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and DC Welding)

4 . .
3T 9. 3 F e U§ 9.
ATegd - 1 URT ufRreror 3R AT ufthar (Induction Training &
Welding process)
1.1.01 TR H T SR (General Discipline in the Institute) 1
1.1.02 URfYS WUffe IUAR (Elementary First Aid) 2
1.1.03 I H afedT &1 Hed (Importance of Welding in Industry) 5
1.1.04 e e Aed 3Mdh afceT 3R et uRifeei afed™ sfik wfe & TqRem (Safety in Shielded 6
Metal Arc Welding and Oxy Acetylene Welding and Cutting)
1.1.05 3feE™ &1 uR=rr 3R gRUTST (Introduction and Definition of Welding) 10
1.1.06 3T 3R T AT IUDHRYT, IYFRT 3R g ITHI (Arc and Gas Welding 12
Equipments, Tools and Accessories)
1.1.07 faftrer e fgramd 3R 3 SFIRNT (Various Welding Processes and their Applications) 17
1.1.08 AT 21t 3R 3! URUTST 377dh 3R T (Welding Terms & Its Definition Arc 19
and Gass)
1.1.09 oTd o MHS 14 & aRidb 1 fafi ufdsar aifeds, Rafeq, Wi (Different Process of 21
Metal Joining Methods Bolting,Rivelting,Soldering)
TTeyd - 2 AfeET a@+iid (Welding Techniques)
1.2.10 AT TSt & UHR SR TTH SIHANT fhR &t ARt iR fafts Hiers & fae Yesm(Types 26
of Welding Joints and its Applications Edge Preperation and Fit up for different
Thickness)
1.2.11 g ! AHTs (Surface Cleaning) 30
1.2.12 afcdT & fore ar gfard! fastett (Basic Electricity as Applied to Welding) 31
1.2.13 a9 3R dT9HH (Heat and Temperature) 33
1.2.14 3T AT &1 Rigid 3R 311 BT faQwar (Principle of Arc Welding and Characteristic 35
of ARC)
1.2.15 AT 3R ST, T ATIEH 3R ITANT & forg IuaNT St S areft I 17 (Common 37
Gases used for Welding & Cutting, Flame Temperature and Uses)
1.2.16 Sfif-ufifeea @uet & ITINT & UHR (Types of Oxy - Acetylene Flames Uses) 38
1.2.17 3Tt TR FTeat & Iuehvur Rigid tRMfeR 3R Sy (Oxy Acetylene 39
Cutting Equipment Principle Parameter and Application)
1.2.18 3T AT UTaR TRAWIAR, YFIBRR, 3R 3a¢R TT8Y AfeET m/c 3R 3P P 1@ 41
I BT g (Arc Welding Power sourses Transformer, Rectifier, and Inverter
type Weld- ing m/c and its cane maintanance)
1.2.19 AC 3R DC 3feE€7 & Wwae 3R &9 (Advantages and Disadvantages of AC 45
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1.2.20 EN & ASME & 38R e Uieliz: wie, gieiicd, afiédhd 3R 3fiaves UIeieH (Welding | 46
Positions as per EN & ASME : Flat, Horizontal, Vertical and Overhead position)

1.2.21 TS W 3R e (Weld Slope and Rotation) 47

1.2.22 3T B TS 3R ITb THTT TS & (Arc Length and its Effects of areLength) 53

1.2.23 ¢dTadT & UHR SR SWANT (Polarity types and Applications) 54

1.2.24 PRy Fafss & ITANT 3R WX (Calcium Carbide uses and Hazards) 56

1.2.25 uftifee v - 0T (Acetylene Gas - Properties) 57

1.2.26 TFARIe® 3R (Flash Back Arrestor) 58

1.2.27 SffeRiieT T 3R 3 T[0T (Oxygen Gas and its Properties) 59

1.2.28 HTRfH 3R Rfeeh= it ot =it wfekar (Charging Process of Oxygen and 60
Acetylene Gases)

1.2.29 SHTRfT 3R DA T Riciex 3fR HER SIS 3R KT Tl 3R ST W T4 W[eler &1 3ua 61
(Oxygen and DA Gas Cylinder and Colour Coding and Uses of Single Stage and
Double Stage Gas Regulator)

1.2.30 Sfieft-urifeai 79 fcET e &1 Yol ($H GaTd 3R 9od Ga1d) AT s Uisy | 64
3R T BT s UI3Y & 1 3fcR (Systems of Oxy-Acetylene Gas Welding System
(Low pressure and high pressure)Difference between by welding blow pipe and gas
cutting blow pipe)

1.2.31 T afeE™ aie a1 3R 918 3R dd-ie (Gas Welding Technique Rightward and 68
Leftward & Technique)

1.2.32 3T &l & HROT AR FF01 & T (Arc Blow Causes and Methods of Controlling) 71

1.2.33 3T 3R T AT & fauor 3R faeuur o1 w0 B & ferg RSt @& (Distortion 73
in Arc & Gas Welding and Methods Employed to Minimize Distortion)

1.2.34 3T AfET & S HRUT 3R IUAR (Arc Welding Defects Causes and Remadies) 80
isyd - 3 Wied 31 desfaferd! (Weldability of Steels)

1.3.35 13y 1 fafiydr fafte ueR & urgy st urgy afes, fRufa iR ufsharn (Specification of 86
Pipe Various Type of Pipe Joints pipe Welding, Positions and Procedure)

1.3.36 U137 3fT 3R Wie AfeET & i 3R (Difference between Pipe Welding and Plate 94
Welding)

1.3.37 Tedl Siige 3R 89 wige & o Urgy Saaudie(Pipe Development for Elbow joint and 96
Branch Joint)

1.3.38 Afpics Red &1 IWINT (Uses of Manifold System) 103

1.3.39 19 3T frer T8, e 3R 3R (Gas Welding Filler rods, Specifications and | 104

Sizes)
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1.3.40 T 3fcET T (Gas Welding Fluxes) - YR 3R B 108

1.3.41 T ST 3R Ties T Rigid, TR, W $iR IUdiT (Gas Brazing & Soldering 110
Priciples,types,fluxes & uses)

1.3.42 T AT F W, HRUT 3R ITEAR (Gas Welding Defects, causes and Remedies) 113

1.3.43 TARIS & UDHR, TAT8 & B, BT R, Iaas & ATHR (Electrodes types, 117
Functions of flux, Coating Factor, Sizes of Electrode)

1.3.44 Tt & UHTT FaaTS BT HUSRU 3R ST (Effects of Moisture pick up Storage 121
and Baking of Electrodes)

1.3.45 TAdCIS BT HISRUT 3R SfHT (Storage and Baking of Electrodes) 122

1.3.46 Tgan Bt dcsfaferd, Midifen &1 Hg, Ue g 3R Fex Uy TURER &1 @R | 123
(Weldability of metals, Importance of Preheating, Post Heating and maintenance
of inter pass tempearture)

1.3.47 @ HTe, HfSTH 3R 818 HTe- Wid 3R Tag W &1 afesT (Welding of low Carbon, 125
Medium and High Carbon Steel and Alloy Steels)

1.3.48 WA WA & UPR IS &7 3R It (Stainless Steel types Weld Decay and 128
Weldability)

1.3.49 didd & UBR & 0T 3R e &1 faftmi(Brass-Types Properties and Welding Methods)| 130

1.3.50 PIR-UHR-T0T 3R g™ &t fafdral (Copper-types-Properties and Welding Methods) 132

1.3.51 S AfET o7 IREg 3R 39 WRIHIER (Introduction to Induction Welding its 134
Parameters)

1.3.52 TegHifaY ToT 3R aeefaferdt, afedT ) fafdal (Aluminium Properties and Weldability, 135
Welding Methods)

1.3.53 3T HAT 3R MR (Arc Cutting and Gouging) 137

1.3.54855 | F=d1 AIGI 39d - TUI-UHR (Cast Iron its - Properties-types) 140
TISgd - 4 WTSHT HTeAT (Plasma Cutting)

1.4.56 PR fHU ST aral fawdt &t =@ (Outline of the Subjects to be Covered) 142

1.4.57 Zq1q arfganraft 3R UTeY afcE™ &7 Hed (Importance of Pressure Vessels and Pipe 143
Welding)

1.4.58 T BT 3R @A BT (Gas cutting & Plasma Cutting) 144

1.4.59 Yfics e Bed 3 afceT & JRam (Safety in Shielded Metal Arc Welding) 149
Tisgd - 5 SMAW

1.5.60 s urg &1 Rrgia afedT (SMAW) B1 (Principle of Shielded Metal are Welding) 153
(SMAW)

1.5.61 Yfed Wd & TR (Types of Power Source) 153
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1.5.62 ¢aradT YR 3R 3T ! TaTs (Polarity Type and Arc Length) 153
1.5.63 afedT &t fRUfa 3R Hew (Welding Position and Importance) 153
1.5.64 R @) duRY 3R T 3cs ufshaT (Edge Preparation and Tack Weld Procedure) 154
1.5.65 AfeET fPeReR 3R T (Welding Fixtures and Clamps) 154
1.5.66 SAHIS - UHR - faaR0T (Electrodes - Types - Description) 157
1.5.67 TART & B 3R T &1 fa=wdT (Functions of Flux and Characteristic of Flux) 157
1.5.68 gadels &1 994 (Selection of Electrode) 157
1.5.69 ZAHIS - UHR - faaR0T (Electrodes - Types - Description) 158
1.5.70 Tg3T & UHR 3R ! faRard (Types of Metals and their Characteristics) 158
1.5.71 UTSU dfed? &1 IREd (Introduction to Pipe Welding) 160
1.5.72 U13Y 3R UTSY 3! & UHR (Types of Pipes and Pipe Schedule) 163
1.5.73 AfTET T Ugd duRt &1 B (Preparation Work Before Welding) 165
1.5.74&76 | FAaTE UTZY AT Ufthar HR BT SR AT, Sr3fee af@ ik Afdwr 3@ (Basic 167

pipe Welding procedure uphill Welding,downhill Welding and Horizontal Welding)
1.5.77&78 | UreU AfcdT UM 1G 2G 5G 3R 6G (Pipe Welding position 1G 2G 5G & 6G) 170
1.5.79 FC UMY 3R R IR AT & e 3adeis (SMAW) &1 78 (Selection of Electrode 172
(SMAW) for root pass and Cover Pass Welding)
TTsgd - 6 GTAW 3R GMAW
1.6.808&82 | 5G 3R 6G fufd afcdT & Ut aR urgdi &t AT o1 ufear (Procedure for Welding 175
Heavy Wall Pipes in 5G and 6G Position Welding)
1.6.83 3feET U@ (Welding Symbols) 177
1.6.84 13 gt UioiR & R afd ursw &t afc &1 ufshar (Procedure for Welding of thin 177
Wall Pipes in down hill position)
1.6.85&86 | 2G UiSiRM # dfcE T ursy &1 Ufehdr (Procedure for Welding Pipe in 2G position) 179
1.6.87&90 | cIYaRM, T SicH 3R WSS Y SIS & T Wifed Uy Sits T i o forg afegw ufesan 180
(Welding Procedure for Complicated Pipe Joint T Joints with Intersection,
Top bottom and side Y Joint)
1.6.91894 | GTAW afeE &1 U= (Introduction to GTAW welding)- @Y, SUHRUI, Scideis 186
(Advantages, Equipment, Electrode)
1.6.95896 | GTAW % forg IUaNT &t S arefl ufRefor 3 (Shielding Gases used for GTAW) 196
1.6.97 e, ure g 3R tie e gl dtedie &1 Hg@ (Importance of Preheating, 198
Post Heating and Post Weld Heat Treatment)
1.6.98 3feET urgeHH (Welding Metallurgy) - 98 a1d (Weld Stress) 199
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1.6.99&100 fa=Tor 3R 2T (Distortion and Control) 200

1.6.101&107 | TdH HRS 3T afcsT (FCAW) (Flux Cored Arc Welding) (FCAW) 200

1.6.108&109 | GMAW & Teq ST 3IR afcgT tRTHed & YR (Types of Metal Transfer and Welding | 210
Parameters in GMAW)

1.6.110 AT I F THR HRUT 3R IUAR (Types of Welding defects cause and Remedies) 214

1.6.111&112 | des &1 &1 (NDT) - =1 A3&m0 (Inspection of Weld (NDT) - Visual Inspection) 218

1.6.113 @R afeET (PP, PE & pvc) fore tRited 3R 9 &1 Uiad (Introduction to Plastic 222
Welding (PP, PE & pvc) lib Parametal & Check)

1.6.114&115 | fafira fgarsit & gvgar o forg smawasdr (Requirement for Qualification in different 226
Codes)

1.6.116 T dcste SR T2 Aderm fare ofk A9 o enfia fafird uteror sik fAftemn(Different tests| 232
and Inspection involved in Qualification Weldments and Visual Inspection kits
and gauges)

1.6.117 3T T 3R Fteror gz fAfteror (Weld Qualify and Inspection Visual Inspections) 234

1.6.118 =g fAfterur fdhe 3R 7 (Visual Inspection Kits and Gauges) 237
Tisgd - 7 FAferor 3R Tfteqor (Inspection & Testing)

1.7.119&120 | <oTd AT PIs 3R TS (IBR, ASME 311fe) (Pressure Welding Codes and Standards) 239
(IBR, ASME etc.)

1.7.121&122 | WPS 3R PQR & foru arg ufgsar (Writing Procedure for WPS and PQR) 243
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1 Join MS plates by SMAW in different positions following safety precautions. 1.1.01-1.1.08
(NOS: CSC/N0204)

2 Join MS sheet by Gas welding in different positions following safety precautions. 1.1.09-1.2.11
(NOS: CSC/N0204)

3 Perform straight, bevel & circular cutting on MS plate by Oxy-acetylene cutting 1.212-1.2.34
process. (NOS: CSC/N0201)

4 Perform different types of MS pipe joints by Gas welding (OAW). 1.3.35-1.3.40
(NOS: CSC/N0204)

5 Weld different types of MS pipe joints by SMAW. (Mapped NOS: CSC/N0204) 1.3.41-1.3.48

6 Perform welding of Stainless steel, Cast iron, Aluminium and Brass by OAW. 1.3.49 - 1.3.51
(NOS: CSC/9482)

7 Perform Arc gauging on MS plate. (NOS: CSC/N0204) 1.3.52-1.3.55

8 Perform Plasma cutting. (NOS: CSC/N0207) 1.4.56 - 1.4.59

9 Carry out single V groove welds on MS plates by SMAW in 1G, 2G, 3G and 4G 1.5.60-1.5.73
positions. (NOS: CSC/N0204)

10 Carry out single V groove welds on MS pipes by SMAW in 1G, 2G, 5G and 6G 1.5.74 - 1.6.80
positions. (NOS: CSC/N0204)

11 Perform Root pass welds in Weld single Vee butt joints on schedule 40 pipes in 1.6.81-1.6.100
1G, 2G and 5G positions by GTAW. (NOS: CSC/N0212)

12 Perform Root pass welds in Weld single Vee butt joints on schedule 60 pipes 1.6.101-1.6.116
and schedule 80 pipes in 6G positions by GTAW and intermediate and cover
pass weld by SMAW. (NOS: CSC/N0212)

13 Perform single Vee butt joint welding on MS pipes by GMAW in 1G position. 1.6.117 - 1.6.118
(NOS: CSC/N0209)

14 Carry out Dimensional inspection and testing of weldments. (NOS: CSC/N0204) 1.7.119-1.7.122

%
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SYLLABUS

Skill 21Hrs;

Professional
Knowledge
04 Hrs

welding in different
positions following safety
precautions.

(NOS: CSC/N0204)

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

10.Edge joint on MS sheet 2 mm

11.Marking and straight

thick in flat position without filler
rod.

line
cutting of MS plate. 10 mm thick
by gas.

Duration Reference Learning Professional Skills Professional Knowledge
Outcome (Trade Practical) (Trade Theory)
with Indicative hours
Professional | Join MS plates by | Induction training: General discipline in the
Skill 41Hrs; | SMAW in different g . . Institute.
-, . 1. Familiarization with the Institute.
Professional | Positions following safety . Elementary First Aid.
Knowledge Ejr(c)acs:?égg;\’\?(.)z(ol\gapped 2. Importance of trade Training. Importance of Welding in
08Hrs ) ) 3. Machinery used in the trade. Industry.
4. Introduction to safety equipment Safety precautions in Shielded
and their use etc. Metal Arc Welding, and Oxy-
i - Acetylene Welding and Cutting.
5. Hack sawing, filing square to Introducti d definiti f
dimensions. ntroduction and definition o
welding.
6. Marklpg out on MS plate and Arc and Gas Welding
punching. Equipments, tools and
7. Setting up of Arc welding accessories.
machine & accessories and Various Welding Processes and
striking an arc. its applications.
8. Setting of oxy-acetylene welding Arc and Gas Welding terms and
equipment, Lighting and setting definitions.
of flame.
Professional| Join MS sheet by Gas | 9. Fusion runwithout and with filler Different process of metal joining

methods: Bolting, riveting,
soldering, brazing.

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

Surface Cleaning

Professional
Skill 184Hrs;

Professional
Knowledge
36 Hrs

Perform straight, bevel &
circular cutting on MS
plate by Oxy-acetylene
cutting process. (Mapped
NOS: CSC/N0201)

12.Straight line beads on M.S. plate

10 mm thick in flat position.

13 Copper tube Y2 inch swage joint

by brazing with induction

welding.

14.Square butt joint on M.S. sheet

2 mm thick in flat Position.

15.Fillet "T" joint on M. S. Plate 10

mm thick in flat position.

Basic electricity applicable to arc
welding and related electrical
terms & definitions.

Heat and temperature and its
terms related to welding

Principle of arc welding. And
characteristics of arc.

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

Types of oxy-acetylene flames
and uses.

Oxy-Acetylene Cutting
Equipment principle, parameters
and application.

16.Bevelling of MS plates 10 mm

thick by gas cutting.

17.0pen corner joint on MS Sheet 2

mm thick in flat Position.

Arc welding power sources:
Transformer,Rectifier and Inverter
type welding machines and its
care & maintenance.
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18.Fillet lap joint on M.S. plate 10 mm
thick in flat position.

19.lIron pipe % inch butt joint by
induction welding

20.Fillet "T" joint on M S sheet 2 mm
thick in flat position.

21.0pen Corner joint on MS plate 10
mm thick in flat position.

- Advantages and disadvantages\
of A.C. and D.C. welding
machines.

- Welding positions as per EN &
ASME: flat, horizontal, vertical
and overhead position.

- Weld slope and rotation.

Welding symbols as per BIS &
AWS.

22.Fillet Lap joint on MS sheet 2 mm
thickin flat position.

23.Single "V" Butt joint on M S plate
12 mm thick in flat position (1G).

- Arclength - types - effects of arc
length.

- Polarity: Types and applications.

24.Square Butt joint on M.S. sheet.
2mm thick in Horizontal position.

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

26. F "T" 10 mm thick in Horizontal
position.

- Calcium carbide uses and
hazards

- Acetylene gas properties.

- Acetylene gas Flash back
arrestor.

27.Fillet Lap jointon M.S. sheet 2 mm
thickin horizontal position.

28.Fillet Lap jointon M.S. plate 10 mm
thick in horizontal position.

- Oxygen gas and its properties

- Charging process of oxygen and
acetylene gases

- Oxygen and Dissolved Acetylene

gas cylinders and Color coding
for different gas cylinders.

- Uses of Single stage and
double stage Gas regulators.

29.Make a long elbow joint with PVC
pipe by plastic welding 02.5 inch
(pipe) and length 30 mm of pipe.

30.Square Butt joint on M.S. sheet. 2
mm thick in vertical position.

31.Single Vee Butt joint on M.S. plate
12 mm thick in horizontal position
(2G).

- Oxy acetylene gas welding
Systems (Low pressure and
High pressure). Difference
between gas welding blow
pipe(LP & HP) and gas cutting
blowpipe

- Gas welding techniques.
Rightward and Leftward
techniques.

32.T-joint of PVC sheet, with dimension
(150*50*5mm) two pieces from
plastic welding with hot air.

33.Fillet "T" joint on M.S sheet 2 mm
thick in vertical position.

34.F "T" 10 mm thick in vertical
position.

- Arc blow - causes and methods
of controlling.

- Distortion in arc & gas welding
and methods employed to
minimize distortion

Arc Welding defects, causes and
Remedies.

Professional
Skill 42Hrs;

Professional
Knowledge
08Hrs

Perform different
types of MS pipe joints
by Gas welding
(OAW). (NOS:CscC/
N0204)

35. Structural pipe welding butt joint on
MS pipe 0 50 and 3mm WT in 1G
position.

36.Fillet Lap joint on M.S. Plate 10 mm
in vertical position.

37.0pen Corner joint on MS plate 10
mm thick in vertical position.

38.Pipe welding - Elbow joint on MS
pipe 0-50 and 3mm WT.

- Specification of pipes, various
types of pipe joints, pipe welding
positions, and procedure.

- Difference between pipe welding
and plate welding.

- Pipe development for Elbow
joint, "T" joint, Y joint and
branch joint.
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39.Pipe welding "T" joint on MS pipe 0
50 and 3mm WT.

40.Single "V" Butt jointon M S plate 12
mm thick in vertical position (3G).

Uses of Manifold system

Gas welding filler
specifications and sizes.
Gas welding fluxes - types and
functions.

Gas Brazing & Soldering:
principles, types fluxes & uses

Gas welding defects, causes
and remedies.

rods,

Professional | Weld  different types of |41.Pipe welding 45 ° angle joint on MS Electrode: types, functions of
Skill 44 Hrs; | MS pipe joints by SMAW. pipe 0 50 and 3mm WT. flux, coating factor, sizes of
Professional F\IMOang%C/NOZM 42.Straight line beads on M.S.plate electrode. . .
Knowledge ' ) 10mm thick in overhead position. Effects of moisture pick up.
10 Hrs Storage and baking of
electrodes.
43.Pipe Flange joint on M.S plate with|- Weldability ~ of  metals,
MS pipe 0 50 mm X 3mm WT. importance of pre heating, post
—n L heating and maintenance of inter
44 F T 10 mm thick in overhead pass temperature.
position.
45.Pipe welding butt joint on MS pipe 0 Welding of low, medium and
50 and 5 mm WT. in 1G position. high carbon steel and alloy
46.Fillet Lap joint on M.S. plate 10 mm|  Steels.
thick in overhead position.
47.Single "V" Butt joint on MS plate Stainless steel: types- weld
10mm thick in over head decay and weldability.
position(4G)(06hrs.)
48.Pipe butt joint on M. S. pipe 0 50mm
WT 6mm (1G Rolled).
Professional | Perform welding of |49.Square Butt joint  on Brass - types - properties and
Skill 22Hrs; | Stainless steel, Cast iron, S.S. sheet. 2 mm thick in flat weIding methods.
Professional | Aluminium ?“d Brass by position. Copper - types - properties and
Knowledge | OAW- (NOS: CSC/9482) |50 gquare Butt joint on S.S. Sheet 2|  Welding methods.
04Hrs mm thick in flat position. Introduction to induction
51.Square Butt joint on Brass sheet 2 wr:eld:(ng, its parameter and
mm thick in flat position. check.
Prqfessional Perform Arc gauging on |52.Square Butt & Lap joint on M.S. Aluminium, properties and
Skill42 Hrs; | MS plate. (NOS: CSC/ sheet 2mm thick by brazing. weldability, Welding methods
Professional | N0204) 53.Single "V" butt joint C.I. plate 6mm|- Arc cutting & gouging,
Knowledge thick in flat position.
08Hrs . .
54. Arc gouging on MS plate 10mm thick.
55.Square Butt joint on Aluminium sheet. Cast iron and its properties
3 mm thick in flat position."B" butt types.
joint) 6mm thick plate. Welding methods of cast iron.
Professional | Perform Plasma cutting. |56.Familiarization with the machinery| - Outline of the subjects to be
Skill 24Hrs; | (Mapped NOS: CSC/ used in the trade. covered
Professional N0207) 17.Cutting practice on M.S. plates using Importance Of pressure
Knowledge gas cutting methods. vessels and pipe welding
04 Hrs Gas cutting & plasma

18.Cutting practice of M.S. plates using
plasma cutting methods.

cutting
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19.Gouging practice.

