CGllc
AUS2A%- A ¥HRL &l
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Yool stofl oy
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Al & A (CG & M)

QAN HI2 Aoi@Ad Rugid 1.3.33

Acs? (Welder) - ¥\l A3 QAL (SMAW, | & T)

QG321 Y A2RA, RILA 21 SOLIE R AU Y A2 BULL (Welding gas regulators,
uses of single and double stage gas regulators)

G AL VUL ULs Aid d 1Ml s20
o [QQu N1 RAASR OV
« AU RAUASR o sER S Anwdl.

RuusRl usR

Rbie % vYyA2RA

SULEL %Y YA
A(SBa1 Y AzRA (Rldic )

sk Rugid: wUR RAA-S Al 45 1A A Va2 8,
UR RAUA-s Hi2ll B EolRN A &4 A aled glRLRIYA_RMi(l
Yol 53 8. (5oL 1)

Fig 1
CYLINDER PRESSURE GAUGE

WORKING PRESSURE GAUGE

WLN133331

AN Ul 0YA2RA 2AR1RMI AL & B AU aled gLl (RIA A
.20y AR e EOURLAA & ¥ SIRAUFH AHA AlCA A EAIRLSR &
B{1 A1 A NS1AG B, Aled ¢ieL 53 S A agy 18121 YA il
udeldl xesld 8.

A1Ge Ae AULETS WA AL Sl sAMI A & ¥ ocllutsuell uR
slH eollaL e2Uld &, wuR A18121A B2 A el vyl ilg’ sl
A1 B, RUR Y A2 oISl vig ecital eldl A B, sugH
(BlorglrLULeN SEUE AU S A dled YRl 8,8 RA-s: Higllagy
a1Rl21A ‘e’ aual & 8. 211Rui eoutgL, dell, 3RaLi-l eeilel uR R
AW O 2 AA 1YA2RA Hlotd glRL A2 53 2ASIU B, (5191 2)
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Fig 2
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VENT
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WLN133332

SINGLE STAGE REGULATOR

A(GBo1 Y ARRA (SULE %)

s Rgid: A-dotssi-l Qum- s1R A ol 56 2l udd AsHui
Ol [ARUHASIR & B A5 HEA A doissIHiell sHRL EGRL ElISLHIS
sRE 53 B, e detss), B Yle-Ae 8, A RAUA-SR -t €11 Heuddl
dotssiHiell eleis) & (Aed %) 5 kg/mm2 31 d £011RL YR AA
oflont dotssiHiell s 8,91

&4 SIRAUFH A1 ASIAG WA ASHRE 521 Aleid glRL A2 SREL
E0LRL (UBIA V) UR K& IR A1 B. A-2% WY AcRMil A Al
aled 8l 8, B2l A 518 qelR eollll 81U dl 518 (ARgle A ALRL.
Rde Ry Y A2RA AR YuA aiedl arralR R Asxyen-e-l
$3RUAS,51R3L5 B RUASR  eotiLae & dHWYA2R £l
€2 § A SRl AsYReARAL %32 US 8. A doisSIL Y AcRHil,
RUA-SR AL ElRHi S1EuRL ereLsL HIe RAAUA AR &.

Rbd1e ey Y AR GUALL UIGUELS A A RASR A1 A€
215 8.0 % Y A2 GUAL RAASR 2 A{lsles w1 212 .



Al & AU (CG & M)

QAN HI2 Aoi@Ad Rugid 1.3.34

Aes? - (Welder) - ¥\l A3 QA (SMAW, | & T)

AsA- VW RARALA Ny AE1 R (flal eoust A1 G €o118l) (Oxy-acetylene gas
welding system (low pressure and high pressure))

GAU: VUL ULS i dA 4uef 82l

o AsA-ARRALA 15l Al ottt i G gottal wuell umdl.

SAYA-ARUR A 915: 2 SA-ARUREAA 915 241mi a2l
s3l aAsIA B:

BR&L gollRL 1S
L otle wre?.

G gullRl welReR By ecllal (15 kg/cm2) 860 ARUElA

GUAWPL S B.(519L1)

Fig 1

ACETYLENE
OXYGEN

N

NON-INJECTOR TYPE
HIGH PRESSURE
BLOW PIPE

V4

HIGH PRESSURE OXY-ACETYLENE PLANT

WLN133411

PO dl ARRA (R@-s: di ARRA) et da
GUALMIL Adldl A 8. G gollal dlol -32R Hiell Geaud
2R A AL A=A A GuAAL A 2l

Al goral qrt e ARAEA A %1322 glrl Gaullzd Lt
€01121 (0.017 kg/cm2) &50 AA1EEl4A GURAL 5 8. (5191 2)

818 VA A cl WA EiReR 120 AL 150 kg/cm2 DA UR
SIS &L NA RAUASR Ui QevicHi BUAE HUSAX
Sdl2Ldl GUADL S B,

AsA ARRAA RRewRL: G sollal dlnl HUSA¥--
ARREA wleq G gollel A2 ULl saalMi 2 8.

Rl garal gl AN ¥1R2: A G goyal Lol
S RA-s? atol Al gottal aint AR{EEA A welte
{lut gotrar arofl RReR sdaiHi 21 8.

Fig2 PURIFIER

=

HYDRAULIC BACK
PRESSURE VALVE

LOW PRESSURE

[
=]
OXYGEN
INJECTORTYPE
BLOWPIPE

q

ACETYLENE GENERATOR

C

;-

WLN133412

LOW PRESSURE OXY-ACETYLENE PLANT

AsA Al Aot ui qutdl {lat gout 2144
Gy goltel wRueEl Mt AAEENHA got1L, Gy Al

1] -\ deol 200 &,

CAlUISWRIAL USIR: Gl WA RReR R, Wi BAIs+ s
852 USIRAL 6AlULSUAL %32 8, -l GURNDL GR&L gollal
R HId vl A 215 B.

G2 o1l wellell i, MaR ustR-l G goltal qluil celuLsu-l
GURADL SRAMI 241 & ¥ UL gottaL atoll RReR i A A2l

AA{LEEll4A wiSUELeSAHT G £0URL ALl BN [SA%¥A AL WAL AL
A 2lodl 112, [l estal atoll seluLsyMi S-8se: GuaAlaL
saAMi 241 8. agHi, A1l 10l uR veluiguell sAseLui
Ad-Red dlea Al uel GuAaL 2 8. ARl ¥R A
QRsle sl destadl v ag waAddl dils, A{LEcl4A
1R A calulgul a slgsll@s ols N aled Al GurlaL
SAMI 1A B,

Gy €011l RARRUA SIUAEL: UM S A 5L L 201
2SAcLL. AL [RARRHIMI AR €011 NEARL U0 A4 ARALe &,
A2l sRiatHdl ag 8. RUA-SR Hi REe ary Ayeuel (RRixewi
8. D.A RUAs: Uded & A dA As Al ofly) wouA
ARl &l ¥ 2ASIAU B,

DA RU[ASR A vyaAeR w1 suell 21 wrkadiell sle s<l
2SR B, BUH UHUAL ol 2 B, 5-B52R VA AlA-E5-¥SeR ¢iq
USRAL sellULESRIAL GUAL 591 21512 B.D.A RUA-SR vl HI2
SIS el %33) 2l
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Al & A (CG & M)

QA HI2 Aoi@Ad Rugid 1.3.35

aes? (Welder) - ¥\l A3 QAL (SMAW, | & T)

ANsA-ARAURENA A Al AR (lul eettal 11 G eoll) (Difference between

gas welding and gas cutting blow pipe)

GE2U: VUL ULS vid dA qHe g2
o Y A(GS1 A 5221 AHEA ULSY dAA dASldd L,

s(2a1 cled) WY 3 AL oleEl WIS AR dsldd: s[2aL
olecl WMl W1(EE1L (auA (RIAA sal v’ A $2ld aled
(RAUSAY A 2 ARARHLA) 81U & A 52 il Hie GRL EHLL
Al Qg AUsAYA A (RUAA salL e As ellaR UskR 52l
dled 8lU &,

A(ESat seluteSuni Hl(Sa1 e RIAd sal HI HIA A $2ld
qled el 8. (5L 1)

Fig 1 OXYGEN

o ==
{ =

ACETYLENE

NOZZLE

WELDING BLOWPIPE

WLN111622
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St 6elULESUAL 103 Hi S St HIZ HEUH [ AS (B 1A
YIEEDL R A HIZ Al AUAUURA AV (B 81U B. (5191 2)

Fig 2

CUTTING OXYGEN HOLE
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WLN111623




Al & AU (CG & M)

QAN HI2 Aoi@Ad Rugid 1.3.36

aes? (Welder) - €l AA(AAE (SMAW, | & T)

AN AlSH1 2s[Asc wul IS A4 sloicl dlS (Gas welding technique right ward &

left ward)

GE: AL UL i di uuef g2l

o AN AlB21 ui quLdl [AQe Ny AL dASALSAL A ML
o SLo{l VA YHRL RS-l £15) AMxdl

o FHBL ARG VA SIAS] dslsl-L Gulat (A2 ¥:ial.

AUSA1-ARRHLA AlSoL L v A A(SSoL 51S) 8. A B:
1 Ased$ AlFal 2s[Asc (51R8-5 25-)
2 %Rl dRs A(BaL ds s (AsE-S ds -ls)

stefl dsl ds ls 1A AHHA . ¥4l AR5l A sl (Al Hie
SUR 2.6 HI2 AdoiAd Rugidl el cl.

Agea$ AlESa 2(s7s: A Alell ag GuAdMi Adldl As-
ARUREHA AU Al 2s[AsE & BHi AlSS21 A R0t YHBIL
alel-fl el 213 2t & AA stefl dRs AU A8 B.AA 51R&-S Vil
S1R&-s 2s[Asa el sdami 41 8. (5191 1)

Fig 1
FILLER ROD BLOW PIPE

RIGHT SIDE

LEFT SIDE

FILLER ROD

ST OUCUSSSSSSS!

LEFT WARD
LEFT WARD WELDING TECHNIQUE

WLN133611

YL (5RAMI ACS s wHRUL Bl eudl 213 21U & 1A stell
RS AL 48 B, ocllutguell A AL ELES A1 60°-70°4L y{RL
UR AUAHI 1A 8. (52 AR ALGS21L GLeS A1 30° 4001 vjRL
UR AuALHE 419 &, A(ESo1 cluteiue(l A(ESL AR w81
8. AL l A0\l ML 2Ac Ades Asetel g2 AL 2 8.

oclulgfuell As A0AUSIR AHadl eligy-2l-oily AU UMl 41
& B2l AYScl l €35 CUY UR AHI 53 HOAL

(3R Ul (Aes) UL ey et HiwRe-AL oL glrL GRRaM]
1A B A A w2l % 210l A2l

A A A4 GuAL A(CEa1 AU ya Ui ¥ 2aal
HI2 s 21 8, dL Y1210 ALY E o diuHiA 152 49
URRUN AP 52103 Al 2512 &l

Asea$ 2s[sa HI2 Bl dudl: sAe Aial 112 ARY &R
dUIR sRAMi 214 8.

GEL AL AULEU HIE B8 5191 2 Hi clclicu] WLl AR sRaHi
Al &, A A sles e AL Ui Hie stoll wlyll ds ls
glRL sndlel Kld 1 A(SSa1 sal] [Qdidl 41 &,

Flg 2 UPTO 1.5mm

[ m 1

FLANGE BUTT WITHOUT GAP

[ 5 E T
GAP 1.5mm

FLANGE BUTT WITH GAP

1.5 TO 2.0mm

2.0 TO 3.0mm

GAP 1.5mm

SQUARE BUTT WITH GAP

80°
Proy 4 TO 5mm
I

»H‘ GAP 1.5 TO 2mm

SINGLE VEE BUTT WITH GAP
EDGE PREPARATION FOR LEFTWARD TECHNIQUE

WLN133612

sA2 AU HI2 As sEL M2l L3 -l GuAdL sRdl.

5.0 HH{l SLe 2l GUR, ¥HRL dRSl A5l GULDL 51 A SA.
BRY

L 451 GUALL A(SSIL HIE A1 &
5 1l st Yell enarel Klet
$R A Al-52 ol dHH g,

A ABo1 ds ls

UL dRS A2 dsls: A AsA-ARREA R4 AlBSa1 2s[Ase
&, ¥Hi A(SSaL l 21311t A(SS2L Aol stefl ey 414 & A
A YHGL dRs AP Y8 &,
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AL 251 A8l Kle W@e (5 Hellell BuUR) U Gauled sRiMi Hee
saLHI2 @suaamiq1dl sdl Fell 8l ofiatt 4L 241Es des?
4 Geule s3l sl

A 35§ Al As &5 2sAse yal sdami 3 & aA-l Ayl
1A et &. (5191 3)

Fig 3
FILLER ROD BLOW PIPE

RIGHT SIDE

DIRECTION OF WELD
RIGHT WARD
FEATURE OF RIGHTWARD WELDING TECHNIQUE

WLN133621

Aot sl stofl oy 213 sRAMI AU & A A FHRL dR§
2RI 48 8, oclulguell A A(ESdL AL UL 40° - 5001 Y&l
YR AUl 1A 8. (32 AlGuA A(SSaL @l A8l 300 - 40°-L
VRLUR AUAHT 1A B, (3 As AlESa1 cclurefue(l A Ay &,
A0 A\l ¥HL ACSR NASE RS A2l SRAM 1A B,

(32 A 21l Eoumi sle 2l AAALNAUSIR U AU AU
1A B, selutsSuell As ALell JutHi UL dRs RAR uB&l uivn
VA 8. AL 15 ls 5208 HI2 ag) d1RH] B 53 &,% A ASL Kl
Qe AlESaL ML AHIEs o1 8.

uBL dRgl ds s w2 &Rl dadl(swol 4)
ol AL 12 Bl dUR sAML A B.

A 20 slees ole Aiew Hie el oyl AlESaL ds ls giL
gndlol e A AlBaL sat vl [Qaidl 2 8,

21RY): 211 5[5 GUAL5mm 2l ag AsLE ALl L1 AESaL
i fle WAl ‘LINDE A(SSat wlbaut mie i 8.

SIRAEL: AL A AdLe, oL (3 AU GuAlaL 1A afcll
235U 514l AesR Al doll €ls AL (B, Aes vier Hsul
ol ladHi 21 .

o1 eargetL ALl 22U 2L [ARARRL A RS\ A 5124 [As(d
A RIA 5l AR &, 4L 2Act ellg dRg [ReuMi adl 0 (A
el el 1 25U 3] 6] 2l i 211 8.A(ESd1 eltg uR A AL
HIEL A [AdL (Bt s1ReL S A eReu AESd1L e(Rul L 2det ellg
dRs (EeL 2 8.

A YA cl ye A ag AL 3ld A AslA Gl 2} des o
ag AP (RARL AN & ¥ ag gdsHi uReud &.a1A &g uR
U (sAS2U AR AN 2L & 51281 5 wUUAA e1elS) Al Adddt
SV UELL 52 8.

Flg4 —5-6.3mm

2.5-3mm

SQUARE BUTT JOINT WITH GAP

60°

h

3 - 4mm

- 8mm & above

SINGLE VEE BUTT WITH GAP
\(6—00\\
L60° >

3.

—16mm
.15mm & above

DOUBLE VEE BUTT WITH GAP
EDGE PREPARATION FOR RIGHTWARD WELDING

WLN133622
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Al & AU (CG & M) QA I oiAd Rgid 1.3.37
aes? (Welder) - € -l AA(AAE (SMAW, | & T)

GE2al: 1L ULs did dd e 820l (Arc blow causes and methods of controlling)

GE2l: 4L ULs i i A1 2l
o AURS GlEE Al AAJA AHYA
o RS e AR sat v auridl uglad aul- s?A.

SAL ALES2L Hi 2URSL 6Ell: RUR JoiSlA [AAU A SIREL AN AL -
a | DIRECTION OF WELDING
Ru@d upfel ot ed & AR A ‘URSH e sealMi 21A 8. g
(—SD[ 1) NO ARC BLOW
FORWARD BACKWARD
A / BLOW \ BLOW
Fig 1 L A
ELECTRODE |
START OF AT CENTRE OF END OF
P%VCV.EVF!ESLglIJ'\éiGCE WELD JOINT WELD JOINT WELD JOINT
(A) ELECTRODE
. \‘\\\;\‘\\\Q;/ARC LY MAGNETIC FIELD
\\\\\\\‘\itf GROUND ELECTRODE
JOB —l— -
e FORWARD
5 BLOW BACKWARD
ARC BLOW IN DC ARC WELDING é Elen
. . el
RS AGEL SIREN A HUA: AR ULl FASAASHI M DIRECTION OF WELDING ELECTRODE
UALE A1 & RUR SASRA A A F1 34 F3 (5191 2) Al 2UqUIRL ®
YoiSla A AU &, Adl % A A ASE F2 (5191 2) l 21411 vt FORWARD
. N BLOW
RAHIA YorSlA A AU B. 4L A Yol Al umAlzun 1, \
A RiYsd Al As oUgA 5512 B, AEsR -l AZBLAML 2L ELECTRODE
q GROUND Z
g5l A d uea-l sesl 82l (511 3) B-il SR8l Al 2Ry
MAGNETIC FIELD
AUHA D, GROUND ELECTRODE § GROUND
© o/ Y
Fig 2 GENERATOR P
\\CURRENT FLOW / S’ESQWARD
/
DIRECTION OF WELDING
MAGNETIC FIELDS THAT RESULT IN FORWARD OR g
BACKWARD ARC BLOW (A) AROUND THE ELECTRODE/ARC =
O F, (B) AND (C) AROUND THE WORK g
Y se5\ A saLHi2 auudl wglan
ZBACKING _— : RS 25\ AL glRL RIA 53] s B:
z .
- desRUlg-eell 2uset 8l Ui Yell yerll sAselt Ysl. (5101 4) -
il 51RE (A A4 Rt HA\ B, stiwR yadl Asiel -l R oeadl.
- AesR Asadl A wuice A1 ag AR, - Al Sute w2 serfl RAA ceadl.
- ool sepos/udal - sl AURAUR SAS\ sEoie dle. ($19L 5)
L s G - IR A(GBd1 25 dadl ygAl oi-ddl des drs AlEBaL.
. . s 8 i
- g2 w34 wouI AesR Aset L sl yobell. - Hsi-l 4 8-l 2ot uR sl yet vl

ULl A 89 A A2 UHLAR vl yal 219,
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Fig 4 - gSLAM AR AU FASEA S1-L USSL A, A 20NAA 24
‘24 V1§ WA’ GUAdL 53 (511 6)

A GURLSd MM UGN ‘AIRSH HEA A RRIAA sAMi Avsn
AU, dl AC ‘ellHi HEE).

Fig 6
EARTH CONNECTION

WLN133714

RUN-OFF PLATE —\

Fig 5

RUN-ON PLATE

NOTE : THE RUN-ON AND RUN-OFF PLATES ARE REMOVED
BY GAS CUTTING AFTER COMPLETION OF THE WELD.

WLN133716

WRAPPING ELECTRODE CABLE
AROUND THE WORK

WLN133715
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Al & AU (CG & M)

QAN HI2 Aoi@Ad Rugid 1.3.38

aes? (Welder) - ¥\l dc3(AQél (SMAW, | & T)

RSl 24 A A(SSIL Hi [Ag(A 211 AglA aeist e GuaALMi Adidl ugldA (Distortion
in arc & gas welding and methods employed to minimise distortion)

G : UL ULe A A Au &2l

o [QglA At sREN AuFl

o [QgA A wASIRAA A 2

« [Qsla vestaat 21 YaRaldll uglaa Ausdl.

@A L sRe0: 21Rsc ALGSAL U, AYsd L (AR QrcAui
AL AEIL B, (S19L Ta). UM AL HULER 4L [QRcURWME (ARl
URLAHAIL S (5191 1b). AESIL Sl A % 3L, Ay et AL YELYEL AA
UEIL-AEIL I ASIU B, U 55 ARHL (Aed 5,Qq aug) d
(QAlAe QcRIHi 2edL A (ARl HadL s\ 531 215 2ll.
ACEIL HI AUHLA AR 47 S 5 S126L ACES ALEL AL ARAHA
(QRARRL A ASIAA AEL Hi ARUAVEL S D, AL AlRLAECS Aot
AL 5€ A IS sl DR olecld HI2 oi-1d & (N2 5
(A3Ucl) 211 A AEBS AYs o [Ag(A sEari 201 8. (511 2)

@gA s

Fig 1

WLN133811

Fig 2

TRANSVERSE ANGULAR
DISTORTION

DISTORTION IN SINGLE-SIDED WELDING OF AN
UNRESTRAINED BUTT JOINT WITH SEVERAL SMALL RUNS

WLN133812

Qs 3 usk 8:

utiel [Asla
gia Asla
slell @s(q.

YR 3,4 11 5 (AAe usi-l Qg(a g2l 8.

Fig 3

WLN133813

LONGITUDINAL DISTORTION

Fig 4

WLN133814

TRANSVERSE DISTORTION

Fig 5 ~—

S

Qgnyy «°

| (| i

ANGULAR DISTORTION 'T" FILLET JOINT

OUTSIDE CORNER JOINT SINGLE 'V' BUTT JOINT

WLN133815

[<2]
©



@Q5(A A 2AR s WRo10
(B3t

Qq aug

AYSd AU 244 Ae 2y
Aol uldul

aleSaL ulsul

oull ds dls

a(eSa1L 51

e 8] (A2l AHg(Ad 2Rl
AUH AlAAH 2R

AE3S Aot-Hi, Busd Hiall As 2qaql ag yRoinll [Agd Hi
FAGER B. (G AL stHHL [As(d A elrat 2l g2ist Hie i
YRotn &l Auig A - AL uga, g1l A ugl. [Ag(a
A el a2dL g2Lst Hi du-ladH A wgldA {1 Yo 8.

@gla Aol Qs Asatdl A [Rixel skat we Al
Ug Al GUAaL sRaMi 4414 8.

- USRS ASUA ¢ &lsd,

- [Agld geistHie sl el ei-1d 8.

- A5l Al 2 ASNAA o A1 AU (Ad 59,
BABSIRS ASIUA €011 Hatsdll uglal

aR-A(SBa/2lAia Hyoydl sRul 2lag: ¢l Aesy A sAe
Ades BRUM ag usq (Aesiu elng AA. (5191 6)

YU 1 5A2 AE5R Hi Hyofdls0L AgHlA WA YU T/10 &
“T” A W2 Asal AsLe 8.

Fig 6

EXCESS WELD METAL ABOVE THE LINE A A
OF CONVENTIONAL FILLET WELD

WLN133816

QY &Rl AU A iR AL GUAL: elR- Do dutd)
GIRL AU RS AS\AUA K €15 25U B. AL AGHI S AESR
ASE AULA AESR AL HOH AU 53l WLdIL 59, (S19L 7)

20\sL wietdl GUAIL: Hlel SRIE AL AL ULl GuraL.
gasgls eyl Reuni Qs eels) 8. (iR 8)

&lu sAe AEsR Al GUAVL: Slu sAe ugla-l GuAlaLslA Aes A

e 8l uR 2Usal deg Ysl. Al A AuRHi e R vuall
Gl ©s. (5191 9)

Fig 7 i 60°
3 max =/ 2.5:0.5
chamfer ‘ \ V
* \ REMOVE SHARP
CORNER
(A) SINGLE V-JOINT TO BE (B) WRONG,SHARP EDGES
WELDED DOWNHAND DIFFICULT TO WELD
62 60°
< 7 ey
-|—=01rz HA—2 5+0.5 o \i 1/ 25:+05
more — K
60° To .
Danend 80
(C) DOUBLE V-JOINT TO BE (D) DOUBLE V-JOINT TO BE
WELDED DOWNHAND WELD OVERHEAD
BOTH SIDES ONE SIDE
60° 10°
Y =
T v A L
T T 7 [y
— 5 MIN 6 MIN —

(E) USE OF BACKING BAR
ALL WELDING FROM ONE SIDE

e

f
/
/

\/
LR}

5|
2.5 ROOT — 3
FACE

3 ROOT
FACE

20°

(F) U PREPARATIONS FOR MINIMUM DISTORTION
AND MAXIMUM ECONOMY IN WELD METAL
V SHOWN DOTTED FOR COMPARISION

PREPARATION OF PLATES FOR BUTT WELDING

WLN133817

Fig 8 —
WRONG ‘w %
Y J
RIGHT ‘@’ %
—— \ /
®
3
COMPARISION OF PASSES OF WELD B
5
Fig 9
9 Y Y
N B (NSN U ) W
il e o o Pl i
I

Y
CONVENTIONAL DEEP FILLET

NA IS THE NETURAL AXIS OF THE JOINT

WLN133819

DEEP PENETRATION FILLET WELD

d2s 25 AESR Al GUALL: Acd ACSR A oed es s des -l
Heell AEsR ASE UHILL G 5. U1l BUAL §5 A AESR
A2 A 215 . (5191 10)
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Fig 10

STAGGERED INTERMITTENT FILLET WELDING
INTERMITTENT WELDING

WLN13381A

Fig 13 A
FA — B
‘
é o 15191117131 4
SN 5
_ ‘START _
18 ( W 15
— I —
20 A FINISH \ FINISH & 19
16 t i J 17
; —a° | START =
12 |4|s|2|10|6| 8
L4

A-A T\/
AS USED TO MINIMIZE LOCKED UP

STRESSES IN TIED JOINT

SKIP WELDING

WLN13381D

‘oI5 2’ Al ugla-l Guadlat: Aot L worla-l aeu-u Feu
SLIASL UL &. Ul AL UglAui €35 &5l HSIA B2l SIAIL ¥HL
SAML A1 B. VL UglaHi. €35 AesR l Alsald disARA 5128

Q2L £35 HRLS| LA AL UHIRHMI (ARl B, (5191 11)

Fig 11

N

NORMAL
REINFORCEMENT

yd

EXCESSIVE
REINFORCEMENT

N Y

ACCEPTABLE EXCESSIVE CONVEXITY
CONVEX FILLET WELD OR OVERSIZED WELD
NORMAL — — EXCESSIVE

REINFORCEMENT

REINFORCEMENT

EXCESSIVE CONVEXITY OR
OVERSIZED WELD OR EXCESSIVE REINFORCEMENT

WLN13391B

5eg Hiell AlBo1: Sul otelR-l dRs aiotl Aiewd AGSL Add
AESR URAL B3 Rl wat(delle AUsuRA AlsA 8.

ARNBd eatdl wglaAl GuaaL: 1 Uglami AlEoL 3wl 213
AL B, 1 RUR UL 55 Al €5 olyA anis Hi ewal yel
8. (5101 12)

Fig 12

PLANNED WANDERING METHOD

WLN13381C

-l eterR o1l el @ B: WAl [Quild A le-Ae
531 (Ag (A A HySl 2l 21511 & B2l AESR AHA SRDA AhisL2ML
W, AR AESR ASIA B AR A w@e A aA-l A RAAHT Wl
A3\ (5191 14 1A 15)

Fig 14 ? T

WLN13381E

Fig 15

DIRECTION
OF DISTORTION

WLN13381F

PRE-CAMBERING TO COMPENSATE FOR ANGULAR DISTORTION

AslA 1 wRal(l 2trvar HI Ml o didR: A(GSIL SRl
UBEL (UL o AU iR %331 B, ALl AESL AL s\ vl
GLRL G120 A 00 RA(AHI W 2Ls19L. (5191 16)

Fig 16

X = DIAMETER + SHRINKAGE ALLOWANCE
SPACING OF PARTS TO ALLOW FOR SHRINKAGE

WLN13381G

A AL A GUAVL: 1L UglAui, A5 A5 JHA 75 Ml 5clL
ag) AHAYEN otlaani 2uag el 511 LSS 2RH] AL ag AHIA
(QdReL A 518l GllsU U 1) 1A ALl eleLs) . (5191 13)

Aslud gnl ci-taat 1 aundl wglaA @gla aaist we
SIS D

yd-aA(BaRislad g0l aril B -ABL glRL siH 531
215 8. (5121 17)
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Fig 17

PRE-BENDING

WLN13381H

s AsluA ool oflw islad e A1 AHgAd saidl
ugla

122 AEBd1L SHAL GUAWL: 41 AES ASEA 25U (A YEL (Gl
UR 3 8. 21 UgAHi,AesR €35 ouyell ds(As d vilaaHi 241
& P2l AR AESR ASEAL ¢l AL ASIA RUR d UAH AESR AL
RASAA €Nl U(ASIR SR, (W 18,19 A 44 19 ofl)

Fig 18

AS USED WHEN FABRICATING SQUARE
SECTIONS FROM ANGLES OR CHANNELS

WLN133811

Fig 19

i
! 3

a) BALANCING SHRINKAGE FORCE IN BUTT WELD BY
WELDING ALTERNATELY ON BOTH SIDES

ROD TO BE

HARD FACED

b) SEQUENCE WELDING USED TO CONTROL
DISTORTION IN HARD FACING OPERATION

WLN13381J

YI[Ad1: AesR Ase ML AL UL dRdd ¥ A 1L eng &M (a1 8.
HRLSL A IR 5917, A dRdAHE VUG AU & 411 A 6§ Adi d-l
iR 2al @A uldsi? 52 8. 5101 20.

Qua- o122 A(SSo1 MUl ALl Al Al A (ArctRaL 21
As3u 2did 9@ alatel, AL 19 sl Gulbdiael A d (g ol 2iaat
SAL HIZ SRAM 1A & i AlBaL -l 23t AesR Al 21N
A2l A 1R AL JNEAR( 53 HSlA Al B (5191 21 44 22)

Fig 20
HOT BEAD
(50mm LENGTH MAX.)
(a) NARROW GROOVED
HAMMER
~
(b) OPEN BEADS 5
g
PEENING z
=
Fig 21
i
=
8
DIVERGENCE ALLOWANCE 5
Fig 22 ALLOW 3mm FOR EACH
/ 300mm OF LENGTH

PROVIDE SPACE BETWEEN THE EDGES TO BE WELDED
DIVERGING ALLOWANCE

WLN13381M
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Al & AU (CG & M)

QA HI2 Aoi@Ad Rugid 1.3.39

aes? (Welder) - ¥\l dc3(AQél (SMAW, | & T)

UIRSd A WMl AL s1R81 24 Guid (Arc welding defects causes and remedies)

GHoal: AL uLs A d yHef s2ll

o VRS AlE21 Hi [AQY Aes vl A A Ul
o vl § agld 5 211 Ae3s Aiew A YauRd

o GUILEL A AidRS vl A dslad s.ua2il.

YRUU: AE3S AYsd Al Hyodle A Asal Hyodls sl ag
2l YL 8Ll ANSFA. R AE’S Aiell Ui s\uel AesR vl
812, cll A Uiell A ASE Scli AN il AU . 2L LS 2.

A2l Hyofd Al AIRL AESR Hi YU M @gAAE quLdl eldl
AN, AU, Hsll uelae el A8l eldl ASFA 244 AHi
WiHl eldl ASA &L

desR (BRse/s18-l urvu: vl vaia vl A & % dAR iYsd
A %381 iRl 251 &l AH2dl at sl HyRl tiug ell.

Aes? (33s2R/s1é-Al 2aR: AU vi{lysd Aess el 1A
URIG AR &2

A Asc-{l AASIRS ASLE €lél B,

AesR Al U dLel AL A &

BRAURSRS AUl ASLE LS| 21A &

GllS 2L UR AielL ¢ Al ¥, Bl SIRQL S 29\.
A Asct{l yriend oeq.

ag) SASASAU ¥3R & ¥ Al BrcdHi u L A&l 522L.- HH
2 AHAL otous.