Safety in welding

Professional
Skill 123Hrs;

Professional
Knowledge
24Hrs

Carry out single V groove
welds on MS plates by
SMAW in 1G, 2G,

3G and 4G positions.
(Mapped NOS: CSC/
N0204)

20.Edge preparation for plate groove
welding.

21.Fit up of joints by tack welding using
simple fixtures.

22.Pipe and plate flange joint welding.
23.T and Y and pipe joint welding.

24.Groove welding on plate in 1G &
2Gpositions.

25.Inspection and clearance using LPI
testing during Root pass and cover
pass.

Principles of Shielded Metal Arc
Welding (SMAW).

Types of power source.

Polarity type
arc length.

Welding positions
and importance.

Edge preparation and tack
welding procedure.

Welding fixtures and clamps.

and

26.Groove welding on plate in 3G
position.

27.Inspection and clearance using LPI
testing during Root pass and cover
pass.

Electrodes - types - description

Functions of flux and
characteristic of flux.

28.Groove welding on plate in 3G
position.

29. Inspection and clearance using LPI
testing during Root pass and cover
pass.

Selection of electrodes (Rutile
/ Cellulosic / Low hydrogen
etc.) & coating factors.

Electrode storage and backing
temperature.

30.Groove welding on plate in 4G
position.

31.Inspection  and clearance
using LPI testing during Root pass
and cover pass.

Types of metals and their
characteristics.

32.Groove welding on plate in 4G
position.

33.Inspection and clearance using LPI
testing during Root pass and cover
pass.

Introduction to pipe welding.

Types of pipes and pipe
schedule.

Preparation work before welding.

Professional
Skill 45Hrs;

Professional
Knowledge
08Hrs

Carry out single V groove
welds on MS pipes by
SMAW in 1G, 2G,

5G and 6G positions.
(Mapped NOS: CSC/
N0204)

34.Preparation of pipe joint for pipe
welding (schedule 40).
35.Prepare the edges, clean the joint

surfaces, Fit up the pipes and tack
weld the pipes.

36.Fit up inspection.

Basic pipe welding procedure
uphill welding, downhill welding
and horizontal welding.

37.Welding of pipes (schedule 40) in
1G position. (08hrs.)

38.Inspection and clearance using LPI
testing during Root pass and cover
pass. (05hrs.)

39.Welding of pipes (schedule 40) in
2G position. (07hrs.)

40.Inspection and clearance using LPI
testing during Root pass and cover
pass. (05hrs.)

Pipe welding position 1G, 2G,
5G & 6G
Selection of electrode (SMAW)
for root pass and cover pass
welding.
Procedure for welding heavy wall
pipes in 5G position welding.
(07 hrs.)
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p
Professional

Perform Root pass welds

41.Root welding of pipes (schedule 40)

.
Procedure for welding heavy wall

Skill 123Hrs; | in Weld single Vee butt in 5G position. pipes in 6G position welding
Professional joints on schedule 40 pipes )
Knooci,;ls;g ae in 1G, 2G and 5G positions 42.Interme_d|ate ar_1c_i cover pass
g by GTAW. (Mapped NOS: welding in 5G position.
24Hrs ) )
CSC/N0212) 43.Inspection and clearance using LPI
testing.
44.Root welding of pipes (schedule 40) Welding symbols Procedure for
in 5G position welding of thin wall pipes in
45.Intermediate and cover pass downhill position. ) ) )
welding in 5G position. Procedyreforweldmg pipes in
2G position.
46.Inspection  and clearance
using LPI testing.
47.Beading practice by TIG on MS Welding procedure for
sheets. complicated pipe joint, T- joints
48.Square butt joint on M.S. sheet in with interggEign.
flat position. Top, Bottom and Side - Y joint
etc.
49.Square butt joint on M.S. sheet in
flat position.
50.Inspection and clearance using LPI
testing.
51.Square butt joint on M.S. sheet in Introduction to GTAW welding -
2G position. Advantages, Equipment -
52.Inspection  and clearance Electrode.
using LPI testing.
53.Square butt joint on M.S. sheet in
3G position.
54.Inspection and clearance using LPI
testing.
55.Square butt joint on M.S. sheet in Shielding Gas and Advantage of
4G position. root pass welding by GTAW.
56.Inspection  and clearance
using LPI testing.
57.Root  pass welding of Importance of preheating, post
pipes(schedule 40) 1G positions by heating and post weld heat
TIG treatment
58.Inspection and clearance using LPI Welding metallurgy - weld
testing. stress
59.Root pass welding of pipes Dlstortl?n and control. .
(schedule 40) 2G positions by TIG. Correction  of distorted
section.
60. Inspection and clearance using LPI
testing.
Professional | Perform Root pass weldsin|61.Root pass welding of pipes Introduction to GMAW & Flux
Skill 85Hrs; | Weld single Vee bultt joints (schedule 60) 5G positions by TIG. cored arc welding - Equipment,
Professional | °" schedule 60. Pipes and 62.Inspection and clearance using LPI accessories, Advantages
Knowledge schedule 80 pipes in 6G testin and Limitations.
16Hrs positions by GTAW 9-

and intermediate and cover
pass weld by SMAW.

(Mapped NOS: CSC/0212)

63.Root pass welding of pipes
(schedule 60) 6G positions by TIG.

64.Inspection  and
using LPI testing.

clearance
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65.Pipe welding dia 50mm in 2G
position by GTAW.

66.Root pass welding of pipes
(schedule 60) 6G positions by TIG.

67.Inspection and clearance using LPI
testing.

68.Cover pass Intermediate pass by
SMAW.

69.Inspection and clearance using LPI
testing.

Power source - Wire feeder -
Electrode wires - shielding
gases

Types of metal transfer and
welding parameters

70.Root pass welding of pipes
(schedule 80) 6G positions by
SMAW (by pipe welding electrode)

71.Inspection and clearance using LPI
testing.

72.Cover pass and Intermediate
passes bySMAW. (by low hydrogen
electrode)

73.Inspection and clearance using LP
testing.

Types of welding defects, cause
and remedy.
Non-destructive
methods.
Introduction to plastic welding
(PP,PE& PVC), its parameter &
Check

testing

74.Square butt joint on M.S. sheet in
flat position by GMAW.

75.Single V joint on M.S. plate in flat
position by GMAW.

76.Inspection and clearance using LP
testing.

Requirement for qualification in
different codes.
Qualification procedure under
various codes.

Different tests and inspection
involved in qualification.

Professional
Skill 22 Hrs;

Professional
Knowledge
04 Hrs

Perform single Vee bultt joint
welding on MS pipes by
GMAW in 1G position.

(Mapped NOS: CSC/
NO0209)

77.Pipe (schedule 40) welding by
GMAW in 1G position by GMAW.

78.Pipe (schedule 60) welding by
GMAW in 1G position by GMAW.

Inspection and testing of
weldments.

Visual inspection kits and
Gauges.

Professional
Skill 22 Hrs;

Professional
Knowledge
04 Hrs

Carry out Dimensional
inspection and testing of
weldments. (Mapped NOS:
CSC/N0204)

79.Dimensional
weldments.

inspection  of

80.Visual inspection of weldments.

81.Non-destructive
weldments

testing of

82.Bend Testing of specimen according
to codes and standards.

Pressure welding codes and
standards (IBR, ASME etc.)

Writing procedure for WPS and
PQR
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Ffiea 15 & AgHaaiiT (CG&M)

3grg1.1.01 A FwEfed Rigia

des? (Urs¥) Welder (Pipe) - S8R ¢fH 3iiv afcs™T ufshan

TR o A= 3RMEA (General Discipline in the Institute)

IERY: Y UIS & 3fd T 319 Ig S Faod!

T gR1 FAuffea amama SRR &1 uread &3
o To Rrendf & wu & fHft ot saifesa orf @ a9
o TR 3 Afow oY v ufamr Hf g9 T@=m

I SR - {3t ot safaa (Rifa, wfier sk wrafer
FHHAR, ST Te-UfIg IR MU TR & o aral fopeht off
3 fET)  91d A I g0, f 19 7 |

TPIHROT ORI T 30 U107 3R FHrafad ¥ Iwifid arat
TR Gl & 1Y §89 7 B

3O SfAd BT F ST TR BT ATH TRIE T B

3T ERdl & WY TR FRA IR TR F Sfemar o
Tfafafert W 3T HHd T Fafe 7 B

Rigid 3R RIS Hafmef § IR T | daois gar &b HHI §
ESirel 7 B

Sgd A g T8 3R uirerr sreial gRT fou e Rigid wemait
3R TaEIRG FexA & SR R B &4 I G |

I Ue iR 3R gyt ufiemr wH=RGl sRiay &
HHARGT 3R -ufeg3ft o T |

Tt ufreror nfafafeat & $fa o

UTR&01 & SR TR T B T1 99 7 8l

TR IR B TH-GURT I 3R TR0 & Ugfid g9 I
CEl!

TR T Ut i off It 7 & oY 3uest 8T B

TR § UM 3 HUS TgAHR 3R 33 IRINP 19 &
1y IUfRYd &l

T ST g ufRreror & 4T o 3 fore Fafid 38 ofk wruRor
RO Y Ygiferes a1 Ui Hemell ¥ g @ A 79|

T /qdie & IR fpdt W PR A 5

3T TR} 3R e Repls Fafta 0 3 ford ik 3= guR
& foIe T R ST Y

WfFedha B THT U= YR&T B TTY-TT IR Bt R 7 off
& T |



Ffiea 9 & AGHFfaT (CG&M)

3 1.1.02 | gwEia Rigid

Jee? (U1sU) Welder (Pipe) - §sa=M 2fRT 3R afcs ufssan

URTYS UTYfiie SUaR (Elementary First Aid)

IERY: Y UIS & 3 H 3119 Ig S Tl

o fou o 91 Wi STER @ gust

Y a9 # dHelE

o fooTell & Fed

o Jleft AT a1 THEE & FRUT A arelt Sad
o TR YaETE & 1Y T 39S f9A1 98 UIa

o TH IS TN P S PROT TG | e AT

foTelt @1 et 3R | a1 # JHWT (Electrical shock
and breathing problems): fSsicll & s &1 TTHRAr IR
Y TORA AT HE P TR 3R Judh BT 3fafy )R ARk Hfh, Judh
P! fETmde T H & 7 B

e safaa anft off faorelt @t smafd & Tuds & § dF ar d @ &t
BTHR I1 Had P! Tid B SoTell §< PP U s <1 afg
IS N $2 AT Il o fr gt dwel, IR a1 wWiiked
R G B, a1 S $5 Ht g T g IUBT ITANT Ixh GG D
AT B IR Afed B YIB! JHR AT W JUS aIg |
(Fig 1 3R 2)

Fig 1

WP20N110211

Fig 2

WP20N110212

Ife; 3T 3T Xed 8, o Tifgd ol 3rom =) g1l | o b 7 gl
9 a% b Ffohe &G 7 g1 ST T 3 IUSHRT I G2 = & (&l
S|

gfe tifed o TR T SaTs R 8, a1 39 IR I Ao a1 HH
T U 34 Jied U J fIRM & forg Ifrd Jrem Iur favg s
ElEY

B gobdl ¢ for difsd WR faoielt T Siom ¥ T 981 85 R 7 8,

2

Afp I8 TeR I37 8l TobdT g1 3MTU §F 31 B Tobd @ 1P &
HI TH T, SRR SRIT A &F ¢ 3R Jch BT ITIR B,
FyTier fa=os et ured B3

gfe yyIfad cafad S8 § A TG o 8T 8 Y 1S4, BT 3R
PR & HUS eI B ¢ YHIfad afad P 3t g & fufq d
d| (Fig 3)

Fig 3

WP20N110213

AT 3R TSt DI T TR AR ToR 37 | YHTId afda o1 mf
3R RMEIF 37 (Fig 4) Aeg & forg 9|

Fig 4

WP20N110214

AR H e AP TSI
it Agiw aafed &+ AR A BIS |
fe difsd 919 76T & 361 3-UP IR BT HY-9HY gaia 7 P!

faerelt @1 s1e®T (Electric shock): fasielt & e o1 iR
IRR Y ToRA a1 B & WR 3R YU BI 3afer iR Flk waft

e Bt TiRar § ATEH 3 aTd 3R FR @

- fdd &1 3|

- $gafeT GefdmR T g a1 fid Befam ug|
- Ay &t Ruf)

- we el

- g diees ST




faorelt & s1ed & wuTa (Effects of an electric shock):
§gd HH TR W HIC P UHTT Had T AU A -1
B Tabdl 8, AP I U= MY T e W 3R IR & farw
Ui & el |

Pe P I TR W, Fedh] U HRA aTell Afad 30 R 8 iR
ThdT § 3R TS & fog R 1R &€ SR Wyad: ATel STeH &1
SIHT BT

PIC P AP TR W, FgRE Rips Fodl § 3R aafed
HSIR R T Uhs Bisa A 3 8 Yovall ©, T8 AT T/
THAT 5 3R gad &1 Higurkmi T (wrsfoce) 3 Rigs gad!
g1 U8 U1ae 8 gl g |

ool & Fed A TS F WIH R a1 & o+t g Tt
21 (Treatment for electric shock)

fouct & sed HT ITER: (Prompt treatment is
essential)

3R SHT-UT qeTaal Suasy ¢ | Fafeream Tgrerm 3 fore o, fohr
SIS ITAR TRY G |

3FR Tg {1 frelt 38 & fovan &1 apall B, @ e & a8 IR
21 3yl TifSd & A18d e & JUD I BT <, ADel B
TS, IR, U W1k, TifSd & diec-Us, ®us! & fhar of 3@
TG, TP dee, ool g3l THER T3, TR-Tara It S gt
R-Tare It org o1 e, Wt egfen, daage Iw, |
31 (Fig 5)

fifed I WY FuH q 991 3R IR $ SWH Iy T8 8 o
30 BTl ) YW@ HUS | e of

Fig5

WP20N110215

faorelt ¥ @1 (Electrical burns): fSoicl &1 Sedt @M
ara fad Hi a9 O Uhdl § Ofd HRe IUd IRR I G o]
21 ST R Ui STIR R § GHY weig 7 Y o db &
T SR 18t 81 ol 8 SR Inft Wy T § Wi F Gl 7
- fomTT Wera &5 1

@ 3R 9UEY (Burns and scalds): S& Sgd goAT® gl
21 3R YRR BT U J9T feTT &Idd 71§, Y 84T ! S1ET HA &b
S{ATAT DTS SATS 7 B | IGIEXU I oY, UTHT, T BT, T T
Ih IE J & BRI 39 ¢ & g fArad 21

TR YqaH1d (Severe bleeding): @15 +f u1d fo9d g4
Y W 98 TET 8, Oy Tu J g, g1y a1 Iufert # 39
TR T ST R SR UReR e ST A1fgu | AT wnufiis
IUIR & IUM & ¥4 H, 919 WR &9 g1 GTd1d DI A 3R
T Y T BT TG 33T AT 5|

qPTd HIRATS (Immediate action): g9 TR Idad@ &
A H:

- ft I fefeTaR SR BRI

- B TP A UEd TR P MR F TR Y FIR IS (Fig 6)

- 9U/d W &ad S|

Fig 6

WP20N110216

- ggTgar & iU id S|
TR YeadTg &1 fEfd #37 & fT (To control severe
bleeding): 91d & {HARI & TH WY FEIS | 99 I IFqa@

Fig7

WP20N110217

DI Ab &b [T SH1IRTD Bl d9 I Ga1d Sl | d G F81 <
B 9IE o1 119 R g 91y 3 3R 3 AH HUS A &F <

(Fig 7)

U o 91 ¥ U9 & g, St U oSl SUHRUT R FIRA & HROT &
THl §, SMARD IGAHd BT AP & 7¢I BT 916 W FH
PR G|

¥ST1HUTd (Large wound): U8 9% U8 (HRHATd: T afdaTd
STRIT) AN B SR AT § Ut Y, Afe; Yaawrg agd iR gl
TS ¥ 3w R HL (Fig 8)

3@ B} A (Eye injury): 3TH T & HRUT S aTell 1@
1 S P [T, T Geop! 3T $IY BT SUAN B 3R G H 3 a1
4 ¥R 2 ¥ 3 §¢ T afe die fHit a1g &1 fg a1 a1g & Sor
& oG § I & HRUT @t g1 < 9T Afad B SUDAR & o
a4 fers & o o o1 foddt oft geR 3t o & die
WA W 3R H B ot WIS Y| T U W =P gHwn e
B | 1Y B TS STerex b1 HlTs & b1 1 3118 $1Y AT SfigeHe
T @
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Fig 8

WP20N110218
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Ffiea 159 & AgH AT (CG&M)

3T 1.1.03 A e Rigid

dee? (1Y) Welder (Pipe) - SSa= ¢f=i 3R afesw ufsrar

T § 3f’T &1 48« (Importance of Welding in Industry)

IERY: 3T UIS & 3 H 3177 Ig S Tl
« JENT H AT & U & 9Hg 3R Fard

o YTl B Site $t 3=y faftraY Y gormn A AT & @il &1 S P

ol Se ), fafts seR ara fafte gess iyt &t s
¥ fore fafirs U Bt argeil o) SeT ST § | UTtd &1 Hiers
31 g1 W sifeeT a1 fafé gri fafis ueR & gaif & Siret
ST 81 ISTex0T: 3RA foiel, Wi siaeR, % g 31fe | adelt
e (2 MM A 3R ) &Y Sirea & fog e urg & Sl &1
JUANT fara ST g1 Sarexvr: oA & fesy, aa & gH, afecd,
Wd, BT 3fe, Udelt arey +f Wiesfer iR sfSiT grT St o
Tl g

AfH U ST A IUAT B T arelt Fgd YR A wiel B
fafér or SifeeT T et SiveT SITaT & i s HIRY YR &7 I
HA § Fe™ el BNl iy g IdTed artd Ht Sifdie et
SfaRe T, TRATY Sl ITGH, I & HSRUT & forg udait
AR AT R S AR SFUERT & fore sga At fa=w wmeht
311 gTet & anf & faepfyd fopw 71w B 1 AT o7 S et b 35
3! A fad & 1Y HH AN W AT I ST I el
21 TP A0S S 3 It UHR & oS! & e Aolgd Sig gial
2, U de3 S SIS Pl gerdl 100% Biclt § STaifth 310 UBR & et
I Eerdl 70% Q B gl

oo wut I fafte dxanett & fmfor & e afed &1
U R T B

yrgafl B s &1 faRrl &t gan o afdn & @
(Advantages of welding over methods of joining metals)
af&E™ fafr (Welding method): afeET u1g & J8- &t fafdr
2 R e arel bRy o) 7+ fapa ol @ Sk wirdt (Treirea)
SeF/STS ST & 1T Tep 1Y SiYST offaT B

AR 3R 3= UTg S & a il & S a1 (Comparison

between welding and other metal joining methods):

fRafén, diee & Ay Ao, i, ST ok afsiT a

oo STt g1 §

Ss | AfcET urgeil &) il &0 ¥ s &1 teHs adar 8|
STt ST &1 ST o S Tehan § Afe:

- Plds FIRR HeTgan g

- SieT &1 e G g 7

- W P g WAl W §

- Tisi 3R 3T & fore sawaes g ¥ 3if¥e gl < St
gl

3fET & @1H (Advantages of welding):

AT 3 H1d Se & e A S8R & b Tg:

- UG WRATE

- Il Bt St SrfeaRT SaT §

- T HHABAIG

- I Al & SRR I AIHE SR ETd BT AT
HRAT T

- S A o wHdT 7

- SISl & W H $IE uRadd Tel g g

T8 a9 Aoled g ¢ R et off Hiers Ft urg oY SireT o

& 5

fafist il @t Tl o) Brea & oL =i & TY-T1Y 3US ghdr
BT IUGNT T STl 8 | 3THT STINT Wy 3R Hed o dbre
¥ forg ot fosan ST 8 1 Wil @t ugEH e & fo Fig 1 3|



Ffied 159 & AGH AT (CG&M)

3 1.1.04 ¥ gftg Rigia

Jee? (1Y) Welder (Pipe) - SSa=1 ¢f=i 3R afedwr ufsrar

ST Aed 3 AT 3R iRt whifeehi= af&w ik wfdw o gram (Safety in Shielded
Metal Arc Welding and Oxy Acetylene Welding and Cutting)

IeRY: 3T UIS & 3id H 317 Ig S Faod!

o TS AT A IUANT Y S arek YR uR YTl SR HeTa® IUSRUN & Ugd HY
o 9Eq 3R el | F9H & fore grem uRur iR e Iud v g+
« WF % g B 3R R B PR 3 fHoil 3R e Yi F yuTa § F Fa1d

o 3@l 3R ¥ B Y& & e R e &1 799 F9

R-"erg- af&T (Non-fusion welding)

I8 AfcET &t T fafd & fored v wom a1 i ol o &1
gem fdg fiheR IS &1 ITANT IS YR 4T & (BRI B
freraTe faeT ofes g & 3mae & o1 T 1Y S St B

JCTERUT: Tl ST, TehT 3R By Afee |

3T AT F TR 31 B GIHBRS BN (3feel araT 3R
ST I8 fHRUl) & HRUT dTEx B 39 IR 1 dic & TRl
ST BRI ST 8, 3T ¥ ffies T & HROT oiera § 3R
T Sife, foeTell & e ¥ WU i1 & | e YU, I8d gU
BT 3R YIS F BT 3R axqE RN R FRAT

Jeer R AfET 83 & U B B a1 3 Afaqdl
IR TRI Y g9 & fere Faffad gRem ufkr ok weras
JUHRU T JUTNT a1 ST B |

1 GR&TURYH

a) TS &I T
b) TS & T
c) ST & W1y IHS B et
d) Sfenfie gRem s
2 a) gS®H
b) THRIS gaHT
c) UEd BRR YW BT Bhi-
3 faftamfEn nine
4 R IR e arfet

TS BT T, TIM, MR & I1Y HY 3R T TS Fig 34,5
3R 6 HT ITUNT It & TR, §TY, BT, TG 3R Bl B TH
¥ fafeor ok mf B ¥ s & o fovar oman 8, o § &R
1 319 o1aT ) fve & SR Jes oS § IS4 ard T 1T &
FHUI |

IRIad Tt &M uRYH I Ugd THT Siat Tal e a1ey 3R

6

Fig 1

P20N110411

APRON

Fig 2

WP20N110412

GLOVES

TR GRT IUGad SHR HT I a1 ST ATl |
NI GRef §e (Fig 5) BT IuaNT IR 1 Iiferdt 3R ea |
Fle T A §9 & 1T {351 ST 31 78 deeR & faoialt & e
¥ ot Fa1dT § FfH S0 1 A ¥y ¥ § A v
Tt A S e B

AT TS THIF 3R Fadic: 31dh ST & IRM M1 IASUIA
IR IR ¥ I B ARG} R AR B TIH & 1w 391
U feba STaT B

T B TBIF &1 81U H Uebg & o fgome fobar man 81

(Fig 6)

TH gHE BhH &1 RR W Ug-1 & o s foan ma 3
(Fig 7)



Fig 3 ADJUSTABLE HELMET

ELECTRODE

LEATHER CAPE
WITH SLEEVE

ELECTRODE
HOLDER

LEATHER GLOVES

LEATHER APRON

CAPE WITH SLEEVES

WP20N110413

Fig 4

CAP WITH
SLEEVES

LEG GUARDS

LEG GUARDS

WP20N110414

FALLING OBJECTS
CRUSH TOE-CAP

CUTS AT ANKLE LEVEL

SOLE PENETRATED BY
SHARP OBJECT

ORDINARY SHOES OFFER NO PROTECTION

STEEL TOE CAP

HIGH SLIP, OIL RESISTANT
AND ELECTRIC SHOCK PROOF SOLE

STEEL INNER SOLE
INDUSTRIAL SAFETY SHOE

STOUT LEATHER PREVENTS
INJURY TO THE ANCHILIES TENDON

INDUSTRIAL SAFETY BOOT

WP20N110415

Fig 6
7
HAND SCREEN é
=
T S €1 (Fig 8)
Fig 7

WP20N110417

WELDING HELMET

AU TP J8aR GR&T UM Bl & 3R AcsT BY 3T gl
BT 1 W U J IUTNT A $I Al S &

Ffiea 159 & AYHNAT - AT (U3U) (NSQF - G 2022) - 3aRT 1.1.04 | wwiia Rigia 7




Fig 8 EYE PROTECTIVE GLASS

CLEAR GLASS PLATE

CLEAR GLASS PLATE

WP20N110418

T (fTheeR) 7o Afedr e 36 & SMyR WR e &1 & §1e
S €1 (39 1)

ﬁamﬁm%é%ﬁ?%éﬁmvmaﬁﬁwﬁﬁ
TeaFidsTden | vafiww & AfRT Hie Ft
I
8-9 Up to 100
10-11 100 to 300
12-14 Above 300

OICqd BRR Y &4a9 Whi- Fig 9 &1 IudNT 31 i 9
AT & & U B HRA T Al B GReT & e i

PORTABLE FIREPROOF CANVAS SCREENING

WP20N110419

WP20N11041A

1A Bl BIed THY TT Sl Pl US B THY 3l B GR&fl &
o I =r=A &1 IUANT fhar ST 81 Fig 10

T8 Sadge A A S T § R WE I T o e € 8k
Y TR & RR R PRied FU ¥ @4 & T 1o saifesd
dsgargl

I8 RMe® fhe, 3fed dfeaer ok Tt R § quf qRen &
fere feeme fran man 51

Fi-eft TR- g iy arg S faar enfe Y AT Bra Ty
IS T Tedtel YU 3R URY U 1 aTeR FebTer S el § | STedial
4 3R YU B! T T A9 T & U U 4T &1 JuahT oY
3R IcE & & U e sl ok URND! &1 IuANT HI |

ST YU A I A ¥ IR I8 8 S 3R TH 3T Sire/
Bef R IR S0 | 399 Sa- a1 9 Tl 8

Fig 11

RESPIRATOR PAD TO PREVENT

INHALATION OF TOXIC FUMES
ADJUSTABLE HOOD f
CONNECTED TO
EXHAUST DUCTING

WP20N11041B

7 PTe- 1 ufspar ¥ e (Safety in Gas cutting process)

IeTY: 3T UIS & 3 H 37T I S Tt

o Y BT F YD B THUTAA THT 3UATS ST arelt JReT Jraur=al o1 qofq &3

o TIREX §RT UTAH S AT qTelt JR&T AITUTAT B TS B

o T Pl & HATH F SR TaAP & TaATE |

IUHRT JR&T (Equipment safety): T HTc & IUHRT
¥ fore JRem Traenfat a8l § S T AT U & Aa o
S{UTS ST |

3{ToRER & foTT gRaf (Fig 1)

TR JRET TR BT T B3
TR, T R 3 JREMHS HUS! B AT 4F S ared|

8 Ffiea 159 & AYHNAT - ST (U3U) (NSQF - MR 2022) - 3arT 1.1.04 | wwiia Rigia



gfia o3 i Saa=ia Il ®1ed & J=e- &
A FA YA FH 3 W R 3

TS & SRTH &M (Safety during operation): &1 &5

P SaaRId Tardl ¥ Hod 9 |

e STaRITE IR &Y gemT Gfwd g df Sugad SRR e/

faureT wer fosan s =nfeul
- SfTYeT 3fiEl BT gRE

- oA ¥ gRea

- BUSI Bl Gl

Fig 1
LEATHER CAP

WELDING /CUTTING
GOGGLES

LEATHER JACKET

LEATHER GLOVES

LEATHER APRON

LEATHER SHOES

WEAR PROTECTIVE CLOTHING

WP20N110421

2

\

WP20N110422

WP20N110423

gffea 3 for w1t w1 38 urg Sie d gufda ik
Tgfera @ a1fe g sifex & Y a1 gielf iR = AR

- Ol g8 N T ofeR o 9 gRa
IS arelt TR @ e Bl 3R gIRI &Y S|

PHTc B BTH P - P ST B! T W dlfs T W U A
I T 3R Pl T fow QRiga U 9 R Td |

He P& A 999 T Urg 3R TR I ¥ IrayE E
SaeRiTe verd T@e AT dHeRi Bl dle a1 AfeET & fearw T
T8I o ST A1 (Fig 2) afc@T a1 ®Ted ¥ Ugd dheR| &l
BTE SCTFARTSS 3R HIRD TIsT ¥ Y 3R TRAd P
Ugd 32 UM A R & (Fig 3)

Fea 159 & AYHaENTT - ST (UISU) (NSQF - AR 2022) - 3nard 1.1.04 A GrEfea Rygia 9



Ffiea 159 & AGH AT (CG&M)

AT 1.1.05 A i Rigia

Jes? (1Y) Welder (Pipe) - SSa=I ¢f=i 3R afedwr ufsrar

AT &1 uf=y 3R afvumeT (Introduction and Definition of Welding)

IeRY: 3T UIS & 3fd H 317 Ig o1 Taod!
. IRV F AfTPR F IR # Fa1@
o 38 P & fafta a8l &1 auiq B

et P e 1 gfder ®3 Aedl WD e Sl g1 Wisl
AT BT 1T §, Oieg I Seg R R AW gd § B 3R
TG T 3T & | I T Wiol afee?T & Wi aran | s g
F g I YT T TR-IR T4 FXd &

1801 T, TR gBp! SdT A fayd 31k &t @A $11 1802 F, Tt
e Rl Ueia 7 ff gafRe o B @ B SR a1 §
AT SR WA TagIR SV oI TRafad far| 1881-
82 T, UH ¥l AIBHRS Nlkolai Benardos SR Uit
Stainshlaw Olszewski = UgdT 3afded 3T &R, AfesT
fafy R e 311eb AT & TU ST ST & I2I Pra
ZAICIS BT ST b

1800 & 3id & Teh I, Fdpiars e (1888), 3R U@
3RS, .. GRT U] SIS P AR & Y 3MTeb AT
A TTfa SIRY <@ @19 (1890) 1900 I SHUT, A.P. IgHoR
3 fresT ¥ U Qg u1g 3aiaers IR fosan, o wa sifies fRR
3Ta el

1905 B, =t aq1% aerfeHR fewsfag 3 afdn & fou di=-
TROT fAYA 317 BT ITANT B BT | 1919 B, dhfeys
YRT AfcET &1 AR C.J. Holslag gRT faam am oI, difded
T G dh Ug AbiUd gl gl

AT o fufor uferan § it amil & o aR W oarge ¥
Ssdl 81 T8 SRR B & ¢hal &I Uodex 3R T fher
AR ST el g WAl 1 ga S & oY febar Sirar &
S U AeTgd SIS a4 & [oT $ST 81T 8, 3aTd & A1y Hef-apaft
TH & 1Y A1 W & WY, AeS BT IATGH IR & 18 JTIANT
fohaT ST §1 I8 <t @M 3R <ich & faudia B, foraw &
& g DI UG o1, 3P s Th §4 T & [T HA-
forere el Tt & e e 1

T TR & P AT-(T b &1 o fop; e Aed b
AFET (SMAW) | 71 SR 317dh AfET (GTAW), 3R T Aed
3T AT (GMAW)

GMAW ¥ T& arR Be 7" M § S dR & U JHET
Tfd J Rt g 3R It TR &Y I1d1aRul & UHIG I 999 &
foTq U URR&T 719 (SMFAR R Y5 3 A1 31 3R Co, H1

10

forsion) o1 fshTd Hdt 31

GTAW T U& Jgd BICI 81 U Uda! oI alell G RMMHd sidl
& oI 8ieR U STReA S Biet 81 SHIIBTT & T1Y, 3T Sfoit
T Y HIEAT I GHRIT B & [T USd BT JUIRT HRd & 3R
3O GER BT ¥ feR U1 udhed § ok -k 39 faema g1

s afcET o1 e Aed omd AT & te saaeic g §
o T giaT €, S 39% aRT 3R URIR BT GRET &l ¢
ZARIS YRD SAARIS B! Uhs HR AT § e g dR-4RR
foee ST 81 T de8 URER & ATdIaRUl & We o §TdT g
WHR-HR F @ & THT 99[ § Ram e IR iR
TP U T IR BIST T 8; TR & IRT 3R T Tael Feied
HIFET Bl 8 O Ace URER T JRET Fet o |

T & U ol & B3 S-S Al BT SUANT fohar o
qHhal g, o 19 31 WA, TP fAyd 1, T AoR, T
godel §iF (EB), ONUT 3R 3fecds Wit &1 Safdh 3R
TP NI Ufehar, AfeET s SIerT-aT ardeRul & Bt S
Tl B, o gt gar, U & e 3R aedt wiH Wit g
AT U YUIIT WRATH IuHH & 3R oier, foredt & geap,
=M erfa, Seieh Y SR YU & I A9 3R it TRIaT fafasron
& Tuds T oM J §e & e wraenfal &t saaddr il ]

ST &Y ufeursT (Definition of Welding):

AT &1 A1 &1 Y YD, FHM T A UIG3H D! Td1d o 1Y
7 fomT JUga dTIHH WR TTH R SeA &1 U Ufbar g | fher
It 3R vaTe | AT &1 IuaT W s 59 & fore far
ST B

31 afeE™T =M= (Arc welding machines): 9= &1 geft
ga1 # 7 3| DC 3T oiker & wifé Rag &1 ¥id DELTA
UIeiEH R 7 9 99 &1 ugal ©IE UISiE W W 38 $9
Jdhe & fou gan ok f a9 & DELTA defize & 39|
AFET TR & HieiT B B feTpae 7 B

TRIBIR AfcET Je & FHieht sifaa a1e 39|
THY-JHY R TRABIR ¥ B sifad AT iR g &%, iR
TRHIR &1 R ¥ W | 79 ¥ 7= # 39Ye Facd ok SadeiS




3R 31 Had DY Torgt I T ¥ | DC AfET SRR & FIe
Y B o oY ST B Fa |

forait o ft fcET o= 61 Ui @ AT A R | Y SR 3 SrYfgt
1 Had IS I GRT 81 gl o1 61 9t e Ald SIR
e &I 4R I fTRe B

T TS R &Id HaRH 3 &9, i I a3 e |

3T AT TgTaP IUPHVI (Arc welding accessories):
A 5% 6 AT 3R oref et T TR & & | ol B
Fad Gibed U g SIST ol 81 el &l aTd 3AITIS §IeeX
3R 37} 7T BT TN B | el Bl Sie a1 31 ooty Bl ead
T ol1d F S & T el soa= § §<f| 9 ¢9dt a1 Siig a1
3 FHHIRM & 1Y SAICIS-BIesR & Wid AU 4 a7 | T fod
ZAIS BIeey P! AT 2o P Yaes FIR W e &1 &
$YACS FATIS-BIeER BT YA B3| AfedT a1 el pad R
oieht et onfe & sl aem q a1 S B A W a1 HTH
R STARFTE ¥ & |

Ffiea 159 & AYHNAT - ST (U3U) (NSQF - MR 2022) - 31arT 1.1.05 | Wi Rigia 11



Ffied 159 & AgHaaiT (CG&M)

3T 1.1.06 ¥ Jrafdg Rigid

dce? (1Y) Welder (Pipe) - Ssa=M ¢f=it 3R afesw ufsrar

3P MR A AfRET Iudvr, IuHRUT 3R Fer™d Sudwul (Arc and Gas Welding

Equipments, Tools and Accessories)

IERY: 3T UIS & 3fd H 319 Ig o Faod!
o 3T AT IUHTYA B UgEH B
o TP TP SUDBV & BT B TS B |

TS AT TeTa® ISR (Arc welding accessories):
I SRR & TR T desR gRT 3% dfes T IR & 91
SN ST T aTel FS dgd HeaYYl axgaft B o1 AfeET
UETIH FUPRUI g STl & |

Fig 1

WP20N110611

ELECTRODE HOLDER

gaTeIs-giee} (Electrode-holder) (Fig 1) : I8 U Jalflif
fEare § forest IuanT it AfeET & ERM eI &I Udhe
3R R IR & o fvar SIran 31 98 dgaR fayd arasdar &
forg e sy erg 9 ST B

SAaEIS-YR® AfesT Ui ¥ AT had gRT JeT g 3|

Fig 2

WP20N110612

Fig 3

SPRING LOADED CLAMP

WP20N110613

WORK CABLE ATTACHMENTS

12

Fig 4

RIBBED RUBBER
COVERING

WELDING CABLE WITH HEAVY RIBBED
OUTER RUBBER COVERING

WP20N110614

3rdf FAT (Earth clamp) (Fig 2) : SU&T 300N 31 Had Bl
AT 2T WR g F Torglt ¥ Siew & fore far s g1 a8
GIEAEEREERIGEIR R R

AfET Faardts (Welding cables/leads): 36T IR

3T =9 T 3T Hic B HH W MR 999 & IH F g
GRS

AT 72 A SAIS-EIER A IS Bl SadeIS bad Hel
ST B

3 Fey I AT A= H a1 e I A B 31 (USE)
Had gl ol & |

PIR R TS IR TP I 5 81 &, s e & IR iR
A U HUS B! Aolgd B arell R il 81 (R 4)
TS ok Wi & T U@ &t ameR Y afeET
I BT SIAATA fopar ST Irfgu|

FId PR UG $ad cTHE () b TIY
ITIT ST 91T | (Fig 5)

IfcET had fafid HRT (HI9-Ta=E) I 300, 400, 600
TR 3fe & §H1E o §

3 S a1 TR YUD e P T §H BT HRU S

Fd P! TS BT IUANT fHT S a1 3MHR TR HIHB! GHTT
TSaT B (28 1 37)




Fig 5

A

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

WP20N110615

g1
3T AT & AT PR Faa 1 RAEI

Yaa @ | A H bad B TS Pec &1 TR
T |
(mm) 0-15 15 - 30 30-75
24.0 600 600 400
21.0 500 400 300
19.0 400 350 300
18.0 300 300 200
16.5 250 200 175
15.5 200 195 150
14.5 150 150 100
13.5 125 100 75

Sfeit-uffedi= afew SusRur 3k WeTa® Su®eur (Oxy-acetylene welding equipment

and accessories)

IeRY: Y UIS & 3fd H 3119 g S Tl

o fffier iR Thifeeis A Ridis<) & fAdivare & S eiav ward
o JfeRfior 3R efrfeed= i e @Y faivarsit #t gamn &3
« JfFfter R Thifeeis Framwet & wgaa sreu-sded & &g R H1

« EIS-Uieaed & Pral &I guid B
* SAUTSY 3R FIoidd & ST HI gaTd|

Sffedt-ufifeei afcdT urgsft &1 sifadiom iR wRifedi= Tt
& Thor &1 ITANT Hras fUgaq fog I T IR Sile &1 Th
fafer g1 (Fig 1)

Fig 1

OXYGEN GAS

REGULATOR SPARK
LIGHTER
CYLINDER KEY
OXYGEN GAS
CYLIDER \ ACETYLENE GAS
CYLINDER
CHAINING DISSOLVED

ACETYLENE
GAS CYLINDER

ATTACHMENT ‘\4

WELDING
BLOWPIPE

OXYGEN RUBBER
HOSEPIPE

RUBBER
ACETYLENE
HOSEPIPE

CYLINDER TROLLY

WP20N110621

fRfieA i Rdsw (Oxygen gas cylinders): ™~
ST & oy STaash SHiqle &l Sidd & MR & Ricied
¥ Tufed foar Sar 81 397 Rifis:) Y &ra 11 ¥ 1 W
(Fig 2) fTRfier Ricisr 120 ¥ 150 feanmd/cm? & 9 gard
F Y 7m? BT AT db T TR IR Thd 71 SATRiioH
iR ared afe g1y ¥ foran o 31

Fig 2
g CYLINDER PRESSURE
WORKING PRESSURE GAUGE
GAUGE
REGULATOR PRESSURE

TOP SCREW ADJUST
(SLACKEN) WHEN NOT IN,,
USE

OXYGEN TO BLOW PIPE
(R.H.THREAD) R.H. THREAD TO

CYLINDER

WP20N110622

GAS FROM CYLINDER ENTERS HERE

Ffiea 159 & AYHNAT - AT (U3U) (NSQF - MR 2022) - 3arT 1.1.06 | Wi Rigia 13



gferauRifeei= fRedis? (Dissolved acetylene cylinders):
9 ofeET § SXHTe g1 arell TRIfeEH 1 1 36 ST 1 L
@t Aaa (Ride) # Tufed farar s 81 4 srawn & wfifed=
& HSRU S U HERUI &HdT 15-16 kg/cm? & §id gald
& WY 6m°

STRie UIR WAeX (Oxygen pressure regulator):
TUHT SN SIRAF BT Ga1d &b SFER HTafor RicieR 19
F G DI HH P AR AURY # SRiS F Yae $I T
fRR R W Ffad 7 & foru fovan oran g1 988 FaaRH Wge
85 938 81 (Fig 3)

e Waex (Acetylene regulator): ST & SffRisH
elex & A H BT 8, 39T SUaNT Ricisy 119 & 3a1d &l
ISP HTH & aTd db HH B 3R TR T & Yarg o
IRy A U fRR ) R afa w7 & o fra srar g1 99
FHRMA a1E BT & B &, TR WeR &1 oied! A UgarA
& forg, A & BT R T @i H1eT S 3 | (Fig 4)

Fig 3

WP20N110623

Fig 4

RIGHT HAND THREAD
OXYGEN FREE SECURING NUT
NORMAL DIRECTION
% OF FLOW
N\

—~——
«—7—}7—7—— - - — - —

S T
%STAINLESS STEEL DISC

VALVE SITS
INSTANTANEOUSLY WHEN GAS FLOW
IS REVERSED (NON RETURN VALVE)

LEFT HAND THREAD
ACETYLENE

WP20N110624

HOSE PROTECTOR

TR BT AH-UIY 3R HHIRM: Z76T SUTNT AR I sAIrey
TP T & SH & o foar srar g1 3 Aoled $ar IR J 51
BId & O ST TRiey BiaT & | oS of ST aTett =it 1
T BT BT § 3R TRifeei= &t et is T 3t 8t § (Fig 5)

1. HANDLE
2. ACETYLENE INLET CONNECTION

3. OXYGEN INLET CONNECTION /
4. ACETYLENE CONTROL VALVE 4

5. OXYGEN CONTROL VALVE

6. MIXING CHAMBER

\110625

L)

MIXING CHAMBER

HAND PIECE

ALWAYS USE TIP CLEANERS

GAS CONTROL VALVES

WP20N110626

TR F B AT BT Tee I WeeR ¥ IS B 81 37 gfAgA
@ S & foe aIfg 819 ¥ SR wRifeedi= & fow ot gy
3 fOR¥a Si1an B | wRifeeh et Tef & I IR U e el g%
21 (Fig 6)

TR F -Ueaey & gy RR W @ 81d 81 A WeH
T PG A & STHR & § SR ST & GRH WD
3R FHBRR T F9M & T Siex T A-Re fews i g8 o
sy 3R A (Blowpipe and nozzle): sAmMIzy
BT SUANT AT U H Sfiie ok ufifechs it &t
fafa 7 3R fiyeror e & g fobar S 81

B S AUC ITF B & fort AT Rl & faf g Aiea/
W &1 T e IJuasy B

ST BT MHR TS DI o aTel! Wie Bl HieTs & SR Fead!
REEI]

14 Ffiea 159 & AYHNT - e (U3U) (NSQF - HMRIF 2022) - 31aRT 1.1.06 I Wi Rigia



7 9fET 88 ¢ (Gas welding hand tools)

IeRY: 3T UIS & 3 H 319 Ig S Tl
* U9 ST GRT ITUNT T & a7at 88 ¢od B UgdH SR AW S

o I IJUFNT FaATY

T JeX gRT SN foht ST ATt fafie 6% JUaRUl o1 fqaRur - 1edt & puTat e 3 foe o &+ & for iR fifg &t smme
frafifad g1 @ ¥ 1T S@wTel &1 S =R (Fig 8 & 9)

fea (Tip cleaner): o FOR W 0 R few Fig 2 uin/AN USE CORRECT KEY TO AVOID

TR B1 3MYfef T ot 21 Q<><> OFF UNNECESSARY STRAIN ON THE VALVE

A% U ¥ 1T 1 TR 1 f3d IR w6 e prd adt @
(Fig 1&2)