AESR Eulld Hoio &9\.

AesR Al wiHl AYSc UR WRAKL AR 529\, Al vl 4 elnay/
(AR1ow Hie AlEBSa1 usai 1 €Ml N2l AU S1NY) i
WIEi Adl ASA. 29 vl uzetiell % A e el dl At uesl
UHL A YeuRaL/YEuRAL Hi AU YILE] AdL NS,

AesR (33521 elnal/(ARILU A4 JERAL/YEURAL HIS AARIEL
YOLEL/UDLEL GUIA 1S WL ouHi 4419 8.

aell Seets Uit Aes: wil A elnal/AaRe Hi vee s3 215 8
i Seclls Guid Aes? WiHl A YeuRal//YURAH HEE S3L 25
@ ugclell ue Y$1 8.

desR (33521 A &8s esn ae(l ast.
oflel wedl
AidRs vl

3wl ujeell AW 2L Aes ASL 1A UR A4 A3 A 2ASIU D,
2241 6L ASE-{l QULEL UR AL AYScl {l N Uy A 2sU
& AA otlel vl seami2d 8.

A vl 5 % Aes usiA-l iR el A Asa-l quidlell 2ieR

SURIEL 811 & A B uilell 240 5 A~ ol A 2usLdl 2l dd
AidRs vl seai 214 8.

des? Al Sedls vl ousl vl 8, Sedls didRs vl 8 A
seclls wiHl DU 5 5, cecll elet A YR RAEL, AL Aqmidael,

SA2 AU Hi HO AL UERLAL AU, WPIR ol A AidRs ol
il ddls 29l

olLgL viiHl

1 se

2 (s

3 oedl 8l A Byl

4 e yHdel

5 Ay @z b g

6 (AR cilEu dl/2aRAU1ESs des/ AR Hyedl suL
7 Qe dcauidl/2y dl ol Asie/2yRq ¢l
8 2yel ya udel/meldl 2eid

9 Qe yaudal

10 4R QU

11 A vl -2l

12 RHUA/ARURA HaLsl Eua

13 el

AidRs vl

1 (Aus

2 oecll 8le AR (Baly)dl

3 qAe uHdel

4 Sl AHeud

5 Yol ugell AHeid

6 AldRs deua vl AlsU-Y dRUd dHadl AH(A AYSH.
RS A1 i vl - v, SRRl 2 Guin

£al(q AUl ARL AESR HI AU ML GEAJE JULEL, AHRUY,
Hsl-{l ugloues, A3l s 417 s16 vl 6l 8l

Uil Al vl wiHl A S ¥ dAUIR RiYsd A %34 disld (€s)
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AR esleal edl el

Qs VL AL s1RelAL 4ef 2112 & L&l BRUA QaHi 2419 &
il o1 8. Guid 81 215 B

QS0 Yl A g1 0 Yaleti A vl A ;estadl.

b A(GSaL Ul B viHl A B AR Yeural Hie S2cls JURLHS
siiaél sdl.

552:AE5RAAL ISl UR (Mg &lg Hi el Yos adl Ad.
(iR 1,2 1A 3)

Fig 1
/( UNDERCUT
; ) =
®
TEE-JOINT FILLET WELD g
Fig 2
UNDER CUT
]
@
A SCHEMATIC DIAGRAM OF UNDERCUTS ?_’
IN FILLET AND BUTT WELDS. g
Fig 3 UNDERCUT
o«
>
8
SQUARE-BUTT WELD g
siell
AdHid v aaR 8

V0L &S AN GolLES-L GulaL

A(ESa1 Al 235U vjot sl

Add A(SS21 A 51k At AaR(EEL
wHYsd gasgld A{lyjAelt

ulel gasel- slal

Guin
As [Aawes Bt
uLd3l 52
A Yale A2 S &
19 (G501 HSU AU &
A\ ALY LSl GUABL AL &
gaAsgls AU A{lRjAgld AUFARAHI 21 &
b Yeuias sriaél

AUSE ¢HRAL HIE 2mm ¢ FASN GURALL 5311 AesR -l el
YR uldlo (RdL HaLs) ML S,

Fig 4
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qiRH HI oiald Algaid 1.3.40
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Al qunélser, af@ByRsRArugu Aia, qald1ay5R1 (Specification of pipes,
various type of pipe joints, position & procedure)
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1G POSITION
PIPE HORIZONTAL ROLLED
WELD FLAT (x15°)

ROTATE PIPE AND DEPOSIT
WELD AT OR NEAR THE TOP

15° | 15°

@

2G - POSITION
PIPE VERTICAL WELD HORIZONTAL (+15°)

PIPE SHALL NOT BE ROTATED DURING WELDING.
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Fig 5

5G POSITION
PIPE HORIZONTAL FIXED (x15°)
WELD FLAT, VERTICAL, OVERHEAD

PIPE SHALL NOT BE ROTATED DURING WELDING.
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PIPE INCLINED FIXED (45° £15°)
WELD FLAT, VERTICAL, OVERHEAD

PIPE SHALL NOT BE ROTATED DURING WELDING.
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AdLE ANANAdL. €5 UL AYSel Al el YduAl 23 adl
AN, oflst wiewi oly-ell-oiiygll (Beuel Gullat s394 wiil
R RS, A SAR UL {12 WL SALUELR ALl RSN,
A WA AR A AHLA Euladl Bl RSA A AHl YtdH
U0y dlsR@UA Blg NSA. (UAYR 25)

H/P Wgy A(GBaL L SIAEL

Aia siuHl 8.
AHAA 1.
RAYScl ax-Hi eelsl.

g wla,

og(Qe vl ag 19 sell Asw18 g AAe 8.

UHIRSH A S dR(l v A9 B.

Fig 22 CLAMP
TACKS
c
. ]
8
$
PIPE CLAMPED IN PLACE AFTER TACK WELD. E
Fig 23
| —KEY
HOLE
=
— =
z
N 2
g
Fig 24 515 5-15° DRAG ANGLE
STOP HERE ~_
5-15°
OF TRAVEL
SIDE 2 SIDE 1

+
ALL PASSES a

7 5

5-15° DRAG ANGLE
START HERE

EECTRODE DRAG AND PUSH ANGLES.

WLN13402E

Fig 25

/— COVER PASS

Vi

ROOT PASS

FILLER
PASSES

HOT PASS

THE SPECIFIC NAMES FOR THE VARIOUS
PASSES IN A PIPE WELD

WLN13402F
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Al & A (CG & M)

QAN HI2 AoiAd Rugid 1.3.41

aes? (Welder) - ¥\l dc3(AQél (SMAW, | & T)

Ae A1 v ISy A(SB91 dRA-) dsldd (Difference between plate welding and

pipe welding)

GEU: AL ULS A dA uHef sl
« @R A1 3 UIgY A(GB91 4 dsldd AHX.

Qe A1 Qe A(ESIL A 52434l A UBUL B, A AHUSAYA
A HAARLINY Al 51214 GURAIL 531 W@ Ne AL NS . G
Ll lst orRa{l A A (32 Asa-(l veeell AlSSat sRal -l
HPLAL BARIRA YPIA & 44 52108 52 B,

AR glrL wWAe A(eSal A Ja 53l 251U B, As & Aseas AlBal
2 oflyf A3l AlESSoL.

Aol l dxir RAfQ 1 e & WB2Aet sH L dRs AlESal
AL GUAPL AR B, (RAB)R 1) R\t A (B3R AN glLRL YA1S3L
SAM{ WA Ui A1 Al RALA AL HEELE B, WA\ 1A (32
AU SUL V{RLUR AVAHI 241 & A YRL AHEIL HEIL U .

Fig 1

DIRECTION OF
WELDING

[

o
o

DIRECTION OF
oo———- WELDING

WLN134111

ALL POSITION RIGHTWARD WELD

ye yeadl

YAl 21 R, Aqute yaldld

SIAIL & YHRL RS

AR Gi ULEY 25MeL A41S]

SIAIL & YHRL RS

AL ¥LSLES
e 3 yeadl”
2Rell :
sae 5Hp{lellag el | siAdl w1l drs
5 xlell ag
24151 Gledl 1a{l 2l 5 13l SIAI] oell qaal”
5alad Qellag | el dRs
aRélset (B | 1x{l 2l 5 1l Sl cell qafl
AuReR) 5alad Qellag | el dRs
aRélse (A S5u{lad dedlay | siadl
BuReR ds ls)
AR &S TH{l el 533l SIAR cell qaflt
5alad Qellag | wHeLdRs

gy AlSoendl e uisu -t yReq A(eSat sdl aua,
A7 247 e UA BLSIRAL A(ESIL AL (GIg UR Wiefu AL u2ls
AL Joieaui AaAMl 219 8.

QG501 Al RALA AYS AL A AL AU A 2SI B. GUAIML
Qaitdl ds-lsi-t 2ttt uR (el &2l

ey glaiel st
a(eSa RAlAA
Q] WU (334 & L 5l eisiu 8.
AR ULSY RAR 8 8, RUR 1Al cdsIS\AL GUAaL SAMI A1 8.

84

AUl HARL el duR
UL URAL Ayl g,

AcsR Uil QLedl ol A1 | SLAZL 2l YHEL dRg Hadl
olAlAdIHi 4419 8. ARA-H2AA HEL dRs

YU Al AR Ags AR | SIAL] Aal ML dRg AAAL
&S qAAL oilaai 21d | ARa-q2AQAHEL dRs
8.

YA A(SSaL sdl duid w@el AL el AlESaL 12 GuAlai
Qdldl dsls\L uel @) saAMi 1A 8.

5 1l Yel{l wiadll Ratet adll wgy Hie, slefurt RAlAHI stoll
olly-ll dsls\-L GuailoL i 8.

As2dS, SHEL dRs AHAAL HA-UUB2AAE SHRL dRsl ds-ls\-L
GuAL 5 HH{l 24 A2l ag) AL QAN YR 09U d3L5 Al 8.

A A3 3 WY A1 A dsldd

Qe AES1 Hi e ACSIL G A RUR A U5 B uigu AL
1 QGBS LSS HIA AS UL SISURL AHA A 2AsLU B.



e A(EBL Hi, AesR L cle Hit As ¥ RALAHI g1 8. uigyu
A1 Hi, AR AR 5Cl 2s1d AR AlSS21 As ¥ RA(AHI 531
2SR B, (iR 2) UL SRAR UISU (AR RAlQHI 8l AR
M AU DB 2AAE A1 53] 2AS1U B, (YR 6) SARS ULSU
QAR RAMAHI 81 215 & 1A Ao L Hist As ¥ RA(A s
AR, EL.cl. 2% DB 2AAE. (R 3)

Qe A(GS0L Hi BUR %32 U AR Al(AdL 4 v:clel «sHL 53
251U B, uLefu A1 Hi AU e ALl wrumi wHL 591 2UscL -2l
UG 4 RUR % YHL 53 2ASIU D BUR ULu-Al R A2 Hlel
8la 5 AesR A viuMi wdeldl &.

Fig 2

1G POSITION

1G POSITION, AXIS OF PIPE
HORIZONTAL. THE PIPE IS ROLLED
AS IT BEING WELDED.

! . 90°
STOP /‘\ START @/

11 O'CLOCK 2 O'CLOCK

\
WELDING PIPE IN THE 1G POSITION

WLN134114

Fig 3

)
\
2G POSITION
2G POSITION, AXIS OF PIPE VERTICAL

D)D)

5G POSITION

WLN134115

Fig 4

5G POSITION, AXIS OF PIPE HORIZONTAL.
THE PIPE IS HORIZONTALLY FIXED AND CANNOT
BE ROLLED IN THE WELDING PROCESS.

WLN134116

e A2 Hi [@As(A -l 2usaudl 4R &. weu AlSSa i [Qsla -l
AsAAL A1 B.

e A(GS0L Hi ElU SE A &5 2SCL UM &2l WIghu A(ESaL i
Elu-AL YRu1531 AN 21 slall Huis3l ag) a2l (YR 4)
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A% & M (CG & M) A HI doildd Rugid 1.3.42
AcsR (Welder) - R\l A3 (A(ALL (OAW, SMAW)

s1a(l, &1, iy’ AY Sl 2AA 2uviL iYSd Hie WU ([Asi (Pipe development for elbow, tee,
‘¥’joint & branch joint)

GERU: AL UL id i uue &2l
o 5.0, &l,‘arRy’ 1A 6l AYsd HIE WU Sacdui-e-L FRudLil.

AR it ug(A graL Wi il uru-l 90° S A & d A2l 3 el 3w A@ALIA cllsH GUR A 1A &
@stu-l: FELYEL [Ag A 5L REL . (B2 5 Hi ol WHIGL AHA orR
B2 11l cciei uHLal -1 IR, A,
Fig ! PLAN Fig > ® 5
¢
- - 3

g 2

o} 1

g ! N 12

L 13, Bz 2 Hi cidie uHId) A1 QU €13\, |
Fig 2

654 3 2112

WLN134215

|
l
|
ELEVATION €25 (Ag uRell A1 AMidR Al Rl AA (e 6 Hi vl
! YHIGL AHA AR .
R g Fig 6 .
3 5
g AN .
DA AL Gl1R AHIA CUNHE QeuRd 53 247 Be 3 ui XK - ﬁz
ot wHIRL (6l 0 &l 12 o sRL. ‘ N\ 1

Fig 3

WLN134216

B2 7 1i ot uHIL AR AAA2 & clefgA (g
s3.

WLN134213

(52 4 ui vl UHIRL 4L (g 2l AWPLAAL GoU RS A AR 1 F"Sg !

2l 12 dRs et L ER\. e

Fig 4

3
e
| N

|
I

‘ S

‘ FRONT VIEW |12

6 |

/12
HALF| PLAN

1
4 \3‘/2/

5

WLN134217

ALl As (AeidL B2 idR Gl A ElSRIA gRL A AL UR
olR quid R&d 5A 211 (52 8 Hi otcicui IRl €3s (olg ol
oL uil ERL.

WLN134214
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3
e
| N

FRONT VIEW |12

|
6 |

\ /1212123456789101112
5\ HALFIPLAN /

4\3!‘/2

WLN134218

&d dl A2l 5 €35 ALSL dull A 2434 Gledl duiL As (Ag
WRHA B, (52 9 Hi cidlcui wHIQL W2 1 2l 12 Yl vl
AL

Fig 9

N=N W »OD
x
X

-

2 1 2 3 4 5 6 7 8 9 10 11 12

WLN134219

(32 10 Hi olclcdi WHICL 4l B-5 55 glRL AL [Ag A RS\,

Fig 10 o
5
4
3
2
1
12
I
2 1 2 3 4 5 6 7 8 9 10 11 12 g
WU “El” iYsel Al [Asta

AHIAR vl ugla grrL M Al 90°“T” wighu i Ue
[@Qsual:

(32 11 Hi clctical wHISL AL oAU €.

Fig 11

FRONT| VIEW

WLN134221

(52 12 i sl UHIRL ouyq gou IR
APl A(AA2AA A e uR Aeladoll €. (Be 3)

Fig 12 |

FRONT VIEW

WLN134212

seladall © A 1ML (AR 5L 44 AHA 0,1,2,3,2,1,
0 315 o AL (e 13)

Fig 13

FRONT|VIEW

1 HALF|PLAN 1
2 2

oLyl Ui AHelada-l & Ui HNHL [QEUR 5 244
15(A 14 Hi Ui UHIRL 3,2,1,0,1,2,3 dIL5 AvL 5.

WLN134213

Fig 14 |

FRONT VIEW

w
w

HALF, PLAN

1 1

2 2
3

WLN134214

(e 15 Hi ot UHI gou{l seladal €35 (ol uell cot
vl €RL.

Fig 15
FRONT VIEW ENDIVIEW
— - —— 1 3 +
2
1
4
0 ‘ 0
1X_HALF,PLAN /, ©
N
2 2 &
3
=

(B2 16 Hi ol UHIRL oliyeil geURll AIAAL G dRS LS
AL €.
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Fig 16 |

FRONT VIEW

[1
90°

0 0
HALF PLAN

1 1

2 2
3

WLN134226

&9 APLA-AL gl Glell w1l 1A o1yl AULSL i Au-l
ioi@Ad [Gg R HA B,

(32 17 Ui oldlRU WHIRL “T” WY AL AR el JuiL Anaal
Hi2 AL (Glg A As).

Fig 17 |

FRONT VIEW

END;VIEW

1
90°

\ HALF/PLAN |

L
3

1 1

WLN134227

oLl gouU-{l A clefgA [Aqd 5 A 2ilAn (g A 0 S
REd 5. (52 18)

Fig 18

HALF PLAN

WLN134228

oLl AT AHeladol As (AeidL &l 244 A1 0: 0: 241 0,1, 2,
3,2,1,0,1,2,3,2,0,0,1,2,3,2 d3l5 213 &l BLLELR UL UR 12
qQuid 2UlidR 5. (52 9 Hi ol LRl 1,0.

2L (0lg 2l ciet uiRAL E1RL A “T” AL AR JutL uR-L (6lg
ol 2151 vl ERL. 4L Uit Wl WAL 2 WR HA B (Be
19)

0123456543210

HALF PLAN

WLN134229

$1 8-5 55 glrL 1L (Al A A3\ (e 20)

Fig 20
END VIEW
FRONT, VIEW
. . i
AN | i ’/ \//\

0123456543210

HALF PLAN

WLN13422A

(52 21 Hi olclcUl UHIRL GlISU Y5 AYSH (12 UEL S2.

U 59l ASAR Ul A SIUL ALH i UL UL L2 U
Aad o).

END VIEW

3
2
PATTERN

0123456543210

HALF PLAN

WLN134228

Yoy yigu Hi2, 1A wel Aed [Asiidl 214 A 2u6e sA:

$C Y& L A5 e eRL. (e 22)

Fig 22

END VIEW
2

19

HALF PLAN

WLN13422C

(Be 23 ui olcicti WISl APLAAL g2 Hi2ll 2uuit vl Gledl
U 0,1,2,3,1,0 1 [Agd 5.

Fig 23

END VIEW

HALF PLAN

WLN13422D

(B2 24 Hi ot UHISL APLAAL g2 HiRll Hu YAl A
ALRI(As BsL -l QLell vt @ 5.
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Fig 24

FF-(ONT“ VIEV;IT\»
NG

TN

HALF PLAN

%l &5 55 glRL 4L (CIg A RS 247 YuA Wiy 12 Vg Al
((Be 27) (52 27 Hi otcticl WLl GISU SE Y5 AYSd 12y
UEl SR

“auy” AYSd HI WY [AstA

120°UR 85l “Y” Y set Uil [Asie:EulL OE dl RA-s: A
([As1 €121.120° 4R 30 HHl. (52 28)

AHIH AGUSIR WLESY AHLA UL Bl & 1 E35 AHIA VRLUR
BE 8. A2l AL (BRAML dHH WU (ASIRY UHIA & 241 A2ll As
YAl Q1A 21 U % SR,

o YWSWA L 0L 24 AAA21A 1R A 1AL UR
[Qets-A RUEd s2. (52 28b)

WLN13422E

il A5 llél uR, (0lg “0” A wiR(@s (olg dilS el 241 (Alg o,
1,2,3,2,1,0,1,2,3,2,1,0 A A8 Q1AL qHIA @idR REd s2.
efadonl ua a4t (olg 2l 24181 vl €L (e 25)

Fig 25

0123210123210

END VIEW

HALF PLAN

WLN13422F

Fig 27
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GROOVED JOINT
0123210123210
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|
|
FRONJT VIE!

WLN13422H

& 1L US| uiRAL (52 26 Hi oLl WHIGL AHAL oi(@d (olg
U2 Glell Rutd 1AL B,

Fig 26

% X
x4 b

PATTERN

X

0123210123210
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END VIEW
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AL Lo
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o AARBEAL RuitA welAl ctnat Hie -l AL goU
Yell Qedl Wiwser el

o L (olg ol @sIA dRs dHISL PSR ERL.

o AARDEAL (Glg A RUEA 5 21 %331 Qs Y&l saL Hie
AR qAis U ASL.

90° UR ‘Y’ iYSel AuLAL [ASIRA: X, Y, Z AL ARL A0USIR WEU Y’
ML oA B, (2 29) €35 Uil oyl AuLél AL [AstuA €121

AR YIUHL XYZ, Y & Z SE i ALSL2HL ML B, dell Q-

Qs uRL yHI 8.

o PG sAURAL BH WU X AL [As1uA €1RL.

o oldiedi wHId wgu Y’ -l GLuLe 1A oL €13,
A1YAL AL 16 AHIA GUAHT [AcLBdt 5.

o [AgAA(Qdeu uR vl¥se s

o« GURARAU ABCD 1R ¥Hi AB 6RIGR D 8.

o (32 29 Hi oldlcui UHIBL WIESU Y L [As1A €RL.

Fig 29
(@

Y&Z

5 6 7 8 9 10 11 12 13 14 15 16 |1
nD

(b) 10 \ 16

(©

WLN134232

45° 317 90° vl -l [Qsit

45° Uil WS AL (st di-l uiat: Be 30 Al ice! @l
HEY JULAB €2\

e il ddlS Sg duil AB AU ANE UL Rl 247 Golle
Qdl (6lg C,D,E 41 F A Q& 5.

“CD” ALE UR 45° 2uuil uiu-l RALA 20 e 41 “G” &2l. [0lg “G”
UR 45° 5181 €R\.

292 QLULE URIE 53 24 61-A Wy (G) Il Qe A (G G el
45° QuHi REd s

1 2], 0 clgRA 2181 vl E1RL (XX). AL XX QL&A SRl
Y2 A Al 89l

I 2fl, XX’ GLES A UR QLWL ULESU ) AL Gl LR UL welle S,

QUUAL ULEU HIZ S5 QUL EIRL. AL ALESA Hu Uil HE Uil AB
AK U s,
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GK HiSL K UR GK UR G0l UL £ % H UR CD A HA 8. KH
Ui AL 8Q IHKHJ LWL YAl KSR (3Uuil) 89

Al &R Uit Wy AHL 2ueladal €121

Aeladal 6 AL GNHI 0-1 ddl5 (AU 5;1-2; 2-3;3-4;
4-5 3 5-6.

Fig 30

N

N o
. A
Q

|

I\,

\\\\ N
5 ! 5 2\
6 | e

3210123 ‘Gh
1
I

DEVELOPMENT FOR 45° BRANCH JOINT
"50 mm OD PIPES"

SHAPE OF 45° BRANCH
PIPE DEVELOPMENT

MAIN PIPE HOLE DEVELOPMENT

WLN134241

L [Ag 1,2,3,4,5 2l Gloll vl £l ugae(l « (olg 6 2l IG
{1 (Glg 0 2l JH A QLedl uitl &9L. 4L GLedl uirAl 2utvit
WY AleS ‘GK’ 4 ‘KH’ A sl Al g2 6',5°,4, 3,2, 1,
A 0’ UR. AlEL SR 5 UlES-2 6’ 4A G U2 0’ A H _HIA W2
8.6 g XX wlle 1i 0,1,2,3,4,5,6,5,4,3,2,1,0 d315°0-1l
iRl ¢lReR 12 U2,

2413 (Alg Hiall XX U BGledl vuiAl €21

W2 6°,5,4,3°,2, 7,0 UL XXl UHidR 21L8] JuilAl €13\,
AL 7 LS v A et iell 13 W2 uR 13 Gledl Juiil
SUR.

RARAA v anis 12 13 s(SaL Wl2Hi Sl 8Q 45° Gl
ey 12 %39 Sacuiedl dUR A ¥, Qs Bl uR
3 2fl 5 il o128 1l (52 30)

A uuui (B¢ @saraai Hie: v uu-l Gur, aeadol
UR 0-1 AL iRl M1 3,2,1,0,1,2,3 A2@ 5 AB {l AHicR 7
Ui ERL.

0,71,2,3,4,5,6 Hiall GLell Juiil £13L. 2L Gledl Juiiil 7
L8] A 2251, ASs RN (s 1A S2RAEPL YIS 2
AL ASL. Bg 12 %39 Qs 8A dUR B.
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A% & M (CG & M) A HI2 doildd Rugid 1.3.43
AcsR (Welder) - R\l A3 (A(ALL (OAW, SMAW)

Alsles ReuA (At GuAL (Brief use of manifold system)

GHoa: AL uls- dia dn el g2l
« A{l5les RR2R VA AL YASIR ¥RuUA2(
o A-lgles ReUA vlitlsIH, SIAEL DA NRSIAEL] aul- 53,

AR aoluni e1el A(EaL 1A s(2a1 5103 i 2ARelRl vl

sl LREL AUSA% 2 ARALRELA a1 21l {8l M-l V3R Fig 1 PLUG TO SEAL THE
UNUSED CONNECTION

U3 B, AR A-lsles Qe Alell 0oy B,
YASIRA

Yeod A-lsles RreR

RAR Algles RReR

ieoid Alsles RreHA 212 8 A a3l Rars: s Ay
BUSWL AR ASRUL 81U & - Ae@ 5 ‘PIG tail’ 241 Yy [AdRel
gy 418 As L elA B, (Be 1) AUsA%A 2 ARREA ay
HI2 AL UL SAHT 2L 8.

FRUR HdL Ag Bl1A B, AR ©RlL RAUA-SR AsA1A ASLAL &1 B,
A d1 RAR Algles’ RReR seauHi 2 8. (32 2) 2 (sA%¥
A ARRHIA 12 el Algles RReRiAl S=eld saA PORTABLE MANIFOLD SYSTEM (EXTENDABLE)
AUl B, 1L A{lglesyui AL A RASR -l A ds gl &,
As ds Ra3d i evaiHi 1l & AR oflzy ols GuAML .

WLN134311

AL A{lsies Guilol asolu-l 2ic-l RArs? A 3-5a s:dl-l
Ry eyt eels) s2 9.

L AlglesUHl HIRER PYARRA U §le sRAMi 2d 8
2} BRRoyelt uvHi [AQe soRydl W2 §le sal i
RUA-SR q gotlal @dLedL 15 kg/cm2 Yell eetst 8. A A(ESaL

" . OXYGEN MANIFOLD FUEL GAS MANIFOLD
2l 5221 51131 HI2 AL UR UlSAdNd el (AxtL Hie - OXYGEN REGULATOR
| AR- ACETYLENE REGULATOR
auRieL L (Ag A 2uGede-l Y, Ru-dled 34 [(RAUHASIRL A1 AR- /\CETYLENE REGULATO
Sle saAMi q1d 8. VARIOUS TYPES OF WELDING AND CUTTING INSTALLATIONS

STATIONARY MANIFOLD SYSTEM

WLN134312
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Al & AU (CG & M)

QAN HI2 AoiAd Rugid 1.3.44

aes? (Welder) - ¥\l Ac3[A[AEl (OAW, SMAW)

AN AL R AN AIRA 2 él s V1 5€ (Gas welding filler rods specification & size)

G AL VUL ULs Aid d +Hel &2l

o (3R AU WASIR A Uil SEA A ML

o 3R ALl 2ausdl LA

o Ban-l urieall 21 A-l feun 2 naaell § aei- s2A.

(32 AURA B Al BuagusdL: A AlBa uaL el
AYsc Hi (3R Asa dls GuAHI Adtdl uHIRLe A QU 41
GOULES AL AR AAAL AU guSIA (B3R AAAUA 42101 A (S50
A(AARA sEAHL A1 8.

Avs YRRUHAL Andal HLe, G il -l (5 ARl GuAldL
S| ASA.

A(Sa AUl ard@s Bud, Alsdl, 2, AN A dale-l
Bua-l auimelui el 206 8.

A yaLarit Al (R AU 2L HIR %331 B:
AUsA32 &lsq (AAUSAXA Al 21R4R)
ML 2Ad alg-l ARS drten] A (RUA sA
§J031-l 5120\ &lg.

A(&Sd1 scl auiq, Uil Qe[ ag-t vie uR Wleal A1l
(352l AL sAML 1L, MR/ A2 Hie AYse i
UliRll AR SRAH 1A &, 1L YU Aset{l Ayl Asie A ag w1l
3l 524030l Aaal Hie 33 &, B2l g UR As UM cisld
qadl 2usi.

RAY S ARG 2L WAL ellctiell (el elu .21t &g Hie (3R RAs
%39] 8. €35 Ellcllrl A9 (32 ULl %32 8lu B.

IS Y0l SE: 1278 - 1972)

(32 AlAul s€ U uRell 4s5l A 8: 1.00, 1.20. 1.60, 2.00,
2.50, 3.15, 4.00, 5.00 A 6.30 HHl stofl drsl 2s(Asa (32
Al Hie 4 1l Qut Yell. GudL A 2 B, ¥HEaL
dRgl ds ls Hie 6.3 HH{l cut Yell. augx 8. €I AlSSaL (R
AU 12 6 HHl sluc. A GUR qurid 8. (3R Aldrul
Gotlef:-500mm AHAdL 1000mm.

8Nl A AL AL HI2 4mm U &l GURAL (32 ARt
GURNDL ARAIR ) 2l

GUALHI Qaldl snalel Rlet (3R AL AHIRL SE 1.6mm
A 315mm QUA 8. dHIH endil ¥ld (3R AR due
eI AUSA32UA (sle atdlell oistaal Hie slu s1(Sat -l
ULl us a9 &, dell it (52 AwRUA S\U 512 Hiset
LA (C.C.M.S) (52 U1 sgami 414 8.

AHIH USIRAL (3R 55 GuAL 4 21 Ui Yell Alevien weRs
Al SARMUL AAGA s 82,

Al Ao 1i GuALMI Adtdl QA uslR-L (52 AlGrUA

3R AUl uvriLBeR AU A %34 aldld AYsd Hi
AL 6L ASE UR SHL SALHLE §R AHAAL A4-5R elgHiell caell
elg-l AR 8.
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Al & AU (CG & M)

QIRAM HI2 Aoi@Ad Rugid 1.3.45

aes? (Welder) - ¥\l Ac3[A[AEl (OAW, SMAW)

A A1 wdLe- UAAsI A4 s (Gas welding fluxes types and function)
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PASTE, POWDER,
OR LIQUID FORM

FLUX
ADHERES

TO HOT ROD
\ HEAT ANDDIP |

BLOW PIPE

FILLER ROD

BRUSH —_

FLUX LIQUID
OR PASTE FORM

SPRINKLE - POUR

FILLER

POWDER FORM
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METHOD OF APPLICATION

Fig 2

DIPPING THE HOT ROD IN
THE TIN OF FLUX MAY RUIN
THE WHOLE CONTENTS

USE A CLEAN
RECEPTACLE INTO WHICH
THE ROD MAY BE DIPPED

MOLTEN WAX IN THIS
RECESS SEALS CONTENTS
FOR LONG PERIODS

REPLACE THE LID
IMMEDIATELY AFTER USE
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METHOD OF STORING FLUX
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Al & A (CG & M)

QAN HI2 ioiAd Rugid 1.3.46

aes? (Welder) - ¥\l Ac3 (A [AEl (OAW, SMAW)

AN AlFar, AMesBForq, Rugidl, USR], udle 24 GuA(Gas brazing, soldering,

principles, types, flux & uses)
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Fig 2

JOB

TORCH

FILLER ROD

TORCH BRAZING
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Fig 3
/— BACK GASSING INLET
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/" VACUUM
e VACUUM GAUGE
SEALS VACUUM
= LINE
7 (v « V]

THERMO > <
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> < WORK PIECE

ool
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REFRACTORY
INSULATING WALL
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VACUUM FURNACE FOR BRAZING
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UBUL 8. RcaR AFoL Al (3R Al sy @dtedt
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PART TO BE BRAZED

MOLTEN BRAZING METAL

DIP BRAZING PROCESS
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Fig 5
9 FILLER METAL RING
% %
TUBE
> INDUCTION
PLUG TO BEBRAZED o
WITH THE TUBE b3
8
INDUCTION BRAZING Z
Fig 6

ﬁ/ STAINLESS STEEL TUBE

gFILLER ROD IS FED HERE
COPPER TUBE
e /_

NN

SILVER BRAZING OF STAINLESS STEEL
TUBE WITH COPPER TUBE

WLN110989
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Fig7
5 There should be clearly visible lines
wire _—
sharped fillet
solder P
contact angle 6
terminal l - ]
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Fig 8

TINING OF THE
COPPERTIP

SOLDERING
IRON

SOLDERED
SEAM

NOTE THE DIRECTION IN WHICH THE
COPPER IS MOVED AS THE SOLDERED
SEAM PROGRESSES.
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SOLDERING WITH A SOLDERING IRON
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Al & AU (CG & M)

QAN HI2 Aoi@Ad Rugid 1.3.47

aes? (Welder) - ¥\l Ac3[A[AEl (OAW, SMAW)

A AlSSa1 vl - s1Re1 A GUd (Gas welding defects - causes and remedies)
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Al & A (CG & M)
aes? (Welder) - ¥\l Ac3[A[QEl (OAW, SMAW)

QAN HI2 Aoi@Ad Rugid 1.3.48

SAS2L: WASIR, SESAU SR URGN URALSRIAL, AIS, AWS Y¥0l SAS2 1 SASRA S\ (S SE
(A2l (Electrode: types, functions at flux coating factor, size specifications

of electrode coding of electrode as per AlIS, AWS)
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is

A3l g
s s

WRaH A sl Hl dial etgd ——
€219 8 1000 PSI Hi A¢s Hed
HL

3l Aiss Aeslor yud 8
gaAgeAsA HI qAlQl

1 oell qadlt

2 4ule & LSl

3ue & lA sl

120 2is (0 2l 8) seis™U SlePi-l YesIR €214 8.
0 AAYEL3 ALSRH, AAAL AU HGAULES WA
1Ay elos WeARH

2 elgeARuL AsRH

3 el WelRx

4 ARARA ULASR el

5 Gl 8L YAl - ALSRAH

6 cll BLEFSRAYA YAl - Wl2ARH

7 AR HGAULES Acicll AR ULASR

8 Gl LIS Yl Actcll AR/ ULASR

9 afAIe sleBLHLR sl ‘e Avl.

AL AGRAL HIRL ¥ GUAPL AR &,

YR ¥isl s\s(5(521

BELERL : AWS - E 6013.

gaAsRAS <
deud sdl”

60,000 psi N
ofell qaldl <
gasells

algeARu 2elRH <
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iy is) s\s(552u-

gaserls R E
1
aeud etsdl” |: L
110,000 psi. S 0
oell qa@c < 1
gasels
el BLESRAYA YA < :
Al AHIRARA ULASR

*p.si. vl AGsL dlal asdAnaal 12, AEL AM0E AR 1000 95

YRUSR 5l AFA.
AI1Re 2 (BS 639 : 1976 ISO 2560 -l AHSSY)
SICENIEY)
— A- QA3 (RARRA ASRAULES)
AR - 243 (3216 e)
B - Hueid
STRENGTH(D C - AayclAB
Electrod Tensil Mini ield Al 5190
ectroae ensile InNimum yie _
designation strength stress. N/mm? RSgeI0c (e S12s)
N/mm? RR - R2LEE (G2 512S)
L S- 3 YRs1RL
E43 430.550 330
E51 510.650 360
Belerul (b) E 51 33 B 160 2 0 (H)
1 2 3 4 5 6 7 8

wspRu®
ésRa

JHAHA
gasells

110

CCHERNIEETG)

1 dHH elel

2 4sd SIG4 Rl davH R

3 sAe A, (BAe des i, 218l Gledl

4 Qe

5 5@, d@sd SIG 217, sAe $lde des, eldlal-ea dAlRsa

6 GuR A(lsd 53¢ 2l Adl slusL RAQ w2al Blg1Al ALY .

1A & A : AESR (NSQF - YEURCELL 2022) - qUIAH HL2 iciellq ulEalid 1.3.48

gaserls

SIRUSMHCL
®

% Yet: YRy

el 4ls

10% (> 110)

R)(®)

JAA 8 BLESRAYL
ARR(A
(> 15mg/100g)




aRdrel®

ARctHIA / ey @)

WRAH s AAAdH L AAR YU HI
AR % | dramlA 28),°C
E43 | E51
0 Gaau -2l | Ge@ut +2ll
1 20 |18 +20
2 2 |18 0
3 24 |20 -20
4 24 |20 -30
5 24 |20 -40
WRAH s AYAdH AR AYRIERH
31 O
aldeL % 2R He, 3
E43 | E51 |E43 | ES51 L °C
0 Ge@ui 2l | GaAut Al ]
1 22 18 |47 47 +20
2 22 18 |47 47 0
3 22 20 |47 47 -20
4 -30
oial ofaQ 41
6 -50
2l 2l 47
GeLgRwL (1)

s\s el yrale dseuls Yrale
MEMRLSE [ Aytdan yed
gasels AR ey
WAl %

GULES EARL | AC UR GuallaL
MetHRLYYol [ Hi Aot 2l
a3l

1 +or - 50

2 - 50

3 + 50

4 +or- 70

5 - 70
1 70

6 +or - 90

7 - 90

8 + 90

A=Y ASE RS AESIL 1R 5U9] SASZSL BHi HEUH ASLE o A2cll UL Bl & A (AL AgidH UiRAS dJaierd w1 Aes?
ASEL SHL &AL D, (BS 639)

2suelgd 2-2l: 500 N/mm2

(QcRel: 23%

AR 2[5l + 20°C UR 71),0°C UR 37 J,-20°C U 20 ).

Al GUDL el RRAMAMI AL HI2 A 2B B, A 50 V Al Ytcdi 2U-ABe iy A As(AAS Udle UR A esRIcHs gllaudl 0
lew wals uR Adln s1es 3ld Aes 52 8.

1A & A : AESR (NSQF - YEURCEL 2022) - qAIRAH HL2 iciellq ulEalid 1.3.48
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gasel w2 Ayel adllswr Al E4321R 13 A 5ABAA HPIE4321IR13 8. E 43 21 R 1 3

YA ASE RS AL 1R sU{ AL |

deud ousa

(ARl A AR 2Ulsa

ARl
A(Sa1 R

Aduid A Al

GelgRwl (2)

Ay ASE 2R AGSIL HIz] A5 SASZSL BHL HN Y 2U1cARRL Bl B, FH{ B3 S1RIatH AL 81U & A Al cgyx uilAs dyaient
ALA ML sRACH desR Asc{l 100 uH €ls 8 Al Bsy(Boict L6l elu &.

BGu deud: 380 N/mm?2

dlel 2U(sd: 560 N/mm?2
(QrcRaL: 22% } Ay egiH (AL 20%

-20°C UR 28 J Ll AR YU AIA AR 2U(5d: -20° A UR 47

49l siRiatHdl: 158%

Al GulaL Al se SIGA Rl dHiH RAMQAHT Aol HIS &S 25 &, HIA SIURSE SR
gas\ w2 2iyel avllswet a2l E 51338160 2 0 (H) &2 241

52Ul el 89 E 5133 B 16020(H) E 51 33 B 160 2 0 (H)

YA ASE AURSd AL 1R 599! AL 4|

dlal s 24A GUss deud

(ARl A AR 2Ulsa

J{L9RBL

stlatHdl
a(eS RAlAA

A 219 dlees
8l (RIA
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Al & AU (CG & M)

QAN HI2 AoiAd Rugid 1.3.49&50

aes? (Welder) - ¥\l Ac3[A[Q&l (OAW, SMAW)

A% -l BRARA FASSISAUA AAE VA USsAIAHI AelR] 53 & (Effects of moisture pick up

storage and baking of electrodes)

GE2: AL U6 did di quel g2l
o A% qgldl -l BU5uA vl
o R A B FAssA aul- s2A.

gasalsA-l iAe: A wRel oflf a8 A dl gasgls-l
sRigtHdl ueQd a8,

FAsglsU-Al SIH RUSHL 4 vllA cL UéeHi Avil.

SlolS A AA UR UBY Y5\, Alel $ElR UR 8L - RIR 5L
g2l el Ryl BUAUR A1 AL gLl UReHEL 531 215

05N Rattet a1al 214 e{l{l AuLél AL QuSHi aHiaa-{l 1l
el el

A adlswL uesiadl Hie RS dluHld oglR-AL 2st
AlUHLA SRcll GILCIIL 5°C AEUR E1G A,

R2ISUL HSd Edld WREMEL AU 52l Feq ¥ Haaygl 8.
IR dAlUHIAME ULUS gL 2lol.

Ul vLed RALAMI FAsSsAUA U 591 sl 42l Ui €35
RP sl vier Ax-20us UHAL (L. RASI-BA) Ys).

SASZSAU (AR elefe) A Y5l WU AUB L 5 4 AvA.

GURAIL Sl Ugel 110-150 (3l AlRA diuHid SAs2\d
yall aHi A 2l AUWVURA/URAL FASASU AS SCLS HI2
As] s3. (52 ).

Fig 1

WLN134711

ELECTRODE DRYING OVAN

gasel- s\(E21 dldiaRelA AuSHi 211 dl A Aadl 25 8.

AL gAslsA: FASS M WRll A L 2AAe aldni
BLE A (A 1A & 2 2UH A A5 D:

AesR Hi (Balydl

des i 5511

A Al ucQd SAs2 s ABd B:
{LARBL UR AFE US.
A(ESL ERAULA AWML A1 2419 B,
A(ESa1 AU ARGl [Qeet.
(e AeR
SR AR ag usdl ste @l

A ol wetlAd gAsglsA 110 - 150 (330l ARl AR
AL AMHIA @2LeL As setls Hie [RIA Ysarll ussadl Al
48 Hi Y51 GUAL SRcL UEEl AdHi w1l 215 8. BALES glRL
AaiRd 2R AL Aee! QL 21l 5 NSA €l A Hewd] & 5
BLEQx [(RIAA AS €35 UHA Y$, 2RH RALAHL A&
AR B,

Adag(l: &84 RIAd SASS U v Ysaell
UL cdf U3 8. Gaules -l Y-l viqueL.

Y- AHURUA SAS\ ALE AVAL:
sle qlyj e s &
S\(Bati uge sl v 8

{(Bgly) AesR BuA 52 8.

ledew 2ilou SAS2N URAE A B UELA 59:
AR AN RARCAL

AR AEsR Hals

a3l ol

Y el

HedH AESR dlIsld

AR AL ER.
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Al & AU (CG & M)

QAN HI2 AoiAd Rugid 1.3.51

aes? (Welder) - K-l A3 (AAE (OAW, SMAW)

ald-1Ac3 (AUASL, MUEEDL HE et U1 uefl A ticR- Wit dri-l sna(l (Weldability
of metals, importance of preheating, post-heating and maintenance of inter-

pass temperature)

GEeAUL: 1L WIS vid dA umed &2l
. tug-l Ac3(Al@dl ¥auaal
o W1-E1(Ea1 1 Wre-E1EDIAl Hecag aul- s,

ac3(al@dl:

510l K1 UR 52U 2 1 HIRH UL R sAA AL HI2
A1 2[l. uRd, (SA2d 5L RQSAA AL A&tH 52 &.

QRS A AL IR AU B, ddHiA RaHi Az
AR (Aes RS UEUL Al GUAIL S dHIH USIR-L Ele
YA A(BaL s 24 B.

YLEEDL: AL ANURRLA UBEL SIAA ARH 59 A Y(BEWC
a5 lavial 8. siRe e Aot EEPL &g [@As(d A sRQ

SS9 elelsdl-l 8, 6S8 Al €2, A AN UL 9IRMI UL &eLs)
2] B,

Al 5IRZAA Aot calwguel sAel ) 599 uzetell 2|
531 2SI 8. U HIEL AlSINA ANA-5% A AHAAL SIHAAIG AR
Sl MEL AL HieaH 2l ugetiedl o1RH sl RS,

@G ugla

YIEEPL ugldA Aot s€ a1 AlSSa 12 audl ds ls uR
ALAULRA 8. aeuR]l 30 cigal Hi AAEl A +H2udl S\t Al
Mgl i (B2 1) gerR -l 5% A UsA¥A-ARU(REl st
gL uel YIEEDL 59l 2t &, o Als3AA Mgl Hiell uzaell
R 531 2SR B A Al A1SA cclweuell q2ial slaHiell
oAl glRLIRH §31 2SI .

Fig 1

ARRANGE SIZE AND SHAPE
TO SUIT EACH CASTING

DRAUGHT
HOLES

WLN134911

PREHEATING FURNACE

114

VIR &L YASIA

YIEEDLUSIR SIHAL SE 1 U[A UR AHIEUR AW 8. YL B A.L
USR 8.

- yeilEEbL
- As Bt
- wlatldélat

Ayel WlEEGL AESOL Al 5142131 213 Sl UBEL AHAU SR
aRM sl UL A Aysl MIEEPL dls 200 2ud 8. 1
AR A HIR ASIAA HIZ HEL HI SRAML 241 B, AL USIRL
YIEELIHE AlSS21 eI Rot-l aRMl e ALl &9 A4 d
A5 AHIA £ bg uRL 2.

QU[As VB 211 usRHL, UIEEDL 55 AlSSL sl-L Gt
YR & SRAML A 8. L AL Sld AL A3 Sl UsEll
ocluleSuell oRild dUS1A sAML 441A . (5191 2) [ARUS dlal s1Re
BLE cBlet-l AL sRal-AL BRRAUML, AL 54 AL 22U
ygctell 24 52 (5191 3)

Fig 2
— / LOCAL PREHEAT AREA
Eo/ﬁ S j
LOCAL PREHEAT AREA
’ o
>
>
w 3
=
Fig 3
PREHEAT
THIS AREA
CRACK
-
>
>
TECHNIQUE OF LOCAL PRE-HEATING g




et WAL 2t ustui, MIREPL A QIR UR saAlMi 2414
8 ¥ AHIA (ARl AA AL Al 2RHL A s1RW s\ 2l
UHIQA 2 25 & ug AL sRAlAL 9L UR &l AesR 23
Sl Uzl sellulsyuell sAoL gLl uBL 4L s31 st 8. (5191 4)

WIRe ELEBIAL &g: L A HLG s 811, dl AE3S Aot A ¥ IE L
S ARH sUl UL A HEL Hi ¥ el IR 63 2al ) ANSA
B2l 35Ul 65 51 5120 slFuel [dRLs wHaal 21 slgual [@glad
2Ll es L. (5oL 5)

Fig 4

PREHEAT AREAS

WLN134914

Fig 5
c.l.JoB

FURNACE

WLN134915

(3oL AesR Al AULEl UR-L A2 A BSAULEISL 5SS US| AluR-
o2l a3 WL A el 5301 g2 9l ASRU B, SR AULE GRS
glae(l desR A g2l HIR] ASA &L

BidR- WA druHi-l aael: l(Ees ot drumid Hlet
SALA glRL ASIRAL 2SR B, AL FAA glRL S1e Aot Ul uR
YIBEDLL udal 1§ oi-ladidi 2Ud & 4 2ot vl YlzéloL
SHIRAR YR UEIRAUL UE ML 4G U AL AU B,

L YA & 5 s1H w38 WUBEDL cAtumiA dRM SAMI AR B,
Q& dmid duddl 12 [QQe ASAA FA GUECE B, 5
GRLSAURE dlUHIA AL YR R sAML a9,

A1 & 23 : ACSR (NSQF - YEUREL 2022) - quIAH HIR ciawq Al8aid 1.3.51 15



Al & A (CG & M)

QAN HI2 Aoi@d Rugid 1.3.52

aes? (Welder) - ¥\l Ac3 (A [AEl (OAW, SMAW)

cl stold W, HEAH A B S0l RN 11 Ascll ¥ld 4 AlSSa (Welding of low
carbon steel, medium and high carbon steel and alloy steel)

G UL Ul id dn qHel s20

o &S] 510l Wl A HeuH s10l4 R Ui s10l4 es1ail-l -1 ¥auaail
o flal, HeuH A Ga s10l4 ¥ld 1 AlSSa1 sRal ugladg aul- s?A.

AULEL sl0id Kle A As & Bui sl AsHAL AAR@dL dea 8.
Rt Ui s1of  wHiRL A 5B, dlstd A4 Audl A [(RIAd s2
8. slol e dalR & decll Rt l AR Hdll e8] 8.

510l e A AHi & S0l {l 2s1atdl AUgAR wd (g sl
A B, A Al HeuH 1A G slold el ddls i
A B,

Ql stofd RER1: 0.05 2l 0.30 25t 3= arladl Ra ¥ &l
sloid REA 2adl ALl A sl 1A &, AL wdfL XA
PR, Y A Uz el Holld UatH A ACS SRl HI2 ASEH
U B,

A(Ba1 ds-ls: 6 1l Yell, stofl drgl ds s Adu 8.6 wlell
GUR-AL ¥R dRgl ds ls e & 8.

dALd: (1A et 215 1 deol @)
R [AAL USLR: derel wAlAAl GULaL S,

YAL8 BUAIL: SIS wals-l 32 2l

Fig 1 —UPTO 1.5 mm

L rl-l 1

NO ROOT GAP

—2TO 3mm

1.5TO2

LEFTWARD
TECHNIQUE

—4TO 6mm

1.5TO2

—6TO 8mm

1.5TO2

60°

AV4

60°
- ey

%F 1.5TO2

\\SO/X

—8TO 12mm

RIGHTWARD
TECHNIQUE

— ABOVE 12 mm

WLN135111

116

ARAR usl: AHidl HleleRl slgual gle fled= ulsul 4
wQate 2l 2l A2l Asle RarRe s16 Wke-éle dlei-e ¥3R
2l

HeUH Lol Bt 41 BN 11 0.30 21 0.6 251 Yelll sto{ 3=
Bl 8. A HWol A Avld Bl B U G slof quAll
S1RQL L] s10i RNl B ULl AlSSa1 531 2l 2l
AV 2RH] Al AURAR 53] 215 B, AesR (ARl 2R [ARUS
AL YSIHHL AR AL (UM, 2L 01g] AESR A Aoiy] UsLsg
2sladl Hie A1 af slay -l ¥3R 8.

AlSSarulBatL: Hlet et HeuH s16i- e AR snaleL Rla -l
BH Al Yds viot Yo5cll (-1 A(ES1 53 251U & Ui Aser
160°C 2[1 320°C ([ARA% GlLEL IRH SAL HIS) Uds UdE L2l aRH
59 AGIA. Aot yal 211 uel, g A At MUEEPL diuHLA
1R2-ElEaLAl 32 US &, 21 ellA el &5 Al € B.

655 Ugl, AesR A ls sl 41 qutélell vl 244 allsasll
2 U al 8.

e Al @Rl dadl: Be 1 Aot satdl Al st it
aR @e Al arAl dutdl wdidl 8.

G stol REla: G slol RleuHi 0.6% 2l 1.2% slol el
8. AL USIRY Xl AU A(SSaL UlduL gLrL AL 53l 2usg 2l
SIRRL S A ASE A AEsR A 51sAlY] 21N Yo5e 8.

AlEa ulzal

aRAl AL AL us(R, A1 o s€, BR AR s, AL sRall
QA& st Al 2leuA Hie sl v sles 1 i i 241dl
8.

AYscl AL el Ll auRsell A(ESaL 213 sA A siell [Eeuwni
AL g8,

R0 AL AidRs 2istl 2l A ad at violRui-L 1 2l 1.5
HEHlL 2i€R Avll A cAlULESUAL 80-90°L V&L UR SIH Sl
H(2 usSl vl (5191 2)

AL Sl KElet sl AL drvHi 20100 3R AlGRUA 10 9él
25 & A alg-l gan 5498 sl auid 43l 25 8. 5101 3 3 Wl
st alg HI2 AUl @Rl AUl A usiR oldicll 8,



Fig 2

5

“\_TACK WELDS

WLN135112

Fig 3 60

VNN @

WLN135113

(32 AlA2ALA A\ AL 2isll 495 UusSlA GARL. wielRRuHi(l
A wesl WAl eflen uedl, i Yell dnl dA g3l2dl vielRumiel
oLl HIZ AR L A1l U Yell A Riyeiuel exild Hiell g2 5.

AW AU A agg elaat Hie B Al dst uR ag usdl
IRHL 4 29U Al 511y Al A4,

AEsR A As oy As wiatHi Yal s2A 24 Yesl-w
A(cSa1 2100 B2l AesM-2 U RH] Al 142 2 At.

Ascl Vla

BULR EEL A 24U el FH 5 (@Al QuH, Wd\lo3 g2 adlR 41
AR SAMI U B, ”AUR AN ASE RELE SBAMHL AL B, ASEL
Rle A-L eles- yrien] aR(d 8.

Ascl R ALUSIR
Uscl AN AL 0L USR B:
A Ascl fla

B G lsdl ¥l

A Ascl Ala: slold GURid A alg ] 1Ml 8. -l
claL 2U(sa agy 8. A(ESL AL UR 51 531 215 B, AL Avid A1
AU UL 8l 25 8. d-l GUALL AMA 3 5H 2Use
AR (A(Ae FLdLAL Bedled Hi A B,

B G Asdl e slof GuURid Al 2] e AsE sl
aig-l Gl estatdl B, it A1 usiRMi adllsd Add B:

a  &l8 1A Rt A BxL 2o AR L vkl sgaHi 1A
8 S1RQL 5 AHI 822 g HIAL Bl B, 2932 22l AFAR A
AR UsIRHL Al sRamMi 21d &:

1 292 22%, s\ UH 4%, A3 1%
2 2932 18%, SIAUM 4%, A (3uH 1%
3 292 14%, S\RAH 4%, AABUH 1%

(a1 gein Auiall otlaaHi A1 & SIRRLES d Yot % Auid &l
8 U 2oL (Aails dumid 4M ol 8. 1L diudi gsl s(eat

uBuL Hiell a8 &, uel s(Eat gt sty oidl AU & A siH 12
220U B, udd 2922 Gl estadlA 5161 A GLul crumiA JYell
514 5¢ & 8. A-)l BUAL A, B, seR, I, 852l vds adlR
SludlL LS AL S,

b [Asd ¥Eld: AMi 0.3% stof 414 0.25 2l 0.35% [sa
81%R 8. (Ase A 1 a-l dual 2usa, RAlARMSs Hufel 47
S(3dl df 8. dA sl @ldldl 2ll. AHi &1%R 0.35% [Asa A
SREL AL SRt ulAsIR ALEL 510 A WA 5clL6 RN AR
8. V-l GuUAdL RAe, ULy, AsA SN, AL R0 A4
ARAAA G-l HIS 2l 8.8 5% Slolle A 30-35% [Asa
AL AddHi 41 dl A 4R Wl oi-{l ¥ &. Al GulaL
Yuucd (BHdl Qe c-laat Hie A 8

¢ QUBUH KA AHI1.5% 516l 12.5% &9R2,4.5% S\ RUH,
5% AA(3uH 41 5% slotiee 8. Al RAlARus Hlel, dlal
2U(5A A1 AR Hell af 8. A dlart Aiusl Ue sall disid
€R1A 8. A YuAcd ALEAA BAUULEA HIE AUR R B,

d ANl Rlet: A v G AR e Y.l saaMi 1A
8. AHi 1.6 2l 1.9% W\l 11 0.4 2l 0.5% sloi 81U B. d
Auicd A ALY AR B, A Yois Al uetAd 2l - Guilat
Al A G Wl -2 QI A1 .

e WAAU Wl R 41 Axi 0.2 2l 90.6% steid, 12 2l
18% S\ (MU, 8% (ASE 1A 2% HI[AsBAH 81U B, A-1l GUAaL
€931, 5LdR, ARARLAL AR @Al G190, AR, ULeU 4 BluR
AR oLl HIS AL .

RAAU XN L yred:
1 G sleuldsk

2 G SRIBAS S5l
3 G sl Avdle €2

4 GdIRH 2llsd

5 G Audl

6 G disld A 53l
7 agauusis gwid

8 A&l el

f RUAsWldA: dHi14% RAs elU &, A-L GudL Rcsl
sl aAR wg(Ae 8. otietsH HI 0.5% &l 1% Rlas,
0.7 ol 0.95% W\l AL Al GuAL A 8. 2.5 2l 4%
RAs Al Azel Al GuAlaL FAlses HIRA, ¥-1ReR,
2LUSIHRAAL AMARAA BedleA HI2 LA . AAIRUMRS GeldIHi
14% RUASs A A3 L Al GuAL AU B,

g slollce ¥ld: Gy siol Rl Ui 5 2l 35% slolice el &,
SE1Rcll At HSSHAL G 8. Al WA Youslu yien! & qell
Al GuLL sRHL Jois ci-ladl Hie AR 8.

AARL ded Al liausdl:augl-L AiRAs drien! A aaral
HIZ 2YS ceddl GRRAM 419 &,

1A & A : AES (NSQF - YEURCEL 2022) - QA HL2 icielq ulEalid 1.3.52 17



ArURA AEARDAL deedl; ARAAL S2cls AR AARDL dedl B,
stof-

Hd\los
ACSR
SRR
R@s
s\
[sa
2are-

A (Suu
HU(QodH

JRYR:

stold: Qg 1AL L0l {l 208l HiAAL AL GRRAU AL, AL
AiRAs dpaierd Hi Aleiat 3511 29\, S(E-AdlL Hi 4alR 249 -l
de-(0lg Hi e121S) A 51 Hi ag Aeut 8.

AA103: 2L YELSAL A W RALEA A D AN AL (Bl §2 52 .
A el AR sul (AL &g A G2 L 2U(5A 34 5(EAclL 240
8. A AUesR Al Al (RIAA 52 8.

ACHR: AUCSR EAUTS 6141 & B Rt A GLUL AUMIA 61RS Gl
& 1A 2RH 20 A (RUAd 52 8.

S1R§1U: WML 515U B3] QUL AlUHIA GRS 81U & A
oIRH ol A RIAA 52 B.

R@SsI: 21 aug-l ARs daien] A Alell 2R s 2l d
AWML SlA 0.4% YE NS HAMHL E1%R 1A & A Klet Hi
UsAY A HOAA RAS SRISAES ol &, 4L Beuled
e bid e ya -l 2l uR dre 8, il Kla Hiall
BUSA%A 21 U 1YY (G §R AR B.

SIRAAM: SBAAL A arfel w(AsIR aaRal HI2 LA Hi S\
GARAMI 211 . sl AN UASIR aalR 8,

(Asc: 2L “ldid RSl WQsR 2 GARAML A & 4
RAQAY e AL (AL YA ciitadl HI SIAUH U1 GUAIHI
AR B,

daRe: a1k SBAdl A SBAdL el & A QUL duHIA
L oed 8l

QAU 1L SBAAdL 2 SBAdL a8 B.

HUQCBAU: HU(ACBAH LN A S(B-dlL, S BAdL 24 2A{uE (AN
dpeier] 10 8,

118 1Al & A : AES (NSQF - YEUICEL 2022) - qAIAH HL2 icielq ulEalid 1.3.52



Al & AU (CG & M)

QAN HIR AoiAd Rugid 1.3.53

aes? (Welder) - ¥\l Ac3[A[AEl (OAW, SMAW)

RAQAY XN AL USIR - ACS US| YA AB(A(AS] (Stainless steel types - weld decay

and weldability)

GEedl: 1L uls vid d A sell

o ¥ld o wdllsal 2auidl

o RAQYU Al AL ¢l(As dyaiend weuasll

+ S 4l A [AE] 11 AlCBa Bl  al s
o Aes AL AUR FRUARAN.

RAQU ¥ld o adllswl: RAAU Rlet A 2418, sl 247
(Aseqd AaaL 8. At AR deall Al 251U AFAR WAQAA
Rl L geli QR adlsel 8. deqAUIR, RAQAYU Vet HI2 ABL
Yo aa([sRaL 8.

s %2 FERRITIC &, ¥ (A1-81E A A Joislu 8. ofly
%2 HIERUEE 8, B dRHL {l ARAR GRL AVLd A&H & A1 d
Joila urlL &, Al Y2 ‘AUSTENITIC' & ¥ Ui AHe> & 1
AHL L B, Ao 12 L Alell viteel & A AlSaL ughl
APl w32 2l uRg A enatet &l ste awidl B 2u@
8. U YU 52U 2 A HIX Al [A1-AcB0oid &, A= Al
ARSARS USIRAL RAQAY KNEt A 18/8 RAAU W sdAlHi
AL & UL e eslaldl Raid 18 est s\RUH 8% [sa gl
8. UL USIR-L AU Kld Hi sle aldl B g saL v
S\c (A, el A, Qo34 (RSIAAH dd1? Rdl RAR dcdl
28] eslalSlHE GRRaM 1A 8. Aell, 241 AGBHEA USR-AL RAAU
LA A ‘RAR USIR RAAM KA saai A1 &, UL decll (32
Al vl GAI 2As1U B,

RAQAU 1l (32 ARl US1R: ViR ARAIR SAAEL AR
Rl (B AU, P HUAodu, sldl@ud, @BsiRun,
el Qam adl? Fal RAR dedl 8lu 8, Gucio 8.

slRuH l estaidl ual sauRs ol Asd sl 12l 115 estag
Bl 8, B2l A Yeuiall A(ESd1 U2l eMALA Al sl
RUE 531 ASRL (3R sASAL AL (Ag ueL A AsE sl 10° 2l
20°C A&\ &2l oM (A(QEL sEL (B3R A(AARA Gueioe B,

udLe: ols selASS A W2RUH siuslie AHLAR As i
USR]l WGBSR SESA Guase 8. Al el dulAd
UALElA WLl GASL A Wke a3uHi vlag x4 W2l (Al
ol @duag.

@Qg(A A RIA sRall ugla: RE1AQx Rle Hi a2l Xl
sdi Il 2R He dlgs dl A Qe Al a.l G dulis
alatell, [Asd 211 @Qsla Al ag sl &.

FUR URL 215U Bl RUIR g5l L A 2l i Yell a4 Hi
RAuAL HIZ SARRAY A BIAAL GUALL 5A A 244 A(ESdL
e dicit L 08l aug-l w2l AlEdL ouR dils GuAlaL sl
AFA B2 WR2A ASEHL (A5(A AL 2AES 25, ARAIR AL iR

R 25 (Aed 5 25l ux 20 - 25 H{l 8) wal @Ag(d asel.
a(Ea ua

Rl AU AL ustR, A3 o s¢, 3R AU s, AL sl
@QQe st -l 2leuA Hie sl ud slwes 1 Hi Al 241l
8.

iysd Al wHeL arsell A(ESaL 213 52 A stofl [Reuni w1
agll.

Rt Al AidRs 2istdl 212 A g @t vielRiL 1 2l 1.5
HIHIHL 2ieR ALl A4 cAIULESUAL 80-90°L V&L UR SIH SRl
(2 usSl . (s1L1)

Fig 1

WLN135311

Fig 2

WLN135312

AL Sl Kl scli AL driHd 20100 (3R AGURA L 48l
215 & A alg-l gaq 5498 scll qutd o431 215 &, 5101 2 3 Wl
st Ase & AUl Rl datdl Al ustR vidicll .