U &1 I B3 1 Uz, He! F3d 1 997 Y SR 34 [T IS,
fou & meom § S IR AR A S (Fig 3 & 4)

TP dIc [ BIsd BT IUANT U &1 Idg &I b IR &
for fapa ST 8 (Fig 5)

THTs Hd THY, Yd B IS & oY HTeito afed oI RIH
YA GATBIS ¢

Fig 1

WP20N110332

%

Fig 3

DOUBLE ENDED SPANNER

WP20N110633

(a)

Fig 4

WP20N110631

WdhaTgex (Sparklighter): T AEeR, ST % Fig 6 3R 7
T foraman man 8, e o usaferd a3 & foe SuanT far srar g1

AT HR T, T T & T HR1 W1 ATgey @ &t 1
3Ted ST | AIfe &1 UaRT St 7 31 39 I & forg A1y
BT IUANT §gd WaRAD § i U ¥ 587 arelt whifeeha &
UoIa q I TAH BT B 3T g1 B ST B JUTET B |

fafthr 8= (Chipping hammer): Rt 3R Fig 8 &1 3T
TN DI g & forw a1 Si1dT 8 S SHT 30 S ol Har ddl
21 U8 B TId & 25 P 1Y ALH Fled T J S 2

WP20N110634
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Fig 5

WP20N 110635

ALWAYS USE A SPARKLIGHTER TO LIGHT A TORCH

WP20N110636

Fig 8

CHIPPING HAMMER

WP20N110638

Fig 9

WIRE BRUSH

WP20N110639

Fig7
THREAD
FILE
FLINT
CUP/
SPRING
FLINT
5
FILE CUP SUPPORT 8
=
GAS CUP — &
=

Ffiea 159 & AYHNAT - AT (U3U) (NSQF - HMTF 2022) - 31aRT 1.1.06 | T Rigia




Ffied 159 & AgHaaiiT (CG&M)

3T 1.1.07 ¥ 9wfia Rigia
des¥ (Ur3U) Welder (Pipe) - $8aR1 ¢S 3R afes™ ufthar

faftr afcSTrufarant 3R 3= SrwRT (Various Welding Processes and their Applications)

IR T UIS & 3fd T 319 Ig S Fard!
« faya AR uftharsit &1 gang ok aiffgpa o¥
o 9 AR ufthanail 1 gard iR Tiflepd B
o 39 AT ufsparaif &1 A ga1d 3R arffevor w3
o fafirar af&gw uftranst & sy &1 gard|

ST & Fidl & TR, AT ufshansif &) i IR |R 39 YR
Fiffepd fapa ST Gepa &:

- Solfdee ST Ufhany (w1 Eid farsielt B)
- 9 afcd ufsrand (i &1 i T @) arR)

- 3 ofegT wfgrant (7T 7 W 7 o el € ek T €
P WA )

Soifaee afceT ufsrarsit &1 39 USR aiffed fasar S wehd 6: -
- faya ufeRiy o€

- AR afeET

- IRurafeET

galfdee 31 AT 1 3 aeffepd fbam ot YepeTr ©:
- P 3 Al

- ORI BIRGISH 31 e

- T SR o AT/ Farmson afegT

- 79 Hed ot AT/ MIG / MAG afedT

- PIRS 3 ST vag

- FEAS o ST

- TS 3T AT

fayd ufeRry AfcET &1 om arffera foran S e &:
- Wi afdm

- W&

- SeafEn

- IR g afceT

- UM afeE

T AfcET ufsrarslt &1 59 yeR arfferd foar o g §:

- Sfif-ufifeehs 1 Aeri-grEgion 9 afeET

- yfife afeET

- Il afeET

- ONur afegT

- fawples dfedn

- Pice IR AT

- WIRe dfeg
Code Welding process
AAW Air Acetylene
AHW Atomic Hydrogen
BMAW Bare Metal Arc
CAW Carbon Arc
EBW Electron Beam
EGW Electro Gas
ESM Electro slag
FCAW Flux Cored Arc
FW Flash
FLOW Flow

17



18

GCAW
GMAW

GTAW

LBW
OAW
OHW
PAW
PGW
RPW
RSWE
RSW
SAW

SMAW

Gas Carbon Arc SCAW Shielded Carbon Arc
Gas Tungsten Arc SW Stud Arc

Gas Tungsten Arc TW Ultrasonic
Induction uw Ultrasonic

Laser Beam SMAW ﬁ'ﬁ'@ HTT (Main parts in SMAW)
Oxy-Acetylene o df&ToRiA

Oxy-Hydrogen 3OS Bl

Plasma Arc o URST T (Y- JHH)

Pressure Gas o AfcET e

Resistance Projection TIfeT Hid & UPR (Types of power source)
Resistance Seam 1 AC 3fcE™ TR

Resistance Spot 2 DC Al ofRex

Submerged Arc 3 IRHRR YT

Shielded Metal Arc 4 FTAR

Ffiea 159 & AYHNRAT - IcST (U3U) (NSQF - WM 2022) - 31arT 1.1.07 | Wi Rigia



Ffieca 159 & AgH AT (CG&M)

3Ty 1.1.08 A It Rygia

Jee? (U1sU) Welder (Pipe) - Ssa=M T 3k afcsw ufspan

AT 3d 3k 3@t uRumar 3d 3R A9 (Welding Terms & Its Definition Arc and

Gass)

IeRY: 3T UIS & 3fd T 319 Ig S Taod!

o faya afRw uiparait &) gamd iR arffpa &3
o 3= afedT ufsrarsit &1 A1 SR arffezor B3
- faftr AfET uftharait & Srgwrai &Y gaTd|

1 f%dc 3 (Fillet weld): 90° (¥de WR / Th Idg 3R
TR fHAR Bt gdg / S fbR @ Yag) B I MY & ghst
DY SIS 3R B TS AT B fbeie des Hel orar gl

2 dcs HswRide (Weld reinforcement): a8 It ot
W ! Gelg/Mex Gag b FW T 8, dwe g
FHEaT g

3 firex g (Miter line): 98 el a1 St R & @) fagafi o
iU Pt B, Hex a1z a8l

4 IS F1 ¢l (Toe of weld): 35 fdg o/ W 3MYR o1g BI
g R IS YEIHUN 3R R 38T 8, IY W BI 3ALelt &
fSig & = & ST ST B

5 W P - 3G (Toe Line): I8 W1 1 R 3@ el
3MYR ¢Tq PB1 Telg W 3RTH HR @8

6 J3/ddd dts (Concave bead): TeR X1 & id deg U &I
faqd o8 & ¥ H ST o1 g |

7 3Idadls (Convex bead): ey A8 & HWR dc i I
IAd oS & =4 H ST o1l g |

8 fherds (Miter bead): Ife dee oS fier g & TR dd
2 1 38 AR St & = § 91 S g

9 71 AfR e (Gas welding torch): T& IUHRUT Y
foeur, & S, UaTe fE=or 3R Y 1 SaTa Usaferd B &
fore Iuzi fopan ST ©, 719 AfET o & =0 H ST ST 8 |

10 A9 Hfd e (Gas cutting torch): T IUHT ForHT
JUAIT 1 B! e, o S, arg fg=on iR Sarer ysaferd
PR & fore fopan ofran B, T fcT ofd & = & ST S g |

11 1 IR VAR (Gas pressure regulator): T&H
TR ol Riciex & 719 & gard & Il &t FRE =l
& SIR grET/afdh 1 19 & qara &I Fafd a1 g

12 A9 TR §IW UTSY (Gas Rubber hose pipe): T 3§88
B A S Y gard Fame! § 96 B A S § SR T
afGm/afen ord &t syl et B

13 9% W (Back fire): 3FR Tad 19 IR AT & HRUI
g BT TAH g STl € o I P BIRR HEd o

14 TS 8% (Flash back): S 19 &1 7T g3 o7l € 3R
R @ & 1y Rydiex 3 3R Rad i1 &= 81 o @
S 9gd WA §Id 8, T 9% & =Y B ST ST g |

15 T 9% 3RTX (Flash back arrestor): & ft-dft
IHBRR P GRM, TIH I g1 Il § IR ST g3 Yrafeat =
T sATEY H Welex a1 Reisr &1 3R Ui &t 3R St 81
I T a1y & ol & O dHHRR &I §¢ BT TSdl
gl

16 3A9eIs Bies (Electrode holder): T&h IUdHRul ol
ERT $9d gRI UG &1 75 fooiell &I 3aders dd o ol
ST 3R S 3Aders o1 aifesd HIvN H it 81 (T8 STDBRIT
faftrsr emyarait SR TR & WY Iuasy § AT 300 Amps,
400 Amps 3R 600 Amps SfifRId, 3T 3R I RE
$gIes)

17 3 FAW (Earth clamp): T IUGRU oRF GRT Had
ERTUGH 31 T2 el o Sifg 2aa W & SR S| (I8
fEarsy fafte emansl 8ik UeR & Iy Iudsy § T 300
wfiER, 400 TR SR 600 TAfiTR | T § HIRET, G.1.
Hies 3 BT a1 fheRs w1 gRT daR fpar T B

18 3T AfeET B (Arc welding cable): I8 3fcET T=f=
T arS Bies SR o had dw faorelt @ o & o
BHIR/TGHTH TS F T8I

19 e @ (Cable Lug): T8 faftrs emamsit 3R UeR gt
300Amps, 400Amps 3R 600Amps & TTY IUAH &1 T8
SIRATG: qie Bt o1 J ST R |

20 SMAW : iSs Hed 31 AfesT | Agerd Hed i afcsT
IR & AT & wu & ff S S ®1 (39 ufpar A
oIS ST B) |

21 GMAW: 79 #ed 31 afed & CO,, 3T (MAG), Hea

19



3R T 31 AT (MIG) 3R Ta HRS b AET 24 AR (Electrode) (Fa Hics) Th U P St of

e 21 (3 uishanall & saaels Sudisd §)) era & At Bl § IR Rres R @ s, Ry, dwv/eR
22 GTAW: 79 2 o1 AT (39 Uil § sadgis TR SR T e & w0 i I ¢ T8 AR
IUHT B)| F/BR TRR Y & bR F Fuiikd gdr 81 (I8 IuHiy
IR & FU H ufRiEd urg s afedT & v fvan S
23 FCAW: TR HRS 3{Td dfesTT| HRS 3 s Jarg | 3,
(39 v § saders SUHT ©) |

20 Fea 59 & AYHHENTT - ITST (UISU) (NSQF - A=A 2022) - 3nams 1.1.08 A iR Rygia



Ffieca 159 & AgH AT (CG&M)

3T 1.1.09 ¥ J&fa Rigia

Jee? (1Y) Welder (Pipe) - $sa=M T 3k afcsw ufspan

U1g ¥ E 311 & adte 31 fafie withar sifed, fkafeq, |iesfr (Different Process of
Metal Joining Methods Bolting,Rivelting,Soldering)

I2IY: T UG F 3id F 31U I8 & THA

o 3 fRufaEl & Ta18 fod diee 3R e &1 IuaT fhaT Srar @

o giee 3T ¢ & ITURT P @1H Id18
o fafts yPR & Fice] B ugaEH B
- fafis YR & dicel & SN B gar1d

o 3 fRufET &1 Icr@ B DoH TS BT ST fhaT Srar &
o W3 & AR W AT P rerT-3e " 811 &1 HRUT qa1d |

diee 3R A (Bolts and nuts) (fig 1)

Fig 1

g

WP20N110911

Y 31 TR TR & YT 1 Th 1Y b+ & o SUTNT fb it
gl

9 diee 3R T BT IUTNT a1 5raT §, fe A S foran srar
8, I Ue U ST 3R 7 BT IUTNT {1 S T g | Afe Tdier
e H fibe fHT U U9 & AHd H, o9 S &ifeikd 81 9id §, ot
Yo Pl AT TR I UTRITA 1 STaIehal 8 gabah g

JYANT & UHR & YR TR, TafHT TR & diee &1 IuanT foar
STl

f¥de 95 wra1 § (Rivet joines)
Xacd &1 U u1g &1 &l a1 &l ¥ i =M & R U 9

SireH & fore fopan Siran 2 1 Xfie Aed 9 | Rafé wgl &1 ol &:
- AR Y S SR R F uRadT BT B,

- ST & HRUT g aTch [Apfd DI ST § gR 61 fobdT S
Tl § Snfel

f¥aew @1 fafkrwar (Specification of rivets)

Rdeq & TP TS, WA, MR 3R 88 & MHR gRI
fAféy fpar Smar 81 (Fig 2)

f¥ded (Rivets)

o fs Fig 1 # foaman o g, fafts ueR & fRaey §1 |u-gs
f¥aey, HrEcRie ey 3R udd d9a 38 Racy s U9
fe urg & B A I fPU B

f¥de & fore vgaa arh s K, SR Ial o9, TGty
IR ER @G g

fYaey ‘L' & TaTs Bl Ah B AvaTs o ST o g
f¥de &I (Rivet joints)

fYae et o1 Mg Shel 3R ae oiel & ¥u & aifferd fasar smar
gl

§e SISl & AMd §, 9¢ XY AW W &7 ITANT a1 ST |
(Fig 3)
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Fig 2 2
w
I
>
[a]
Q d
9 |
=
<
[
- - -
SNAP HEAD COUNTERSUNK OVAL COUNTER SUNK
l C D
| |
- - -
‘ o
T 8
z
MUSHROOM HEAD PAN HEAD FLAT HEAD I
=
Hies T (Soldering)

Fig 3

fantlia
q

N

NN

SINGLE RIVETED
LAPJOINT

DOUBLE RIVETED
LAPJOINT (CHAIN)

DOUBLE RIVETED
LAPJOINT (ZIGZAG)

SINGLE STRAP
BUTT JOINT

DOUBLE STRAP
BUTT JOINT

WP20N110913

IERY: Y UIS & 3fd T 319 Ig S Faod!
o Hiesfar & Ry 3
- fafts R &t T ufrarel &1 g #91

s 3t fIf (Soldering method): o1 &t ATER! &I
e 1 faftrer fafeai 81 e ST At B

e a8 ufthan § e gRT rgell & Sie & g enur
oTd B T T fomT TieeR e U o iy o1 &1 wegrar §
SIS ST 8| TieeR T TTeids IS 819 arelt Treft & gan
A HA g gl

ferere ganm firsion SR Tl &1 7 R a1 8 S SUR Urg &
T S8 a1 & Hgg T g

THF 3R BT & 3 3R Sl 31 dihd B TIIHhdT gidl
®, 981 oiie! IR Aes i =gt ozt =nfeu|

Sieeftr B Wi Siesf ok o1 wu § @l foar s
Jhdr g

Tishal 818 T &I 3 (a) ST & =u o fauifa faar
T § (b) FeraR s

e iy o1 & =u § fo 3R A &1 IUANT Fvds el
I SrgA &t ufshar st 420 feult iy § 2 faacdh g, dfee
e & &0 § S S 81

qie &1 YA B P UTG3N B Sl D1 ulehar flher Tl & &4
o ST 1R fet iy g ForRm ot erg &1 420 f&uit fcmay
J 850 f&it Aoy § Fw 7 e wirr B, I Aresiiw war
ST |

Rycar S S5 & 9 8, Ryara 39 b Sudivn &) 5 areft
freR Il RieR-SiR My u1g & SR IuahT fosan 9= aran
g ot ST B

22 Ffiea 159 & AYHNAT - AT (U3U) (NSQF - HMTRT 2022) - 31arT 1.1.09 | I Rigia



s MR (Hies fae) (Soldering iron) (soldering bit)

IeRY: 3T UIS & 3 H 319 Ig S Tl
. TS TR &1 I2 =Y IaTd
« TTPT T a1 A BT IIATHS fAQwaraif &1 quiq &3

. HIR faed F fafia goRY ik 37 Iua & IR A gard|

TesaT 3MRA (Soldering iron): TR 3R &1 ITANT
iceR 3R gl Aed ! Uaam & o far Sar 8 o v 9y
IS I g

ST MTERA AR WR dla a1 did BT iy argefi ¥ s gia gl
Ui 3 BIR fye ot BT Sar g1

Hiesh foe & forg SR ueidier wmel § wife
- U8 SN HT 95 ST YATEH o

- 3R foT A iy g & forg sreftaar @

- a1 drv fRUFY B 1T X@T S 7

- 3 T Y STaRTS ATHR fear o obdT 8 | Fies i avme
It e § Fafefad 4T g1 €1 (Fig)

Hies? (Solder)

HEAD
(COPPERBIT)

EDGE
SOLDERING IRON (HATCHET TYPE)

WP20N110921

IeRY: Y UIS & 3fd T 319 Ig S Fao!

* TP Tite DI URUTNG B

* TR & YHR a1l

* g 3R $R TS| F TUTH! BT IeA PHorg|

e U st fher Hed § ST IuaT Aiesiar ufsar #
o Srar 8

T g3 ar fiyy urgail o1 SuanT Tiesk $ ¥ H fhar Srar B
e & U H T ST B

UHR OS | (Types OS solders)
T & PR & B g

IR

- B8 Wiy

TTge Aes? (Soft solders): Tt AT TSI U
# fe71 SR o &1 fhigerg gidl &1 I ol U A HH
TEHIH & HRUT I3 AU TNeS HgT oIl 3§ | A Teex & o
T 3R BidT § et e 450 ° C 3R PR e gl

& Rt e 450 ° C ¥ HW BT g1 3wkt fo, T,
ufRfer, dafer, Fsftrm ok o1 & iy urg § ok Wi
YR () engeit & fore Iuai &t At § 1 2o T SR 3%
3 Y s Taeh &) exidt 21

Tdra-it (Warning)

T UM & Tl o [07E, TS o AIeeX BT START A B | ST
fauTaadT 8 Tt 81 Y o o1 & w1

813 e (Hard solder): 3 &R, fed, e, i, wsfirgn
3R BRHRY BT iy u1g § SR ST ST YR Urgsft &t
TeER A & forg fpar S g1

Fea 59 & AYHaETT - ITST (UISU) (NSQF - RN 2022) - 3nard 1.1.09 A Grafea Rygia 23



®.9. TS & TP feq s IughT

1 AR e 50 50 1= =i YT SgTanT

2 HEH HiesY 60 40 afta ATl SR S TR F
PRI,

IHT ITINT el &
gt & fore foman S §

3 T TesR 70 30 feoreft < |
ST T ST 8
reefar didd, diaT 3R ST

5 TR I3 Hlee’ 66 34
eI Tieex & T IudT fara

6 Fefaes firs g 63 37 s

Hies i vt (Soldering flux)

IERY: Y UIS & 3fd T 319 Ig S Faod!

. WAesiaT e & w1at B gard

. I & TG99  ATFGS Ia1d

. TYRP MR IR-THRS T & ST 3R HAT

. fafira g & v iR ITd WA B gaTd |

SHTRABRUT & HRU GIAIERY & TuH & fH R IH U1 F&

7 9% ST W I &1 GeeiT § Ugd O $ IRd 1 g 3 Fig 1 S —

TR 3qF T S R MY A ardt s AfE Bl

TAFT Wﬁ %:l LAP =2 TO 10 x METAL THICKNESS

- IHUN B AN ¥ FERT &A1 1M Wieex Uwiahe, sl
TG 3R U SATel &l Gelbdl & =01 & forw i &) GAP AND LAP ALLOWANCES FOR SOLDERED LAP JOINT
AT TS ¢ | LAP=2TO10xT .

e fea ¥ SIST B IS IR TS R o &, e Sresfa P

U3 & for Suged ¢ o % Fig 1 o feemar mar g

RieR AR d@ Sigcy & fad & guifad aRar g &R

SeRANHT HITS Sy P G SNUFHT HY Tid el B

LAP AND GAP ALLOWANCES FOR SOLDERED SUNK LAP JOINT

GAP = .05 TO .13mm

WP20N110931

24 Ffiea 159 & AYHNAT - AT (U3U) (NSQF - HMTF 2022) - 31arT 1.1.09 | T Rigia




s H3d 99 faaR f$T¢ ¢ #R® (Factors considered while soldering)

IeRY: 3T UIS & 3 H 317 Ig S Tl
. it o 1 fFmturers faRivar TagT
. S AW F U B UgAE B
. S AF & TTA BT qUiE R

e &) Y1g Yl Y U FieeR & 1Y OIS @7 §, TH! T
TR et forTesT TTeie B BT & |

AT ¥ ugd FufaRad wrdf & Q1 H1 g1
1 Y1 9% gt A1

2 Tg dicsh fEarsy &1 swAd fHar S @it ok U8
33t fyfa o g =nfeul

3 e HieeR SR Ty a1 Qes AT Tsie ot AT ST ameu|

4 I AT H ST BT TN HRAT AR Tl 3T 3 Xdf BT
UTei hRd &, df 31T U 3T HeeR Sl UTd R Tobd gl

WIS (Cleanliness): dicex FHaft off 7idt, qa @1 sifaarss
AT T8 R ! FIUb | LHIAAT SRR 3 WYRYT foig ol
ST B & | Al U1g 7t B, l I fotfdbe ok & A1 B
g I8 HIat 1 ST Tes Tie g, dl TS B Th HUHD
FHUS T BT <, 3R 3 d9 dP TP P OF d b Jdg THHGR
T8I S|

HIR S THB AT YT TR 3RS B! IR IE! & ebell § Wl
B 3T I < T b | 39 Siqrss oI fhwt it 7 sroesas
T S Gl 8|

e Hies ¥, afsiT 3R Ryeaw afSiT (Soft soldering, brazing and silver brazing)

IeRY: Y UIS & 3fd H 319 Ig S Taod!
« e Aesiar iR 318 Aiesin #t amen w3

- Wive Hiesh, ST ol fRaar sfsi a9 faftr o1 quf ¥

o AT 3R AesfT & F19 3iaR &1 i B
o aforT @t faftre faftr & suren #¥

o SfSFT H 3 arelt HHwTa 3R 9% SUEIR & IR A FaTd |

SfSiTT(Brazing):ci®T @ &t ga-1 8 SfoiT Td 4Tg e &1
ufshar g S 450 f&3f AR @ SR & 0HH R &1 St g oY
450 f&oht Afaga 2 ot St 21

31d: ST Tep wfshar § foraw g =ron &1 ured foar S ]

- AR SR, ZAfiT ok aa, W, Ue onfe &t gem & for
IS °9Id Y TS & &F B 33! aRE I ATH B |

- IR TR BT TN RSP SS! Bl YD e B (aF
S aTelt Ude! & &id A SMfidmdd SiaR Had 0.08 mm
g)

- TR B UK F U T ag (ST emRA ok Wa &
oI URe 99 & fAIT 25% RS RIS (TRA ¥4U) & 91y
75% ST UISSR T 01 SAATS fbam ST ) | SMHaR
R Tip & UdE H FRSS, WRSSY, IRa, IRY,
RIS, difve TRire, afeT Toie SR ur giar g1 sufere
JUINT BT S G UG &b YR R IuGed A GAIeH BT
T fHar S g