(32 AR R0l AL 2isll A5 usSlA GARL. vl Ramiell
Aq uiedl vl eflen uedl, i Yell d A vl Raiedl uiest
ALl HIZ AR A 21 AU YEll A AyRiud «xild Hiell g2 5.

AR A A dgg etadl Hi (3R ARl st uR

ag usdl 2Rl 4 ¢ Al siy Adl A
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AESR A A5 olYA A5 Ul YRl 5 24 Yesl-uiy AESa1 el
B2l Ae5A2 UR ARH] {l 2R ] 2.

RAQY ¥\ AL Hi SOl ML 28] a3
UL UR AEUR AW B, 21H AesR A 58l es salell
ag usdl sRHl Gaud ARL & B RAAYU ¥l Hi 512

QRS e -t gsAtui aau? 53 Adl AsAdL B.

Ao vl AsLS

(B(Ret Aes Hiell BA A UGS UGS, W(ALL 53
224l 1A AL AR2AAA SRS(AdAL GUALL gLRL §R 5G
AUs B.

Ul 50 ¢l

elSQSERS ARS L 50 a1l

1/2 esL s Ae adl AsdlAla

A2l GUALL GG 50 © A UMl A AEA.

USLS UL EN2LL AU e ALUR ¢ll -l GUAL 53

AE5R AUSL - Al VAR A GuIA

WRUR RE[ARS RAAU Wld A AlSBa1 A s1RQL 1100°C 2l
GUR d1RH SAIHI A B, RUR SIAUH A4 s10i4 655 EMAUIA
SIRAH sLiles otlaal HI2 GLL 2A9); AR UBL A1g AR &
RUR slAAH Al wldsrs yieni A sie Hie A 52 8. dell AleSat
Yl 2211 ugl des? (ARl 1w)s e1ax ¥l el sle il
213 52l A “Aes US)” sAmMi A B.

Aesn2 Ele-GlElaL 5311 AEsR US| £ s3I ASIA B, AL &g HLe,
Ac3s audl 9500 &l 1100°C druHiA §912ll R §31 Wil
0@l ASA. ugl slMAH sloleSs A Aeds el Al Hiell
el GaRal Hi 2uagl.

s\, H(Qod4H, @slAud, eeQaud, PR (B
R[AcUS D1 A[AA2A sl 8) Bl AR decll A W2
el vl (3R AU GBIA ueL Aes AL s\ 2Ll ausi 8.

RAQAU ¥l Al AB[A(ASL: A A AL 3 S HIE[RARS
WASRL AUl 2525 1A 5126l desR 53l asi Adl Rt
2], uRg d sl B AUH B. 2R [(ARS USRG RAAU Ve UL
AGBGA 8. AISIE [ABU A (AES RS Al GUAL dHIH
USIRAL RAQAU ELc A A(GBIL 5AL HIR V{01 % QUUS Ul AU B,

120 1Al & A : AES (NSQF - YEURCEL 2022) - QA HL2 icielq ulEaid 1.3.53



Al & AU (CG & M)

QRAM HI2 ioiAd Rugid 1.3.54

aes? (Welder) - ¥l A3 (AAE (OAW, SMAW)

g-s521- AlB1, 51U 23 AMFN (Induction welding, brazing of copper tubes)

GA: UL UL A dn 1Ml 820
« 55214 Al(Ba1 ¥aua2il
« 51U 2Yot-il AU el 520

5521 A(SS1 A A(EBIL Al As USR & ¥ FAsAARS &l
eaell adl wlases 2l GuAdL s34 A 5 2l ag aug
AsYLA A3 B, vl 55204 ddl5 iRl 8. 559l
A(Fa1 gL, a5 uAly dles s\aell &I 81U .

oeeldl Yorslu A A A As(As wdled GudL gLl
ARA sAML A1 & B Ales AHAL Hiell AR A .

Fig 1 PRESSURE

THERMOPLASTIC PART

IMPLANT (GASKET)

XXX

e WORK COIL
@
e

WL20N135411

!

S ABL GUALL AR agy Alatell{l HxoicleS {l 32 el UR
adl 350 (3all qaal d-tell ag uR s sl Rl Hie
Al 8.

clai@s GuaaL A2 AL D
3L 8.
AR s-Slat-{loL A E¥214-)
oladRL A [AdReL

wiell yasl

BUSAYA-ARIL A AUSAXA-HScL 51U 0l Al s1Rs AL
RAYS olLadL HI2 Gs S3L 2ASIA B.

S\ 2ot Astal-{l Alefl UHIRL ugGla A Se-2Leu, s\4 el
SIU A5l (B2 GuAlaL & Fui s1SSa1 vl QoL ulsul
Al UL 5311 (32 Asa-{l HieaH 2fl eyoi-l ¢l A ElE 244
AdHL AUA 8. AL USIRAL Al A 5y xHadl AU W2 ddlS
oM 21 B s1R1L 5 AL A 52 eyot-l Bt A 20aR AU
52 8 i 2Yot A (211 A UL AU B.

QoL 3 A AL A Ellg A AsAL HiS GUALHI Adldl ULHIRL
ilae UBUL B. A A esFoIA uBALRY % B, u2d A QLul diHIA
SAL 21 B, Avs uRBIH HL2, A AsAA Als sRAM 2tadl
Ellg L AULELUR AU AS3L AL Al A1 s 41ad]
ASA.

Fig 2

WL20N135412
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{129 A AH (CG & M)

QAN HI2 Acild Rgid 1.3.55

Aes: (Welder) - ¥l Ac3(A[Aél (OAW, SMAW)

Rradl ustk duiad 214 AlBa1 ugld (Brass types properties and welding

methods)

GEU: VUL ULSH Aid A A 820
o Rriadl L 217 et vruael
« Rral A1 49 s ael s3A.

Rl - Qi A QA8 UHIREHI diotl 24 Al A ag
8, A AL Vo1 ] 25IASIHL AU clecll AL GHRAU A2,

-l estadl 12 50% Yell-l & ¥ 15 @UlsAdld R R
Gueted sAA 8. 20 2l 40% Als ariadl 4L Ada-l (QQa
GuAaL B.

Qg @l dradit: diot-l dle-(elg 1083°C & 1 gls-l
419°C &. Heuddl drumid A oid L 8. dioil J L Feq
q8R 8 deg dla-(olg aaR 8. Mring dle(olg UL+ 3ld 950
OC AU B B.

193, 5A21 A seisA uieal: Qi AL Hi Yud Hodcll
&lsq ordletad 8, 51281 5 8ls dlet(olg Rtin sl AL elu
8. ls-l vile A s1RY, AesR Hi (Bg Hadl Bglydl 1A G
ALA D A HIA diof oUSl 8 B.

LRl HyoldLeS S| AR B, A AR WAL sRAMT 241
QUR AESR AS VLS| Eulld AN 8.

ell, vt aelRiAL o (DL (RIA 59 A4,

L ALS” UHRURA AUSASLE (L RA[AHI agf UScll U SA%
GlRL 2Ld M 2UA &, AUSASLE (1 A [AHE cenRpAAl AUSA%A
(Bs A ([Bs 2sALSsAL JUidRd 59 B\ dla-(dlg (Bs sl
ag 8. A2ll 2 (sASIE Pt RAAA GulL AHut-L crsfliad A
uesly 8.

FUR A5 Asaq e-dls@L AR & AR udle 8lsq Aaadl
RAuidMi HEE 53 8. 51U Jls A2, BHill HleleUdLAL A ¢RI
SEAHL A B, diodl Scll A5 AL HIR2 dg Hosd 8. clyHi
oAls Al ulbul MU ol 3t [A-12Ls gHLS) A4l
AR Beud 52 B, YUl A(RALAA Ueld 50l Vil 52\ 4
UL YllRA AL Hi QalAi 210,

Qdn-dl Asy-ARREA AlSSa1 112, AU(SASIS DU Bl
GURADL SRAML 21A & 3 413 A ¥ HsLE Al sndl 8l w@e A
A1 sal HIE AuURLdl As AL ScAL AS AL HIEL 8lu 8.
UL AL AUSASLE [FoL A A A4,

galses wURsd UL gL Aiad AesR 59 yesd 8.

A(SBoL Qi sesA vo ¥ HeayRl 8. olls deteq dly
(3131 61RAA ALSSI HIS AR Ul ¢i-1A B,

SASA AYScl (ARARAL 1Al Uy 21 (R AlAURA YR ey
2l NS S\lwes 1 Hi sdieui yHd) el Al .
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A1 ds-ls: stell ds-l 2sAse 2l 27 sl utgu-l sl
60°-70° A (52 A4 30°-40° UR AVl A8l -l ¥id oelutdu-l
VR0 ) 5 A VLS HidRHL AL Sy A el2ist Hie Ayeiual
YLedl WRAl. (s19L 1)

Fig 1

FILLER ROD
WITH FLUX

WLN135411

UALE dHH (AL YRl g2 sral{l vitddl s sieL s Ay
UaLE WAlBUL 591 A AYsd Al Hyodle A esel.

IR GUAPL S B AlE1 @Al il

1A Al Hi Adi-i 2L

RUEEINET

o [Qetoi el quid Al AL Euid 811 8,9 5, A clld-
Al vadl ALl-A3E ualL 818 23 . dicit Il Gl estadl
3lofl e 2 B, AR agy (Fs &l Al oi-1Q .

o SRAUAAL S SRctl Qi agy gllatdl elu 8.

o Rriaui AL ALeAHE GURAIL MR Y As1Res dyatent
8.

. g g adelealld 8,

o [Rrn A 44 alg & B GUALL AdL ARNHL A 215 &
sUR ULEoLL A sl %38 8l

o ASE UHIRHI Y da-(0lg aR1d 8.
o QoRHl 4w ales 8.

o QdnsRAUQSER S 8, Bl viR-ut(Hiell Olcd[s sl
QAL ALY B.

o [t sIRe sAL UL AR B,

o Rra dle Josla 2ll. 240 argil 1, 24 Ru(sEdL 1
=Y ellg Al A 57U U Gi-1A B,



A1 WA AU (CG & M)

UIRAM HI Advildd Rugid 1.3.56

aes: (Welder) - ¥l Ac3(A[AQl (OAW, SMAW)

SIU USIR-l 21@.1&4 (Copper types properties)

GE2U: VUL ULS id dA uHef g2l

o iUl AL YASIRAA A Ul

o diolt 1A AL -t cdllAs deiend A wlavidl
o Ao uldul o aul sA.

gasglellge P: 1L USIRHL 99.9% g diof 241 0.01 2 0.08%
HUSAYA SURL ASAULESL AFUHL E1U B, (Cu20). AL USIRY
sluAcdue 2l

Sl-2(sASIPS  slUk L UsRHE FaAsglalde Sl
S154-AL 281 HIAAL, S1-AUSASIE L clect GRRAML 241Q B, 4L
UsR slu dcdud 8.

diou -l czi@sdt

Gl 1.

G2 2R HEL A (Ag ALES dll.
st Hie G uldsiR.

IRH AL &Sl RALAML A1 AR, 2fluA, AU, 2ot A4
SIRSIA UM Gl sRIaH AL

ale(Alg: 1083°C

€l-cll: 8.98 g/cm3

Al (ActRaL AL JyRlis (ic): 0.000017 mm/mm/°C
R Al (s 1)

1.2 mm MAX

Fig 1

2.5 mm MAX ] [
GAP HALF SHEET THICKNESS

OVER 2.5 mm

GAP 1.5-5mm ACCORDING TO
PLATE THICKNESS

90°

GAP 1.5-5mm ACCORDING TO

PLATE THICKNESS
PREPARATION OF COPPER PLATES FOR WELDING

DOUBLE V PREPARATION
OF THICKER PLATE

WLN135511

1.2 H{l Yell - aR xaal 5 (g,

1.5 mm 21 2.5 mm Yell - 32 34 315 212l ASLE AL 50% A1
ARY ole.

2.5 mm 2l 16 mm - 80°-90° -l 5131 ‘V’.

16 He{l2ll ag) - 900l sotet ‘v’ duidl.
ST wAAsIA

IS A =1 slgfual @l AL g2 sRaL HI UIRS UsLE
SAML 1A B, AARAMLS AL Ac, U], Ve-e AR\ £ s:al
HIR B5E @) 53 saAHI 1A &,

BetR sl vA uais: Ayeuel Sl-2x(sAs1E54s sl As (s\u-
RicaR Al (R A1) B A Ase sl AL de-eg erid
.

UALE: SIUR-(RACUR ASE] SEASA YIRS AIUHL RSl HIS ELR UR
G) SRAML A1 B,

ANE SE: Ao3E-A GUAIL SA B sNdll RELE HIZ GURNDIMI
Al ScALAS S HIEL BlRLSAA: Ul derel A (AA QAR
s3.

‘s16{AS o0 VAL VN SASIS[For A A2 sl B1ARA

ag) usdl NUSAXA S ASUESAL R SIRQL 6142l A
AESR GRS A Y. A[AU A{ELEAl A 24(DgLy) AEsR oi-laal
H(E Al S1RL 6i9l.

AlRa1: 300 HHL - €16 3-4 Al €2 sruAY-1 12y 12 et
a2 1.6 ¥l 32 2L (5191 2) dlettMi etioll A1 AesR saL H
$1RARA GUAL 5. (5191 3) 516 WS saumi ag 2L,

YlBe: ardQs Aot 213 2l A Yl A Al qutél A Asen
Gl dtumIA 750°C (Ul 515 As g 56R) JYell daRMi 241 B,

Fig 2
ALLOW 3mm FOR EACH
/ 300mm OF LENGTH

WLN135512

DIVERGENCE ALLOWANCE
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Fig 3

WLN135513

WELDING LONG SEAM IN COPPER

A(Ba1 ds-ls: 3.5 1l AsLE Jell SLofl dRsl ds dls 211 4 1l
1 Q2ll agy AsLE Hie BHRL dRgl ds ls aeu-idl. i dd
A(SS1 ot sHRIL 832l 40 2l 50 AL 2ic? 2l 213 21 &
A slotctl B3 Yell A(ESa1 sAl uEl ANt 180° FRal 4 AU
A-AE3S a9l AESR 53A. &R 2L AL AYSd AL YCEll BSL dRS
SAML 1A B. (5191 4)

CEICEISUETH

SIRAAY -1 0422 (Aot AT U AL % YRR YO AU} RS
(Ri>eL [Ag(A ddl5 sl 2 8,

Maw@e 2aql Al vR yet [Asd x1esta 8.

Fig 4
START WELDING HERE

200

WLN135514

ARAIR Ul

BU[AdL 1AL AL SE A Alooiell drud elelst 1L sAML 1A
8. %5UR ASE IRH RALAM 81U U V1L SRAML 211 B.

o Sl AL e

o GriHoRHl Aes dL.

o GuH [Qgd aes dL

o AWl ste uldsi.

« AR machinability.

o SRIBAS druHIA AR A4 [Qggd daiend -l nae(l.
o [@A-yusla

124 Al 2 VA Au: Aes (NSQF - 20 Ad 2022) - M HI2 ioil@d Rugid 1.3.56



A1 WA AU (CG & M)

UM HI Advildd Rugid 1.3.57

aes: (Welder) - ¥l Ac3(A[AQl (OAW, SMAW)

A1 521 geuA (Brazing cutting tools)

GEAU: L ULS id dR A g2l
. QAo s g vl

22 slolefs a2l 118 Ru spAAetl, As geiA RigRd
(57, B AUHIA HRIA ARH §(Bcll A i@l Sle 24 2R A
ASL AR UlAsRAl iYysd ctal@sdl A1 s(Eat qutél ueld
52 .(50L1)

Fig 1

WL20N135711

BRAZING CUTTING TOOLS

5(291 g1 agy Hwod otlddl HLe, Baules gat ¥ld ofle -l
AULEHL e s1olEs Etue 53 8. (BRUA 2L saMi 21
8, - GRRAMI 1A B, 3 Ul - A Ul e QA(Fal
UBAUL gLRL NS &, AL UBUL HRAUARAA 241 ag usdl A(Fat
AHAL 81 215 B, AL Sld Ascll (B ga Wlet Al A
e[lUR 52 8, % alo dlol gulldl el 18 & 8. 6L uleAasal-l
USSR Hl2lHPLAL Ydedll Ysd AslS Al@sA Idl ¥ &:
Pl AUEL YR 2R sUL (AL A8l 1Al € 52

L (BRAMI, LAY sL0UES F-ueA 45U YIS (A, el
AULEL A 51Ul o1 [t 121l gs-l sZa1 YAt A R sul
(AL slEFuRL aslRiqL BetHA §R sRall B.(5101 2)

Fig 2

WL20N135712

2ae slolgfs a2l A1 Ru spAAell, As e RigRd
2U(5A, GRU dAlUHLA AHRid 2RH S[B-Acdl 1A ey, sl 1A 2R HE
s AR UlAsiR-l uYysd cla@sdt A1 s el yelt
53 8.4 8 Alell Hyoyd cle@sdl-ade uAsie- R sdi100
RN a8l 8. A A2l Avid elldl elg & 247 A Rle sl Awl
ARl agy 5812 &. BaL (221 AU Uikt 531 2ASIU B,

stollgs As s(Ea1 geAA (5191 3)

Fig 3

WL20N135713

CARBIDE BRAZED CUTTING TOOLS

RdIa-vIE-2 2 [Q31 elga-s (e 4)

Fig 4

WL20N135714

SINGLE POINT BRAZED TOOL

Hi2ll qauRu-l AL AL g2 53A... (§191 5)

Fig 5

WL20N135715

REMOVE EXCESS BRAZING
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{129 A AH (CG & M)

QAN HI2 Acild Rugid 1.3.58

Aes: (Welder) - ¥l Ac3(A[Aél (OAW, SMAW)

XA e w14 AB(A[AEL (Aluminium properties & weldability)

GEU: VL ULS vid A A 820

o AR 217 AL ALY RLER] ¥RuaRD

o AP A 217 Al ulBuL  aul s2A
o ARYEAH AL AL SIAEL 2 ANRFIUEL ¥RUARNN.

YA 49 A-tt cluL I iend
Yi£] A5E 2oL,

AWML A auRidl &l stold Rlet Bed ax- Hizt Al eidL B2 q
% BlU B, 52 HIZ ARid WS,

HEl [Aggd 1 AR HEL ALES dlL &RIA 8.
Y01 Ay, AL A ol Al st i s L (A-Yoislat.
Qg A} d1a-(elg 659°C &

ARJARUH AUl ARYMAUHA scdi ag d1a-i(olg
(1930°C) 81U 8.

UsRL

A YA RuAL A L yua gl adlsd saAH x4 8.
QUUR dld g AYMAun-
&SI Al
AR (M 512 AR

A@As A Qg ARANUHHL 2L LSl 99% gl
Bl 8, GUUS AL 1%HT A1UAAL 24 RAS 8lU &,

AA gL AU AlSBa1 Ui Yoicllall: AYMAuH
@Al ctuH L Yl el d uEEi d-l 291 olecdi 2ll. AR elg
Al 2A3 52 8, RUR A HALAS el uS 8.

Y10\ AR AUsASLE3S viet % assuell A1l quiél
UR AR AUl AUSALE S IR AR 6141 & B A1t Ag
AEUR & - 1930°C. il ASAUESAL AR YRl Al UALélA
GULL 531 AYRIUEL £ 59 s B.

AYMAAUH, AR dRH 81U B, A et ¥ HIE 41 oig] 8ld
8. AL B2l EAMAULA A YRl UHIRHI 28] Al HIR
sl Adl uHiaus 8.

AYsd Bate: 1.6 1l Yell, BudlA ARl «usig B2cll
GLRUSA 90° sA%-{l 2L Al ASA.

1.6 &l 4 H{l Yell A ote-des 53l AsA & A (B8lA sad
el &St elell el wi atoll gl (st 1)

4 1L 5 Qell ag st alddl sacdl ARl v@el A AleSat
sl HI2, B4 1.6 1l 2l 3 Alul 32 9 1A 90° AMLAe
S\3L o1 B (5191 2)
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Fig 1

NOTCHES 1.6mm DEEP
AND 4mm APART

ALUMINIUM SHOULD BE NOTCHED

WLN135711

UNBEVELLED BUTT JOINTS ON 1.6mm TO 4mm

Fig 2

De

1'ST03

WLN135712

ol Aiat 12 A, 25 U, 103, s€, B3R As Wl slwes 14l
AWML L B.

ULl HEcl: ARYAUH vl ¥ 35Ul AUSASLESNS g
glatell, et AesR Al vilddl sRcl HI2 Udls Al GUAIL SRl
YS B,

ARYA[uH setsH LSl welHi saadlg & (Wl As el
yaled A GIdL).

UALE G121 GIRL AYSel UR EJ AR &, SUR (52 A1l GurilaL
SRAML AL B, RUR A[AARA UL e A8 S\ 8l B.

AR G0 UR, ag UL Il 5J 310 YRA(A SRl HIR ag URWNclL
HI2 ASE QM UARUA sle sRal-l Uetts i 419 8.

YlB2A ausdl: ARIMAUH 41 AL ASE) GRA M dleS
L A G (AR 4 et dRHL &R1A B, 4L SIRRIAUR, 5
A1 12 HIEL HIAHE R %331 .

551 2lndl HIZ 58 2 Ayel gals Y AR saL 24
A2l auril AL s:al Hie, 0.8 HHll GurAL asAdl
AUl AYAAUH 51RSIA 213 Aol WA sRa-l 8.



IEELLY duit sl sE AgAR 250°C ol 400°C el
olecle) 8, 1A A Wl GURAoL 5311 Al HEL Hi s ALl sl
I(EEL sami 2419 & i vl 21stu 8.

AlBa1 ulbuL: HEReidl s3AA srisl widl 41 oqayd -l
slelcd HIR - iea! @l 4o1R 2.28/G-55.

A (Ruu-l AlSSa -l (e wlEul
AsA-ARAL AlSBa1
A=Y ASE RS A(GSaL
TIG A(ESaL
MIG A(ESaL
UldsR AleSat
slof4 2Rsd AlSSaL
AAd e AlcSat:

&sleL A(Bal

yRel Al(Sal
(Qrsles AleSat
scR(As AlESaL

AMAandl  alSa
y-lail sael

e AsA-JRRAA  wBa

A0 A 9L WA LA
A& ulddil 2lledA Hie, A AlSSL x1Es AR 2ES 215 8.
ARSIUEL

SESU AAAY, A AU A §R SAMI 4 241 ), sLeHia uReil
a5 8.

RS A1 sl Ag(A aarR 8.

8le-{RARAUX A\ AR5 AL 5l [Q2un 8.
A(&SoL Al 235U A B.

Al Y uA Au: Aes: (NSQF - i1 (Ad 2022) - M HI2 Rivil@d Rgid 1.3.58 127



{129 A AH (CG & M)
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Fig 1 OXYGENIN

[ POWER LEAD

TUBULAR
ELECTRODE

FLUX COATING

ELECTRODE ARC %y

71
g

SPRAY /J/

SCHEMATIC OF OXYGEN ARC CUTTING ELECTRODE IN OPERATION

} OF ELECTRODE
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Fig 2 STEEL CORE

COVERING

ARC STREAM
AND GASJET
FROM ELECTRODE
COVERING

RN

WLN135812

METAL ARC CUTTING
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20°-30°
ANGLE OF START

%

ANGLE WHEN GOUGING
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siRe AlLe A A-t i a4 AlSSa1 ugldA (Cast iron and its properties and

welding methods)
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elR-l Al Al ug (A 21 us12: A s122 i€l B8R QQu
UgG(AA B 5 &1L, WAL, HllA 47 1AL glRL AR 53
251U 8. GURAS Ug(Adl GUALL AlsAL RALA AHA USIR AHFUR
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Fig 1
ALL EDGES OF THE
90° SINGLE 'V' ARE ROUNDED

\ FIRE BRICK

ALL SHARP EDGES OF SINGLE 'V' SHOULD BE AVOIDED
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DIRECTION OF WELDING
S —
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Fig 3

y ROOT LAYER

SECOND LAYER

TEMPERATURE OF THE JOINT
HAS TO BE MAINTAINED AT
PREHEATING TEMPERATURE
THROUGHOUT THE WELDING
OPERATION

WLN136013
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EDGE JOINT OF
SHEETMETAL
TO BE WELDED

'C' CLAMP

CLAMPING PIECES BETWEEN HEAVY
BLOCKS WILL KEEP THEM STRAIGHT.
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X-RAY FILM

SHEET OF LEAD
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X-RAY TEST
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MAGNETIC FLUID
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MAGNETIC PARTICLE TEST

Fig 4
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IRON PARTICLES ON THE CRACK
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LIQUID PENETRANT TEST
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Flg 6 TRANSMITTING
AND RECEIVING

CRYSTAL

TRANSMITTING
CRYSTAL RECEIVING

: / ry CRYSTAL

MATERIAL
UNDER TEST

TRANSMITTED —
PULSE

©)

ECHO FROM FLAW

REFLECTION FROM
LOWER SURFACE
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PRINCIPLE OF ULTRASONIC INSPECTION
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1.5mm DEEP SAW
CUT ALONG CENTRE
LINE OF WELD

1.5mm DEEP SAW
CUT ALONG CENTRE
LINE OF WELD
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i @,
D

WL131912

Fig 9

WL131913

FOR THE FINAL BEND, THE SPECIMEN MUST BE BENT IN A VISE
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Fig 10

WL131914

FILLET FRACTURE TEST USING BENDING BAR

FILLET FRACTURE TEST USING HAMMER

WL131815

WIDTH TO

Fig 14 IRED SUIT GRIP

50

PARALLEL LENGTH = WIDTH
OF WELD + 6MM EACH SIDE

WL131918

DIMENSIONS OF TRANSVERSE TENSILE TEST SPECIMEN

Fig 15 GAUGE LENGTH: 50

—— =

PARALLEL LENGTH: 60

@12 MIN.
(TO SUIT GRIPS)

70 MIN.

WL131918

ALL-WELD METAL TENSION SPECIMEN

Fig 12 SAWCUT
3mm DEEP

WL131916

FRACTURE TEST ON BUTT JOINT

Fig 13 FORCE

Fig 16

LINE OF CUT

FOR THERMAL CUTTING LINE OF CUT

FOR THERMAL CUTTING

3 mm APPROX.
EXCESS WELD *
METAL

+-— N
WELDJ I

100 mm MIN.

20 mm.

100 mm MIN.

APPROX. 16mm

WL13191A

LOCATION OF ALL-WELD METAL TENSION SPECIMEN (END VIEW)

et uslatal -l dier eusad e H0 &

AEsR i AEsR AL [AxcRel Al estadl. 24 AlssA Aal RAlQ
H12 AlS5YU SASEA A A R RUAL A1 AEES AY Sl Al AUl
eelld 8.

ol eRld anis uflatar: 1leBld A-s 212 A As & FHi s101
17l BH A5 2RZ21 Y gGlRL ¥l 180° UR clncll Hi 41 &,

L HIR A USIRAL Mgl AUR SAMT AHIA B - A5 ABRAA dnis
Hi2 A ol YA AL aais HI2. (5191 18) AL ullaieL @R Hi ole
Ylgeui AesR ASE-AL ARHLE A HiU &, 4L udlatal Hlel GLdL-L
AEsR slezdA AseH A2le Ad oldldl & 41 d et ¥ 35Ul 8.

a Aes: Al elllds RAMQ 4SSl sRal 1A 2 AesR Al L4

b AesR {l &Ml Ayl Hi2 (AL UR AH ALl AtH-lg Ul
sdl asiu .

WL131917

FRACTURE TEST ON LAP FILLET

gl udlael: desqAl dlal 2ulsa a1 Audl (Aed 5 coud)
ALl HI LRl udlaisl &lel eRalMi 2 8.

2SU2IEE 21R2 HI AL USIRAL 21R2 Ayl dUIR SRAMI 1A B,
Al 8:
- 2iMaR] 25l 2Re Ayl (5191 14)

- 3A-AesR ASE 2SARLETE Ayl (YR 15 64 16)

Fig 17
AS REQUIRED | AS REQUIRED !
| |
[ MU ]
; SHOULDERS 7
HARDENED HARDENED
| AND GREASED | ROLLERS MAY
[ . BE SUBSTITUTED
TAPPED HOLE FOR JIG
| TO SUIT TESTING SHOULDER
MACHINE
1
l FEMALE MALE
N DEREER MEMBER
[ 1 ] Q
@
]
JIG FOR GUIDED BEND TEST 5
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Fig 18

N \Z 7
{I} ROOT BEND TEST {I}

¥ ZAEN N
@ FACE BEND TEST @

WLA31HD

BRAR ulairL: s Aed P52 UR AAYLAS 6i-l GUALL.
AesR Al AUAR uslaial Hi, 2lre wae Higll As udlaial Ayl (1L
19) AAUR SAML A1Q B, BUA APLA S19L 191 BH V M Auial
U2 dUIR sAMi 41 8. 10 1l ARY wieisy AL udlatal
AlHALA GUALL 18] ] SqAUS2R 2lRe HIS AL & A As HHl
QURAAL NAUSR $11 AU (ALl GUAL izard AHAR UIl&1L
HI2 LA . §191 20 AHAR udlaial Hell4 el 8.

gAUSeR 25Ul BUALL AEES Bele- Hi - 40°C Yell-L lut
UM GUAIL SRAL HIZ AESR A A He@RiL AHUR YU iS5l
sALHIE AU 8 B 3i¢{lR aulAelle St (@ 8.

Fig 19 CHARPY
A
KA

Y 10°

2l

22mm

>~ 75°

AY
AY
28mm

10 mm
SQUARE

28mm

7 —11mm
4" ROUND

1ZOD AND CHARPY-V

7

40mm
ot |

0.25 mm RAD.

10 mm SQUARE N
&0{

1ZOD AND CHARPY - V MACHINE AND SPECIMENS IMPACT TEST

Fig 20

INDICATOR

PENDULUM

TEST
SPECIMEN
CLAMP N

A CHARPY IMPACT TESTING MACHINE

IN THIS TESTER THE PENDULUM IS LIFTEDAND DROPED AGAINST
THE TEST SPECIMEN WHICH IS HELD IN THE CLAMP.
THE IMPACT FORCE IS REGISTERED BY THE DIAL INDICATOR.

WL13191F

2ls udlael: AR Ae3s Aial A ajoil A Yell As(@s dd
EOULRL 4 AACHI A1 B, RUR A URHLE L ALS A 518 (Is®
265 25 &, AL (BRUHI @] sAACL €0l HETH dlaL Yell aas),
QU Yell s, HetiH s\ Yl aadl A s3lell 9=t Yell
£1S9L. AL A5 YL SRAML 4199 B 011 & AiEL Hi 2ALS B
Al et Al 4 AS\AA 2U(5A Sl &RLL SRR UR [(Ars
QL.

AEES Aie AL als UM UAsR] udlatel AEES Al Asui
(34 531 1A 5191 21 Hi ot i WHISL ol BS cladiHi +1del
cls A2l AlssA B3SU 5l A sl A 8. AESS 2lse, 55
A udlatel sdl auid als udlaiel Aid GUAR(L &. A1 sl
el ¥ (A As(AS LR 1A .

Fig 21 ILLUSTRATING PRINCIPLE OF WOHLER TEST

CHUCK

X\WELD ]

4 ]

LOAD \l,

WL13191F

FATIGUE TEST

WL131HE
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A1 WA AU (CG & M)
qes? (Welder) - [Qdlaial 244 udlatal

UIRAM HI2 vild Rugid 1.4.64

A3 212iciat 21 Wl 2iey (Welding economy and cost estimation)

GAU: UL LS v d uef 820
o v vigws -l uglad ael4 s
o A1 i Velda QA Al

R gl 1L {lRAAL URAH el Aal ASA.

AMAAD Bud: A0 BHdHl dH Haod Al 9
5 e Al AleR, WAe, ollee As2l-, SUESSIL, A dle AL,
SUESaL, SRS A\ GUAldL A1 8.

@324 vl @324 vl (1) dudl (2) AlSaL 41 (3)
BARDLL A v qa 8.

AU vl QU AL wRIHE HE RUG 3-5(AdL, s @1, {I a1 21al
2l Ror Az al Asel, AlESaL, s1(ESay, s(d1, B2, 2L
QUL HIZ M IR HIZ AR duiR sall v ANE B,

AesR Y QA 5 ASA 3 A2l 24 (Aol AL HIR dUR
8, si dl {lZa1 grrL vaal sA2L s2a1 gl Bt 205l
GLELHEBL AFAUR.

AALSSA ERAL AUl 41 Acous e Ul AUAI delRLAL
A1 Hi URRUA & A RRUA aglRiAL A v Be 1311
2 4i e2tlaaii L 8.

Fig 1

Z ROOT GAP INCREASED
I
TO;
CORRECT SIZE AND
VOLUME OF WELD

EXTRA VOLUME OF WELD
METAL DUE TO POOR FIT-UP

B [

EFFECTS OF POOR FIT-UP IN A BUTT WELD:
EXTRA WELDING AND HIGHER COST

WLN216611

Fig 2

|:| WELD AREA WITH 60°
INCLUDED ANGLE

EXTRA WELD WITH 90°
@ INCLUDED ANGLE

BUTT WELD MADE WITH BEVELLED EDGE:
60° INCLUDED ANGLE (CORRECT) AND
90° INCLUDED ANGLE (INCORRECT)

WLN216612

A1 iRl A(SE01 AL wHi gaAs2l v, dle auriel, AlSSaL
HYR AR UL AR B.

AleNl Al Al Bue 458l sl awt, AL URot:nA Ui
Qi 419 8.

- A2 BHd - 21l SASA USIR 21 SE A &Rl AU uR
ALEURA B,

- ULGR qURILL.

Power cost = [(V x A/1000) x (T/60) x (1/E) x rate per unit]
ULV = dleeoy, A = ddHiAd Al

T=AMReHi AlSBa1 Al uHU

E = H2ll-l slatudl.

A(ES91 2l-1FIHRAL (B3RUMI E 0.6 27 AGS ¥R AL (ruui
0.25 HidH{ 419 8.

- A(BSorl 3su
- AlSoHEl v ((Be 3)
- Aol Rk

Fig 3
TOTAL COST
124

INCREASE IN LABOUR N INCREASE
IN TOTAL
COST 24%

TOTAL COST
12 AND OVERHEAD 40%

WELDING CUTTING
AND SETTING UP
LABOUR AND
OVERHEAD 60%

% |~ MATERIAL 40% 7
MATERIAL 40% —_|

70 % LABOUR 50 % LABOUR

ACCOMPLISHMENT ACCOMPLISHMENT

FACTOR (42 Min OF FACTOR (30 Min OF =

EFFECTIVE WORK EFFECTIVE WORK 8

PER HOUR) PER HOUR) g
s

BilAn vil: BARDL vR{H AL ULl dAMIH SHAL bR, ¥
§ (2, WS, A-s-calReaL, vHaugj, £le glede, Ug(at
AR W] 4 4L SIHI(1E] &l eRal HIE ARE HYRLAL AHLALL
LY B,

qeiR{l BHd: 20ARES WRIH{ 340 dHIH VRl 1AL A1 B,
BH 5 U4 2 YURALESNSR U, ALeS(321, 381 Aty e, R
% A5 UR Alel ayacHi sHiadl 2fl. Gauted wlsuL AL [@QQa
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dotssiiell 2R &s vl dtadsdl 244 staaell L [Qqd 24
Al RAReR .

A(SSa1  dtfuRat: 2aR-A(ES2L, B (AR sl Hlel ote desR
3 5A2 AESR AL (Bl A (Aes: 24 8, &Rl elng
AGA. (5191 4 Hi Se-l ARuuHR( A

Fig 4
20 mm
12
8
8
7
4
6
1 4
5
2 3 =
0 4 8 12 20 mm 8
5
COMPARATIVE SIZE OF 90° FILLETS §

ULAS] 5 3 wAe Al ASLE AR YRidlct A2l Hlel sel SAsA
GUAL AU &, ALl SASEIA BUAL HYR AL SELSL A AU
@s(A Hi aeuRl s2wl.

A9 A2 dcdHid Al GUAL 5. (A2 wals ARl QAeR
S 2 AA AN SIS ACSR dRg €131 ¥Ql.

ARl 2 A5 Al eloll; Widdl sA 5 FAs2A Hl2LledLAL
GUAWL S31 2ASIA ddl el GUAPL AR 8. - DS SUARY
50mm Scli dg - el A, (511 5)

Fig 5 PERCENTAGE OF ELECTRODE DISCARDED

0 10 20 30 40 50 60 70 80 90 |100
£
350 £
A Lo 8

1300
2
1 =
{250 Q
SPATTER| FILLER METAL AVAILABLE] =
AND 19 1200 o
COATING |9 | o
LOSS i {150 ®
g 3
e 1100 2
FILLERMETAL 1190 &
UTILIZED 1 S
150 2
1, @
0 =
120

i 70 60 50 40 30 20 10 0
CONTROLLABLE CONTROLLABLE LOSS

PERCENTAGE OF METAL DEPOSITED
PER kg OF ELECTRODE

AMOUNT OF FILLER METAL UTILIZED FOR DIFFERENT
DISCARDED LENGTHS OF ELECTRODES

WLN216615

A(BaL Al lell 2450 RAQ A sl (AULe) RAMHI &, AR
URL 215U Bl RUR AUl RA(AHI A(ESL 5 AFA. AlSSaL Al
oiAd BHd 2 BsU o elllss w3u (Be 6 21 7 Hi vdladii
AR B,

AESR glRL AL 2SI ARN QUM Ul W- 2RSS s1HAR1A
BIRAE SRAMI RN AL 4egl. AR AseA 211 4oidll (seA
5191 7 i e2ulaami 2udl .

Fig 6
294
165
FLAT HORIZONTAL VERTICAL ~
fie]
RELATIVE COSTS AND SPEEDS FOR MAKING 10mm S
FILLET WELDS IN DIFFERENT POSITION 3
Fig 7 POOR OPERATOR
TOTAL COST 346 / FACTOR ON INCREASED
LABOUR: 78
OPERATOR FACTOR ON
% / ORIGINAL LABOUR: 24
TOTAL COST 284 OVERWELDING 43
/ % L :
POOR FIT UP :43
SO
TOO SMALL
// é/ ELECTRODES: 11
/ ™~ LACK OF
TOTAL COST 100 MANIPULATORS: 22
WELDING:43 —_ | || LACK OF FIXTURES: 9
SETTING UPEs = [ =— ﬂ% — EXTRAWELDING: 8
CUTTING ETC: 13 —~_— SCRAP: 8
L —— 'Z/
STEEL:40 ~__|
GOOD POOR =
PRACTICE  PRACTICE g
CUMULATIVE EFFECT OF POOR PRACTICES ON COST 3
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{12 A AU (CG & M)
Aes: (Welder) - 14 Asd 4H1Rsd AlG3al

AN HI2 Avildd Rugid 1.5.65

AA ASA RS A A NY 23 AUIRsd Al G Hi AcuMdll (Safety
precaution in Gas Metal Arc Welding and Gas Tungsten Arc Welding)

GEAU: UL ULS 2id dA AHef B2l

« GMAW 14 GTAW U(Baiui sigaami suddl Actdl-l uaddl quxdal.

GMA A(E521/c02 AlSSa1 Hi ACHAL: 21R5c A(ESdL (SMAW)
Hiel AL YRaeL AdAdl GMAW A L @) us 8.

MIG QS ML AHEZL ARRAY ELESR f BeULEA RGE-L GA
B3 & 2t AU A Y&l GuAL Ad) AN,

il yadl }yRau s32u Al AFA. A ctiow - Yell AlSSat
SRAML A dl, A#12 A1 S cloLl SAL NI AIRSd g&He
Al 1A ugR1L NG, Al4FRU GMAW HIE AH#1T AL A 5
GMAW HI2 A#12-{l (1EAlMRL SAML 414 8.

oledl QG591 o AHAAL USEL GIRL YRAA (ARARAHI ag RS, 2L
AR AU 24U GlSIA RSt sARLRl ciadl HI sA
214 8.

SISURL a3yl A(BaL ARH]l Gaud S & ¥ oldil 25 & A
PLAL 25Ul B.

QY SUSL UL ANSA. 3L ALRAL cdHM Ll A ABALA4
Bad 81S ASE olef el HI2 sAMHi A B, AMSIL SUSI
offR 1 Avs RateL AN B,

ANAAUESAS el MIG ACSI NURER HIE AU AuHl & s1RaL
% oiulL 23R S1RVL (1Y &Ll BUAAL SRALM A 114 .

A(RALAA YD UISY RNEN. AE5R {l AURUULR AL ALALARRIA A9
Aual HI2 L AlRA2lA i /21l (5SSt 4Ll %33 .

slold HASUES GMAW Sl duid 444 CO2 A &S A
3% GUALL sl duid BeuA AL B, ANG YA SRAMIAHA & &
M A(ES0L A3 Sld Al ARS (ARARHE saAMi 2414,

GMAW Sl quia UL 2003\ Gt 2L & A {3 A il
R A B.

AR5 5ot gsAllel Y(A 5L YA SAs euRsA
Asen Al daldl ell-iel Mxtell el s220l 48l ell-iel vl
cll-tet Qi AlSSaL L cleal sRawi ddl el

(USSR RA-5R A Alcen-{l 412 &-5A 5G NSA.

GTAW Hi AclHdl: GTAW/TIG A(EaL A As sla & B
L HI AL ANUH A1 YRAA A 53] s & A des AR
AU UHY A Al Q- GUlaL 5.

AHRL ULEAL ARURAAUBRL AUIRL 24 WLAR SA S AU dldldRaL
YA B.

(A2 sRcl 48R §UY SURY S\ 5220 A&l
&Rl A(ESoL HelA Ao 1A wHl-/yedl s

flgefl oS gLl 2uami 2A1Acl SIS Yol [Agd aes-l
AN 53

VLAl 52 5 (A ASIRL Y &
AR AESL Hell sRIRd 8l UR A s yell 4El

12l 2ieR (Agid aesl uR s sl quid WAMs dicey
1201 Els 59\, 52498 VGG 441 €2 S

A(ESL WLaR AcllE YL Av
LR SEOE, Ul U A 2H-AL yS1 Aull

ofl-12L QRcURHE AESL A 52, A %33 8l d, R L ¢2
A {1 Uy

L3l SR 5 Al SARY ULAR AERIR A ab Al el
YlAd A AsRg &

Secls GTAW (i G ad- ees-l ds(@s aduid
A(SHo1 MU UR(AS VRS 23 Sl Adl A -l
ANNdRl H12 S B S .

YRaed [Aetdl gRL HIRL B Ay e AdAE welX-l
GuLlaL 5.

L3l 52 5 Aol [QrcllR AL A saldl qaaR ALl
AURL A satl vaRe¥dR ¢R1d 8,

GMAW A GTAW HI2 A(GSa1 yalarel yait Ruu-l
A(ES1 (AR AL Al
s 2llet uelda des (ARl ¢alR vl
QE5R (AIRHI AU A(=AL1A AN Adl
(A AR WAR S(A AHIRSIH AHAAL HEEL

ULl 52 & AL sRal HieAl oL YRAA ld WGB-3s/
2] &

A(EBo1 Ee Ui s1E UsIL ASIR A Bldl AFA. AR AL
(AR5 L Bl ASA

Ba@le Hi ALY AS Ao1R AL AU (|4 A=Y Al BULaL 53
Ul quid qcmdl a9ut ud
uitell 2iviell Ay R 20 481

AHIRL (AR A YRAB L Auial Hi YRail Bl 2l (Aes A
GuabL s2A

ALY SUST UBRL. dHA RS AZA2U olxadl HIZ2 dHI>
1Y 2R1R ¢51AG elg ASTA

AR 3SR 512 Rl UR Aol sAMi A 8, AR
S\ Al ARQUHAL S1U AesR eRuUMHi guis) g2 sal
Y12 WM A[=A2lAA GUAIL S? B.
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12 WA AU (CG & M)
qes: (Welder) - 14 Asc 4H1Rsd AlE3al

URAM HI2 Avild Rugid 1.5.66

GMAW el 3 AA#$1»3 uRuA (Introduction to GMAW equipment and

accessories)

GAU: UL ULS 2 dA Auef 82l
o GMAW il YLl9R 1\d saLiail
o GMAW ULELAL 31 QA48 vt

€02 Ao Al uRuA: e A2 A 2l g4l A(SSa1 3
ellg-l Astaldl A ugld & skl & 2L UBAML ASSS AYsd
A Ascdl A eier] A alsa erid 8. Riyel ald Al
A A YDA @l violRRY @l aldlareiell 2sAy 241
AR UPLA elig gl LEUES Y. AL AAHOUE 44 24(DgilY)
AesR Hi URRUA. (AAes Asct 2Rsd A(GSIL (SMAW) Hi AM A
Y1 autg Fasgls-l uR sle sasu el G adl Ay gl

YrlAd/R(Ad 8.

GUR el Aell sa (sl A(ESa1 R{/vigs gL adl-), [Bl@ux,
slold siNSAULESS Bl ABU AR UAR 53914 s3] 2sA B,
HRUE glIRL Acdd waSIAdlAL Al A ASE WA ASEH AlUR
GUOsU SASEA AR AHIRSA Beud AR &,

GMAW <l AA483 (5121 1)

Fig 1

e 9

1. CONSTANT VOLTAGE (CV) POWER SOURCE
2. POWER CORD

3. CABLE TO FEEDER

4. GROUND CABLE TO WORKPIECE

5. WORKPIECE

6. WELDING TORCH

7. CONSTANT SPEED WIRE FEEDER

8. ELECTRODE WIRE

9. GAS HOSE

10.SHIELDING GAS CYLINDER

11.GAS REGULATOR WITH FLOW METER

WLN226812
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GMA A(BaL Al Rugid (511 2): 21 A(Sa1 UBAME, Udd
uasLadldl Alddl GUelst ASEH AR SAS2A A A Ase
R3] A A HIRML 241 8.9RH AHLER ald, LA (52 Aset 244
Ay A 4GS R/oigs Hiall UAIR Adl ¥S/([A %S A AL udle
GRLYRAAA sRAHi 1A B,

Fig 2
002 GAS CONTACT TIP
NOZZLE
ELECTRODE WIRE \W SHIELDING GAS
WELD METAL ),/
WELD POOL \ 2
WORK 8
PRINCIPLE OF 002 WELDING g
GMAW {1 AQ481%
1 U1dR 2A\dl (5191 3)

AHALS Y A UldR 1A YAodd 2SR USRAL WaR
A Al ARid FAsRASH A AHUY[As uAsIRL Yell aigy
HI( AU B B AIY AUUGL RASA €§1A.

QUL %) AL L 251l GlECLES AL Blal i, AHULES
% ULAR 1A d Al Rgicll, Hlel Gl (BuAHL, 42l MIG uldR
AU A ULERAA BUAL SR & 3 A A ULERA MIG Al Bl
H12 AP CV (Uclcl %), DC (SIS S22) UldR Hi 3UidRd
53 8. MIG A(SS21 IR A\ (ARUARL dleesy - il 51 dl dleesy
5 RAA, (A1 &-5c Al SAsNASA Ad sRaAMi 1A
A, UlAR A\ B ARy Bl 52 & d dAlUR FASA 514 AsAA
ARNRAUL A4 AU 1A glRL ARUA 21 8, NeA ¥ €35 AUR-AIR
s€ 112 Rl 35U Bedl QIl £9), UldR 0ld Feg G13f Ay
Gaud 59\,

S1RQL 5 MIG ULAR 4A\dl  2ALBeYe DC (SIURSR §22) &, ALl
20iHa i wBeYe olly UR + ESRIHS A ASRIHS &9l
galses Alde Al Rugidl srual & 5 70% 2141 &1l &SIRLHS
Ol UR BlU B,

il 22 A B 5 @bl B Aesr -l eslRAMs ouy A
AsAG &, A get QA (21#) uBeye AL 70% ag-t
52l

AL USRAL UldR 3l L GUAL SMAW 3 GTAW Ul
oY 8.

GMAW HI2 cla@sdl dais: 24 uR 50 dleeui AlddL
HI2 Y ABe dicew anis (3e 2 Hi dnis B ddl5 aldlacMi
il 8. AlSal dleeHi Ml 20 dlceell 25 dlce (25 2sl)
5511 URRUA 142 AAHYIA(l adHi- Hi aels) a9, 124
amps 22dl 13.3 esl. 2L €lHl aln aldl dice AU anis
B2y dleeHl AHIA ALl $R§1R AL N H| Hlel 5RSI1R
SIRRLG1A &, A1 AUl GRS 2U(5A At sBAMI 419 &, Acldd
ERA(CV) ULdR At ULl sEclld .

Fig 3
VOLTS
80—

0 OPEN CIRCUIT

S (NOT WELDING)
VOLTAGE A

60

50

40
30

20—

T T | T
25 50 75 100 125 150 175 200

AMPERES
CONSTANT VOLTAGE TYPE

WL210311

AL USRALULAR 4 Al GUAL 21 DGMAW A SAWMBL
2 MIG/MAG 2R ((32 4)

Fig 4

SHIELDING GAS

COMBINATION CABLE

HALLOW FLEXIBLE
CURRENT CARRYING
ELECTRODE LEAD

?
]
]

[ \ |

ELECTRODE WIRE

S CURRENT CONTACT TUBE

—NOZzZZLE

A SCHEMATIC CROSS SECTION OF AN AIR COOLED GAS METAL ARC WELDING TORCH

TRIGGER

ON - OFF SWITCH \ CONTROL SWITCHWIRE

TORCH HANDLE

WLN226922
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MIG 2R{ dluR §1AR A1 ASIAG B, A1 Ao SIH AR SASA,
Z(SBo1 AU A gaAlsgset Al yaled AlSSdL (ARcRHMI
wglausalg 8. o1l MIG 2H-l eati Qe w1S1R 241 el &
URd A LEUHT AHLAAL .

CULEAR: 21 ALE AL Gl GUAN o YA E1U & B Al A
ARl yRiatil Al AR MIG AMRAR AR Asl AR Ad
AUE:)

QR usRAL AR Asl Hie (AlAer uAL ueL &, €L 455
AR HIZ LA AL RAAU EL 4] 3 AYARuH-A 2
20iE-l AL,

AU QAR A By st A Y AR sald & & [AlSaL
A (3(E5a1 Ao A AU A uelalsal Hi 21d 8. d A 2usU
Aecll lel KalR 21Q 34 A (AEs A1 Al vieR AHI Il YA
uLsAMi A1 d Hie ARG 8. (3582 (AQer Al Hiell oA &,
eL.cl. i, Ao vaal sigeR. Seals (AR wal 8l eRs &2l

Ru &RsAl dus 52 d arg & B WU A(SSL &l &rld 8.
Aus Rt 2jus Slu/eyet A Al AlSSat Al el 8.

Helepl sise Ry siu AeluellA oddl 8l 8, Ascl
el A1l &2l decll AL &Y AR SASNA 532 UAUIR $9| 4
MIG ELUHI LG at &2l

A3ct: oigs) Alell vaal as 1o A1 Guated 8. ds 41 ¥Ra
AEL 2 Y25E-21-AESR HIS U0 VSAY UELL 52 &,

RARs [RiARLE: YULd DC A ¥ie GMAW Hi A(BaL
URHIIAL Ae sl ¥letdl ‘Rdlet-Aled’ A qLe-AlA
Qs WRULE 2. Qs s2la dlls 2avitdl (QRixeL
AL RQReHML dcdmiA AL AL 0%t Al uRieall U UElR AW
& (ELc. AR gl ¥/ s°2 A dicess) RdIE Seld glRL.

Gusei ydAalRd uRuiel 2 (Riner sl i
AAURA 5q A As F1ye RAA AL wlAewdmi q1Bye
A AHUAA Asag 2AsU B. Al AR RS sQd dils
lauiel 8. (s19L.5)

WIRE FEED WIRE SPEED
DRIVE SYSTEM MEASURING
SYSTEM

WIRE ‘ ‘

Fig 5

PULSE
CONTROL

SINGLE MEAN

CURRENT CONTROL POWER SOURCE

s

CONTACTING TIP [

WLN226926

3 qUR SIS AR SR A MIG/ MAG AlE3aL A2 u-l As
L S B:

i AR gAslsl 35U A 52 & 1 2L AR $lsHiell
A(ESo1 2 grrL as uAlA uR 52Q 8.

i ABaL waR AAd Hiell §luR A gl AlSSar R yell
§2R515E1L Al glRL AES2L SR UAIR SRl M2l Hd{ YRl
ws 8.

i AAALESS cled gLRLAA HALs (RIARLY> WS &.218l21 A
YAzl FlAR glRlL A ugl MIG AlESd1L 2R gLl desR
LA AT 219 8.

4 €02 A R@A-s 1A PdYAeRl: GMAW/CO2 A(ESaL
Hi2 %39l (3(Ba1 A RS uiell 2uGedel dled A
Ry ARl gl YR ulsaHi 241A 8.

5 911 scllRk Hle: A As AsH & B A Yol R Rdd
A AR 81 B, SElR HleR UR (B3 53e ek IS
sxenel aled ells? uld MAeHi AlSSat vigsHi A%
ARA/CO2 A AL et €A (RIA 52 8. 519

Fig 6

_[}——WHITE SCALE

A FLOW RATE
10 ADJUSTMENT VALVE

WLN227612

FLOW METER

6 €02 AlBaL HI2 6 AN MlAs? (e 7): slofd srisULSS
RUA-s Hi UAél WIUHI cRaMi 1A B, Aed 5,
CO2ARS L cAlMHIA A G2 e1aLell ualél 2a3uni eilswt
21 8. dell, uctél co AlSSat sl duid2eUR Al AlSSat
SlRHI UA2L & AUR A Ay UM elal ANFA. CO2uAEl B
SO & A IRAHI [ARARRL & SRRLS A UAUR A1 & [AUHA
S1R Bl SIRQL A g AL .9 0YA2RA S1A2HI MY &1YR
8l dl d YAl e1g 2 RAR A2, Bl 5RANU A AY
A AAd 29, A2ll, 65 eladl 112, EleR A RA-s: Ul
A 21d & P2l RAS 8lscl a2 druxid al. dall
A(B1 M ULA 2ABN2UAL AN AHIA UALE Sl Hi 414 B,

Fig7

FLOW METER
CYLINDER VALVE

REGULATOR

______

ooooo

HEATER /

WLN227613
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{12 A AU (CG & M) QA HL2 Aoil@d Rugid 1.5.67
Aes: (Welder) - 14 Asd 4H1Rsd AlG3al

WAL AL 214 [AQE Al (MIG MAG/Co,) (Various other names of the process
(MIG MAG/Co,)

GEAU: UL ULS A dA AHef B2l
o GMAW -l 311 11 s_Ua2l.

ofloa Al o H2ll4 AcSL- 0igs GUALL S O B a A ASRAE & Y5
UsRAL A{lyae (slaell ussidet 2ll). As 20U Aletdl

5 (RSSO (RAARNA Ul Qe A As%e sJALUS &

o MAG (Red Ased 21:1)/co2 Acslot

- - A-{lwyaer.
0 EERTERRINERISIE R o A_2ARSs AeSlaL- A0 Sl ALELAAL GUAPL 5 S AEsR
GMAW QL e A&t 3ld 591 21U B GIRL (RIAHRNA Actcd N8 (AL AL BAURER.
o we-quAd e - HiL el (i) 8Asgls AR 52CS AULEA UR, aAUA AAdL Gusw (RiALL SR &
(301 Aeslot oigsl unan & sl glrl (RIA. A1 &-5- , , ,
s sl asEl A AEs AYSciHi AU vigs ANsag(l.
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12 WA AU (CG & M)
qes: (Welder) - 14 Asc 4H1Rsd AlE3al

AN HI dvildd Rugid 1.5.68

SMAW HALEL A A @321 U GMAW AcSI-L s11EL (Advantages of GMAW welding

over SMAW limitation and applications)

GAU: VUL ULS i dA uef B2l

« [AAs Ned 2115 AL UBAL URGMAW ACSIILAL SIAEL B RS IUEL BRI

o GMAW Qe8I sRISH weudAl.

sRIEL: AL Yl Rl dud]l w1 R Jsuld s
A1Es B.

Glst guds uid Aial Gaud 53 D,
Ylclon A st Al des sl ausiu 8.

Al GURAL S10i KA, AAR™Y EN e, RAA/U ENE, S1U 1A AL
AR, ARYA(AUH 241 AL el AL HIR A 215 .

olell RAlAxi Al 591 2s1u B.
SHL SAAIAL € A B.

516 4552 Hale-t UL Al 2l dell €35 2+ Ul YAeA Als
sl 32 2l

ee1s\ [As(q.

144

IRSIUEL
Ao el v, ag ¥ Re a1 2L UlEud B.

AR (352 (AU A Al Ysd UALEl wAd yeluldl 25 8,
GMAW 1G22 Al 1i U3l Aa s 53 259\ 8L

BRYA: VLU BULA GUALL S16{H, R\ A AsE RN RUAL, AU
Rld, ARYRAAH, S1U, (AsE 4 AL AsE), elge(RuH adl?
Yy AlSSa 12 sl st 8.

clee A aell 3([@s2ld as.

0118l &% i A SH U Belal-) (AR (A(SS2L S5-I
AL UBAUL A AsAdLYds GulaL A1 B,



{12 A AU (CG & M)
Aes: (Welder) - 14 Asd 4H1Rsd AlG3al

URAM HI Advildd Rugid 1.5.69

GMAW -l W134R A[B30uic (Process variables of GMAW)

GEAU: UL ULS 2id dN AHef B2l
o GMAW URuLIRL AU ).

GMA Ao uBaL At uRHat-l/ALel

GMAW/CO2 A(&SaL 1 AlSat uEAumi (A4 uRHIRLA et
QAL RS,

gasel s€

AR dlsHl €2 (AlSSa1 adiq)
RS AN

olelR 4nd(l

A(Ba1 Rl

SAY AR

YRu1g31-l 3su

gasal RAld

gasl: AL sal Wizl eug-{l ASLe 24 ¥ RAQAHI AlESaL
S0 & d HLE AU SEL AU BURAVL 531 Avs uRRUH Anqal
Hi 1A 8. gAsA AR A1 sRaUMi qddl AL w31
AL lar A4,

YOG YR UM 0.8 mm, 1.0 mm, 1.2 mm, 1.6 mm i 2.4
mm 8.

Al adie: AR $le 2 adui A QRIAd 591 €35 AR
U AL ddHi Y L [Qeun ARl Al GurAoL 53] 2SR B, AL
AR U oL (AL @AeL SLE AL A(SSaL AseA urad(l
AW B, Ue 5 ddHi4 SRDA s YAA sal HI2 Y
Gl 8lg ANSA A A el iR yYg g 8lg ASA

glRl SUdl Al ol "llU{El.

»Hl AL Al Asndl SASBSL 214 UR G dcdHIt ettt l
Yecll sRAL &, adui ueall 1A A Set A qAe
Sl s Hi AN AIRA 8.

AR $l2 olecls © M dduid HEALS 8.

RS dlERY¥: GMAW/ CO2 A(SS2L UBAML 1L As vjol ¥
Hecayel A &, Yuud sIRRL S A AHA A Hi Y 2lusR Al
€A UCUAd 5914 Aset 21ASR Al USIR S5l 52 &, GUALIHL
Adldl 2Rsd dicey A Ascl HSLE, RS2l USIR, SAS2\A
s\ [Bold A ALS, (A1 Ay s (B2l AlEaL (@,
AESR Al USIR A A=A URHON YR AR AW &, (AdLdl Hi
QG591 2Rll ML AUHI=AL HITER]SL AL slres Al 2igal @l

RS HALFI BSU: Au{l €2 5 Bl UR A AYSd AL AP
A 8, ¥ AURSd 25 J|A s&ARL B, d AESR HSlA-L SE A
AUS AR 52 B,

A A Al a5l oA 2051 21 B, dl desR yet ag) Hlel x4
&legR o1 8. PH YRALSIAAL 35U A8l & AH, AWM UL El2 F1Ye
Ul el21sl ARl 8; uReud, guUls A AissL AesR YsiHul
€leLs) AR &, AR HALSIAl Bsu agy usdl elu &, AUR Aes?

usll 1 2-ssbL A &, 512815 (3R Asad BulBe-l an
RLAPIA el HIdEA ¢RAL HIR YRy 2l

oglR dAo(l: A AUS Y-l dd A FASLA 21 AR iclR B.
(s10L1)

Yot aioll sl 282 adil wReuA Il AURsd ARl uR
delRll des? ASE WHL AR B, B WRLeL JUSRAL AES A
€leA UEAA ¥H AN B,

Fig 1
GAS NOZZLE
WIRE ELECTRODE
ACTUAL
TIP-TO-WORK \ 7z LSS
DISTANCE AVERAGE ARC
ﬁﬁ/— LENGTH

_

WLN227211

CORRECT WIRE STICK OUT IS IMPORTANT TO ACHIEVE SOUND WELDS

BUR UELS B2 vjot g5l Bl B, RUR Ald8 UR dg usg deR
L 2L B, B R&1RILAHS Y AL Ul wlAoiAd 53 215 & A
AesR Ui (Baly)dlq stReL oA .

218 ABoL VRS HI2 MlAMEL s3c ASls uGe 6 2l

13 HH{l 21 A 21AFR VRS 12 13 2l 25 HHl 8.

gasgl4 RAM: dxM AL UBUHI, AYSd AL Aee{ui oigs
1 FASEA RAA AesR HINUULAL ISR 1A FAUE AUAR SR B.
A(BaL si dl 51R&-5/51RAS 4S5l GUAL 53\ Aadl Ase-S/
358 ds-{lslL GUNlaL 5314 531 2SI B, CIgS AL ULSIRA AWML
3l 10 2l 1501 2igR Anaal Hi 219 8. (5191 2)

Fig 2

WELDING
DIRECTION

WELDING
DIRECTION

% ZN S

FOREHAND/FORWARD TECHNIQUE BACKHAND/BACKWARD TECHNIQUE

FOREHAND TECHNIQUE BACKHAND TECHNIQUE
ELECTRODE ANGLE AND ITS EFFECTS ON WELD BEAD

WLN227212

14

(5,



12 WA AU (CG & M)
qes: (Welder) - 14 Asc 4H1Rsd AlE3al

UIRAM HI Advildd Rugid 1.5.70

AR $le RReR - SR - Aeun A Mnnae(l (Wire feed system - Types - care and

maintenance)

G L ULs 2id di A g2l
o QR UsRAL SIFAR A AN vl

AR SlAR

AR S1AR A MIG/MAG AlSSa1 Ae U-AL ¢LdL & (S1aL 1).

Fig 1 CENTRE GUIDE
INSERT GEAR BOX
MOTOR
— PRESSURE
INPUT GUIDE ADJUSTING SCREW
INSERT

\ WIRE FEED

/_ ROLLER

,.