BT HTIRA § W8T T THA1 S| Bl SMaegehdl gl |

SfShT fher MgT/UTgE 860°C F 950°C F AIH WR fAgadt

& 3R g ok el firy urgsit &1 o B & forw IuanT
ST B

ARAT WIRT (Brazing fluxes): 3ifieier a1gsit & forg v
SR YA 529 UaTE B

T U B e U & =0 | Sits TR T ST 8|

gfe HH qOEH R BT 8, A &R TRl & FRISSH &l
AR TR IUTNT fobar wirdl 81 3 Tty Tegwifam, hiftry,
fiferepT 3k IRy & gdm sifass @l ger &l

Aesien & fafirg a8id (Various methods of brazing)
e/ afST (Torch brazing): Sfiaf-ufifedy /o & T 9
I Ned DI HMIRIS aqdH e T fasar S g1 (Fig 1)

Fig 1

WP20N110941

TORCH BRAZING

Fea 59 & AYHAENTT - ST (UISU) (NSQF - ARG 2022) - 3nard 1.1.09 A GrafRa Rygia 25



FiUea 9 & AgHaafaT (CG&M)

des¥ (U3YU) Welder (Pipe) - afe&T a@-ie

AT 1.2.10 I gwifd Rigia

AT sl & UPR 3R 3T IUART fFAR ot dart ok fafira diers & fore Sean
(Types of Welding Joints and its Applications Edge Preperation and Fit up for

different Thickness)

IeRY: 3T UIS & 3 H 3177 Ig o1 Tl
- gfard) AR wist &1 quiq ek w1
o g¢ 3R fPdc AT & THSIU B AT B |

g et afeET Sirs
fafta gfarc} afcgs st &1 (Fig 1) & fexarar man g1

< L P

Fig 1

BUTT JOINT CORNER JOINT EDGE JOINT
LAP JOINT TEE JOINT

FUNDAMENTAL TYPE OF JOINTS

WP20N111011

IWRIad BRI BT 31 § SIS BT MBR, 31l HUFT & JS ard
PRI P U I1Y HI AT STl |

T F PR (Types of weld): 3@ A TBR $ A 21 (Fig 2)
- Yddcs /9 ace

- g S

- TS A & 7T afedTT SISt o1 SrguanT

Fig 2

/

FILLET WELD
TYPE OF WELD

WP20N111012

e 3R firde Aes &1 AHHUT (Nomenclature of butt nd
fillet weld) (fig 3 3% 4)

¥¢ Y (Root gap): T8 IS aTd YT & & &I g2t § (Fig 3)

26

gie yuTfaa &1 (Heat affected zone): 9 9 ¥ afcET glc
GRT YT T[T o Sere e mar B

AT B TS (Leg length): 1gat & SiawM R 39 fig &
o 31 & W8T 9T U1 MR u1g e &1 gl 81 (Fig 5)

Fig 3 WELD ZONE

WELD METAL
REINFORCEMENT — PARENT METAL
HEAT-AFFECTED FUSION
ZONE PENETRATION

WELD JUNCTION HEAT AFFECTED ZONE
PENETRATION BEAD
ROOT GAP
@
=
% N 5
g
&
2
Fig 4
PARENT METAL
WELD METAL

HEAT-AFFECTED
ZONE

WELD JUNCTION

7

FUSION PENETRATION

Fig 5 7

WELD ZONE
. REINFORCEMENT

HEAT-AFFECTED ZONE

WP20N111014

LEG LENGTH

TOE
/ WELD FACE

)N TOE

\/A/CTUAL THROAT
THICKNESS

T YTg (Parent metal): d%S &1 ST aTai STHUT A7 YT

TS USRI (Fusion penetration): Ja UTq & TS oA
P TERS | (Fig 3 3R 4)

LEG LENGTH

WP20N111015




Yqa+ (Reinforcement): &l Usll &1 e drell 1€ & SWR
oTg B1 SMfaRad g &1 gd uTg $I Fag W UTg BT AT g1
(Fig 6)

9 (Latch): I8 W & §< H & THT YR AR & HH
TR W §H DI HAR WA 3

D

GROOVED ROLLER

FLAT ROLLER

WP20N111016

PRESSURE ROLLERS

3fidfer 3R ST ardl (Fig 4) P! T aaforT 7=iq wR 84 &1
TSOE BXP 3R TR AT BT IGABR ST off bl g

Fig 7 EXTERNAL

gZZZZZ ESSSSSSUN
(===

INTERNAL

WP20N111017

e T P 9 &b F18R I ST 8, A HUL R g+ &b JuIe
7 1E, Y B! AN B3, 3R Ml H Iugad Yos IR IR
& B

e WA B 9¥g & 3 F AT O 8, A HU RP 8l W
JUGed W BT JHARNIT B 3R RS H Tele U=R AeR T
3 o1 b Fig 5 feaman mar 81

3 et AfET oY yutfad H¥ft ok IS Sifs A $© S Uer
M| J Y TS B HHIR 1 371 3R I8 YT § & IS
SIS ge ST, 3R 98 Siiel & 9 a9 AivE &

TN U Aoigd IS SIS U &R+ & forg, afesT & ugat
A 819 aTelt Ide! § e, dd Ue, url, gag Siergs onfe
D) B BT 3R Fg! B! T BT IS g |

urgait @1 ®Ted & fog fafira faftry &1 v fasan wmar @

(Different methods used to cut metals)
1 e B R B

TP WL gRI

85 TaR R 1 ITT b R Beep
fArefife=T Rt 1 SUIT Brch

T BT ERI

o A W DN

Fig 8

GROOVED ROLL / FLAT WORK PIECE

FLAT FACE
ROLLER

PLAIN FACE

FLAT ROLL

HORN
N LT
S SSSSSSSN (LK \””’lll’,,'
<= 77777770 P 77
< ( 27>
S 2>
<5
<

RS
<

INSIDE LOCKED GROOVED SEAM

WP20N111018

ydell e & U ugd 4 Tid! o1 WA fHar ordr g1 A
IrEft & forw fafdr 2,4 3R 5 &1 IuanT fovar ST B

YTl 1 BT & T uge SIWR 3IR SuehRul
1 St

2 %0 & T B

3 B IR BeRel

4 e dal

5 Sifef-urifest= Sfcn erd

e 71 e & @e gu fFRI &1 751 &Y g R fFRI &1 U
W F Y FMHR (90° & S0 W) §91 & o wiza fwan
ST §1 g UTg B Wel & g, S 3 mm ¥ iy A gt
&, f IRl &1 da/ieed Ui mRiA )R daeR dar faar s
T 5|
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f e 31 durt (Edge preparation)

IeRY: 3T UIS & 3 H 317 Ig S Tl
. fPaR ) dU) B SraTgEdT B ARSI B
. §¢ 3R ufg®1 Aes F forg fam 3t dard) &1 aufa w31

PR @1 U # mawgdar (Necessity of edge
preparation): 1 AN TR U3l ! I B & (oI Siis! Dl
IR {31 S g1 AfeET @ yge fF R Bt Rt f SRl ®
qfP TS B IS didhd fd &b | fHIR o JaRt & fow
Fraffed dRe! &I @ & @1 S afeu|

- ofET ufear S SMAW, sifef-tRifeeia des, Co,
SAT-TQT TS |

- S el UTg @1 TSR, () gebl Wi, Raw e,
TegH-gH, B oligl 31|

- oA arelt urg Y Hers|
- 30 P UBR (AT 3R ufe T Iws)
- e RS

TR I¢ 308 ITUNT B & U Jad [Pt g, Hifep 39
IS B! [Pl TR B} aRgmdr TY €, I TS B

fed U Bl g 1SSt & Sa9d fpar 91 A1fge oie des fhu
S 9 R AR gl © difep 3mawaes Wfdd urd e & forg
ISl Bt ¢ PI AfeST & o Jay ST off Fop |

fArqafidr & R o, 997 g des & YAdH T Ui 3R Ja
DI o FIY AT ST A6 T dlfds ST &1 S dTell des UTg o1
AT o HF g1 A 3R g 9 S BT JuANT IS UTg Bl
3R BT B & o forar o qha § 51d a9 e B3 3R
TR IR AT DI Tl 3eXH & (oY Taied gl o Tgad
TR TR UfEehT degy & T o ofrar 3|

T &c 1Y & B &t 31 § Fifes Wk Rigsd e &t
§e iige § Wil & Wad U J T 1Y Wi & Al T gl
T PR, T IS SIS! b 11T € 1Y T ISP, IS bl
B B BT 3R fTFYU B B HAT 3R YA BT ggMT U
gl

PRl # dAR A Ft A (Method of edge
preparation): St dd fHART &I - Ifcafd fafdi 4 9
forelt T gRT afT & fore R foa o waan 1

- TR GBIl
- O ¢d BidT
- AR U a1 g1y Ui

fP IR @ AU R TedU & PR (Types of edge

preparation and setup)

3Teh AT H 3 IR W IUANT B O arelt fvre durt =

Fig 1 WELD FACE TOE

TOE \ 1 / — REINFORCEMENT
/ |
ROOT PENETRATION

Fig 1 & fewars 7 g1

Fig 2

WP20N111021

’,44
|
|
|
|
|
I
o |
o |
o |
=
[E—
WP20N111022

S (Root): & aral YIT 1l U W1y fAdead g1 (Fig 7)
¥¢ B4 (Root face): F¢ W do YR ¥ g9 & Tt wgsH

N/

ROOT GAP J

B & ¥C TS ®I AR dXP a18 s gag | (Fig 8)
¥¢ 3 (Root run): S8 & F¢ H ST fasa 71 Ugell A
(Fig 9)

Fig 4 ROOT RUN
g { 3 j ;

ROOT PENETRATION

Fig 3

WP20N111023

— ROOT FACE

WP20N111024

¥ UAeRM (Root penetration): I8 SI§ & dd W da
aTefl TS T UATU ® (Fig 6 & 9)

T (Run): T U1 & SR o1 &1g | (Fig 9)

TR B 2 & ¥ fafegd foran Srar 8 R w¢ 3 R o
fohaT ST 81 R 3 &Y 3 & = H faf fomam oran & ot g

Fig 5 —ROOTRUN

\ SEALING RUN

WP20N111025
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T R SH BT B

T 3 (Sealing run): §¢ 1 SR Sige (IS Tigc & T
B & §1¢) & FC s W AT a1 11 te Biel des | (Fig
10)

AT 37 (Backing run): §¢ I SR Slise & ¥c IAZ8 W
ST fhar 1 U BT dcs (I8 B dfcsT &4 § ugd)| (Fig
6)

A Ft Mg (Throat thickness): 4Tg3 & SARA 3R T
DT SR DI Sire arel ¥@1 IR 7e foig & o9 &1 g2 (Fig 5)
3 &1 <1 (Toe of weld): 35 fig Tel dcs By d o1 4
Jsargl (Fig 5 & 6)

3%e B (Weld face): ST TR® ¥ 368 ST 74T AT, 3 RB
Y fezars 37 areft acs @t g (Fig 5 & 6)

378 SIe=H (Weld Junction): TaTH &3 3R gic yHIfad &
& o9 & Wl (Fig 3 & 4)

TS %9 (Fusion face): Idg &1 a8 YT oY a8 &M W
WS o ST 81 (Fig 11)

Fig 6

FUSION ZONE \

\

FUSION FACES

\

Y

W

FUSION ZONE

WP20N111026
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Ffiecd 159 & AGH AT (CG&M)

d%s (Urs9) Welder (Pipe) - afe€T aa-i®

3 1.2.11 I gifd Rigia

Hdg 31 w15 (Surface Cleaning)

IeRY: 3T UIS & 3id H 317 Ig S Faod!
. TS BT A5
. GBS o1 faftr &1 avfa S

IS U Ugd TS SIS &l 33| ke ¥ d68 B &b [o¢
foar ST =R

WIS T U@ (Importance of cleaning): faft off afcgn
UfohaT BT G SHTTRIHT ST ¥ Ugd - aldl [hRI & 9Ith
HRAT ¢ | g & S arat fhaRi & da, Ue, W, S, 7, wha
T IS <) uerd 81 ol 7| Afe T gfod uarif & gern
TE ST B &l IS IR, WR 3IR HHIR 8 ST | AT Bt
HHA HIBI §a db e I Ugd e drall Idg &1 yferdt
R R FRA B | 3w B o arelt 2fiew &1 a9, W, e 3R et
31 1 AT gRTTH 33 R 19 Bl € 3R 3 1 forereht g
YT B ForeT el €1 3 1 & SR o S ofe g g eg s
T & foe ST 81a § iR ot &t Uag W BIe U & arar g1
Y YA P =Y H ST ST 8 3R T8 SIS Dl HHSIR BT 3|

Fig 1

WP20N111111

CHEMICAL CLEANING

30

TP & dIdb (Methods of cleaning): INRMAE THTS
# dqd, W, Ue onfe & gem & oy a7 sresiaaiRg This &
Aledeq & 1Y S aTell Tag HI 41 M 8 | (Fig 1)
T, TRAFT a1 T OwR @ TS A 81 (Fig 2)

e TN Bt YWhTs & foTT Hra Wi araR =T T SUART faban
T § | RATH 3R 31 g YTt Bt TBTS F forg Ry et
IR S BT IUANT {21 o1 g

WIRE BRUSH

WIRE WOOL

WP20N111112



Ffieca 159 & AgH AT (CG&M)

dce¥ (UrsU) Welder (Pipe) - afedT ao-it®

3N 1.2.12 ¥ gfta Rigid

afeEw & fore @ gf+ardl fasrelt (Basic Electricity as Applied to Welding)

IeRY: 3T UIS & 3fd H 317 Ig S Taod!

o WX faya et &) ufuifva ¥

o faya ur, gara iR wfoRty & e SR H=A
« AC 3R DC §aTd

o 3y Gfbe 3R 3T dieesl B ARSI HY

« 39 BT W 3R IqF AR FaT1d

faYd U THR BT 3ex il § S Bif B & TeH § 9
- dlue ST
- U, HieR, HRf of1fe IarT
SR G |
- TP M S IR
- I & fayd ufoRiy gRT
el & Ty @ @O 7

faya YT (Electric current): TfqAM SdagH! & 4RI Had
T STl & UaTe B o) B! THIRR (A) H 1101 SITdT 8 | /19 &
T B TIRR Hie a1 THiex Fgl o 2|

faya gama / i@ (Electric pressure/voltage): I8 8
G914 § Sl fayd UaTg &1 Ualled &=l g

Y dieeol U1 SAdCIHIRd S (emf) HET ST 81 SHHT AEHDG
diee (V) 81 AU & T3 HI decHiex el offdl g

faga ufaRIY (Electric resistance); f&f uerd 18 T 8
% a8 IUH  T[orA aTall [IYd URT P UaTE B favry el g

THD! AT P 3PI3 3 § SR AIUD 4 ST AT AR 3
- U T $FER e1q uRad &1 gfeRe:

- AR TS SaTel git ot XorRew ft et gl

- g e Sif & o UfcRley & gh|

- R B P & YR R UfaRIY S0 a1 ge|

TP (Conductors) : 3 UgTe 5 glax fayd yarfed gl €,
1A% Hean gl (Fig 1)
PIR, TegHITY, Td, HIaT S FSIR & IS ¢ 1 3
AR &1 ufeRiy B9 B

FAEd (Insulators)- 3 Ter Y g fayd varfed el
gIdl, FreTeis Heard ¢ | (Fig 2)

Fig 1
CONDUCTOR (COPPER WIRE)

INSULATOR
(PORCELAIN)

P20N121211

HTd, YD, TR | dharze, WD B T adbe!, JHT HUT,
I et & SR 3R T $geier b IR0 B | & gl
1 UfeR1Y 3ifie B

Fig 2

CURRENT

TIME \/

CYCLE
OR
FREQUENCY

WP20N121212

faga ukuy (Electric circuits): I8 fayd Ua® gRT S9H
TdTE $ <R foran T A1 81 e fayd uiuy § wie, uferiy
3R diecel A 8 &1

e & gayd UsR &

- Wifve gfe

- AR gfdbel

ggar guy (Series circuit): TH uRuy & ufcRiy RRT 9
RR a% yaen d 92 81 & R Srad Ueh T a7 § foras uRT
yaTfed gidit 8|

FUMTR Afdbe (Parallel circuit): TR & Th R &
-1y e T S RRY & ary SisT o 21

31



JTadl 9RT (AC) (Alternating current (AC)): fasd urT
S 310 vaTg T e SR ulkmmr &) ufd dbs e At T
A geadt 8, Udmad! YRT HEard 31 3. 50 It &1 37 §
T8 Ufd Y& 50 IR ST G Seadr 81 $9% uRad ot &R
@1 gy 3rufd gé (Hz) F8a 81 (Fig 2)

fa® 4rT (Direct current (DC)) (Fig 4) : [ayd YR S ga=M
T Ry o= & yarfed gt &, Ry ur1 wward 21 (srifd)
BUTHD F YATED (A [GRM) | THRIAD Y THRIAD
(URURe fE=m)|

3| BT f5| (Ohm’s law): I8 fagyd s & waifie amus
EUY AR A e A A Uh §

g He, diee 3R TRy &7 ey 8, et sreqg= 1827 o
SISt 3 farar Ut .3, U s a8 fFaw sedarg:

e fayd ooy ¥, RR quHE R, 4T 1Y dieesl & 9 4

Ferdt B, 3R Uiy & T § GehHuTd BIdt 81 T et
FG IR B TGl g

V=IR
Where V = Voltage
| = Current

R = Resistance
UfeRIY §¢- TR e Uedl g

3T & g T U (Application of Ohm’s law):
39 19H &1 HEd et Teb 7 b1 Wil & fofy 58 ATagTReD
U § Ffgd § 919 =1 &l A J1d B

3 & g &) R i =i # fore o 9ebar & 9 =i feamn
T g

3y Tfdhe dieRw 3R 31d diedw (Open circuit voltage
and arc voltage): Fig 3 3% afcdT ¥ Uged fayd Afche
faarar 31 afT w2fiF R e 1 & 916, &9 godels fou
3R 99 Aed & o HIg 311 8! 9-dT / ART Sl § <f Ffdbe
¥ dieeHier gRT fdEme 7T diees V7 ® 3y |ihe diecs”
HET AT G|

I =V/RWEI =amps &g
v = | x RV = dlee § iees @
R =V/IWEIR =UfRy A g

AR & PR & YR R 39 3T Jfhe dieest BT AT 60V
¥ 110V I BNl

AR AT R R 37 F 91e, A 3Aeers 3R 99 Aed &
p & o 31Tch ART ST & / ST ST 8, ) Ffdbe H dieeHiex
ERT @ TTT Giee™ “V” &Y “3M1dh dieesl” Hel ordl 2|

Fig 3
MACHINE WAGHRE
ELECTRODE ELECTRODE
o) ? / NO ARC o) ? //// ARC
| s | W
\ _TB;\SE METAL \ _TB;SE METAL
VOLT METER VOLT METER g
OPEN CIRCUIT VOLTAGE ARC VOLTAGE §
Fig 4 . TR & UHR & YR TR 3 31 dlecsl &I A1 18V I 55V
- - | q& o= g
D.C.
SoURCE N . IfRT & fg @ Rstelt o1 ITERT (Use of electricity
— — m : as applied to welding): TS af&T & forg, sis S aral
] § sl %l fUuam 9 ARy

- fayd diee™ 3R I URT BT ITUNT HRP sAdelS 3R B
& o9 U 3= AYHM (4500°C) 31T ST | (T UHR
3T afegT)

- YIB! UfRIY U HT ST R wiie i et T Rufa &
TH AT 3R T JHUS & Uah 3% & fTU 9gd I YRT U™
HAT 3R R 7gd YRY gard sraT| (@t UhR & ufeRry
afcgm)

- THUN (SdaeH §i9 Af@T) & OIe W AiE dHfsd
S S BT YN HAT

- AE & UfRlY 3R fud gU urgAd & A1 9 gared g1
Tt URT T JUTNT HRAT (SATE! Wl AfET)

SRIgd t afcdw ufosanstt 8, fayd ot &1 S SHoit §

uRkafdd faar Srar & et Suam o1 @t uig & O @R ¥

frerem & forg faman e 8 a1 36 ara 7T fRufay & et fasan e

2 3R R U <aTa STefehR T Wil 8 1 39fo s afeeT

gfspanait & fasTeh &1 B1w) 3¢ de ITANT fpan ST 21
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Ffied Tga & AgHaT (CGEM)
desv (ursu) Welder (Pipe) -

3T 1.2.13 A i Rigia

a1q 3R 9T9H (Heat and Temperature)

IERY: Y UIS & 3fd T 319 Ig S Faod!
. O faya sg uRuTia &
. faya urT, gaTg ok uforiy & i SR w1
. AC 3R DC Famg
. 3 e R 3Th e B ARSI HY
« OHM's &1 fTW 3R ITP SIIUANT FaTd

ST 3R aTUHT (Heat and temperature): 3T 3l &1
& U g, Sl al fUS] & o yalfed g1F H Wam § Sff SierT-Sfa
O IR g | forelt i & Somr Sorf & Jeo A IS s ot
T 1 st St ¢ STt 81 IO IR TR BRASRE &
e B AT U *RR B THiee a1 S Bt fSI B | aram wif
! fod &1 T IU B

IETEUT (Example): 3¢ 89 U8, ‘d1s gard fan 7 giar
2, O SR 81, ‘98 3 & o g &1 I 40°C, 50°C,
150°F Mg |

TUHTT HIU (Temperature measurement): dgH e

o forg < gl 9H B

- YIS TAm

- TRAGIEE GHM

<1 vomferat 7 & Ffya fig § S S a=a &

- g8 e or R T et § (T S ST §)

- 98 a9 R R A& g1 R G o d e ¢ |

A B! TSR D IHTS GRT AT ST 81

YRS TUTHT (Centigrade scale): T8 AOHH & URad &
AT Bt TH Yorelt 3 o 7He gad R Y U & 7w
3R HYH & &g dA9HM & SR BT 100 SRR HE o
fauifora fran s 81 9wt fgwies &1 WM (°0C) &1 Y T
ST § 3R YA HI 100 &30 (100°C) R Fod fpar smar g,
YA faUSH YT & T Js fult (°C) @ar orar g1 it
IMNe ) foolt ARy f pea B

BRA8ISE THMT (Fahrenheit scale): aaqH & uikad &1
AU Bt T YoTTel fors I gard W G It & feris siR
HYAIS & o1 aTIH & AR DI 180 SRTER YT H fquriord
fohar ST 81 fewies Y Wbt @1 32 f$eft (32°F) s e &1
HYID 212 &t (212°F) W 7u fear man 21

AP FUTSH U &) Ush BRAgTSCE {330 (°F) Fg1 A 8|

AU SHT°C & °F HFUIARUT (Conversion oftemperature
from °C to °F)