¥

CENTRE
INPUT GUIDE Gulie=
ASSEMBLY IDLER GEAR
OUTPUT GUIDE
INSERT

OUTPUT GUIDE——

5
)
W & \\
1O )
WIRE FEED AND
POWER CABLE

A SIMPLIFIED WIRE FEED MECHANISM FOR GMAW

WLN227411

AR S1AR &Ll (AA8 AULSIR A SEHL 1A B, Ul A BLell UM
HAod Aot ¢AsIRAL 52 8. §l S WaR 1A 2l AL 53l
ASIU & AL ULAR A Hi ¥ (Acat 531 251 B, Sl el el
0 2l cretl el &, evs-l Aot ofAstL ueL elu 8.

AR JYA UIRS. SLEFAR AER AU Id A s 53l 25 d Hie
AR SASAA AR SAYe WG UR & A-l widdl sal Hie AL
$1 S UR AU AUR SELRGEAA UsSL uvial HI2 (331 sami
AR B,

Hl2R Adddl MIG/MAG QG RN A AUcdd dAlUR Sle uR
ALEUR AW B, AlUR SLEAR HIERHI SLEAR AER A FRalY] 1M
Bl & (L AL As AAdL 9g A2 &lF 25 B). A-SRALES
SLEFAR HIRAU MIG AES1 211 A cruR FAsls-l viriot Hl([Bawmi
YRl 215 8. 2t-tiell HollA-l uRuuHRHI MIG Hell4l A5€:
UeRld A Aot-215S vl-tladil 2R us2 Ll Ysd SR
RReR .

SISAR AERA: 516 AL AR FASLAUSS & A MIG 24l
A qru? A(SSaL A Ui Acld $le 52 D (5191 2 1A 3). Ae A
AL GLRL URIE SRal-l %32 B:

i ARk se

i WaslAdlAl ARUA USIR. €IS USIRAL AUR e ga-l AedL
Alcll Al 3 usl 215 & - €l.al.

Ll A 2 8le AR 1 dlAdR
SESA S1& dlUR HI2 V- Knurled

AHRJARUH 24 21 AgE AR L YIL-YS
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RAURULRAER Al GUAL SALA (AR A & & AU gASL A0l (AL
AR AR SLEFAR 12U YA AR Al GUAPL ALUR 2l A2 sal
HIS URL AR &, AL AR FAS Sle AL HI YRell ECLRL A1
Ae 59 H1AUS &, URd Al §US| Aual B2 AR sl &l

i dH HRTER]sL sl8aR AR -l s dedl 1S eldl ASA
B2l dluR e Al AeidAl A x2sidl s

AR $le [ArixetA

qruR SlsRHiell -l Wdidl ollce-6 s2la RieR &9l §l sui
oAcll (QRiARLL vl {2l UsIR UR AR & URg Alell
AL Hl2RAL USIR UR AR & U Alell A1 &

i AMR BSU- AL [(RieL A sigar el secl assuell
A A AsyRA2-Al & 41 UG 5§ A, £35 AURR
s€ ML ARl 235U B2cll sl 2l decll agl WAy wiaR
1A Baud 5291 AR AU selet A AR 1A ddls dva
s3l s B, €Ld. ipm (68U WA ARe) a4l mpm (Hle?
U AAR), 2aal esiadl a3 - 2l Aqlell ag 351 100%
8. AL Sld mpm 1 m/min &l 25 m/min -l 2= &2l.

Fig 2
WIRE SIZES WIRE SIZES WIRE SIZES SMALL
UPTO .035" 1/16" (1.6mm) 1/16" (1.6mm) DIAMETER
(1.1mm) FOR to 1/8" (3.2mm) to 1/8" (3.2mm) FERROUS
FERROUS AND FOR FERROUS FOR WIRES -
NON-FERROUS WIRES NON-FERROUS 5
WIRES WIRES =
g
B
Fig 3
S’_)
F\l’
ﬁ
z
)
=




iR AU AMdL glrl Az saMi Al el WAy
YRS 35U A AURALR YHL AALAL £ UR URL AR 59
(A5 Ul U Aes Ase Secll ossuell Aiviati 41 8); At
SLAEL A, DAY Bed G1Y 89\ decll S| Al B AL
s3l 2lsU 8.

Yl afla - 3ects slsauiell vl afla el 8. 1 arR $le
AeR A Al sAl Q- vaat sluel A1 war Aulg sul
(At 3L YAl U A Udle ARdNA Ae sRal +Hysl
AL HIR B,

wWestL oiR - o ASl A (Ball AMd1L & 3 des? yuf aal
WR quuR gAsl AuSL Q1A drkg Ulad %9l A il ay
Usq ololl AU dl AR SAsA AuS-L 211 uR Ylod %2,

Al ¥ 211 A: Aes: (NSQF - 20 (Ad 2022) - cuud 12 Avil@d Rugid 1.5.70

AMAd AN g5 2. R AUl uARd ot A8l Ae 4 81, dl
AR AL AeSR Y Hi2ll 2210 AEl 241 des Ase A
edld 18l asiu 8.

W2 2LFHR AAAL RENMR HISU52CLS §l SR UR AL HA &,
AL (RAEL AL A 221R2IR sleserA Al suf ugl
SLEAR AER AlG AdlAl AHUA RUAA 53 8.

GMAW dlUR §1AR i A aas(l

auR $le MsR nnarll ¥ uallll wavidl sidaR
AL AT xesla B,
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12 WA AU (CG & M)
qes: (Welder) - 14 Asc 4H1Rsd AlE3al

AN HI2 Aoild Rugid 1.5.71

AWS GEou Yyl GMAW, HHIRLe A U A sUBES21 we qurldl A(eSaL (Welding
wires used for GMAW, standard diameter and codification as per AWS)

G L ULs 2id di A g2l

. ARy SAsAA ARl ARUAMLS AL QLA
o GMAW Hi auRidl A(SSa1 qiu Axxdl

o gAs\A ARl uréls2aL ¥rudzil.

SASSA AR - GMAW HI2 GUAIRA AlR: UghH-L 21 Asa
2SR AULAHQS AL HIE (1 AURAIR U 4 HEl A(A208 YU
& RS AACRY A FARY A (3R AURAIR JARAURURS o et
glRLAAUA 22 .

12l AA293: QLU Ul A A(SS21 HI2 s AnfluRui/
592 HSE 21452 Al USIR S5l s 8. enalLl Kld, cl AsEl
RN A RAAU 8 AL A(SSI UL [AQAY MAMRL SIE U,
UG A dcHIA - 1A slres i 2ode saAH 41l 8.

2R, 8Nl A 2L ASE R UR 21E Al5e ASH 214SR
Hie Hell+ Aldaos

gase- RS LR NESY
4R (mm) (LS 2Rl
0.8 16-22 80-190
12 17-22 100-225

2R, NIl A AL AR VA UR W RS 2l-ASR
Hie Hell A3

2R, AR(l 300 RAAYU Wlet UR 2U¢ Al5e alugR HIe Helld
A4

gase- RS JHRY
4R (mm) LS 2Rell
0.8 17-22 50-180
12 17-22 100-210

(2R, A.(l 300 RAAY W1 UR ) 21452 HI HL(l4 A2

gase- RS JHY
qARY(Mm) dlees eRell
0.8 24-28 160-210
12 24-30 200-300
16 24-32 215-325

RARAUMAs eienliBar ardl AAURS WUAURA Yo ¥
Hecyel ofAst aid 8. Wla Hi slol AL ASAZ2A4 51k
Bglqdl S11Y Al HIE endlel ELE AESIL AL (B Huu

gase- RS BHAIY eles-l RAdrA YuA UM Singh, Mn Bl SIRASAS L3 &89\,
qARY(Mmm) dlees 2Rell g0l KA (3R ARl clal@ls -l sles Hi Y[R vlg 8. xR
08 24-28 150-65 BHIRL Hl2LePIAL Sloid Rld F(A521 HI2 ER705-6 | GURAL
531 Rl 1A,
12 24-30 200-315
16 24-32 275-500 8
AWS ad(lsaL Al Mn el L AA | A Al zr Al
70S-2 0.07 | 0.90 0.40 | 0.025| 0.035 | 0.5 0.05 0.02 0.05
to to to to to
1.40 1.40 0.15 0.12 0.15
0.06 |0.90 0.45
70S-3 to to to
015 |14 | 07
70S-6 007 |44 | 08
to to to
015 | 185 | 115
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gasel darl 1unéls2el

AWS Y0{ GMAW Asl ulsL A 0 8.
€L.ct: E 70S-2 {4l ER705-2 AL E70T-2

& - gAs2\

ER — 8AS2l1 GTAW Hi ¢R¢ll s ddl5 ual GuailaL s3l 2usi
8.

70 — 70 x 1000 PSI — W[ AU 4 UGS Hi Ades Asa-l
dlet 2U(sa. s — e arR /s

T — FCAW H{ qURIY 2YUYER dlUR.
2 — dRAl RRARUMLS UL

ARUURS WAL, A Sl

AR gAs2sA uRieal

MIG/ MAG UBHI GURIPIMIE Adtdl atuR gasals-l uieall A
s [Asfy & P11 uR (el &9

1 G Adtdl wEL (Eld., AAe duR vl SEASAH SIR
qaur)

2 AlESa sami ad] gl -t
3 el vieR vyl oglR AlESaL

4 AYsd AL

5w

6 AesR HRRUAA uils duien] A A ¥ A HRRuAA w2
Ny B,

Al ¥ 211 A: Aes: (NSQF - i (Ad 2022) - carud 12 Aci@d Rugia 1.5.71 149



{12 WA AU (CG & M)
Aes: (Welder) - 14 ASd 415 A3l

UM HI doildd Rugid 1.5.72

DAHASOER] A1 a-l uleadatni auudl B(Sa1a1l2t i (Name of shielding gas-

es used in GMAW and its application)

GHoU: VUL ULS- A dA uHef 820l

« GMAW Hi auRLdl (5(E3o1 ary A A 1Ml

o WRUAS ALY Al GUAL A s1AEL ari- 52
« GMAW u(3ul.

GMAW HI2 AL USIR-L [A(SS1 21121l GURAL 241 &, d (AU
aRy, wQ Gaella ary 27 A Aye 8.

A ay: 2fg adl-l 2 BAUH A AR5, Asd SAsL
3 des? Asen guatell viadl Hie G 8, adl-l 241 (Bl@un
Al GUALL AWML I AAFRRA EULGAL GMAW HLE 21U B, (B[AuH
Yot A3 ales dl 8RAA & 1A adl-l sdi ag A3l Id 2Rl
AALEA 52 8. Q2ll, S ellg AH diof 2 AU YA GxL
alEs dl alg A AESR sl HI2 (BlAuH uRie sRami2ud 8.

Uldlon eltgl AL Hie, Al ags dt adlHl ag il urieall
8. Auey B Gullat Al A1l &R He asdld 51Kl RAA-AL
o812 A(SSoL 112 2t B, AL Ay (BlAxUH N 5L 10 RN 413

8, A2ll (B(Aun 21121l ga-itHi A3 sy UEL sAL HI 6L
Qi a2l %32 ud 8.

AEsR HslAl AHRUA A1 g6 ULl GuDdMi Qatdl el
welQd 2 &, a0Hell dAct Aes? Hi Ak d GIS) wdetl
Bl 8. Al (581 uR di5es2:3l5 sl ueL g aRd 8.
(Bcflamell oiict AesR Hi ueloud 1A st Heu el 8. (e 1
(A(QeL cty 24 91 AL e &l otAc Aes AL ISR il 8.

AR ASE RS W 2145 UL U1A GUAPHI Adldl 2424
usl-l Hea Jull glrL Q1S wdeL Vel 53 B, (BlAUH sdi adilHi
A 2lR1gR A AR clll A 8.

Fig 1

UNDERCUT

ARGON-OXYGEN ARGON

DEEP PENETRATION
HELIUM-ARGON HELIUM

GMAW BEAD SHAPES AND DEPTH OF PENETRATION FOR VARIOUS GASES AND GAS COMBINATIONS.
THESE SHAPES ARE TYPICAL FOR DCEP (DCRP).

CARBON DIOXIDE

WLN227611

GMAW Hi qudl w(Q Baille ary ¢4 A4 Asa

510l SRISALES: s10i4 SRNSALES (CO2) Al sl ag 22 Het
ARl Ales dl &Rld 8. 24t ARl AP sl ag dleex-l
%32 8. d 1R 8ldtell, A AesR A AL ld ) A 8. Azl A et
aRlet{l %3 8.

CO231 A9l SRt il 8. 2L GUd dsldd (AAeL RN 2L
&2L.CO U1 tiA1AEl HIN2U{0L ¥ AR AHRUU B, HRLS| ULl
Bl & 1A AHi Q1S GRS 81U B A 215358121 8l ell.

CO Hi AM2dldldREl ARAR & A Hlel wHIeMi J(SaL a1

150

8. AL 5L AM A UsSIA el 21d &, ARMAAAH, Al
B2ld| RAASA Bl SIRASASIS B aRalk GurNaL 2 8.

SlA(sASIEBA AesR Feuiel AU (SAY €2 52 . g CO A
GUAL sl auid AW AlRA2IA 33| 2. edLedL 7-12 est

CO2AULUMI CO (5L0{ HASAUULES) ol &. AM -l cotlss U1 sH
qél 8,

CO AU 25% G UAlE GUAWL 2 B2 A2l (B(@un
sl 2112l AEsR AL WIolRRY ag GalPd a &, Al sy
ARG Ay A5R Al Auél uR adl &, dell des l Bgtyet A1
Al B



il stofd SRNSALSS: CO2211 A 1Rsd Sl Ybid
el agy Ualél o1 8. WHL sloid Rl AlSSaL sl auid
L ASRSEDL §R SRAMI HEE 52 B.

CO2UMA URL RAR 5? 8, A2R €ISl & i A glRL Alell vt
(&) ASE 2L4R A Wlcdle AN B.

PRLA-NEAYA: 2UA-BNEAYA A A&l Al GulaL @l
AAR™Y S10{4 A RAAY Kl UR 2t B, 1-5 251 A SA%
Astal [Aoua, AE) 21d16lAL 2Ls121], s A1 HRl G
591, AU SAYA ACSR SlgR URL YRS B, AesR ya A ag
UALEL AL & A 21-55EPL §R 5% B.

AUSAYA AM A RAR 52 & A A2 €elst &, AUSA% -l
GUAL( ag-l AuLél A&y AUsA3S 29l 2L AU sASIER 2L
AWML 1A Aes? L Hyodle qaal gwd 2RAlsR] R Yel

159l &L A AL Ascll Rl A 2% Al agy sAYA
GUALL sAML 21 8, dl qeuRil SIRAGASISB] A1 ag
w0 A AR BUAL A A1A2US &,

AR Udled SR1U €2 SASBNA AURAIR USIR, BSU A dclHIA
AL GURAIL 2 ASE 2145 HIS UR AIEURA 8.

R il
AL AESR Y& 10 L/min
HEUH AEsR YA 15 L/min
i Hlel 1 AesR YE 20-25 L/min

(A1 AR UALE YRcll A Blal B2l ¥ LRIt 8l 25 B.
SIRRLA & & A A2 Udle Yol deR &9 dl A MIG 21{Hi
OlE1R 4199\,

GMAW 3| 21452 Hi GUAL HI JAQ AA 241 4 A3eL

elig s AY SIAEL
AHYHARH 4RI 0.1in.(2.5mm) X1SL; 236 ASE 2RAAUSR A ARG YAR AL M &1 Biel
75% &(GlRx 1-3 in.(25-76mm) SLSL; AR Scli ag d1R0{lq &1ye

25% dRd1-l

SW ABE, A A | Aol AL e{leL yReL 535 1/8 8 (3.2 Hil) Yelll it Hie Aqs: yet o w13 RidRel

AR AR BdH AsLE s

sRui ¥ld, A R2 AL A QAR ag yRalel 249 ARIAR(A AESR Y& U 53 8; A3 iseld 21
5-8 %CO2 UL AHAAY, i55EL E21S) 8; 1R ARuHR[ML Gl 235Ul w2l 42

8.

el Ascl qéla CERTEN 4525211 el21s) 8; AR s8lRcl Yl wis 8
2% dsA¥

YA ylla ARl AL A HARL agy uRalel A ARIdREL §¥H AGS YE, AR ASEA A4 HSLAL
1% sA(¥ AH YA BUle 52 8, MR YA Al UR S 2A1gg 5 8
CERTEN Uldoll A Y2lE UHILEL HIS 1% gAY HRREL Sl agy A3 AU y2AR,
2% s ASCEA 211 AGSPLAAYREIA 53 &

AHAYHARH S, | a2t A1 Uldofl yea¥ Aelet AMIEL HI 1% N 5AY4 HRREL St agy AR A AR,

WPRIRH, A | ARPNAN e(GRH | AsEA 211 AGSBLAA(YRELA 52 &

3 Au-L AsE

sRui yéld SERTEN 1/8 in.(3.2mm) 2l A 1SLE; VUL Al B AGSEL HBSY; AYAdH Al

20-25% CO2

COo2

¥deR; U3l s

Glst eUs; BsUL AeSBL BSY; AYAdH WA

Yeau yelet

90% &lctRx
7.5% AR
2.5% CO2

512 URA(SIR AL ARH] AUDRY L A UR SIE AAR; 516 2ASEEPL A AYAdH
Al A AR
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12 WA AU (CG & M)
qes: (Welder) - 14 Asc 4H1Rsd AlE3al

AN HI Advildd Rugid 1.5.73

SELSAU S1& VRS A(CS2L (FCAW) - aid, clied, A3 R, AWS Yot s\(2a1 (Flux cored
arc welding (FCAW) - description, advantage, welding wires, coding as per

AWS)

GERU: V1L U6 id d uuef g2l
. SASA 512 VRS A(SSIL AHYdL
o SCISA S1& VRS A(GSI Ui ASE 2LASR Al USIR AUHYC)

SESAU 51& WIRSd A (FCAW) Fig.l A 3HIR5d AlGSat ulbul
& Bl AlGBaL el 2Rl sesU S1E eYeyar soRAud
gAsgl AlUR A a5l AR UM A AM glRL Gl Al 8.

Fig 1
CONTACT TUBE

FLUX CORED WIRE

ZigELDING\[# ! \\ \\

SLAG COVERING

WELD METAL
FLUX CORED ARC WELDING

WL211411

UBAL AL A oA AU B, AHed 5 a-(Aes USIR (FHI sESU
(UL dAMIH S 53 B) A Y (AES USIR, B AELRAAL IR
SUAA %3 B,

s10{d X e, el AsAl KA A AU Kl AL sAe, ElRA2e
A AR &S UlBBotuiell Al v AU (AEs USIR FCAW
QUs YLl GUAIMI AL B,

A 5, Acs-(Aes UslRAl FCAW Huaud stold Xlet AlESa 1
AURA & A AHLUSIR glRL BULEct AESR Al dRiarl AL Sld
A (Aes UsRALAESR | ga-iHi sasl yriarialdll gl 8.

ALELA: GMAW 243 FCAW HI12 G Qatcdl UtetAHi et
dslad, At R 247 Sle Acd-L Anfemi 8.

Ra-(Aes auR Hie quldl Aot SR oliedsiH Hi yol % HRA
8 5101 5 A A1 Al %3 el Acll % 3q, sesA 5184 AR
Hie GUALHI Qaldl §le AER AgEl SYEYER AR UR dg USdl
€11 e sUl (At aruR estuds LSl vt sl usel.

FCAW Hi ASE 2L45: FCAW Hi ASA 2l1§ GMAW U5l
2l Aleulat Sl AE2L 8. FCAW WAL ASE 21-4SR Al A AL
AL AlsA €2l B, B 5 Hlel QuAe 2lugR AA ALl Y
2L4SR. % 5, ¢l gl sellefe 2lsR dils ad(lsd salMi A41A 8.
FCAW U511 &1 dluR GMAW -l B+ RAR &l 2112 Vel sl
A2l Hlel Y alugR el adHid dicey 3+ Hi Al 8. GxL
AHIA QUERS 0 UR, 2LUGR HLS L EY 2L-45R Hi vlees &.
AsALASUEY ASA 2l§R EMALA AAAS SaAL HI2 As

152

HE] UIR] A RS SlEH AL SR UR ‘seisy W'l &1l 8,
B AN Hi 0ER dlsA 8. ‘SesU W& HNed USIR-L SASU 516
quR A1 A(SS21 €A ¥ EWIRL B.Fig.2(a) A 5, PelEE AR
A2 ‘getsH e Al 42fl A4 ASE 2LusR A UsR 8. (52 .2(b)

Fig 2
METAL
SHEATH

FLUX CORE

(2A) (2B)

FLUX POLE

(a) BASIC WIRE (b) RUTILE WIRE
APPEARANCE OF FLUX POLE

WL211412

SESA S5 URSc A (FCAW) AL SIUEL AN NG IAELAML
(A1 ¥y AR sRal-l (A sl 8.

q otell A(ESa1 RALA uR cwdf A 25 8.

Sealls HI2 (AlSSararalatl %3 2l -l ar Gua--l RAAHI
ALY 8. A GAL UL €2 €14 B.

Baly)ct 2sudl el A5 8.

A Asc-{l A& AsLSS.

2{B2S\R (GBI AL g5l A(GSIL L2 AU,

L (S ulBuL Al ga-ti luiadt Hi wHIRHL 4R0.

SESA 5154 AR adllsW@L: 2YoyerR iRl 2ie Jcll udlet
Yo SRIHE Aes? ofls UR RatlLHs A2 YRl usd, des ya
H{ 331 AARL cdccll 1A SlASALBAZA EMUE SaAL A A
A (R Y3 uisat GuRid A A AEsR A YRAA uwvidl Hie
%338 (AUSSIL HIEUH o Beule sRal AHIALL AL B. Y&t

SASU 5154 AUR 8A ALEL SLoi RN, AL ASEL LA A RAQU
e AL A(ESL HIS A AVl UHAL SaAL HI UL Bueted 8.
yale{l wgla AL ALEUR L AR A el A [Aes, Haeyd A
(Aes, Ase sle A a-(Aes ddls adlsd sl 2usiu 8.

22LEE A (AEs AR Hi vjod % AR A ALl e @sdy,
GriH RAA2{l AlESdL atHdl 1 AL A2 §R sRall 241 Ui
e alu 8.

yaeid A (Ales amur arell AU cla@sdl, 204 (et
URHIEIAL HIR G Ae-2lletdl A1 viot % AL AiRs djaent
2 B,



ASE 518 dlRMI Yot % L WA Udle 1A &, BHi Hu ees
QLS UldR A 52 AR LA 8. AL AR adlHl/Co2 A
(AsiaL 1l B 2LusR AN B, A YridH A2 VEL 52 & 1A
YIRS Al A @BUAAL HIS €U . ACS-(AES AR AHIRL
&g 1A &5 A(ESo1 Hi2 Guetey 8.

SASAU 5164 AR U AU A 51652 6i UsIRHUI Guetedl B, (11
QAR USIR AHLL SlA dictt A 512 8l B, BUR S1ES USIRAL
AIUR (ANeA 5 SElo3 vl 2N NARAS US(R)A LI A 41
ALRLAIH 1A 8.

FCAW sl(221
AWS D1.1/D1.IM-253R¢c A(E321 515, e

AWS D1.3/D1.3M-25u¢et A(GSaL s1s, le e

AWS H¥ol FCAW 1221

dAgvaryaeid  2lds

AWS B1.10 AesA [A-(A-121s udlat 12 HleRlst
AWS B2.1 Ao Ulsul 4 el
GUAUSLA HIS RUlSsWL
AWS D1.1 RsAE (B2 (KEla)
AWS D1.2 5ARE A(GS21 (AY A [Aun))
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12 WA AU (CG & M)

qes: (Welder) - 14 Asc 4H1Rsd AlE3al

UIRAM HI2 cild Rgid 1.5.74

QA st Al aug-Q eurdl dudl (GMAW) (GMAW) (Flux cored arc welding (Edge

preparation of various thickness of metals (GMAW)

GAU: UL ULS 2 dA Auef 82l
« GMAW Al &Rl Al sauasil
o %381 dadl vi2 QR ustR-l AE ulsul 4 ai s

A Ase dAl: GMAW/CO2 AGSdL HIZ $R 1A A3 &gl
AL {2 R A wAe L uellNA (Aes Ase xRsd AlSSat
WALl B ¥ AUls sAWMI 1A 8.CO2 A(SSoL AL B Rde

V o2 Ylg2 HieAl Yu A1t 400 2L 450 81 & AR (Aes Aset
RS AlSSaL (stoL 1) 12 auRldl 600 l vl slu 8.
QQe ustR-l AlSa wlat i el dadl %391 8.

Fig 1

PROCESS

MATERIAL
THICKNESS

MANUAL
METALLIC ARC

MANUAL CO2
DIP. TRANSFER

MANUAL CO2
SPRAY TRANSFER

0.9 I —
[ ] [ ]
16
3 | ] | H =
] A 60° 2 A
\ (¢ A |
4»‘ 1.6
5 60° 4 PALUVAN %
SR asiy | |
| 40°- 50°
10 80°-70°, 60° o /
[(NE] | Y
*—l 1.6 4—1 ‘ 16 16
125 £ , 60 o 50;
T\ /N AWA
) 4* »J 24 »\ 16 16

WLN227812
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{129 VA AM (CG & M) QUM HI2 iviAd Rugid 1.5.75
Aes: (Welder) - 14 Asd 4H1Rsd AlG3al

GMAW uiiHl, s1RR0 A Guid (GMAW defects, causes and remedies)

GHoA: AL ULs dia d yuef 820l
o AesR Al vitdl, 5130 WA GUIA M.

vifdelu Q2R
Figt e .° TR .°v. Soc (et AeR: Y1 aldimi galodrusla 1 sell
o " - '. ° 0 - . AesR HslAl 495 el AU b3 AR B,
P I R AT :
Aealq sirel YeuReL widi
AR gle 23SU Yot qER 8. GllgR AR gle Ul uRie 5A
G2 Vol dElR 8. GllgR dlE e 3% UE S,
gAgeR1 AgySel (UEls H1Be) vjet @iof. sl | 251 SAgeRA AgS2A BUALIL 53 (AEls 241Be).
gSSLOLEL AqsBL uedi sl Awel uRell otell dRAL, del, A%, AR, Ve-e,
552121 41 dies] g2 s,
A SPL AR UR AHURUMA H[ESBLAX. dyaeAl/sEHl2R uR 2lGsBil dleil yrale qeiRdl AH/A2dl
AGSBL dRsl 4%ls SR AU sl HAA, YUS AGSPL AR GulaL
dleL AesBL AR, 3.
gl SR 2l el Higll AqsBL AR WR Ad Hadl goR(Se Guisq €2
3.
Bgyydt
Fig 2

slA 2Baldl - Aes? AscHi AU AL [DRumMil

Ry | SRS

Aeald srRel JaURRU WLl

WLN227912

YR R{UCLINA 5. AL NH YRALE € HIS UL,

oigs 103 Higll ¥d2R g2 2. clS HI AU Blal AUl

AsBL RS AXls sAGaA g2 sA. YA alg Hwoyd 4 Al dqui Jell
AESR AL A Ul AXls cigs usSl yAvil.

ulel A, AsBLIRS 2(ESBIAL AR GuLlaL 5R); Al ARl 2uHi veE).
dlEL AesBL AR, {AE, Qs AGSBL AR GUALL S:A.
gl SR il ctg- Higll ASBL AR UR det AHadl goR(S+eq Gulsq g2
SHAL gSSLIEL 3.
AgsBPL uedi stHAL AWl uRell dHi R, det, Ay, AR, Ue-e, slebi
A diesl £ 5.
ag G ASAUSISABL AesBL A Guilal 5.
AesBL AR A1 Al clelR vjot g2 aljdRuL 8. wLddl 5 5 AGSBL AR A1 l etelR (13 HHl) sRcll ag aRdel 2.
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1yl 53408

i

LACK OF PENETRATION

Fig 3 5l 32yel 18 - AesR Al [Asgadl UaR AR
YUl 52408 sRaL HI2 ASE Ellg AHAAL APLAA AESR
Halsl.
e
Aeald srRel YURRL WL
aRs|l dLEL. AP ugdi sl Autdl uRedl duiH R/l dd, Ay, AyeR, Yee, slell
3 diesl £ 5.
BURAM L dRH] E-1ye. Gy iy 2RR[l URie 53 AA/dl AR dlsl s ALl 5.
R AGSBL ds ls. AsBL eRHRUA QURBL lls A AR A2 Ay H YS\.
AcsBL eMRUA AR Yell ualual HI siHAL 5181 A2 IRU UERL 5.
age Al dslslt GullaL scl aua a1y oyl elALet YR SHRIAR HiAM
A ussl vl
AesR Yyl 210l &R uR Ay AVl
0 2115 S L AR 21 o1 Al GuAlaL §R.
A gals
Fig 4 I5(A 401 [A211 TS — AES ASE A ASE gIRLAHVIA
8 i1 dese L 1A aesq elu &.
1=
RNV ERN VA
| | |
EXCESSIVE PENETRATION GOOD PENETRATION %
g
Aetald srReill YERRU WL
AR 2Rl S-ye. AllSR dlE ey 3% UE 52 A AR dlsl a3su A1 8.
Y1153l 35U Hi qeuRl.
guls 2eud
Fig 5

I5(A 5¢RAUSA AU — AESR ASE A A Ase 4R

|

g ETIRIR T

S
-1
11
(]
Il
~L L

GOOD PENETRATION

WLN227915

Adetald srel

YEURRUL WAL

RAR AYs AU,

AR AESR ds -ls.

BURRAM A ARHL S1ye.

AL ot S1SLAY A AR A4 SIS D5 AU YRelA sl AHlaQLRUS
8

AR AGSEL AR A5 S2AA A IRgd AlsMRUS L ¥laad] uuidl auid
gRal {2,

HEAAH BIRUE SR HIS UHIA 0igS L 51810 &l 15 SEIEIAL v

Y421 AsR Yell A1l &R YR A Avl.

ULl 531 5 AqsBL AR 418 l velR (13 HHl) sRclt agy ARl 2L,
G AIUR Fle BSU URE 5 A/l BYA dleey 2R (1 uRie 5.
Y1153l 35U & 52
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glRLotdR

Fig 6 15(a 60td-g — des Asa AYeuLl A Asa grRLIA
& Ui 516 altg &l 2l d Bgui uReuA 8.
deald srRel YEURBLL WAL
(LR S1ye. GllgR Al 3% UAE §RA AHA AR dlsl 35U A& 52,
Y3l atauenRdl a1d/221at siaadl gul.
usll @ A
Fig 7 is(d 7(As(d - Al M1 Aes Ase AslAA 3
AL ASEA VRASIU EGULRL SR B.
YAR &lA. YRR WAl
AR 2l S1ye. 552 AUEL UR &2 25 AU A2l & &Ll BUADL S
@sla
Fig 8

THE DIRECTION OF
THE WELD BEAD

BASE METAL MOVES IN

is(d 8(Ag(A - Al MUl AesR AsE AU B
BLEUR EGLRL S D VWASIU HIS ASE.

WLN227918

AR sl

YEURRLL WILE

AR IR S-1ye.

A ASEA AAARL AviAL HI AUH (5HU) Al GUAL 3.

AESPL UL 2R SRAL USEL UEL A1 85 AGSR i1l

EllgR Al 3% URE §RA /Al AR dlsl 35U 28]l 52,
Y53l Bsu Hi qauRl.