AT TR & oY Uged G &
C = (F-32)x2andF :[ng—li32
9 5

F:(1000x%)i32:212°

9 Wit & fa, AR fqg U (C) & A &t fawifid s
100°C 1 ST B! BRIEZE T H gal o JHhdT 8|

C=(122-32)xg

IR feT T 122°F & A9F B ufa=uifid s 122°F &t fET
P! YIS ool | Iga off Il gl
AR A a1y, IUHE 3R P! SHEAl (Tdl) T ATUART

(Application of heat, temperature and their units

(terms) in welding)
T 3R ATTHM &Y T g¥R & 1Y Uit el g1 Al
SfTeRR-ufdifeeia v &1 aroH Ty §1 3200 33 Sfcmm|

BIE 3R IS VA GRT I TS BT aTaH TH 81T § AfepT
S AvTet T BIE Aot TH B gor § 3ifdes el &t 71
TS PR B! Al & Arend I fafda 19} o) iftres wmn
TR Fiopar § 3R gufem sifies Tl Iaa gt 81 =i fw e
e Pl W |

3arerul (Example)

1.5 mm Tl ¥d e $T T gaal ghel Td BIet 3ol
wRifeei v § Se<! § fueman s g |

wIa & gl ghsl A 1530°C &1 FHT TAid gram
21

WId WE (6 mm) &1 Tdh Hiel gahel 3uT iia-uhifed= wid
Y forgem H 3if¥e v

33



A @i & fUaed § doft aM & g, 98 AI9a $TIWA IS &9 Aleiel $T SR d6dl &, df Ui 9 19 Yare $1 76 (4

S 99 § 91 T 3R 31fere 7Tl & TaTg B &) F¢ Il o | UMY 5 Ao gRT 31 ST 3R
12 feu 7w =1 1 Feu o S Sfe-3relT AT SR 3R ufd BIC ST B ATl GRT HH HAT & W ¢
de I Rove areh 1) & T T ST § 3t =1e o T § S oS Wi bl Hiers, IuAi fhu

TIoTeT & 3MPR 3R IUTNT B! TS TG B AT BT =TT g
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Fied 159 & AGHFNTT (CG&M) 3T 1.2.14 | wifea Risia

desY (Us9) Welder (Pipe) - af&ET ao-it®
3Td Af T &1 Rigiar 3R 3 @1 fa”iwar (Principle of Arc Welding and Characteristic

of ARC)

IeRY: 3T UIS & 3fd T 319 Ig o Taod!
* T% AT & Rigia &) gt &¢
* P 3TH Aee Rigid o GHTSA|

T I URT TH HSdex U GOk $Hedex § U TR 1Y I ot
2, 1 g TRt & *u § 7gd dig 3R Hfad gl Tar Bt B
=9 Y (3 311dh) 7 araEE Ty g 1 3600 feht A, S ues
TSI ACE T IUTEH IR & fo1T 4T 1 g STea ! e 3R
WS IR THAT 71 (Fig 1)

YTq 3Aders W fee SITdT 8§ SIR fiherR o1g & U § &rf vl
gl

PIE 3TH AET (Carbon arc welding) (Fig 3) : gt
HTE SATEIS (TR-ITHI) 3R A&7 B & o on1dh Far 8|

Fig 1

ARC SOURCE OF
CREATED IN CURRENT — = {

THE ARC GAP \

HIGH CURRENT

WP20N121411

Tiees uTg 3P AT (Shielded metal arc welding)
(Fig 2) : 98 U&% 3T afce™ wfshar § R g (IuHisy)
gaaers 3R AfET &1 & s T o ¥ AR gle ura ot
iG]

Fig 2

ARC
WELDING
MACHINE

L

m———

ARC WELDING

WP20N121412

Fig 3 —~=— DIRECTION OF TRAVEL

ARC FLAME

ARC STREAM

~~—— ELECTRODE

FILLER ROD

A\

\ BASE METAL

CARBON ARC WELDING

ARC CORE

WP20N121413

T 3(eHT ftheR IS T STTNT fohaT STaT § i B gaals
T TR-41q ¢ 3R e et

b & UR YT RIMIGRU (3F $I fIRwamnd) (Metal transfer across the arc)

(Characteristics of arc)

IERY: Y UIS & 3fd H 319 Ig S Faod!

o 3T faRIvareli & HRUT 3MH F UR YT F RITHIGRT F AT PRB| St TS |

fayd s # faftar o fawamd giit ¢ S 31 & UR o1g &
TR0 & HgE HRal 813 &

- TATHYU §d

- TfRaRTd

. gdgaTE

- fayd ey 99|

TF@aTdyur 94 (fig 1) (Gravity force): SAaTIS & 3 aTd
RR R 7 fUad g e frod g qa # et &F 3R 9
B 3R S1d

Fig 1 /)

GRAVITATIONAL EFFECT
ACCELERATES THE
GLOBULES FLOW

NIIELN DOWNWARD

C/BBoRN Y

(m/;;%@ Dy
& /é 5\ Wy -
== S
| .
Z
GRAVITY FORCE g

w
(3}



TEAIHYU & YT P Wi U1 A< g1 I RRUF & gaiero d
Hae Bl § 3R 39 TR J¢s UId B! SofH1d &3 §¢ oTd! 8|

7 fawIR 9 (Gas expansion force) (fig 2) : & gic &
PRUISATCIS TR TR DI foreret St 8, ey ufkom ey

- TBT T I HTH AHISHTRIES 3R RSIo B 3T

- HR AR Pt GO H FAd DI & AST YD T & HRUI
ST RR IR Tl &1 U 3R BT T3 |

Y 719 el § SR 377 U1 it & | TRy et 31 71 Y freredt
g3 u1g 1 o= # vaed v &1 A <1 31 3AdeIS Bl i
T aTelt T 1 TP YIHT & aTal THTE gidl 8 | 59 UHR 4T
& g Pl 4TS Yl H eI adh o ol STl & 3R THewH
Bl gUIfad S 8

TR T 1 98 UG uTg gXdiaryr § Ryda afn F erfiies
Iuarh BT § iR TSR Y uHIfad B §

Ydd d1d (Surface tension) (fig 3) : I8 YR U1 B
faRwar (aer) & S el g2 urg &1 smepffa wrar § ok IuH
ST T@aT 3| fRuditg afdn & wma & a8 gvrg eifires Iuaiht
H

Y 31 SHfAF Tag I YHTd P ITaTl ol g1

Fig 2 FLUX

GASEOUS SHIELD

FROM BURNING FLUX
COATING ALSO

TO ACCELERATE THE
MOLTEN GLOBULES FLOW ‘\

7)) /
PRy
(P2 /ﬂ’g/'/ﬁé/

5
(W\Qm//o//\////// 0?0
g

GAS EXPANSION EFFECT

WP20N121422

fayada®a 4 (Electromagnetic force) (fig 4) : SaciS
I yaTfed 811 aTel URT b ford gl & U W 90 Bl a1 @1
S B T8 9 3oders & b R W 59 fud gy urg
A R TH Jedb! THTd STadT 8| Tl Sadere o e g1
S § 3R 99 g o & UH1d § fUae gu ga & uga S g

g M9 fRUdR afET & sifdres Iuami |1
Fig 3
| JOB |
ONNNZAT

ELECTRODE
{
g
&
T Z
SURFACE TENSION EFFECT g

Fig 4 ELECTRO MAGNETIC FORCES
E— EFFECT ON MOLTEN GLOBULES
TO ACCELERATE ITS FLOW
JOB
WELDING
CURRENT SUPPLY
Qs
SN
(] 1111

t ELECTRODE

WELDING

CURRENT SUPPLY

ELECTRO MAGNETIC EFFECT

WP20N121424
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FfUed TgH & AghaaT (CG&M) 3T 1.2.15 9 Fwifea Rgia

d%s (Urs9) Welder (Pipe) - afe€T aa-i®
AR 3R i, ww argHE iR ST & fore IuEhT 1 i areflt 9r=r A/ (Common

Gases used for Welding & Cutting, Flame Temperature and Uses)

IeRY: 3T UIS & 3fd T 319 Ig S Taod!

- AR & e IuahT F o arelt it yeR Y 79 & am fofae
o fafir ypR Ft 19 W0 IR g a3

o 3(TT-SAT A FAH SR F qTTHT 3R SUTNT Farg |

T AT ufshan &, g8 & e (SHTRiSH) &1 Iufufa &
S T & g1 A e T o Bt 21

(= aHHE MR T F dgdr F RO HTR-uffeed
TN BHITIRA BT IUANT et ¥ afedw ufosaneft & faman
Eicik))

fafira A9 sarar Siffm=E iR 39% SUANT #1 @1 (Comparison of different gas flame combinations and their

uses)

®H. | IWEIN | G5 DTS | T WIH BT AW GILEIE] SIWENT / JUTRT
1 uRifeei= Sfferfier sifaft-ufafea | 3100 @ 3300°C | @t oig @R 3f dig urgeil 3k Se! fiyy
A oo A’ T Bl 98 B & g, Wi 31 1 e
3R BT AT BT TS W R
. Fad i, Rear Tees T 3R T & it
aifdior F1- il 2400 ¥ 2700°C '
2 |FRSE > | e s g e e 21
(FEH AT
T P RieaR Aies Sievarer T BT H
I fara
5 EE e Siferfl-prae 74 | 1800 ¥ 2200°C o e
P T oo Sfcag
(B<hT ATIHT)
T Fle I Wi T g & o
AT - 93 | 2700 ¥ 2800°C Fool o 1 (A 550 AR ot
4 :ﬁaﬁm SHiRfoH ; PO HTYUTE BT ] 1)
L) e (VT TG
1825 4 1875°C Fad Aesh, s, e It 3k s
5 ! i grg-ufafedtq | S Sfcmy & ferg Fopa i &1
LK (B<hT ATYHT)
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FfUecda 159 & AgH T (CG&M)

des¥ (U13U) Welder (Pipe) - af€T ao-ii®

3T 1.2.16 ¥ gwafda Rigid

STRit-ufafeei= euel & IUURT & U (Types of Oxy - Acetylene Flames Uses)

IERY: Y UIS & 3fd T 319 Ig S Faod!

- fafts yoR & SifRit-uRifeei= saransit & v fafae
o UA® UPR B SaTdl $1 favdmd gard

o A UPR I ATl S U D ARSI Y|

T I & forw aifeil-ufifed 19 vaw &1 IuaT fovan Sirar
? e
- 3OH I dYHH & 91U oSt Re 9 Fafd die

- o9 Oed & 3Ifud fUaeq & fore wd &1 s 9 Frifya
fpar S gpar g

- U8 99 Aea/des B IS Ga1 B 78T s gl

T &Y 7S T SHTT- 31T TR B SHia-ufyfeedi= weg ol I
far ST ghar g

- dc¥ Sarell

- SHTIPRS SaTell

- HTERTSONT TaH | 70T SR JudIT

ged saral (Neutral flame) (fig 1) : sAORY | fTRfSH

IR ufyfeeii= T srura & S g §1
9 Tl # quf <@ g B
Fig 1 NO BAD EFFECT DUE TO

COMPLETE COMBUSTION

NOTE CLEAR ROUND CONE AND LENGTHY FLAME

NEUTRAL FLAME
(EQUAL QUANTITIES OF OXYGEN AND ACETYLENE)

WP20N121611

T SITAT HT YR UIG/ATE TR G UG a1 ISl 5 7fd g
1 SfRAHIU 8T B © SR U1g & Wiy ufaferar A & ferg
BIE BT JUAS a1 gl 5l

JUGT (Uses): STHT IUANT SR A= ergsfi, ami
T A & foTe fosan S g |

JfRfleR® @t (Oxidising flame) (fig 2) : s9H
wRifeeli @t qae § eiferfie @ 3fiehar gt § wife 19
ToTd & SR e ad g

TAH BT gl TR 3iTrfibur gHTd g & S didd &t afd
ST & Sra/fe & arefiesRur Y har B

38

Fig 2 OXIDISING EFFECT DUE TO
EXCESS OXYGEN

NOTE THE VERY SHORT POINTED
CONE AND THE SMALLER FLAME

OXIDISING FLAME
(EXCESS OXYGEN)

IUENT (Uses): Uida &1 afeE™ sk dig urgasii &t afsht &
forg It

PTERTS O[T WA (Carburising flame) (fig 3): I8 ARy
T SHRATH & SR TRy ot Sifidmdr v wvar g1

JUART (Uses): wfafeT (818 Bk, Wa usdl &1 i

WP20N121612

AT R T aelif+T & fog St
Fig 3 CARBURISING EFFECT DUE TO
EXCESS ACETYLENE

NOTE THE WHITE EXCESS ACETYLENE FLAME
SURROUNDING THE CONE AND MORE LENGTHY FLAME

CARBURISING FLAME
(EXCESS ACETYLENE)

WP20N121613

T BT TG 9TS P ST el UTg UR 3MTYTRd 8T 8

T T I AT SXAHTA B S arent are | (1 feam man
e 4 1)

41d (Metal) T (Flame)
1 gedhl {Id JeR
2 PR (S-HRSES) qe
3 didd SIERIERY
4 o el G
5 WAdd ¥ JeR
6 T () e
7 SUUE HIERTSIT



Ffted 159 & AgHaaiaT (CG&M)

des¥ (U13U) Welder (Pipe) - af€T ao-it®

3T 1.2.17 | gwafea Rigia

Sierdt TRIfeel FTeq & IuHvT fgia Riftex SR WAt (Oxy Acetylene Cutting

Equipment Principle Parameter and Application)

IERY: 3T UG & 3fd H 31U Tg S il
« 19 e & Rigia @) saren ¥
« BT 3t f3paT 3R ITS WA BT g Y|

9 ®Te &1 U=y (Introduction to gas cutting): b
A B Pled BT TS 3 T HRi-uRyfedi= dre ot
gferar g1 HTerit-ufifecdi= & o & Ty, w1 (SiTeiterRon)
B T JopIvf Ut dep e fbar o Tebar € 3R Sm-ury Bt
¢Tq IR T BT ANST YHTT UST 8| I8 e adbal &b ail IR Y
T P T o fG@rs a1 g1 dig urgelt ar ases ia &1
HTe & forg 59 faft o1 T arargde I9anT fvan S T §1

9 Ufohan § 3relie argstt 3R 3! iyl ergaft &1 =gl Prer o
THaAT B

I ®Te &1 fagid (Principle of gas cutting): 5§
T e YT P el T R § 7 fobar o § 3R R T
SIS & Tueh H ST 91l ©, dl T U1 STR SHTafior & st
Te e fafsran il ¢ 39 Sfferfie=u ufifsan & sRur
S AT B TH I it § 3R FieA &t foman g B

9 A1 T U aTd dR &1 U Th el & HTaitoT o Udh ek
H 1 ST §, T 98 i Sarar & e S § 3R I v I H
g e 81 Fig 1 39 ufaferan &1 faarar 81 33 UaR et
wRyfeeiq & e T 1 3R Y SHTeRiioT & Taio ¥ dleq §
Aot I Sa it 8 SR TR 3R HTRIZS (SHaiiepon) T
9o ol |

Fig 1

STEEL WIRE WITH
/ RED HOT TIP

PURE OXYGEN
/ CONTAINER

OXIDATION
REACTION

WP20N121711

OXIDATION

SHFHIHRU T 39 Fad UfhdT ¥ 4T P §gd doil F Plel T
THaT B

I Ted &I JaT & SRA a1ss a9 § &1 gidl 8

Y g R Higs e g3 e & gt g 5 arar
HET 1A 8 | Y BT erd F S aTal TR &7 S fUred §u
YIGAT BT U1g F G IST &, R IR T T TS 9
S| Fig 2

HfeT ST (Cutting operation) (fig 2) : Sifai-
TRifeeiv 9 B § & TR gid 81 u1g &Y Ped & forg
T W v Bl R famar oar 8 S8R 3 aueia ard
e a7 3 Uige (900°C app.) a0 Sl &l 2| iR 3= e
aTelt 5 SHTeRiTo Bt T 4RI T o1g BT 3R S RId 3T ol ©
S &1 b SHfafipe 3R Pred B

Fig 2 HIGH PRESSURE CUTTING
OXYGEN LEVER

" PREHEAT EDGE
OF PLATE

STARTING OF CUT

MOLTEN SLAG
(IRON OXIDE)

CUT IN PROGRESS

WP20N121712

3 TR U 1Y U g1 efd ¥ fobT & &

o FRIB Bl BT IdTe" B & forw e &1 Ifea amn fa
TR < ST ST &1 e Bl Ui & SR SHRfioH Sic & §d &
T Y PHe DI WG Y R3S HUI Bl T WaTerd &

39



T fhaum @ & & avg 9 iRiipd HA
¥ e 300 fiex sifRfte #) smazgsar g1t 21
9 BTeq F e W &1 saaq araa 875 &3k
AfRraw & 900 it AfRTa @

PIe B Aid UTd BIC D4l 9 oR 5 H U 3% & 1Y 718 715
81 &% BT U7 BT aral iadior & UaTg &t ST &al §
3R B B UgA A TRA XA Teh TAH & g 81 &1 3R
R fafls AeTs &1 UTgsn Bl HIe & (AU SeT-3aT foT SR

Jift-ufafed et & Sumur  (Oxy-acetylene

cutting equipment)

FTe & IUSIUN (Cutting equipment): HTai-TRifea=
BT B IUBV ATCET IYBRY B GHH 81 8, Ryara 39
IfET SAUTSY BT IUTNT FRA & Jold, Th Hled ald gy
1 IUTIT b1 SITell B | BTe b IuebRur § Fafifed wnfia €1

- uRfeeE e e

- SffRfe T fRidsR

- TR e TaeR

- SifivH 9 YR (U ®Teq & foe 3= qama sifeiie
VAR B SATIZTH Bl 81)

- Rifee SR SffRie & forw YR &t Teft-ursy

- AUy el

(HfET T gt Rdsr &, Wik arger, Ridsr ofet sk
3 YRET IS agl g o 7 AfcsT & fog IuanT farg Sia
&)

HfeT e (The cutting torch): e &t 2rd SATGTER AL
# fFraft afcT Aursy § i gt &: U oTg 1 Hied & forg
Ui TR Dl bTe- o Iz & forg teb sifafved efiar giar
g1 o # offRfieH ok uRifeeh fiur ared gid & ot arg &t
Ugd q TRA Hd GHT ATeitor iR Tfifee At &t fifya
CRGE

e fbd oTd g

STil-uffed= &féw 1 uftbar (Oxy-acetylene cutting
procedure): Hf¢TT sAURY & Th IUGAd MHR BT BT
TroTet A | BT e BT I AR W feramge HY o o afed
ST & AEd H fasar mar oTl Wigiien & faw <ggd Wl I
DY | BT LE P b AT, BT Aed I @ DT Hdg & 9y
90° & PV R Udvg, 3R ST 7l & Hiddt & &t a1g ¥ 3
mm $HWR I | BT aTd STaio daR BI GaH 4 Ugd UTg B
FHDHI AT ST H Ugd  TRA HY | fS Fe el &1 Y 3{F ¢ el
2, 1 e T @ R 1 sioR R fewrd &t afe se @1
fhRT 9 sifies CqI-HeT Wdlld gidl &, dl < ! 9gd dR-4R
AT S QT ¢ | U 93 e & o, Hi i ol qifsa wior
IR Ude AR M §¢ o1 s U et a1 & de a9 | faran
ST 81 e & 3id H, Pled ard iaioH oiaR & 81 ¢ 3R
Sfferftor 3R TRifeei & fd=vr aTed ae HY | e B AH B
3R e w1

Hfew efd &1 SUAIT (Application of cutting torch):
SHifi-uffesdi= wfew e &1 STt 4 mm § 3ifde Hiers &t
B LI Wel B Pled & L fbar a1 81 M.S @ie &Y iR
P JHFIR T1 e & fbR P ot 1t ror o= el Year & gqapt
T TS TP BT S Fhdl g1 TTd Bl FHTPR We b fbaR!
B fpt +ff STz 101 IR Sa fbar ST bl B 1 Ub Sugerd
MZS g7 ST BT IUTNT HR BT erd Bl SUUNT Hb Jbdl
3R Bt 31 gHIGER TiwTsd ®I 4t HTeT S 9ehdl 5

HIET IS BT ATHFR- mm We B Wers (mm) HfeT ATRISH =R kgflcm?
0.8 1.0-14
1.2 14-21
1.6 19-100 2.1-4.2
2.0 100-150 42-46
2.4 150-200 46-49
2.8 200-250 49-55
3.2 250-300 55-5.6
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Ffieca 159 & AgHaaieT (CG&M)

des¥ (Ursu) Welder (Pipe) - afe€T ao-it®

3T 1.2.18 A i Rigid

3T AR TR TABTHR, IFNBIR, 3R 3a¢ 13U AR m/c 3R TP S QWG B
I wear 8 (Arc Welding Power sourses Transformer, Rectifier, and Inverter
type Weld- ing m/c and its cane maintanance)

ST T UG & 3 F MY 8 o Gl

« AC IR B, DC AfRET Tver 3R AT YRR &Y fawarsit @1 ugarH &%

« IR AT A=+ F Bt Rigia 1 saren »3

« AC 3R DC afET 4=fi9 & wrae 3k JHa &t ga-1 &8

o AT w=fi=l &) TEYTE 3R ITWRETd P RS HI |

AC 3R gwIR (AC welding transformer): a8 AC
AT 7= &1 TP TR § ST AC T=H Y[ &1 AC afedT
3mgfd o ufvafda w181 (Fig 1)

Fig 1

CURRENT REGULATOR
(FINE)

CURRENT REGULATOR
(COARSE)

A.C WELDING (OUTPUT)
FOR WELDING

PRIMARY CABLE FROM MAIN SUPPLY
AC WELDING TRANSFORMER

WP20N121811

AC g&1 IMYfef ¥ 3= AIR-HH TR 3
AC AR myfef & 3= TiRe-#d dieew B

Tg U LY SIS BN g, S

- 40 3R 100 dice & s AfET Tw@rg o= Ffhe diees
(OCV) & o g 3gfef diee (220 T1 440 diee) & HH
FRAT ]

- dogl TR H Savs I SHSTYC AfedT T b g
T 3MYfef HH YRT B! TTaT 2|

AC T&T 3Mgfd & o1 T AC ST TRIBIER &1 e el

T ST gepell 31

HIATH faRwaTg (Constructional features): 395 T&
TR BT BR Bl & S T IR 3 &g Uefelt AR P AR b
It & &1 Bicll & | Ale B PR W IR D1 al pusiert sy &
o forelt siaefater & U<t ot &1

TS Higd, oY gAY AEfET H8T SaT 8, § T Udell heaex
BT & SR 9T i gaTa §Id & S g7 9 el U Hd &

BId1 2 3R BH HIS Bld & ot AT & forg it et 3yfef &heal B

gadcls & fAfiF BRI & forg Iugad afeeT & fo TR
DI ARG B & [T Th qadH Harde ATt 3eye
3TYfd § ST g3 g

3fr3eye efHAal & A &1 AfeET FHad IS gU |

TS Saidcrs & foru B 3iR g orf a1 Sife & fow 31

THIR TIR-$E T 30-5S &l Jbdl 8|

P10 fygia@ (Working principle): AC & 3Mgfd

(220-440 dee) Tfiies arEfET | St St @ S e B R |
A P! U b1 3T S T 2

IS B! DA @MY fciiae aTSfST BI UHTTAd F § IR S99
e R A AT R 5 e e

39 fra 9 o= IR 31 Rigid o8a

UIRERY Pisd B dlees Ydhes! Hisd H HH g1 ofrdl g, S UTSHt
A AH e & o B T b U R AR A1 B
& fore Iuaeh =gt

Voltage at primary coil x No. of turnsin the secondary

No.of turnsin the primary
oTYH (Advantages)

- BH URIYS AN
- TR BT HH Y
- 3T & 9 gfad

- IS ARG

DC &7 Ya&1g YT 3i7eh ) = san €,
fora® uHTa B 3P A HeT AT gl

LY



I (Disadvantages)

- 31l urgalf @t afgw

- AR RS

- I foRiw Sl § e dee AfeT|

& F =iy Jraunf=rat & famr AC &1 IuaT
TE1 o o e B

@Y 3R W@ (Care and maintenance)
CIBTR 31 il 1 31 ¥ 3 fbar S =nfgul
3TId Bes IBIR H SRIRYT 3/afy & o1g TRBER &1 dd
CEEIS|IHY

T 1 g IR R B & forg ga=m SR Searm
BF31E T U B |

A P ITD! SABAH &A1 TR AR A Tl |

3R T1 et YIS B THT - B g 3MYfd s B
3l

AT PRI GHT PRc BT A 9ot | A BT TH J@ BRI W
W SR S PR

FITR=T a1 Y T SR HTH HA T TR0 B Iferd JRam < |
DC 3f®&w Skex (DC welding generator)

DC af&ET ovex $t 3azaddr (Necessity of DC welding
generator)

DC afeET TRex &1 IudT fasa S &:

- AC = Y &1 Aag ¥ DC afcET 3yfel Iaa &<

- SO T1ferd U<l Bl HaG U AfcET SMgfel Il & ofgt fareralt
(FeT 3Tyt Sucie T 3

- ydgar & A oY T Y 3rufd gaeels SR 9 Hed b
e Tt faaRon SR sreftg ergaht ot afeET |

JE WEH & dTC 3! TUIaT aTd W & 1Y 2o feafeg &t
GIECTACR]

JUGdd TR o W1 GHA a1t YT 1 & HL | TR dfearH
Tl &1 Hax 7 B

AT & ERE Talkel g & SffRe 7 B3| Hieht T &
SEREIRESRIECETY

fSSTell & aR &1 &g B SRl HaRH 3 5|

Hrex &1 Hft ft FHEIR ol R A Femd | gAfda o & gafdes
e 31 T 3 B 7S B

AC | DC 3w gurR® 39 fAmior (AC/DC welding

rectifier its construction)

Fig 1

CONSTRUCTIONAL FEATURE OF A WELDING RECTIFIER SET

WP20N121821

SYMBOLIC REPRESENTATION

AC / DC AR IFPRR & TWAde  faRwand
(Constructional features of AC/DC welding
rectifier): AC af&T amyfd &1 DC afed™ smyfcd & ufvafda
A P 1T AT IAERR Je o1 IuanT fbar S 81 38 H
HfeT B & 1Y R T3 SIHIR 3R AfET die AdemrR
I B €1 (Fig1) YaThTR Id & Tet a1 TegHifad (Fig2) §
I WEIH WIe 8Id § Sl Mod a1 fawgy 31 gaeh IR & Wy
TSI 1T 8, ST YagH a1 Riferepi= & a1y {3 s a1 g1 98
3 o Hefirgw, faffry i fea @t foif¥a fhen & wry R o
TRl

JOIfET we R fAda a1 fowy & ST AFewET 9 &
% 3daIs (ANODE) & &4 § &1 &t g1 ¥ fbem
(P, fawmy 3R foT &) YURS Id & Th 3 A
(FS) B =U B B Hedl 31 UFHIR T A13-Re ared &
U B H1f BT § 3R HC B TP Th aRW Ydlfed g adl &
Hifcs Ig Igd HH URRIY U™ Rl § 3R GO IRB Tg PRC
¥ TATE B! S5 eI UfoRIY U T § | 3fd: YRTUS g1 for=m
# yafed g1 e |

Fig 2 SUPPORTING
PLATE \

CURRENT
FLOW

\ SPRAYED WITH

SELENIUM OR SILICON

NICKLE OR
BISMUTH PLATING

METALLIC ALLOYED
-/ FILM OF CADMIUM,
BISMUTH AND TIN

WP20N121822
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P fgid (Working principle): ¥U 337 CHWGIER &I
3fT3TYc Y HRR gfHe ¥ ST 8idl g, Sl AC &I DC H uRafda
FRAT g1 DC 3M3TYE YHRIEAD 3R THRIAD <fial I ST
BT 8, ST8T ¥ 3 e oy & Aeqd ¥ 3T 34l & farw
ferar S 81 g8 wRiF W yeH f e Raw &1 deiferd o
It AC A1 DC afedT 3myfef v oA & forg fEwms fovan o
THT 5|

YFIETIR AT Ye #) T@UTE 3R IWIWIG (Care and

maintenance of rectifier welding set)
3 UEH T U IR U P IMUT D Jfoidhe B

AT 31h =1 BN R e HI JHETT = &< a1 AC / DC
g 1 danferd 7 |

ga<¥ (Inverters)

AMFHRR ©cH & A 9 |

S A 9 A $H Uh IR A< B 9P I 3R A6
B

TR dfea=H Red &l 3wy HH H 39|

| mi e wf ot R v & 7 e |

IERY: Y UIS & 3fd T 319 Ig S Fao!
* ZAGER BT Ui B
o T P ATH 3R I FaTd

a9 (Inverters)
gf-rard} Rygia (Basic principle)
a9k Jo =4 ¥ DC &1 AC H uRkafdd srarg

ek & U § I o SaagIagicd HuRiecy & A1y AC
diecs & YR ¥ Ut DC I DC 3 Mg 31 3rawt gt
(KHz ) gR1 AC ¥ uRafdd 81 o &

P fpaare faore ol uRafdd H & i T Bler hige dR
T §

T TR1EC TBIER &1 33y I GRT SIS gRT JuURT
ST § 3R DC A gR1 e oo oirar 8

3T3TYCT Pl TR R ITYH §< qU FAdC - Tldhel & Ty
fdfa fear Smar g1

PTH & fgid (Working principle)

1 g7 diees] DC &) GURT &Il &

2 39 DC &I I 3M1gii AC H uRkafidd s g

3 CIIBIER T9UW AC &1 I0JH dfceT e § Igad g

4 AC & URI T

5 fafid fheer DC ®ie H WM &4 Tl gt 3R aeat
P 8eTd &1 T ftheex 1t B Nt a1} 3= 3irgfay ot e wer @
CEIRI

6 T ufshan &1 R T deia fbe gR1 &1 Sl 81 T8
A B T 3Meel RR 3R ifasiiel fagwar ear g1

7 3R 3T & Y T DC e Iuer §
Wraql (Advantage)

. PR IR TP JoiT

o YT P A §

- gdP AT

g1 (Disadvantage)

- HEW

o IR AT GRbdA

. I YRS & Ul HaaRia

Fea 59 & AYHaETT - ITST (UISU) (NSQF - RN 2022) - 3nar 1.2.18 A GrEfia Rygia 43



Fig 1

AC

PRIMARY
RECTIFIER

AC IN 440V
50H,
LOW CURRENT

CONTROL
CIRCUIT
SQUARE SQUARE =
F WAVE WAVE |
DC |!| DC | INVERTER AC AC oc |l oc
— |t UNT TRAN’g/ég\‘RMER —_— Rsé%%'ﬁ:TER —|T—
T (CHOPER) £
E R
| |
DC AC 440V AC 50V DC 50V OCV
440v LOW CURRENT HIGH CURRENT 300 AMPS
1-10 kHz FOR
THYRISTOR DEVICES
10 - 100 kHz FOR
TRANSISTOR DEVICES

il

il

il

WP20N121831

44

Ffiea 159 & AYHNAT - ST (U3U) (NSQF - HMTT 2022) - 31aRT 1.2.18 | Wi Rigia




Ffieca 159 & AgHaieT (CG&M) 3T 1.2.19 A IwEfa Rygia
desT (U1SU) Welder (Pipe) - afeST a&-ite

AC 3R DC 3f®w & wrae 3iik o9 (Advantages and Disadvantages of AC and
DC Welding)

IR I UIS & 3fd T 319 Ig S Fad!

* AC IR F BT 3R THUH Pt ga-T &Y

* DC AR & B 3R THA Bt ga-T1 B |

AC 3f®T & @1 (Advantages of AC welding) 71 ARY 3R gob AT IAILIS BT M ¥ IUART foar s

AT iR A A b1 g | YA AH B RO R AT S B

- WA IR A Frafor ¥ HRO FH URAS R 59 SIofl A1 UETd 9 B Heq O Tl S Hebell § e faorel!
BT SMyfef Iuas T 3|

- & faoidl & WUd & BRI HH TRETa anrd
T8 Ydigdl A4 b HRUN Tael e Ulg, S el AR 3

- AC & HRU ST & SRM 3N sl BT Plg T el TSl ¢T3 ! Y eraryde AfET P RoTT STt fbaT o TebelT 21

¢ . 3N Fihe dices FH §H F HRU T9H Ioicht & Fed B
- YU YT o SUTRYfA o BRUT HH IR AT a2
- I P HIAdl T RR 311 ) IRAT SR ST @1 319 2|
- TR e ST HioeT TeoRedc &T R deld IHa B
AC 3f®&W & goHa™ (Disadvantages of AC welding) DC 3f % H (Disadvantages of DC welding)
g =71 3R gewp Afd Saaels & forg Juged et 3 DC IR TR G F 2.
S iU Fie dIes & RO fawell & e B VNG | 4 g i A
3ife gt 31

- U I URETe drTd

T 51 ey, B e SR 3Aig UGl (F2 AwEl ) Bt
AR fma 2l - U® I TEREE AN
3D IUANT Pae del fbar o Gebel © wigl forelt @t omgfd 8T & RT3 il H1 TR
Iuas Bl - FH S SR
DC af&&w & @y (Advantages of DC welding) - T ST TReR & HHS H TR TURRH

YT (ST 2/3 3R BUTHS 1/3) S URGdT & RO - IS RIF RAT g
ZadelS 3R 3MYR YT P S IR a1y IR0 IHa B

THHT I AE SR 3flig el gadl Bl aw FA & g
Thadde T o ebelT 2|
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Ffiecd 159 & AGH AT (CG&M)

des (Us9) Welder (Pipe) - A& ao-ii®

3 1.2.20 ¥ Jwfta Rigid

EN & ASME & 3UR afRT UIeizM: wWie, gikvii<d, afldepd iR 3Navgs UeizE
(Welding Positions as per EN & ASME : Flat, Horizontal, Vertical and

Overhead position)

IeRY: 3T UIS & 3fd T 317 Ig o1 Faod!
- gfrardt AR fRufeat &1 a1 ok Sererur &

gfrardt afew fRfa (Basic welding positions)
- TRIe a1 - g1y bt R (Fig 1)

Fig 1

N\
i

1F 16
FLAT OR DOWNHAND

FACE OF WELD
AXIS OF

WELD

WP20N122011

AXIS OF
WELD

2F

HORIZONTAL

WP20N122012

- wad fUfd (S@hR FWR SR 1) (Fig 3)

Fig 3
AXIS OF
WELD

VERTICAL VERTICAL
DOWNWARDS UPWARDS VERTICAL
¥4 3 36

WELDING POSITIONS

WP20N122013

46

- 3RS T (Fig 4)

%/

OVERHEAD OVERHEAD

WP20N122014

IfcET sarge/afeET a1 § ¥4 aral fUae g ga | afeeT &t
Tt fopamt et § 1
T SaTEe s @) R ik U s Uiy & ey & dee By

T 1 fRUfT »l SR IR 3l

Tt Sl oY at Rufaal & I fovar o gepar 21

e afdT fRAfa: (Plate welding position)

EN ASME
Welding position
Groove | Fillet Groove (fillet

Flat PA PA 1G 1F
Horizontal PC PB 2G 2F
Vertical PG/PF | PG/PF 3G 3F
Overhead PE PD 4G 4F

T3y AfST fRUfA: (Pipe welding position)

EN ASME
Welding position
Groove Groove
Flat PA 1G
Horizontal PC 2G
Multiple position PF/PG 5G
Inclined (All position) | H-LO45 6G




FiUed Te9 & AGHETT (CGE&M) 3T 1.2.21 I gwEfia Rigia
des¥ (Ur3U) Welder (Pipe) - afET ao-ite

4 WU 3T A2 (Weld Slope and Rotation)

IERY: 3T UIS & 3 H 317 Ig o1 Tl
o ¢ 3R fhde SIS & G # o8 WY 3N 3T AT B TR B 3R JH=d
¢ 1.S. ¥ UK Ta 3N AeA & way # At Ies fRufaay &1 avfa w31

afdT &t AT (Welding position): @t afT 4T 3 A (Weld rotation): T8 I ¢ & A4 I oA

IR IR fRufed! &  te § 3 S 71 T AIEHA IHYE W & S foH 3R Ies ¥¢ J [orA I

1 Wew ey W & T SR It & B R TS fog & o a1 D101 | dcs
& I PRI

2 afas
TAM 3R YA (Fig 4) SHdd fufa & 38 &1 (Fig 5)

3 owdd

4 3MaREs Fig 3

TH ¥ T R &1 H=n: 8o IR Se@fer @H & a1 dee o0

BT 4 3R AT B gRT IS HI0T gRT T4 faba 1 e B |

a5s Bt Y3 (Axis of weld): I e J TS H ToRA arel!

HIelfch 3T B! ce B YR &b =0 & T S 21 (Fig 1) SF WELD "

9%S BT WY (Face of weld): 3 &1 Ty U dfcgT Ufshar o OF WELD 150

T3 718 908 DI I9R Jdg g, o @Rw § 3@ 1 oireht 31

|
| a5
(Fig 1) - BN
Fig 1 ¢ E | i > g@
9 AXIS OF \
|

©®
ROTATION ROTATION ROTATION S
OF WELD 180° OF WELD 45° OF WELD 90° g
WELD ROTATION g
T Fig 4
8 90° X
z
& 35
OVERHEAD by ,_+_|
2 ]
‘ )(A—i
0 X-X
Jes a (Weld slope) (Fig 2): 98 S&@iR I & HUT SLOPE 0°, ROTATION 0° ELEVATION
SLOPE 35°, ROTATION 90°
YT P S ST R 8
60° X
) 90° —
Fig 2 LINE OF ROOT
O e e ] B
—
X-X X N
SLOPE 0°, ROTATION 90° SLOPE 0°. ROTATION 60° g
SLOPE ! F
o SLOPE AND ROTATION g
N
N
z
WELD SLOPE g

47



Tt IR fuferat & Tay H 3cg T 3R 9ts ¥ SR fe@m

Fig 5 .

TR
I
I g SR AUkH HIU & oy H fcET ugl & aRum
GEGIRE
0° TO 10°
afcE fRufa &Y ufyurm (Definition of welding position)
SIDE VIEW END VIEW g
LIMITS OF SLOPE LIMITS OF ROTATION & -qa W GG a%mq-
WELD IN FLAT POSITION § IUie a1 :ﬁ% F 100 g- 3’{% 100 ﬁ W:‘a
&fast 3R FHeafr fRufa & Ie (Fig 6 & 7) Ll e

10° 9 31f¥e | 10° ¥ 31

Fig 6
? % % gifers H
0°TO 10° 0° TO 10° / ’ :@ AfPT 90° T 3w
10° TO 90° 10° TO 90° _
: ! _
|

SIDE VIEW END VIEW g
LIMITS OF SLOPE LIMITS OF ROTATION 8
Gl \% 45° 9 3fe | Pis ot
WELD IN HORIZONTAL POSITION g
YA F IR | O 45° 9 3fIP | 90° ¥ 3ifew

Fig 7

SIDE VIEW

LIMITS OF SLOPE PLAN VIEW

LIMITS OF ROTATION
WELD IN VERTICAL POSITION

Jfiavgs fRufa § 9 (Fig 8)

Fig 8
0° TO 45° 0° TO 45°
0° TO 180° 0° TO 180°
SIDE VIEW

LIMITS OF SLOPE

NP20N122117

END VIEW
LIMITS OF ROTATION

WELD IN OVERHEAD POSITION

WP20N122118

3T wefte - BIS 3R AWS ¥ @R (Welding symbol - as per BIS & AWS)

IER : T UIS & 3fd T 319 Ig S Fao!

+ 378 Uelle 3R AR Uelter B Srrazasar $t SRS H

RIS Uetel 3R R Uit &1 qui 3

« Tefte U@ (BIS) 3R AWS & R ST Udiep 3R SUP TN &7 ol B

STIRGHT (Necessity): fSETRI 3R I & forg Af@T &
foTT siaxgs SHeRI ¢ & 1T, e Udie! 1 IuanT favar
ST g1 i aftfd i dte & ISR, 3ThR, R ¥ Jefird
SHHRY Bl SIS R 7@ T 14 Te B

URIH® Udi® (IS 813 - 1986 & 3JUR) (Elementary
symbols): atS @1 fafiid A0 &1 T Udier gR1 FafAd foar

ST € S A 30 A 9 & bR & GHM 8T 8| (eod 1)

TR® Udi® (Supplementary symbols): URY& Uil &1
JTE B! JTEX A8 & MHR ! [ARSdT ardl Uelip! (Rb) (S
2) & I AT GRI IR a1 S qehell § | IR Ul R R
Uil SIS IeS e &b YHR Bl ST Ha g1 (39 3)
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g1

WY@ Uedid (Elementary symbols)

%.9. ue e —r—
1 IR BT PRI arell wiel & &9 §¢ dws
(I FU R g8t TRE ¥ fUred o1 %6 ©) JIN
2 WTR §¢ a8 ]
I

3 IRUCAVA G G

4 RivTdt J9d 9¢ I

5 Fis ¥ By & iy RiTa V 9 I8 )

6 Fis ¥c By & 1Y RiTd 997 9 a8

\

fRTeT U 9 9e8 (IR I1 bl g3 Uaf)

\

(s, NN\

8 B
9 AT Y TIPS r
N4
A" NN
10 —
\\\\\\\\\\\\“\\\\ 8
| | <
11 T 9¢s; WHT I1 ¥l des / USA /
o e .
e S
12 Wie I8 I
O
13 . :
- / :@:
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c9 2
TR UdI® (Supplementary symbols)

TS TG BT B
a) Tae (MR TR T2l 1)

Tdie
b) Il VRN
N

) 3fddd

9a 3
RSP Uil & SUGRT & IGTe<0T (Examples of

application of supplementary symbols)

= F— Udie
I\Q/%E(W)W I, NN\ \—/
3T S99 V 9 >
a@ s SN <
Tie () RimTa

V ¥ 358 Wie Wty N\ Y
(TrerT) ST T B é_é
& Y

9%s TP (Weld symbol): I8 98 oIS R §1 968 & UHR
o1 Ufaffia BT 8| I8 afcsT § ugd sawads farst +ft arg &
feHTR Y TRt 1 oy o o 7,

R wdid (Welding symbol): guf afcET Ueiieh aeex &l
T HU 5 39 Fed S IR fawan Se, I A & fre
afcgT uforan, s &t fAfY SfiR snaxgs omamM SR 09 dee
Tdi & A1y 3 faaror| S i =i s man § 3 7 9
gId €1 (Fig 1)

1 g

W

e uruftes Ui

T 3R 3 faaRor

RS Yl

Tiioh! T THT B

<o (fafre, ufsean)

N o o~ wWwDN

Fig 1 FINISH SYMBOL —l LENGTH OF WELD

UNWELDED LENGTH

CONTOUR SYMBOL
—l F Y FIELD WELD SYMBOL

SIZE
REFERENCE 1

LINE 1 s /{ -

WELD ALL AROUND
SYMBOL

SIDES
OTHER
SIDE
-

ARROW

BOTH
SIDE
-

BASIC WELD SYMBOL

OR DETAIL REFERENCE ARROW CONNECTING REFERENCE

LINE TO ARROW SIDE JOINT,
TO EDGE PREPARED MEMBER
OR BOTH.