ALAL GPNHE AGSR S 24 AGSR AYA 65 Adl €L
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12 WA AU (CG & M)
qes: (Welder) - 14 Asc 4H1Rsd AlE3al

AN HI2 vildd Rugid 1.5.76

A(EBo1 AU Ele FYye 11 le g4Ye A [(RiAd sall ds-lsl-it (Heat input and
techniques of controlling heat input during welding)

GAU: UL ULS 2 dA Auef 82l
. 8le gye A it dslslg agid s
o SRH12(l VAU [ARelIR FBLLCLA.

desA2, Y(BEL, a1l BiIRAURA 2\, S2RUIRL AlUHLA.

YRuA: A(EBL eI, Qg allg A de-Alg Yell 21RM s
A & A A Ul AN Hsuell 63 Aal galHi 1A 8. AEES Al
A4Sl ML URL {lAUL dAlUHIA dRH 2l &, Al SREL AlSSA
dotssiiell uRadd i & ud BsUl ss wR, Qg alg 1
ALALARERL AL ESLE AL GLRLARHL AL R&ULA{R A 51, UHALAL
S(&ct 41 dell ©iBs dyeten] e ueud R 8.

Qg eug-l ugloue 2 GUAsd AsA s1RQ UMLAd 211 & A ‘Ele
85525 A4’ sEAHI VA 8. A ASEH U B 5 5[BAdl S5 -l
€2 UR HIEUR 8. 655 Vg atR dedl s(3dl aaR &2l. 655
€A RIAC sal Hie Yl-El[Za1 A S2uUl dtudlA (ARl
YA ML 21 B,

QG501 AR drud A g2 sl A Adil 2R uelll arnal
HIR gy AL lg Ul UL Uit sRaL HLe, AesR ugl-l Ele
glen-e vqARaMi 19 8.

Ele g-ye: syyo3t AlBaL Bl Aol s glrl Y3l
uisaHi Aadl G A sRsd Gl sgaumi 2d & w4 Al
A1RLAS] AcdHIA iRy 1A A[SS21 235U uRe(l scUIHi 1A 8. )
& dH AN Q1o AlBar vz GuNaML Adldl A2ll; duiell seeus
&Rl vlals A1 8. (5191 1)

Fig 1 o
CONDUCTION ? WORK PIECE

METAL VAPOUR

FILLER

RADIATION
WIRE

(LIGHT) SPATTER
PRODUCTION

CONVECTION

PR = Iy
// \VIV/ \\
» ) BN CONDUCTION

WORK PIECE
LOSS OF ARC ENERGY

AlSSaL wEal, Alesor uRHeL, w1 ust?, YA drH adl
A1 B sl Hio oeclle 8. Gl g5l Lut-ui Aol x4
a5l Al A dRdQs G-l viely slaal ML, éle
g1Yye d3lE vl 2L0e-l GUAL SRAHI 2414 8.

WLN228011

Rt wi AesR L éle gy -l il Al ulbut 24 A
QL Al stlatdl A JeusiR s39A srami 21 8. dall, a1l |
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g4y Avs 3d asUl Y3l wsani 2uadl Rl -l 1t Hie s
HpleRlst ddlS Aar xrdl 25 8.

A(SS0L Hi dAlMHIAME 5S1R: BUR UL dlUHLIAHL dsldd 8l LR
ARl As [ActiRHll oflost QRcIRHL M2 &, BH UIR(l BdllR UR
ag 8, ¥l A diumil 253l A a& 8, B ARH Al -t ¢l
8185 ueLedA Adaell 2 .

AR A\l §2 AdHi 1A B, AesR Hi dRHL @ Hi vlelR dRs
dg sAML 2 B, AESR o cluHIA ©él AR B, AR desR -l
Ags-lwae § drumi aell 28] 8.

ACsR &%) g 6§ AY B A \A2 o dluHl &Y UL dell 28] 8.
alg Aes? Asctdl Aaolg sl AL HETH dluHIA Ueld &
3 655 A2 ARL D

A2l AU [ARAIR (HAZ): AESR AYScl Gl HI ELd]
s Al Gl A Ase, ASSaL (352 A ualaReL Hi ag
gIRL (AU Aivani 219 8. (AQ8L 2R Het AL g 5l
A Asa-{l A 1 orR{l2(l AARAXA A\ (HAZ) seAMi 414 B,

A(ES21 €N, HAZ A(ESaL Higll uR ag 2ll ug et R
HEL A dAlRL AL 5RFRAL UM 5 8. A H2RUEA wR AlGSa 2R
Het ALAs el a2l HAZ Avdpaiend viuReud 8.

QG521 U S AR €2, 21U cAtumld A 55 € gL Ww(lsd
et B, AR HE AsAL ARHL AL S-ye, MEELL i, w@e L
ASLE A AYSc oA glrLuRL U A A1 8.

AESR AYSel: ACSR AYSel Hi &R A 1A D,

1 Aes? Asd Adl AR B ¥ dus ULl {UASLSS
RSAM .

2 3 ElsA AU A ASEHi AR 28\ Ul A ASE 1Y &
g (3R Awall A1 AR 2ll.

3 AiAs A A Gl A 5 B 2\~ AL cllUHLA AL R™UE US
8 A,

4 GuLucAd & % 1 A A2fl U &l cAlUHIA SAL A
AlYHLA A1 AR HE sl Ausui .

€35 OlHL Al cllal@s yaH vl qatrll A SR8l AetdL
dpaien! 8.

ARH2ll 2ARUA [ARALR 41 S5 WuiHA 5l A 2lng

Qq gl (AR, B 2R He As-l uReuA aug eurA{lu uRad-

Hiell uAIR 2 & A a2l BLURAXA A\ S 21 8. As
cdlal@ls HAZ. (5191 2)



Fig 2

HEAT-AFFECTED ZONES

MELTING
POINT

LOWEST
TEMPERATURE
FOR
METALLURGICAL
CHANGE

0°C

(b) OUTER BOUNDARY
OF HEAT-AFFECTED

HEAT AFFECTED ZONE BOUNDARIES

(a) FUSION BOUNDARY

WLN228013

KEY DIAGRAM OF INDOOR SUB - STATION

A sloi+ qHSaL (CE) 0.4 Sl aell L, dl at¥{lell wettQd o5\AHi
$E101 AULAAL A S1RWL A 1] UL w2l dellR Al S1RW),
(QRLs AU A ofls 3611 d15 B viLdl ee-i-) [Asi s29L.

AL HuRll Rl Al s(3dl 190-200 BHN 8. HAZ Hi,
ASLE, slofd AHAAL AHIEUR, 350-450 BHN Al s(cL Yel
Yell 2tslt . s(&dl § R 655 €2 UR AR ], AR
S[Brdl 655 Al GIAUL £ 43U A55U R 5cli Aell MU AR
5511 Aui aaR elu 8.

655 €2 AR slof+ qusat Al BGunQBu Be 3 Hi eelaani
AUl 8. slof Ausa AL AL AR BsUL € 351 A 8l
A udi Ae- sl s 8; st (Al Rar, 0.39% 2l 21
CE YA A1 HAZ 55101 ¢1193 & A AL B, CE AL G2 1R,
GILEL 0.48% S8, EllA 655 €2 URL 551 G ANuH 8.

Fig 3

RISK OF CRACKING

CARBON RATE

CARBON EQUIVALENT (C.E)
INTERACTION OF COOLING RATE AND CARBON EQUIVALENT

WLN228014

A 5, A agq 00U YIEEDL 241 2l Aes ASEUL LIS
(1R] tR AL AHRURAA g2 531 215 8.

BLEQYA] B R &lAsRs B. &lI¥- (A(Qer 1A Hiell
Y210\ el AesR yet Hi AL 8, SASRlA $ESU AARHI Al
(GUEBaL AL 2AHT A, Y St ABRA Ul AL AR, ELEILYA 21RH
Rl Higll A ll aél 215 & 2t AesR ye Higll HAZ Hi udR
A 25 O Bl 51RQL 55PU HIG i 8 B,

MAG 41 TIG D/l 3l (Aes sl aueit(ds 3ld 5-10 ml/100
UM R AL BLEQYAHL AL B1A B 24 241 3L B5PL 2L
JRUBRS B,

gle §1ye A AYsc Hi ASEl ASLE AsHUL 655 €A AR
5 9.

ASL AP 655 Al €2 Ul sl ag sl B. &2
AHLA duHA AR[ glRL 655 Al €2 e[l Wi & -l vieR Awd
HLOw AU B Aed 5,300-200 °C. WA a2l weAd A-ui
SISURL BLEILYA A Ve AseHi azdl gl uratd(l 24l
SE10L YUHA LUIHE URL HEE S & UL AulleS A A2l

YuA YRl uRuR (Re{RdL A2d 3, CE, 655 €2 () &-1ye,
AYSA USIR A AUSLE), BLEQYA AL 24 Yl(&eA (AlESat
€A Qg algq dAtdHLd) HAZ B50LAL v (RIA Sl
¥Ra .

s ofls FSloL MU A9 Ul ACSR RS-l udaiell oM
5317 AL AU UL ELE¥ FASLA UAE 58 AN ALl €2
sdlasiu 8.

WUAAL &g AesR SA5etHi vl(EeA 2u 1 GuA(l & -l AR
SIRRN &. Al &

a MlA-Al GuAlaL AesR ASE A a1l wetlAd A4 655 AL
€2 ©21SL &. UL WRRUA ag 4M &g 2uRaAl AL 2L B,
%8 AesR 5511 UldsIR 5.

efldl 655 €2 BLISYA ElASRS 1A QU Auall ural(l
A B, 5511 S1RQL AIR.

YA sl elelst .

A AHIA KA A duHiAl GUR cld & i Al sl
o1RS A [RAcdL &g 215 8.

BLEQX-URA 5511 Hie S1E Kla Aol UlAses 2l agui,
l(AAl GuallaL 055 AR YR A Y (AR sRaAH HEE SRAl
YL 53l 2SI B, BH 5 M 2.
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12 WA AU (CG & M)
qes: (Welder) - 14 Asc 4H1Rsd AlE3al

AN HI Advildd Rugid 1.5.77

ARML o ([AdRwL 41 235Ul 655 Al 2R (Heat distribution and effects of faster

cooling)

GAU: UL ULS i dA uef 82l
o QS Ui ARH] AL (AcRwL Al 21 2US AL UM%,

AR $15a{l Al agal ol gle $-4ye a8 & ug Al aflu
agal ofl A(ESa1 éle g1ye e 8. AR Ele §-1ye 48 8, AR
AEsR ASE HIZ 655 -l €2 €12 & A 1S WY AL AAYH
pyeiisHi aeRl 2 & A AesR Al HIEFResAR viree
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Fig 1
COMPOSITION OF
PARENT METAL

DEGREE OF
RESTRAINT

THICKNESS OF
SECTION

TYPE OF JOINT

CLEANLINESS OF METAL (RESTRAINED)

FACTORS DETERMINING MINIMUM PREHEATING TEMPERATURE

PREHEAT vs PART THICKNESS,
CARBON STEELS

PREHEATING

NO PREHEATING

R BRI B B
1 2 3 4

PART THICKNESS, mm

COMPOSITION OF
PARENT METAL

UPTO 10mm CARBON CONTENT

UP TO 0.25%

ABOVE 10mm
CARBON CONTENT
UP TO 0.25%

PREHEATING AND
POST-HEATING NECESSARY

FACTORS AFFECTING PRE HEATING AND POST HEATING
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1 g el dl s WUEEDL s5ct AYScl [ArctiRMl ¥ G us
8. A 2eu(As YUEEDL sEami 1A B, (5191 3)
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Fig 2 — —
i
w
A
%Y \
@
A - SUPPORTING BRICKS, W - WELDED JOB, L - AIR VENTS 8
S
TEMPORARY BRICK FURNACE FOR REPAIR WORK g
Fig 3

IF THE FRACTURE IN THE WHEEL AT "A" IS TO BE
REPAIRED, THE PREHEATING FLAMES SHOULD BE
APPLIED AT "B" TO AVOID CRACKING.

CRACKA

WLN228214

TECHNIQUE OF LOCAL PREHEATING
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Fig 4
9 NEED FOR POSTHEAT vs PART THICKNESS

CARBON STEELS

1.00
090 [~
0.80 [~
POST HEATING
0.70 [
0.60 [~

050
040 |- NO POST HEATING

CARBON CONTENT, %

030 -

ogo L1 1 1 1 1 1
1 2 4 2 2 2 3 3 4

PART THICKNESS, mm
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Fig 1

ENSURE EVEN HEATING

TEMPERATURE
SENSITIVE CRAYON
MARKS

PREHEAT PLATES TO 200°C USING
TORCH OR FURNACE AND USE OF CRAYONS

WLN228212
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Fig 1

COPPER COATED
LARGE ELECTRODE

/ CURRENT CABLE

ELECTRODE GUN

K FLUX HOPPER

GRANULAR FLUX

DIRECTION
ELECTRODE LROM

— -
FLUX o
MOLTEN FLUX OF TRAVEL

HOPPER \

GRANULAR
FLUX
. BLANKET

SOLIDIFIED j
WELD METAL

OLTEN - ARC PATH
WELD METAL
BASE METAL

PROCESS DIAGRAM (SAW)
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Fig 2 2
# £ - E
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if ALL)

— 16 TO20

3
2 Leo )
MANUALWELD | 000
MANUAL WELD MUST HAVE 50%
PENETRATION MINIMUM
3 6
S 5 %‘/ 4
_/7" 2 3 _/ 2
MANUAL 1 MANUAL 1

PLATE 20mm THICK PLATE 25mm THICK

TYPES OF BUTT WELDS
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Fig 3

SHOWS FILLET WELDS DONE BY
SUBMERGED ARC WELD

LAP JOINTS

U

BACKING

CORNER JOINT WITH BACKING

CORNER JOINT WITHOUT
BACKING 50 - 70% PENETRATION
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Fig 4 ELECTRODE
WIRE

- WIRE
HAND HELD FLUx  TEEDER

POWER
U 3 HIeTFER CONTROL ~

SOURCE /
SYSTEM 7 pubitl A

_— AUTO-TORCH

DIRECTION
OF TRAVEL —— FLUX

WORK LEAD

BASE METAL
SUBMERGED ARC WELDING
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1. MAGNESIA THIMBLE 13. SECTION TO BE WELDED
2. REFRACTORY SAND 14. PREHEATING GATE
3. MAGNESIA TARLINING 15. TORCH
4. THERMIT MIXTURE 16. SLAG BASIN
5. IGNITOR 17. RISER
6. REACTION VESSEL
7. STEEL SHELL
8. METAL DISC
9. MAGNESIA STONE

10. TAPPING PIN
11. POURING GATE
12. SAND MOULD
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{12 A AU (CG & M)
Aes: (Welder) - 14 Asd 4H1Rsd AlG3al

UIRAM HI Advildd Rugid 1.5.82

Al(Ba1 R 21 ABd1 o112 BuAL (Use of backing strips and backing bars)

GERAU: L Wb i dil uuel 2l
o A1 N A AL E1RAL Rgid A4,
o QB RENRA A oA GuAL WRLLN

ul

Aot sl autd Bated A 25l A & A Avi@d Bot/
Ulsse-l @Qsld A (RUAA 52 8. [As(AQ 211 sl g2isLHE 20
o521 31 A A5 o1RAL GUAL 591 2ASIA 1A,

(AL 5 Al GURAL SRl B.

Fig 1 LONG STICK-OUT AND

ARC LENGTH

CORRECT ARC LENGTH
AND STICK OUT

£y %k

ARC IN ROO| ARC ON SIDE WALL

WLN228711

Fig 2

WLN228712
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HETIH SUESIL ML Ay G et e ol e Al 518
HIE 512 5ARAL URRLH A1 .

Gur-l Hauletell 235Ul 655 Atapareni uR dRe{l URAR A 655
€% AR A WRAS-2 (3252 AHAU AUt elllAML Aeuit
3a seadi -2l

WAL H{ A 91RM Sl UBELL Al A 335Ul 4 elMl 55 Al 4R
dRlet 4 dRellg (Adrel &g.

Fig 3

WLN228713

Fig 4
HOW TO REMOVE BACKING BARFROM BUTT WELD TEST
@
%:\ .
B
AlEa1 1A A oA GuAL

elgl gss), ARARRIA Al AU (A4-sadd et Al
A(ESa1 Al Y(Aau Hie Y s Al uien ysami x419 8. A5 d3s
L ARl 8.

At-gyoflota dlBaL slu AlBaL A Kld AL AL Hi ardR
GUALIHI Qag Al-gjfletet ABaL 8. Al GUAL UR AL &
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A8elR) 341 oiR g Hesl.
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Fig 5

LATTNED COPPER

TUBES
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Fig 6

BACKING BAR

WLN228717

Fig 7

\;FLATTNED COPPER
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Fig 8

BACKING GROOVE
112 "DOOP BY %4 "WIDE

COPPER BACKING BAR

HOLD DOWN CLAMP

COPPER BACKING BAR BASIE NS

BACKING V GROOVE 0.030°
DEEP BY /4° WIDE
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ABoL wR vadl A4 &g 32 Wl sl A 8 wul
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esladl Hie AESR AYSd Al wean Ysami 2114 8. d Y AR
sAM HEE SR B 5 A Ascl ASLE Al 100% AesR (iYLl
guUs) glRL (il A 8.

Fig 9 SYMBOL

g

BACKING BAR

BACKING CAN BE REMOVE
AFTER WELDING

WL20N158211
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2 g3lell desR sl ¥3RuLd eelst & (A1 el avd g
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{12 A AU (CG & M)
Aes: (Welder) - 914 2332 RS AlESa1

UIRAM HI Advildd Rugid 1.6.83

GTAW u(Bul o il ault - AC/DC AlESd1 4N dstdd - Al glladr s
ALAd2u-l (GTAW process brief description - difference between AC/DC
welding - equipment polarities and application)

G AU: VUL ULS did dA 1uef B20
« GTAW UL -l Rugid ¥uasi

« AC/DC A(GSa1 A& 211 fllucdl dRAA dASleel AHFA » GTAW L SIAEL A ARSIAEL WRua2ll

« GTAW UGBl Al 2122 ¥.ua2ll.

WAL AL [QQY A (Tig)
Iy 2332 VRS AES3L Al SlAsI1 (GTAW)

DAHUASAHERY A2, oflont [Qaygl 2A3HLdAHI 1940 2R
DUAHASHR] BH [AsRd 23 &g,

GMAW - [Astd yobd usR-l A, Ld. ARYAAUH 41
WARRAH AL A(SS31 Hi HeE s7UL HIE AR &dl. GMAW -l
GURAIL AHIB RAQU HISE 41 L8 esuelSA Wla Bl (A[Q
ellg Hi See 210 8.

GTAW A AMLRL A TIG (292 Al 911 A(Sa1) saalMi 21d 8.

ElRALEY AL AL [ASI1A Beute- oiradll g ag) 1 8,2
1940 UL H3t [QuRal Hi 2uag &g.

QB2 AL A WY Al B, TIG WaR 1A d, avilell, yaeyd
2LUSTHR USIR Hiell 21 (AL G SASZAASA ULAR 4Nl Hi
UL S.

aivll

TIG A(SS2L A A(ESIL UL & ¥ WAR 4\ cl, A5 W\UCILAS A
A TIG WAL GUAL $? B, UldR A UldR \d Hiell, TIG eyl
A1 vasiadl-l 21 & A d éae- SAsSISHI uelulsal Hi
A & ¥ Ui fle s 21 &, Ul e gaAsal A
asUl 92 SA(52S RS Gi-ALAdHi w119 B, &2 1 A(SSd1
A\ A (Aes (AU AR gl 2w Al gatell YR(Ad 8.
gAlses RS 30000 YEl dtumid Vel 591 25 & 44 2L
ARHL yjot ¥ 5w ALAS ARHL 81 25 B. AEsR Y& Al GurllaL
(32 UHAL A Al 9AIR A ASEHL AsLalL HI2 s3] 2SI B.

TIG WAL AL SIUEL S -

1 AisSl 5g AN

2 5 A Al-5R &gl ACSR SRAMHL AaH

3 $ESA GUAL sl 2l vaal A2 lsdl 2l
4

AESRR Y& A 22 YAAd wuial Hi (AL a2t
GUALL S &

5 TIG AE5R A ©9iél 4 AFA
6 TIG SIE gHIS. Bt 5 2ll ug 8l Beud 59l 25 &

TIG WEAL A ARid ARl aH UEUL & ¥ 4 des A 915
& B AL Sl AL 21l s\ BARIAL Al %32 8l B. TIG

QG331 Al GUALL AYAEt 24 AlelHled ol s3] Hie 2
25 8.

Bl ael (BGe 1)

AR 232 ARSA AL (GTAW), B 292 Ad AR (TIG) AlSSat
315 uel AAH A1 & d As Al uEAL & B ([-Guedls
232 Asgl A A(GS3L sAlL (L 4R ANl Hi AH1AE
gASRS VRS Baud 53 . dRHl2l VRARRAUA (AR, LA
Ellg A &2 SAS2A GTAW EIRL glRL AHAMAHT HLadlL (A
AR AL &otonl gL atdlaR il gueiell YAAd sRaAMi 241d 8.
(AUBU N (RueHL=1 31 adf-)) AU RUARS dyLerd Hi (ABU
L GU 8. ([AUESIL A AEsR A 6AS SAL AHA AR
gatHi U darend A citsid Auidl  s1H 52 8. (AU Ay, BH
§ A 1 (BlAuH, 211 Ay A1 AARRLS Ad wlalsu
Ul 2l aaal cau aAdt 2l A2 SIS dleL Vel 53 B A
uiReels 8lu 8,% AesR A Aty L HetH goudl {l uRaldll 10
8. 52clls (BRURNHL Y53l a3su qeRal HiE el A
GARAHI Ul 215 B.
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GTAW -l GuUL K\, R4AU Wlet, Asa Asd), elseAun,
A YAl AR, dief, Qda, siA 24 ALl AesR
Sl HI2 ARL 8. GTAW dioil ol Qo A 2-4AA Wld 2l
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Dl A(ESdL L Ll

o AR RS - aSUIRUHRH AL Y2 AL ALssA (RiLL
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S1E A2 A2l - AL UBUL AR SASU UL SIS LSl 2l
A2l Y21 @l Aes Ye (1 AESR greld AU sAL HIE S1E
Qe el

S16 s Al 022 8L - ASHIASET 2L-u5R A&l e
UDIA Gl IA0Y &Y AHAL 5L HIE AEL 247 AL AGS2L sRaMi
ladl Al guslell ysd el dl s1eS uels Geaus adt 2l
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Uls vl sesU 5184 AL | e, AlsL gHISl Gt
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Y ULSAME A1 8, Wi 5319 HAUURA UL
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ALEAAHAL A vl 244 UBUL SR A BLE 25 B,

HUIR A [QRcRAAHE AGSIL 5l quid &3S A2l i
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(ARAR A A[2ALS 5 A/l A(ESL AL gHISIl A1 ALy
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SRl vu yeLag 8.
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SIS 532 N WARSIL sRIRse 522 Reda NAREAL 14
G2 ALdd4 RAAsKL 412 ds(As dduid. M AL €351 Al
QASUA-AL SIAEL VA NRSIAUEL B. €35 USIR A Al GUAPL UR
A AR VU2R A Al I HI2 A6 dcdHIA USIR URE ScUIMi HEE
5291, GUALIMI Acldl i AL USIR UR HLE] AU US9

Q2214 Vg Au Hsll a0sa(l. 1A 215(AA, €35 admi
gelladt usRAl A cia@sd euld 8.

DCSP - siR3s2 s ¥ WARSA(Be 4): (92 AsA\
ASIRLHS (et A ASIAG ). UL USIRY ASLaL SAL UsRAL
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GTAW AC/DC H12 WldR l\d (Power sources for GTAW AC/DC)

GEAU: UL ULS 2id dA uHef B2l

o GTAW Hi GUAIHI Aaldl QA& USIRLL ULAR 2\ SR

o [QQQa UaR 1A\ Al ARAZ 2L BBLLCD
* TIG A1 42l eun 311 naae(l seuaai.

GTAW H12 WIdR 4 cll: Ay 222 ARSd A[SS21 (GTAW) HI2
YlaR 2\d ds(@s wdls (AC) Hadl SIuRse 52 (DC) RS
AL Hll4 18 25 &, 2L Hell-) si dl elRusBR, ¥ReR,
B E2RACR AL 2LASHHR ASRFRAR UsRAL HRll-) 81 215 B,
AR 292 RS A3 HR(lAl Actd Udle Beus Sl AHadl
YL SR A4S B, 3L Ucdd dcdHid HollAH, dice flaRui
dnis uMRHi €U 8. il dais AL st s1Ral, 1ol
(3(Ad1 i UsIRAL HRll ddl5 2 mi 21A 8. (5191 1)
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1A A(SS1 Add ddHlA USRALULAR Al Al GUAL S & ¥
91Ul GlowLeS Hi 28\ dslad Bl RUR URLAg 5 A\ Al UaLE
2 B, ulsuL Hlel (il A—yad Gudi daldl elaiell, sla-l
ARARAIA 514 U] coite Hi AHI= ([Pl vjet HLEL dcdHiA
QAL el 48,

WAR A\ AL USIR

2R ¥2R/As(As: HleR Y32 -l GUL AHIRL A AR
Ular alld Al gl (AdRMi A 8. Al dalsgsa Hlew,
AR (AA AteaMi 2l 215 &

A2l Sloe ARBAUL N (A 22l Slosel AsH (Bes as Hi
A5 L€ WIAR UIRA D §1R8L 5 HI2LAIDLAL HSH AlAL ULAR Q&1
GURNL sRAL HIZ 110 e AR{1/SAUL Ui URL UEL 53 &, Ui A
YOG A USRAL SRl UldR 40\l 8, ds(@s B As(As wale G
52 8 A Y12 B el wale Geudd 52 8.

52CLS BAULES ULAR AR B 52 & ¥ As Y[Ae Hiell AC
3 DC 0 § Belled 59 Y 5216t 3 Hi YR WISALHI
AL 25 8, UlsAdld =¥ Hi sl AsyeA-el selet A1,
52cls HISE AR A(SSL AR uR AyRl (RixeLuuaL Hi
A ASe dicey (0CV) AL a0sar(l Hydl 1 &,

As(As aduid 21-usRE: As(@s aduirt widR 1d A
A Rba 5 el & B ARl (WaA@s) R @le
yiell As(@s waldldl Guadlol 53 B, G dleey 4 laul
An3ey yatie uesl Alul 20U UBe dleeui 24 AlSBSa1 war
HIS GRA VPUY UALEHL GLECLLES 1A .

ds(As aduid erRusliY/srRse s dsesuR: ds(As
admid glustR / srRse 52 AVSRR UsRg Helld, B
AL ld AC/DC AlSSL ULdR Akdle sEalMi 241 8, d As ¥
H2(l4 Higll s e RAAseAA SIRQL A(ESL BeldtHi vt %
GUA( B. 12l ds(As aduld AHdl SIS 522 W AL
Redet WARAlAL Baud 52 &, Adud RA:AseR A Rde &
2451l GuaNlol As(AUs Udle Bl SaAL HI 2l D,

Ale wate AseSIRAR glRL Gaud 2l &, B UM 3l SCRs
(R@s sl AsesRR) sEaMi A &, AL A A[RAR] U
A5 (Agyct ea & B AlESaL (5e HiAfle x21al QAuld gellaudl
URAIR 5L HIE YRl & 1 oL 21 8. 3L USIRL 21UBeYR sv2l
GuaLaL A(ESa1 1 59 2usdl 2ll skt 5 A adl uHaal Ry 8.
@& gelst Hie, (3522 AR AlEe Hiysami21d 8.

ARA/sA AlBa Usesiur cias YQaudl: ASSHL
AseHRAR A GUAPL AR AlESa1 yRasi-L SUL AlSSaL yraHi
3UIARA saL HIZ AR 8. AHI R 216 21UFTHR A s(Ad( 54
AA A1 532 A5 S1UR A-A) AHIALL AU B, (5191 2) ASSIUR
RAULCHL Rlet dHAdl ARIARUH (B2 3) -l otdcl delds w@el
AHIA2L AR D ¥ [ASE A2AAL [ARHAAL ULALOL R AL WAL el
8, AAAUH 22l RASH AU icdlHi 41 8. d ded CADMI-
UM, BISMITH AHA TIN l A(Ad Benall és1idd 8.
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Hels W@ UR [Asc adl (R 2arel (sesiéal Al
As $As2\1 (ANODE) ddl5 sid 52 8. AAd B (s,
(AU 1A &) Ase§LE AL oflo ASA (521S) dllS S1H 52
8. A5 1UR Al1-Re- alea dil5 s 53 & 1A Al As ouyA
UdLE Azl & 8 SRELS A Yol % AL WASR AW & 441 ¢l
OllY d UL HALE HI Yol ¥ G WdAsIR Ueld 52 &. dall
(Qggcmale 1A As ¥ (B2uHi asl 215 8.

Fig 3
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A SRS (AU A1 Ns1AG B, il A AlSBaL seie glRL
A(ESa1 &g HIe AaHi A1 8. A HRll uR uaHi A1de 2flu
HAldlA AC L DC A(ESa1 yrasl YRl uisdl Hie (53t s3L
As1A 8.

UsTsIRAR AlSa1 Ae -l Aeun 211 naasll
oLl ASLRLAL Yt RALARI AL
3 H[EAMI AsAR vl L 2ugeA glase s?.

AR ACEI AR UL’ LU R Al A AHA R 520 €l
AL AC/DC U ctal &l

seS1UR WAL A AULS AV

ML VNSO HRBAMHL ASAR A2 A dUIRY 244 AL 53,
AR d(=ALLA RReHA AL sHHI AU

Yull QIR seURYU M2l A clla2il A8

AL 214 sAL A1 9AA dglad

AL Aol -t sLueL
A(EBaL elRusHR a1 &

AR A AR {ESIH A SIRQL A UR(As (BHd

AL ULAR quR12L A S1REQL ANeS] U (21w

AC A sR6L A(SSa1 eI RS oals -l S\ 4R adl
2l

SRl HRLA NRE AL 5128l A& SRl wef
G siRlatHdl
lRa sua(l3l.

AR Aol AL NS LAEL

A AseH A sarcllel 512 SASSA HI2 A1 2l 5191 3

G 2 Al5e eyl sIREL Aui (Agyd Aisl 2sudLag .

ddil A 2llgl, siRe dRpdAl a1 A5 alg (AlssA
(BuAHi) § AlSSa1 ye5a g9l

Al GUAL S5 UL AL 25 B UL [Agidd Y6l Guetod Bl
sl AL L SlAEL

gelladl (UUBa 2/3 A L 1/3) L 551 S1RQ FAs\
i A Asct a %331 2R+  ([AcdRuL 2usL .

52 A A5 oiq alg A AesR saAL MR Al AsAdl yds
GUALL s3I 2ASIRU B, AsEH AUR A1 clgfe sle SaAsld
A dLell GulaL 53l 2ASIU B,

WNARAAL SRIEN SIREL WL [B2L1et AlSSoL vR: B,

dq Slase adl Aelat A4 @l Heeell Actdl s & il
SASRsE A1 AR GUECE A2l

gl SRUER S1REL Al GudL uLddll le Asd, s1Re 1e
A Al-52 el A[SSaL IR Asndl yds s3l s 8.

oL yjeall Al5e dleey-l 518l dui (Aggd Aisl 2usaidl 201
8. &5dld 5l A RAR AN Ml U .

acdHi dNa8L o W 52let s B.
sl AL L ARSIUE
sAL A1 ULaR A d aR1d &:
ag WR(As vl
ag) 3y (S w
ag) ARl wf
QG591 MU A1RS oS -l yo5cll
A& siRiatmdl
QG301 YRR AL (BRAMI ellee Al s1H(18L
agl ULRASE .

GTAW (Bl 1 Ate-A
TIG A(GBaL AL

A e1ql sAL RS AlSSaL Hell-.

UALEL Ay A &-5A sal HI2 A RA-5: val YRal o
el

A5 AEABUHS AU [ARUHA SIR

AU (BelleR

AR AL AL 49 S1ETL AA &1L g
A3 1R (FAsLIA ElIRS)

gaRe gaAselsA

Al (32 AlduA

ds(As AAALYS

&cll 542l A1 51131 Hie Aol 0 willl &ss wauell -
se Rl (Raw)
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{12 A AU (CG & M)
Aes: (Welder) - 914 2332 RS AlESa1

AN HI2 vildd Rugid 1.6.85

8224 SASSISA - WiASIRL - S 3 dALd] Al GuldL 53 & (Tungsten electrodes - types

- uses size and preparation)

GEeU: L ULs 2id dil umel g2l
o &R REnd eudall

* TIG A(S1 1i quRidl [AA8 USIRAL 2321 FASZNA AlH ML » 292 FAsELS-l GuALL ¥Rua2il.

TIG A(GBa 112 SAslsA
TIG QG5 HI2 E) SASEA Huud eaRe2ll vAg 8.

Qg 2921 EAALGL 3,3800C L 5208 W2 AL ot ¥ ARH]
u(Aeas Al 8.

ASE ALSAUESL 2lSL 251 U e A(Ad 5917 Fasgls-l
ALES cll AEUS] ASRU & Bl SRIELA B 5 d BJ UL MRl
UldsiR s3l 25 8.

A2l A e FASLISAU 2 22 SASASU Sl Al
YL A ag A3 Saller daien] 41 8.

&oe AR 112 GUALHI Aaldl qlell ag aralrk Guiawi
Qaldl Asct ALSALESSAAL 1L B

o 2RUN AsAULSS ThO2
. [BsiAun 2\su1s zro2
o A ASAULESSAL La02

o ARUM ANSULESL Ce02

232 SASASAU UR 11 RA5d

BH 5 Qg 292 SAS A (AAL A LS AN M IA EVUA D,
Al 4R\ dslad 539 2125 B, A2l AT UR UHLLLed
RILAS AHA AAUL B,

gasglsU dcal 10 HHl uR AlssA 1 REd 2da 8. 2ae-
gasel Adlell A= Ad Gulai Adldl ustsIRl 8:

o Qg e dletl 3 REd 2Ad 8. AL SASA ViRt 5314
ARJARUHAL 2 AYMAuH Al AL AlSa ue
AUR B,

2% AR A1 29 cllet R Q& 2de 8. 211 SAsl
GURNDL H12 AL (A4-AANS 44 Al-AARY Rl Ausy
RAQAY LUl A(SoL 12 2l .

o 1% A-A4H A1A 2o 510 (1 RUled 2Ad B, 211 SASS\A
AHIH TIG AULSESUE elg-l A(ESIL HI UM 3ld g5 &,

gasgld AULEL UR slgurl (Gig 3L A-s, (olg adlRAl 2a3uMi
Gy Ag 25 8.

QY 22 SASSNA ALY HI2 3L 515 L AAURL el

AWS dr- AcluBL dda AdluBL ARAHIA YRSR
alls2el sALSS

EWP clleuw eel AL sl

EWCE-2 R0l AR Ce02 AL sl

EWLa-1 st AA-H La203 AL sl

EWTh-1 Yo 2A1RRAH Tho2 syl

EWTh-2 elcl 2RRH Tho2 sl

EWZr-1 5§16 ABRS1RH Zr02 AL

gasal uRHial 8 & 2oe- gaAsel- (olg Ao ld Al-e Bl ASA.

2R gasgl4 0.5 2l 8 vl YellL A[Aa Ui Guaod 8.
TIG Al SAs\ 12 Alell ag Guiami Aaldl uRHIRIA 1.6
-24-32314 0 8.

gasald U ddHid dlsidiAl AR Uie sAM 211 &, sl
USR] SAsLA URE sAML 1A & 1A A ds(As & 5 el
wate 8.

w41 e
TIG AL AL AR URRuH Al Hi-l As Hecayel RAlA A

BUR ACI URUE UALE A ASRIHS glludl A1 s 1A
8, AR SAs2 [Glg As Aisél 1A GQisl g6 WstSa-l ueld
591 Adl A5 (At A AL 1L 2 AUISIRY 8lg A,

(AL 298] (AU &2 ASEA RUH A AL Al W2l
clolls 4R oig e21ld B,

Al Y2 AL AisS| A Y A1 & w4 W2 Ad1Ie F2el
Hl2l 82l decl AesRR Y ([Be 1) ueldl &9l
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Fig 1 Fig 4
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EXAMPLE OF GRINDING OF TUNGSTEN ELECTRODES FOR DC WELDING § TUNGSTEN ELECTRODE FOR AC WELDING §
| |
Ul Aol urL Aes l g1l GLSLE AL weilct eR1A & (5191 2). -
[e] ‘
Fig 2 . N b T ——
 ~— ] $ | L ‘
o [ =
- ) |
- —— v .
? E
= - o Fig 6
CONNECTION BETWEEN THE POINTED ANGLE AND THE WELD POOL §
=
@2Le49L 0.5 AUl U A1 AUl [ARdIR vl Hie SASs\A
Y2 6@ salell é9Red gAsa (b2 3) Al Ya-dsia Hi
qaR A 25 8.
Fig 3
V / Za. 7
WRONG GRINDING RIGHT GRINDING §
=
Fig 7
M 7
Y 0 ﬁ“ «
FLAT ELECTRODE POINT E
§ IDEAL TUNGSTEN WRONG TUNGSTEN oo
PREPARATION STABLE ARC PREPARATION WANDERING ARC &
ACTIG A[SBL HIR 23R SASRA NS IR 81U & S1RRL 5 A(ESaL g

UBAL MU A e iR cls AR & 5 A sl dANousR
AYH AL AU B (5101 4).

2o gasglsq -ShL

gasgld Ale scdl auid a-l (Ag WSt (35 AL uReHa

auni (€L 1l AR B2l ALeS-S1oL SR FAsRSL EeALe Hi
Ual el (11 5,6,7).

gasgl RAA: (52 .8 TIG AlGSo1 01 is0UREl 292 SaASIA
RAlA e2ld 8.
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9.5 96

(uwell

a AR AQ dlawl A1 dgrd gAsgld (2L ‘Rear calefeell)
A AWML UALE A1A qURARA B, 2ig A ((Blg AdIR) 2us sRaLl
SAS2\A ACiEM S, 35U UAL U RAR AN ¢iA &,

yot Hlel waledl (Bl ssn gasgl- (6lg AL 210 8.
(ol [Asc &, A AA(ARURA & 24 vl Id (B & s1ReLS
A(eBaL N ellet ‘algale’ 2 8. AL dell Yobe &,
Jelsa 2l

¢ Asgld GUALL APAAL (AUSSAL A AL &L AL SRAME

AR B, ABRL Y0 YCEL SULE 1Y B, SAS el A 23]
8, d U (sA%Y1 2 gRAA & 21 Bsull [Aere 53 8. A1 3l2ll
(SR U %33 B,

2L WL HI2 a19) 2lRARS 92 SAsA A L yale
AL uslel AL AL Hi A &, FASEA 1A UR e
JUSIR il HIS AL AR ALAUS B, A AL SCAML
A A dl VRS URUAR 282\,

gasgld Wge vol dlagl. asul aat i 8 sl 5 (olg
ddui addl &R1 & B vol Gl B, AL Aes Ui &reA
QUARAA UHLALL dRg €13 AU & B ABU AUBSAU UR vjor ¥
GUHIA &.

232 uRieall wA didl
A ASA YRSIR AesPL adHid A2 Ys1R auleys A
AEAYH[ARH Aeluy 21 AC/HF EEL (EW-P) SERE
NOARH Asel
BRSARS (EW zr) aARd1-L
S\ AU, 53 -l Asell slf{lA4l 2% 2RSS (EW Th2 a1
A A(Se Ay
2% {IRRASS(EW Ce2 aRd1A, [GRH HBREL
gadlel ¥eleil, sioid SlflaAqdl 2% 2RSS (EW Th2) SERTEN
Aelet, Ay Y2l 241
e 2% A4AA2S (EWG-Th2) A1)
2% {IRRASS(EW Ce2 aRd1A, [GRH HBREL
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{129 VA AM (CG & M) QUM HI2 ivilAd Rgid 1.6.86
Aes? (Welder) - 911 292 A1Rscd AlEBal

GTAW 213 - Wais1), a2l A Au«dL s (GTAW torches - types, parts and their
functions)
GEU: V1L WS 2id d uue &2

o WAl &g 21 AL el wRuaR(
o el Rioua w1 Aaaell eua.

GTAW 21={ Fig 1

CAP
(LONG OR SHORT)

213l sl a4l gal gesell A acll syl dler gesall usiR-L
QA usRAl 211 Guetea 8. 2R 1 1A 2. 211 URie saMi
YU YR LA Qal A

SWITCH

sl S 1L dcdHld de- &lHdl SWITCH CABLE

LML S1H 5RaL HIE 2R &S A%, A et A1 YUl

ARL 6l8] 214 AL AUB21A SlAR-UsIRAL SlA% AAroicll &Rl &
3 (A UL SASZ AHLA2L B, AR YAA I us3 L 8, eSO

Ol SASEI §R 5al AL 2R 5aL HIZ SLA% AR el TUNGSTEN

Alg A AU B, B AlESd1 sal{l w@e -l AsLe afl & ax, Hlel fggf[g"g;m

QG501 sR2-l AUHAL sRal HIE 2l 5E A FaAslsl U perEon Mt

qeld) A,

Fig 2

GAS

\ HANDLE  WELDING
CERAMIC NOZZLE CURRENT

WL220711

SEEE

WL220712

WATER COOLED TORCH

el 681 s3cll -l eudll B2 .2

1 2RAs A BSIAANLS é2Re FAseA 8 laRel 15 RAU AsyeR

2 UAHIRs Res/A1 9 Adll Aol sAR 16 RAA SA

3 “a)”Rat 10 {4l AAr01ell 17 RAU nadl vl  arel
4 S\1AQ% 4IRS 11 Well-l 4dil A1l 18 SEUE (2 SR)

5 s1A% 12 WAR sEGE A+ 19 g=yAdhiadl

6 dasgli’ (g5l aioll) 13 AJLR (UL SEoid) 20 oL

7 ol AAroiell 14 A5 (@l Y )
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TIG 2l 55

Seclls Hael Ad] A oligal 1i 21d & 5 A 9zl (RUSSal-L
AN B B HALA A &g 52 8. 5, 201 U Al st Ml et
AN B,

=Y 2R 655 AdTl 1A otidl Hi A1 B, dleR g5 Wl GurilaL
Yo Hl2t walel dlstet awou AESaL 24 AR{1-A(SSa e 2L
8.

AWML 3 AeR-§S TIG SR A AR §5 2R sl Al el & @
AU HeTH AdHlA ol Hie B3t sami 1 8.

TIG Wl Gu0laL 5 % Hell HIZ YRl UHIRIHI RS 5c 4l A TIG
2RL 2RI uRel 25 8. ag usdl ASat ariadl TIG
QR AL ARy TIG 2R 5l HIEL A GR 81 215 &,

TIG 2RI oAl &

1 s - a8l AR gesl aal dler gs HIe e saAmMi
A2, A SIH SAL HIG AU dolle U &9\, €Ld. 4 Hl2R, 8
leR, a3, el widR 561, A8l A0l A A TIG 2R wiell
6§ s 2 dl 2ieR A vleR Wl @ll virell sl
clsui Qisel adl uel une s 215 8.

2 SlAe - e AR usél. s\ax QR oil-s-l TIG 2Rl
AU eSS 215 B,

3 RRUMS 193 - 193 o 511 ACSR Y& UR Y AL 00U YllélA
(Eauni sralq &.

4 Qs 3RAR - ASl 3 ) ARl 292 HIZ ¥ ARRIL 8.
HOULE A ¥ UM WAL sl USl 215 a-l AER d Qe
clelts Hi il 215 8 (eLd. aioll, HeauH A g5l 54R).

TIG 2l s &
1 SAs2l 2e- ussl Auvil
2 AL UIUR 50ld glRL 2aReMl Alal 522 ualALsl &

3 TIG 2R Alo8 A (AL A welAULS] B, ughl Lo 2llet (5ot
1211 AE5R Y A AL AL HI2 (AZL S B B A RAUIRA
Al Blatt guatell Y2AAA 52 8.

4 gellar AesR 52ld Al5e A vl Hi Aol Hf &9,
EL.cL. ALG/OIEL A /AL DAY (AAAGL.

5 TIG edluell &g 531 2tst B.TIG cllsui &AL TIG 21 &S
Aol 63 Ul y> uesisel.

6 TIG vl detlsS TIG UldR 0d 4 asUlA iR uviatl
HoRl A,

TIG 21 Ui sl ALl REL & AL uedR QgL el ui 1A
8. U A GEUH] UHIAAL D -

1 &dlégaadL Ul &g

2 A Aot e Ay A% R TIG 1R uRie scll
ALAUS B.

sUl s Wlddl sA 5 TIG WAL 205 2l auid AR
ARl AL, WIR(l- A2l AR-§S, A TIG 2R @SR B3 ¥dlg
] ERETEEIT

TIG AR 2\ BHiell a-l Guallal sRaAMi 21d9l A Be s2dl
HI2 AU, HHI UIAR SEUUE §le U, 11 S1E1L A $2\E wedL
S1E1LANE 818 25 B.

AY YAl 11 Balle?

A dydel, BelHle (e 3 21 4): A vyAe2l el
AR 5]l HIZ 9l RUA-SR Hi £0118L 175 HaUdl 200 oitsl
0-3.5 GlR Yell aels) 8. Belle’ ¥ Ay S A dled
éR1d 8, d USIR UHISL 0-600 [@2R/sclsell 0-2100 ([A2R/scls
Yell adll uaélA (RIAA 52 8.

Fig 3
™
~
I
TWO STAGE ARGON REGULATOR g
Fig 4 /_\
600 —|
500 —|
400 —
GAS FLOW
g /(LITRES PER HOUR)
A
200
BOBBIN OR FLOAT RISING 100 —
WITH INCREASING FLOW \ 50
RATE \.?
TORCH L

ARGON FLOWMETER
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12 WA AU (CG & M)
Aes: (Welder) - 914 2332 RS AlESa1

UIRAM HI Advildd Rugid 1.6.87

GTAW (32 A(Aun 241 uriedll Hués (GTAW filler rods and selection criteria)

GE2U: VUL ULS- id dA qHe g2
« GTAW (32 A1 el
o Hugs L uriedlld ael s?.

Ao WEAUML (GTAW 2Ldl Y 292) s RS AlSSal
UBAL S B (52 AL AU 52 .

TIG el sal 2aal wiell grrL 65 s31 sl & . 21 Ulsul
Rl a3uni Ze Asedl GURAdL 5 8. éae gasalsl
YRAE( A AE5R HIdAL URHIRIAL AHA Hidleel+ 1 8.

(a1 2 Asc Bag-e

1 slold ¥la sl

E XX YY.

Q1L 92 RS A(SS31 A &ave A AL (TIG) Al ddl5 uwL
O 1A B, A GTAW UBUML RS SAcui 2L 8,

&d UR URL gaAsgl el ASRL & AUR &Rl (3R Ul
Aes? ya Hiol wiesl vill Qi 2ud 8.

gABuULd adllswL EZER
gasgl (Ysd 52 8
Ks Hi, %ML s AesR Asal agydn diaL (s (RYsd 52 8.

AlSaL Al RALA, BUAWRLA USIR i AlSSaL dcdult Al USKR 5
Bl HLIE SASZA AU & A 551 52 & ({1A slres yA)

1 HZ R
ds(As yrs RER
YA 8§ 5 gAsgl AW A% {l w¥3RULA Ayl 52 &.
QYsd 52 B 5 Fasgl (35 (Betct sl uRata{l ¥3(RuLdl
A yel 53 & - wHL SAAC Ellg-il 100 UM £l6 URAA YR “Z”
A H2 sdiag +2l.
[ysd s? & 5 daAsgld JURE Sl A 4R Hll Hiel
JlaeAsdliyel s? 8.
dscu(s ys gleder
AWS AW YRS 1R agsB ARAHIA Al YRSIR P
adlseL

E6010 GUYU Aqyclos, AsRAH F,V,OH, H dcep

E6011 GYA Acyclos, WeARH F,V,OH,H d315 vadl decep

E7018 lgg Ayl W22ARH Qi F,V,OH, H <13 21adL dcep

E7024 JIRE UIAR, 218U AA-5AHA, A ddls, dcep ¥1adl dcen

&
a daudlGaRAQydd

F = que; V = 9élsa, OH = @0dR &S, H = slRaxi\ed,
H=5AR1 = elRA2ct SAR.
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b DCEP 216€ SRIRSE 53¢ SaAsgl1 Ul(B(2d (pc, ) WAREAL)
-l 2ieel 0 B,
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Fig 1

RISK OF LACK OF FUSION
PROFILE TYPICAL OF ARGON SHIELDED WELD (g =2.5)
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Fig 2

PROFILE TYPICAL OF HELIUM SHIELDED WELD (g =3.5)
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AN HIS Adoild Rugid 1.6.91
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el A(Ba1 ulBauL Ate-Al 44 V@321 (Friction welding process equipment and

application)
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AN HI Advildd Rugid 1.6.93

A oflx A(E21 (LBW) (Laser beam welding (LBW))
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{129 VA AM (CG & M) QA HI2 ivilAd Rgid 1.6.94895
Aes? (Welder) - 911 232 AR s A3l

LELLO$HL LIRS A(CSIL (PAW) 49 §(21 (PAC) WBAUL AL ALELAL 249 51401 Rlgiiet, vetLogHl
L2151 YASIR), L A siisHlaL (LBW) (Plasma arc welding (PAW) and cutting
(PAC) process equipment & principle of operation, types of plasma arc,
advantage and applications)
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{1 AU (CG & M) UM ML ivi@d Rgid 1.7.99
A5 (Welder) - QMRS A gl

A AsA-ARREA war s1(Ea1 - el i AfAsau- ubu Rugid (Manual
oxy-acetylene powder coating - process principle of operation and applications)
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Al 24 (CG & M) qIRAH HL2 Ricial Alealid 1.7.100
AESRW (Welder) - AHRSIH i Laae(l

AAHoicll sALa aiu- (Reading of assembly drawing)
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{1 AU (CG & M)
AesR (Welder) - AHIRSIH 11 snar(l

A HIR vild Rugid 1.7.101

Al uBaL aurélst (WPS) a1 ulBal cwastd 3s1§ (PQR) (Welding procedure
specification (WPS) and procedure qualification record (PQR))

GR21L: 2L LS 2id dA AH g2l
« QG331 51 A glRelg ael s2A
« WPS 4 PQR (A2l qxxd).

Al uBauL, stld), crasid 3 5\s
yRuy

‘515’ A &R AUCUHAL, BURY AR AL &1L HIS UAS ABS IR
glRL AR A vHaAH] Y51 S\SuRL LlRRI AHE 8. BH 5
(Aol vl detdl, ([AlSSal s1s) wefdiay, AR ALl
AR M1l AR ¥3RAULAL... (A2 AHeral el 51S) B §1UR
Q22 AL Ase Ul JUTELSL (SR S1S)

RL5E 2NRE) gLl t2lal ARUUHER(L AL HLEUR dRF ULHIRL
AH(A glRL el QaHi viadl arg, HiRt IS ddl5 Quuidl
SAM 41A B.

qElRs ollotd ddls, Sl quielsdld g $q A sUR A
SUL AW 529 A weua 8. s ellarR sill 3R 5 2
2UU[As 2(AS5RAA gRLAHUALAAH] A1 & B Ul AHl AaraLe
A e) 52 9.

elRGLA quRretsdll A 5l A 59 d wRUAL & A AL 3l
A LML AR5 % AL LA 241 & BH SLUEL el 2l

A (BRI Gelami A(SS3L Al BUAVL KIEER, Ele AsA=A,
WA A, (A1, S8, WSUALES L, RASeR, 2% 218, S=es2Ud
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4 51 A B ARAQs elesHi AR d sal) &.
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2 oi@d Rugid 2.6.06 A2cARsE YidlddlL (AesM2, A ASE,
AR AR RALABLRLRA)

3 yiAs e

AN RYR A RBZ 2 (WPS) AU AL US AL oA
A(E51 AZNAACHH] GHIMIAR SAL HIE HRUGR UG 8.

GLRISLA &RLAALAESR gLRLAAL SRBA Mgl 12 UL A udlatal
HPLYR Atall 21Ul sl 00u AesR L, ueeld ugld 414
GURASLA ALHIMES E1RAARA HI2, LS B SR 47 )RR Gucee .

MM S1S A UL AL UrElSW.L A A L, Aes A
A A(So1 21U Al ctusid Al dutdl vl Qum-A GeAul 53
8. L SIS dHIH Ay A HRl A(ESaL UlBuL Hie-AL Quu-
GeAw 53 B,

Ao NRAYR LARAZ B 214 (WPS) o dit 21 wlBAL csid
3518 (PQR) diu-

RAURS(R AHY VL[ iU 2R ALS5U A & USLENRRIAL
(ASIA D A A3 52 B. AN RSLA(SS A URUEL (AWS) g1RLA(SSL
GelalA &2l e 1L ENRRIAL dUIR s 241A &, A(SS2L AL [@n
YR €RUL E20AL UldlAL AU ElRQUA 8.

A 210 L QAL NRBLAL AN AL HLIZ HALGLELR 2Ll BELERRI
8.

Hlds SRA gal BALGEIR AYALA
IS GlRd 0YRl Al IS Y2l1SRS (BIS)
oflA. Yas oR(2(31 YalSRS NA U1 galRL 13 sRAACL KRB Hel4SRS
ANSI YAAA UARASL A2E Y2l S-1elye (ANSI)
AWS YAAA AARA(SL AesPL Au el
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greRr2l1e HBHIIB2UA §1R 2L-5slgRB21A (150) uel 8,150
YU €U AidRRAELA AUIRHIE BUAL HIS AHIA ENRLAL 21Nt
sl 8.

BN RS ALSS0L AUAEL ASSI YR (U £3L1A% USLAA S D
A AHiAL 5ecls A YR v 8:

AlEa ulBaL drusid

Ao UL ARSI A ULAA sal HIL SUEL B & AEsR -l
ofrten AlssA/ (AR &g HLE ARG Al 2cA 25l 25 B.

aes sl aastd

Ae5RR Al s8R ctasid A AesR Al atal Ao wueR
Al At Rl Ysct AesR uglaLsal Al gl W@ sal
SAEL B. AL wel clausid &2l AU AEsR UlBUL UEsWL
BFRAUR SAAML 419 B,

AesW uBAL aélseL

A AESR 2R U UR AIHI dHlddl UIlaiel glRL 2AASL
il el HuES A yel sl 8l dl WPS clisld grldg
alalq Hiami 2419 8. sl HIvES A xurélsRaL s (3316
B BAULE AL SIS AL HIEUR HERLE 25 8. AESR 2Rk U UR
&l eRAHI L udlatal [A-12Ls udlaiel 8,341 A WPS AJuR
812 eRAMI AAEL desA-eHi AiRs dJuiend f Yelis sami
HEE 52 B.

AL ALASIA AL URRUHAL AL A sleui 3518 sawi 2ud
& A A UM A AlssA slHeHi 818 saAMi 1A & 244 A4
AL A WRR sA@Z 5214 351S (POR) ddl5 {loumi 2414
8. H €35 WPS HI2 AHSHL V) A5 POR &ldl ATA 14
a-ell Qag.

QB 2R UR AESRR SR § YERUIS 5L HIS A=Y
3lA (RN crusid QA 241 8. d AESR L U
Al Add SR sRal A 2y A AL JRiatiaidil des
yalaisat Al atHig yeisd sl HIR sAML A1 ], FH 5 il
secyUlAA HIe saAML A1 & B ugetl ¥ cusld g1 8,
(S AL HlelELAL SIS UHIRL Sl [A-([A-t2Ls udlae ¥H 5
ABA2UE] GUAL 5311 YEUis ALl HySl A B, AESRR A
3uReR & Pl w3RALA A Yyl 53 & Al Als5AU WPS/WPS A
A1 1L WHIRL Blal HicHi 21 8.

ASME [Q@L90 IX, AWS B2.1,API 1104 ) 5ecls cllsMa ARs!
SIS & ¥ Ao UEAUL AN AESR SIHIIA ARSIl GeAu S 8.

BS 2633,BS 4870/4871,BS 4872,DIN 8560,AD Merkblatt HP 2
A HP 3,eN 288-2 A EN 287-1 A Ao wEauL 244 5320181
GUASLA HiAL S2cls YA elRalA) 8.

IBR YSR8L 13,1S 2825, 1S 7307, 1S 7310, 1S 7318 A(G5aL cLusLd
WRAL YuA ¢l S1s &.

AEsRR UBAL _UNELSAL, ALE A Yt APAAL HI
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et UR S1E ARAR 4 Bl Aadl A Al AR A (A4x33] uet
315 AAHL 1A B, 5, 2145 2Rl 601, 52CELS ALE AESR -l
UiAs yeiert A ueuld s 23 S, vuaL A el yrs 2udeus
AL Al souni 21 8, 21l ag) (AR URAR Glled
SleHi sAHL Ul & A Al GeAut s3] 2SI 8.
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ASME Sec.IX L uRu
AEa uBAL 24 SRR crstd
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slwes 1
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s\wes 2

“F7dolR g
F12ll F6 Y2la A y2la Ascl
F21 2l F24 AGYHARH 2 Aayu[Rw
Rl Ascl
F31 2l F37 SIU At 51U R Ascl
F412(l F45 A5 A A5 duaRlA Ascl
F51 2LI2ARM 1A 21F1RH Ay
F61 A3RS11RAH 1 BRSRAH Ascl
F71 2l F72 &Re 5 uBL Ads: Asa vaR 4.

“F” o1Rq & SUEdL AL e, Anl BuDdldl cua@sdl uR
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oiladl HI AESRR l &l 55l 52 8. GelWL 35, et
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4P doR .2

&6 g SRAMHIARU D, EW 131, Ae5R B E6013 (2LEE)
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slwes 3

‘N Aol YA s

A1 gaaiel ¥ela

A2 SR - HIA (G341
A32lAs 50U - HlalG134x
A6 §AH - HIRSAR(S
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2 Ayed
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6 U2 - Ae5 Ele Slene
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ysel.

7 Qgd cugt@sdu
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A9, A AWML 5512 532l cllusLd Hi Sle 5.
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A(&Sa1 25 1ot vaal dl ofls, WR(ASs A Ul AsLe-l
uglq, ols 20, Rdlet Aal HIRUE U, 32 ALS-SPL adlRAL
(QdLAL AHEL cwaiHi 21a9l. 2lke AlEBaL si dl W@ +Haudl uiegu
AMAHL 47 s1FuRL RALAHL 531 2SI &, HETUH HISLE 5 B-lL
HI2 UBAL A US & d AL ILA 22 vae AL u-l Asts
sl 6RR(l 81U B.AE5R 5 P 2l Ul AesR 5 D ARl d
UBALHLE cLASLd 81 & UG HIA A % RAAHI 5 BHi d AdesR
52 8 AR UBUL dHIH RALAA @ld) uS 8.A(E32,NDT A AiAs
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AESR Al cliusidl &g ALY AESR oiladl Hie AESR | &Hdl
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o\ 32 G15 UL AL AR GLYAL AL AL UI&RL) AHAAL AR
HI2 S HI 151 150 HH{l ot 332155 udlatl glriqeial
ULEU HIS AHAU ACSR AL ALEUIR LS 818 25 8. . AESRR AY sl
A RAAN 1G,2G,3G,4G,5G AHA 6G 315 ad([gd sRAUMi 241l .
SIS 4 A ELEIRA HIS GUSLA HR1cdl gl§1A £21lA B,

s\wes 4
cuustd -l Aell
2lye Wl el cdsid 414 8 191

12l 1%l
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2G A5G dHIH BlEEL
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{1 AU (CG & M)
A5 (Welder)- AHIRSIH i1 stnae(l

UIRAM HI AoilAd Rugid 1.7.102

818 3 RPY/ARIZRL %38 Auwélel dudl Qe &8 3 RdL Ascll A 818 BEaL sLuel

(Hard facing/surfacing necessity surface preparation various hard facing alloys

and advantages of hard facing)

GE: AL UL id dA Aquel g2l

o quid ALH-AL s 2LAUS AL UM

o Auid A saL MRl Al L uglad asl s
- AR« &1é 3 RdL - aul s

o AUl AHAL SALAL SIAEL AU,

Autd ALHAL sl vlcuSs AL L SHIS) Hi SB-AdL, S[BAdL
A erfRl, dRH 244 ste R wlasR Bau (AlRre dyaierd ariadl
RAULEL YELL SRAL HIS RH 6L ASE UR Auid &gl AA ¥HL
SAAALAL AHIAL AR B,

GOl A Acdd GURNOL A SIRBL s6.L ele-l elRULE IREL [QellR
ol A L WA 4 235uell AN AL B2 EL AURL GA-ldcL ML
YL AL SRAML 1A B.

A Auict A s HIRAL G AW A g -Slat, 1B,
SLE(A, QUL A2 AL A-S 6AIREI gLRLRAULS SASULYEN AdieS],
By ARl Y5l 4 &l

laRuuls AL £2 51 ¥ AR L2l N1l U A AL AUSAS L3S
A .

818 3 R AsAl

Autd AHA sal HI duRdl Al Qe g &:
- B Ascl ¥

- -5 Ascl A

- SIUHS A% A

3R Ascll FA: il A s\AUH, Ao, W(ABH, (s,
(BsTAa, 6] A1 RASH A AR 211 A &1l AL
gaAsgld AL A1 8.

Al1-52 Alsal FA: L A AL SASA AHIdeL AU & B
SIAUH, 2932, Slotlce A HLALoSAHAL ASEL 1A Secls arR
S HBUHL LS 81U B.

SIAHS AHAY FA: 22122, 22 M, LSRN AHA ol AL sl g
U 5L AU AL HRASSUG G 2L AREL HIE SBARL S S1RL
& Al vt AL Aol A(l ElR1AL 5B Yl ueld 8.

8Le & R gAsAsA 1A WHIEl AL AesR BulBe-l (&l
AL U (3L SRAML UL B.

RY: SIAAH A 23Re s1uleSs SAsg4 GurAlaL iR enfel
-UlAsIR HI Al B.

G2 5104 USR-AL SASN A GUAL HEUH QL A VAR U[ASIR
Hi AR S.
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RAQY Kl A2 GUAL AR AR A el die{lR
el U(ASIR HI AlU &,

MMAW WAL AL vt ALHAL 5L AULE1A 18] Sl 4L 5
A 511 Aqule RA(AHI 20 sasL.

GdLe191 95°-150°C UR YA 53.

Ay Aadl Hie Ydl oMl Y3l wisal Hi Hizt Ydl 2303l
GURAL 5. B AL A4 st A ol el

A Asc A1 BulBe-l e Asar-dl 2 21 vjol ¥
Hecayel 8,

HEAM UM A UsSIA Rl 21l 4By dRLLe A5l BULlaL 53,

25 21 50 HH @iotl HELL YHL 5A B SASSNA QU SAL HRIL Sl
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