TAIL SPECIFICATION
PROCESS

STANDARD LOCATION OF ELEMENTS
OF A WELDING SYMBOL

WP20N122131

ufafiRi@ & 8% (Methods of representation)
(Fig 2 3fR 3)

Fig 2
1
JOINT \
1 = ARROW LINE
2A = REFERENCE LINE (CONTINUOUS LINE) o
2B = IDENTIFICATION LINE (DASHED LINE) §
3 = WELDING SYMBOL b
z
METHOD OF REPRESENTATION g
Fig 3
"OTHER "ARROW "ARROW "OTHER
SIDE" SIDE" SIDE" SIDE"
ARROW LINE

ARROW LINE \

% % % 2

(A) WELD ON THE
ARROW SIDE

(B) WELD ON THE
OTHER SIDE

T-JOINT WITH ONE FILLET WELD

WP20N122133

Fig 4

=3
. §

POSITION OF THE ARROW LINE

WP20N122134
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e Y@, Wes MR A (The reference line,

arrow-head and tail)

Fig 1 3R 5 ¥ foxars ¢ el Y g &fest Y@ & wu d
it STt 81 39 Ies Y 9 aTdl Sl P Ug SIS W &l
ST B

fETT et IR < S areft s aft SRt g a1 & R
SR e 7 B

T (Arrow): T ¥ & fpelt ot BR I W Wian ST wwar 3|
W GHR 3 3T 6 Gl ¢ Sl IS ois BT Ui sl g1

AT Ui R W W18 dcs AFGRT gHM T5+f 3@ & =
fearg o1t B1 gt TR @ dcs THDR! gHR S-ATS BI
R fg@ms It 81 (Fig 2 3R 4)

9 (Tail): T BT IUGNT Hact qHt fpar Srar & Sie faxaes
811 IS 39T Iua foran SIran € at e fafdem, Suam &t s
gTett afeE T ufehan & IR H SHSRI € GhdT 81 7 3 TIRTH

faavor it afeET ueites o 72t farame T §1
@™ / uryfi® uedle (Welding/elementary symbol):

Fig 5

o

FOR SYMMETRICAL WELDS ONLY

A) TO BE WELDED ON
THE ARROW SIDE

B) TO BE WELDED ON
THE OTHER SIDE

P20N122135

POSITION OF SYMBOLS ACCORDING TO THE REFERENCE LINE

Fig 6
DESIGNATION
SYMBOL REPRESENTATION SYMBOLIZATION
(NUMBERS ILLUSTRATION
REFERTO 76" EITHER OR
TABLE 1)
b e el ﬁ i e I s 7§z ﬁ
PLUGWELD | zz4/ | [ 1wee4d | C-——1 -~ vz
11 = =N - /l *****
,,,,,,,,,, I | /
DD T ++—+4| A
N
777777777777777777777 zz
N, | L1 N | b L]
é: S — I+ =+t —Y —
N
v L. 7B | bee———d o _
SPOT WELD )
12 ©
Nol | =]
N +--o-o-+ — I A —
A +—+
N
7
| be———d 3 | L_____]
=
EXAMPLES OF USE OF ELEMENTRY SYMBOLS £
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Fig 7

DESIGNATION REPRESENTATION
SYMBOL

(NUMBERS ILLUSTRATION

REFERTO - B

TABLE 1)

SYMBOLIZATION

EITHER OR

SEAM WELD

=

=l ﬁﬁ zﬁﬁ

13

~ s

EXAMPLES OF USE OF ELEMENTRY SYMBILS

WP20N122137

Fig 6 3R 7 5 g & afcdw ucfien! & fafta yR & deg Uit
A Y Po BT IUANT HY a1 wrar 31

¥e 3ufr 3k J@ Ter (Root opening and groove

60°

3mm ROOT OPENING
6l GROOVE ANGLE @
E (L AN/

0°
A ’u 3mm

45° B c

1A6mmJ/

— \_Z: T

D

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

WP20N122138

Fig 9
CONTROL _

SYMBOL 117 /—E /_Wc
SYMBOL 403—/ H //G H /
[ () (1 (

A C CONTOUR E CONTOUR
SYMBOL SYMBOL
FINISH FINISH
SYMBOL SYMBOL

WELD TO FLAT CONCAVED
NORMAL CONTOUR CONTOUR AND CONTOUR
SURFACE CHIPPED THEN GRIND THEN CHIPPED

J A /
AN

B F

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

WP20N122139
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angle): ¥ U AW IX afcET RiTd R IR des Riga
¥ 3feR fears <ar g1 A HI0T AT aroove AT FHT Hdl HI0T
T 98 Ui & R feaman Tar 1 (Fig 8)

HeX 3R frf=r Riga (Contour and finish symbols):

Fig 10

-

METHOD OF INDICATING DIMENSIONS
FOR FILLET WELDS

WP20N12213A

Ui Ic oS T SHTHR 1 9Hre afes T Rigd R 3fye I Riga
3R o Riga & dta Teft a1 gaTaeR a1 & ®u § fe@mn
T § | YATGER Y YT U W I9d AT 3add des a1
ffa B ] 1 (Fig 9)

3] 3R 39 faavur (Dimensions and other details):
T P MBR AGAYY ¢ | W5 ‘IS HT HHR' BT Haqd fhaie
I 3R §¢ 968 & faTT SrerT-3faT divl ¢ | fhale I & S
o 968 Uclies & a8 3R feame S €1 (Fig 10) e 300 $fa
FR | fp I ) awTs 300 mm ®; a5 A1d FRar § fop T
P ACE 5 mm §; Z7 3f1d aa1 g 6 TR 1 avas 7 mm gl

Fea 59 & AYHENTT - ITST (UISY) (NSQF - A=A 2022) - 3nam 1.2.21 A GrEfia Rygia



Fiiea 59 & AgHaafaT (CG&M) 3T 1.2.22 & gwEfid Rigia
dee¥ (U13U) Welder (Pipe) - afe€w ao-i®
3TH B TS 3R I YUTG TS & (Arc Length and its Effects of areLength)

IeRY: 3T UIS & 3 H 317 Ig S Tl
- fafta yoR Ft and wvars & uRunia ik yga
o faftre e TwaTE & UHTEY 3NR SUUNI BT TS B |

3P # TS (Arc length) (Fig 1) : T8 36 &9 W

Fig 3 d
gaagie feu SR e wdg & ot &t el gt 1 3i1eh Bt TS o
& M R B B 1L
- HHH G IHY
SEll
- 5 a Lo | WIDE HEAD
Fig 1 - / FENETRATION
—_—
ELECTRODE oooo) §
LONG ARC LENGTH §
METAL TRANSFER AC or DC
POWER
ARC LENGTH T SOURCE Fig 4 d
L\\\\\\\\\\\\\\\\\j{;//fﬁ‘ -
j §
PARENT METAL § g N
=
d
HeqH, [ 3$ (Medium, normal arc) (Fig 2) : I8!
3T B LTS T T 31 Bi TGS AT FAdeS &b G-I
R & oY & SRTeR gl B
L<d NARROW BEAD
Fig 2 i o »}_{‘/ PENETRATION
SHORT ARC LENGTH %
=
faftra aidh @itaTs & UUTT (Effects of different arc length)
T 3P (Long arc)
g U THTEC Ul T § ORI BRU:
L=d
| NORMAL - i { ‘3‘”_(%
_‘5 — PENETRATION
L _—— - S YT B SHTRIIHRUT
¥ - Ee wgE SR TR
NORMAL ARC LENGTH §
- fach g2 urg &1 v fgam

&t 3 (Long arc) (Fig 3) : Tfe SaacIs &1 Al 3R YR . . .
P IN A @ IR RS A ARG 2 AR Ao - P B, TS UG Pl T 7 Wb &I €1
EZRATIGIES

@Y 3MTd (Short arc) (Fig 4) : TfS IAHRIS BT A1 3R SMUYR

YT & S BT g I q $HH §| HR IR &b 34 TS 3T gl

iG]
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Ffieca 159 & AgH T (CG&M)

des¥ (UrsU) Welder (Pipe) - af&&T a@-ie

3T 1.2.23 A gt fRygia

S[dIdT & YR 3NR IWENT (Polarity types and Applications)

IeRY: 3T UIS & 3id T 319 Ig S Faod!
o 3T AR H Tiafidt & TPR 3R Aed B! 9d1¢
« Re 3R ot Nafkdt & Iuai &1 qoia &

o Trafd fAuia & 31 AR &1 9ufa &Y 3R o Taidt & STURT & YHTE! BT RS HY |

3Td AR A WAl (Polarity in arc welding): Tiaet
AfcET Tfehe & 4R vaTe B! fo=m &1 i w81 (Fig 1)

Fig 1 f WELDING CABLE

ol — -

POWER
SOURCE

D.C. WELDING
CABLE

DIRECTION OF CURRENT FLOW
AS PER CONVENTIONAL THEORY

f WELDING CABLE

o _— —

POWER
SOURCE

D.C. WELDING

CABLE ELECTRODE

DIRECTION OF CURRENT FLOW
AS PER ELECTRONIC THEORY

fay yr1 (DC) ¥a yarled gt &:

- URUR® RIgid & SR eAAS (S fava) cfifaa
FHunars (Y fava) <fifa

- A Rigid & 38R THRIAD i ¥ THRIAS
|

R 7 B gAaS 3R 31 Beaed Y 1 B s forr S

& o+t gditadr Bl see gl 8|

Ty TR & ydiadr & geem & fore ue ydiar g @1

JUENT foaT ST B

SAGE I BT YATE Hed BUNHS I YATHS B 3R
GG

AC ¥ g0 Wiaidl &1 TN gl R Thd Rifd
TR B IR-GR U= N Igaar TedT & (Fig 2)

WP20N122311
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Fig 2 / WELDING CABLE

@| _ _—

POWER H
SOURCE

S)
A.C WELDING /2
CABLE ELECTRODE
@ —

CURRENT CHANGES IT DIRECTION
50- CYCLES PER SECOND

WP20N122312

AfeET & ¢diadT &1 Ig@: DC afcET # gl &1 2/3 AHRIAD
BR Y 3R 1/3 THRHD BR Y Hadl el 2

ZAdCIS 3R 99 Hed | SRHM Y iR & 39 & & forg,
Td afee™ & forg ydiorar e He@yuf oRe 71

ydrrdT & YBR (Kinds of polarity)
- et gacr a1 geiacrs B (DCEN)
- Ra¥ UraRét a1 setacrs urfsified (DCEP)

Fig 3 :CABLE

D.C. WELDING

GROUND GENERATOR N

CLAMP

CABLE

ELECTRODE

ELECTRODE NEGATIVE OR STRAIGHT POLARITY (DCEN)

e aidl (Straight polarity): e TaRd § sddeis
Fifea ¥ JT BT ¢ SR TR 9N & uifsifed efifa R &
FRar gl (Fig 3)

frad Mienf¥dt (Reverse Polarity): Ra¥ giafie! & sdacis
uifsifed & ST g & S8R UTaR I & Afifed efifa 9 &
FRar gl (Fig 4)

Heft ¢fardr o1 UGN 3T e fmar S ©:
- A v Afta SR Hem Afid oIS &y AT

- 3 S Hed W 3R TSR U - & fore =i gy
o1 fufa & O anif &1 afegT x|

WP20N122313




Fig 4 :CABLE

A

D.C. WELDING
GENERATOR \<
CABLE

J

GROUND
CLAMP

® D

ELECTRODE

WP20N122314

ELECTRODE POSITIVE OR REVERSE POLARITY (DCEP)

fraef drefeet o1 T gues fore fovan < &:

- 3 utgali @t afgm

- oo oligl bl afegT

- YR 3R gR-HRY AT Sagers & Iy afesT
- A, TrEad SR S fRufa B afc

- 2fic e afET

BTS BT 3R WA W afeET & filw AC &1 a1 o DC &t
Urfiear < St B

¢l 1 19 4t seaers Fmiarel & iy R Rk srar gl

gaar &1 Ui (Determination of polarity): Jad
oo UT e & forg afed m=iF & 9et <ffAa & 9y
ZAHCIS B SIS IS g

DC 3f&ET A3 R ISRIHS/ABRIAS il &) Faferiad
ORI&T GRT TSI o bl 5|

Y 3R Aol T I3 A TG THRIHAD Tabe il
Safes it 1 & o+ aTd gAge HFTED Hobd S|
TTAd YadT BT "ad (Indication of wrong polarity)

& 3AGCIS BT IUANT TaAd Yadt W foar Srdr § o 391
RumH grm:

31 Bie 3R TG TACTH
- TS BT Srgfad Her
- %S U1 B! ¥ds W HRT R I HI FHG
- 31 P TR H B
- 3T B ST af
- FdE & QW R RIF Bie & Y TR I A
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Fited 159 & AgHaafaT (CG&M)

dee¥ (U13U) Welder (Pipe) - af€T ao-iie

AT 1.2.24 I gwifid Rigia

SRy Frafss & IUURT 3R WX (Calcium Carbide uses and Hazards)

IERY: Y UIS & 3fd T 319 Ig o Faod!

. FfRmY Frafgs It Il o I Fard

- Ffxran Frafgs F o &1 quia B

« HfRTgH Frafss & I P Al FY saren #3

« SR Frafgs F PRiY USRI 3R IGITTT Ft ARSI HY |

FIRTH PEES T TeX WY T BT IR ST IS i

8 forgest Swi ufifeefi= i & Iare & fore fosar omar B

FfRTY Faigs B I (Composition of calcium

carbide): HXTY FERs e IGAHS e & oad

M &

- HfREm = 62.5%

- HEA = 37.5%, 9o & UTE ¥ AT 100 TTH By
FTaTES T 62.5 UTH HieRad IR 37.5 UTH HTa ghT|

TP RS Ui Ca C, 7

Ffxrgn @Efgs & T (Properties of calcium

carbide): I8 &R R W &1 U& 3 IMAAS A 8| T8

R B 1 39HT 97 2.22 ¥ 2.26 g/cc §1 T8 ST ¥ JraraRor

I Tift B =g FR AT 8 3R dR-eR g 77 A s e

21 78 gt & 0 # gaiia 6t 31 Afe 59 urh (@ o g

farft ot forsron) & Wudh & o feam oy, < ag wRifeei i et

HAT B

FfeRrgw F1aiss & IUART (Uses of Calcium Carbide)

1 3D TN BIeXIH 3G IZS 3R TRHfeet & Iaare
T foa e g

2 ZOPT IUANT Uldifaad FIRes & Idiad d TRifed= &
wU ¥ fosan 9T &, Siekray $1efss & gad »f PVC &
I & fo o= 71 & ©U H SXAT {541 off Wbl & |

3 DT SUANT HieRgH ZAHIZS & Iared | far Sfrar g

4 TG IUANT AR & Fewhr Febra & forg fhar sirar 81 freht
ft B T TR Bl G SRAHRIZOIN BTl gl

5 3BT IUAN PIeizS Ay oY AT F fbar S 31 g
&1 & 3@ SaHTd STCHIasd &I g8Age & = | far
ST T

6 TR S UsH a1dl Tole & =9 o IuaiT f3ar ofrar g

7 UG IUAN S & b1 o ITY-T1Y fouT-ofvr o1 o oft foam
ST g

8 3HPT IUUIT SIS I = ¥ fobar oirn & Tt 78 Wt
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& o & SRM SHTRiIoH &Y g H Heg Bl 3|

@d¥ (Hazards)

1 Y T IR BRI H1EfES SHIH! UIfad R Tl g

2 iR Hrafss a1 H S Ug &R Ihdl § o gH
fid Tod &,

3§ R Ve 3R Se Heqd gl

4 Fudh GuTfad R &fd (@i-aa oRich) & Iry sl &
TR =0 § WM 3R S JabdT 3|

5 UMUK ¥ Hg, e 3R 7Tl H Sfe € T B

6 HIRTH HEZS B Yo I Bohs! B ofa gl Tdbell 8, 3Hes
Sfew q st & ara ygrd &1 fAufur 81 g g

7 (PUHRI UREHY), T il Surd fufd |

8 Pfxw Frafgs saaeia ok ufdfparsia § ok &
TR 3T 3R fIPIe BT TR 7|

9 OF Pfcrm Frafgs gt a1 T & Gudh F 3 € < T§
St vafees i sman g1 uRifee| W wge ¢ A
WA ety thae e J TRl H1

10 HfeXq HEgs Bwhsl H S Ul HR JHdl 81 TR-IR
IUS & 3 TR, FF AR/ TN Bt qHATG b 1Y
sy fawmid 8 gadr 3|
TG GRET STDHRU G Tg

11 SR FTElES F Y T & AuF F g9 Hexd ¥ a9
HIRNTT GR&T IUBRY Ug+ T 39 Uard gRT TR a1
i =t far <1 S 31

12 IRET IUHRYT Al HuS! & foe JRemeTs 9ef & =0 o
TR SR UThfad 6 TR TxM, 3R <A, IT THEHE
B! R B g

T qRefTaD HUS (Je, TN, S, T W 814 AR, &R e

IUTH B T1RT 3R B8 F U Ue =Tl

A7 YR&T (Eye Protection)

1 I15S XIeS a1 TIHTeH o W1y ] Bt GR&T B

2 e R By F fau sifafead QRem &) sraxadsar g, @ By
Yfies & GaioH H IUANT B3| fbelt oy TR @Y Sia B
IR&M o T Ty =fies &1 IR =81 b ST anfg U




Ffieca 159 & AgH AT (CG&M)

des¥ (UrsU) Welder (Pipe) - afe€T ao-it®

3T 1.2.25 A i Rigid

ufRifeeli= A9 - 71 (Acetylene Gas - Properties)

IeRY: Y UIS & 3fd T 319 Ig S Faod!

» gRfeeia iR sifadier 1 Y WRTAT iR Ui Y e Y

* 1Y ZAHR0T UFHaT SR U & AT GRT SRS & IedTe 31 fafy &1 v A1)

TR e Sem 1 B, Ot SiTerfio Y Ao § 9gd S= dToaH
qTelt SaTe UaT el &, i 3uH et f o Se T @
I H 31 A H Bre (92.3%) BT 31 SHfef-uRyfeed=
T 1 dT9HH 3100°¢ - 3300°C BT B

TRifeeli A ¥t G=E1 (Composition of acetylene
gas): TR A T 8:

- e 92.3% (24 HT)

- IS 7.7% (2 {T)

SHDT IRD el C,H, & Sl SRl & b P1ei o &l TRy
BIESIoH & & AT & e B

ufyfee= 77 & T (Properties of acetylene gas): T8
UH TTEH 719 8, S 891 § gedb! It 8| 8T BT ga-1 H 37T
fafIy o 0.9056 B1 T8 Al saa=ie giaT & iR o
TRIH & 1Y STeldT & | I8 U 3R TR1E § ST gaiia 8 | 3l
wRifeeh & it (ereg o) vie €t B 1 3qept AR iy AR
T & TEeT o Yobell © | THIEH R & TRyfeehH e Sfrar
gl

31gg TRifeelH de & |1y ufafehar &l & iR Us awbies
e g1 & o TR Tfife el gt o 7 | 3afere wfifed=
TSI 3 oy HI0R T SEHTe T fopam o = | whifeeia
T 40% 1 3T 3% 5T A FAH R <0 e &1 SR §
Tl 8 | gaT & 1 fAif¥ra ufifeeiv voaem W fawwhies g s
?1 3 I R RS 81 W I8 SRR 3R 3RRMEd Bierl &
3T o TR H SHHT YRI&T USRI GaTd 1 kg/cm? & &4
A T e ST ¥ | grg argHH <erd (N.T.P) ®

1.091 kg/cm? IR dgAE 20 53 ATy ik urT &
I &1d 760 mm AT 1kg/cm? §1 38 oRa TIEH # 4T
fopaT o1 Yepdl B 1 3= Gd R R THIEH &1 T AR NTP &
Ted TRifecli= & 25 THRUN BT 4T IR Fobalt 3| T8 TRl
Rieier B 25X15=375 HET BT HTT B Gevel § TS 38 15 kg/
cm? SaTd 3 1Y {1 foba ST 8 1 uRyfeeie Ridfs & ufifeddi=
qd oI 81 guf gg9 & fon tRifeei &) we 7mn 18 @
S{TRfIST B TS I 3BTS b1 SMIZIHT Bl 8
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Ffieca 159 & AgHaiiT (CG&M) 3 1.2.26 9 Jwfid Rigia
des¥ (U13U) Welder (Pipe) - af&T ao-ite

FARIS® 3¥%eX (Flash Back Arrestor)

IeRY: 3T UIS & 3fd T 317 Ig S Faod!
o TN 9P 3R BT Ve et Rgid
* FATE fh TR 9P SRR N $ TRl A P4 Ta1a1 8

= R0 § Bt Rrgid (Working principle in normal
stage): FTaTES J U TRIfCEH Sver § ufifee= i vt
IF 3RTR & ZI0C HAIRM & AT Y U™ BT g 3R A1,
fYe WY ared 3R 9Fd Wie, fheer g & Wwd F Ut &
ey & STt 81 9 e wWie TRIfedH 19 & I & HH FRa §
SIefeh Y& P Tl G S TR 9 $Y Y& Pl §
o e 3iR A = et & A ¥ rSede S B

gde @1 fAUT (Accidental condition): 1 UI5T ¥ TRl
A0 AT o OSTR A 5 A & T o Xl
%@qﬁmyq\a’m@g gﬁqqﬁa;mmﬁ:ﬁ:{_ﬁzzfm FBARO2-B AND FBARF2-B ONLY)
A §TdT 81 O H-Re ared o1 & e 3 ® 3R f&%p @t
g ¥ T9de TRIfeehH 19 &Y s &R &dT & Ol T b gaTd
AT § 3R U 1 R Bt 3R yhardr 8 | IR, e
IF SRR B 3R Pl 3R T YA el Hall g1 TWRP Sb

NON-RETRUN VALVE
PREVENTS THE PASSAGE OF GAS IN THE
OPPOSITE DIRECTION TO NORMAL GAS FLOW.

FLAME ARRESTOR

A SINTERED STAINLESS-STEEL FILTER (WHICH
ALL GAS MUST PASS THROUGH)-BLOCKS THE
FLAME.

IF THE ARRESTOR OVER-HEATS THIS VALVE
WILL ACTIVATE AND PERMANENTLY SHUT OFF
THE FLOWS OF GAS IN ANY DIRECTION.THIS
CAN OCCUR IN THE EVENT OF REPEATED OR
CONTINUOUS FLASHBACK.

WP20N122611

TR | Ugd I Hivle TR 71 39 <a1d & HRUT STt Wit
2, e aTell f3p T 9 SRR & ot 83 19 &) %is <l
21 39 UBR e TRICE SFReR & a16X WY 9 SRR &
THYM Pl g Y TN W11 & | $HP T1E 9 W & Head 9
U 3R HIeT w07 B a1eR AT feran SIran | SR arel urt
T UGN & fore Tty o 3%ex # wR faar sar 81 (Fig 1)
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Ffieca 159 & AgH T (CG&M)

des¥ (Ursu) Welder (Pipe) - afe€T ao-it®

AT 1.2.27 A gwifid Rigia

SfeRfle 19 3k 39 TUT (Oxygen Gas and its Properties)

IERY: Y UIS & 3fd T 319 Ig S Faod!
o TR A9 T T 3R TN B S HY

* 1Y ZAHROT Ufshar SR Ui & AT GRT SRS & Ieate 31 fafy &1 v a3

STRfSE A9 (Oxygen gas): 3RilSH g8 @t FUleR gl
TP IS Welldb O, §

STRfSH 19 & T (Properties of oxygen gas)

- SfiiIoH T, Mg ok Wed 1§,

- TS WA YR 16 I |

- BT ga § 32°F 3R WY drgHSHIT gald WR ST
fafkry 5@ 1.1053 Bl

- T U A AT gaita g

- T8 3T 37T LY STofal 8| fhT 3T | ¢ & <8 Bl
AT BT B

e gdifea siaflorn Saameita amrh (srafq diaa &1 4T,
T da, #) & ae i o & Tud & ot 8, @ I8
I WY goaferd o) otfl, o 3T o fawpie € g 71 09
el B W-Yoaa bt ToHTT TUIfSa sifaiier gRT s/ &
TS T @ B avelt g,

I agHS A Ga1d IR -182.962°C & AIaM WR SfiaiTor
wfad g ot §1

TR AHTRISH H eobT el TR 8
TR SHiaiTor -218.4 & AR R IH= agHedd gad
W 3 B Il g1 T8 AB urgeli & Y Aol I FSHR
HTRTES ST B 1 31,
SRR + RS
PIR + AR = U IS
TGHTH + Sffeiior = TegfAiTa iiaass
3RATSS &1 B Ulshar Bl HTerfebRu1 gl Wirell B1 SiTeRiior
Upfa & g S8 IS Ot 8, A1 O Had AT § A1 g dcal
& TooH §| 98 aigHSd & T Uedh! 8 J TS § A 21%
SRS 78% scro| U Sffafie SR gIegoM &1
A A 8, Foras g 3 f3aTe  TIHT 89% SHiRiSH
3R 3Mad & o ¥ 1/3 81 @A SHRfivH &1 U 3maad
860 AT RS T BT ITe HaT &1 T fobanl feifbs
SHTRfSH ¥ 750 wiex T §<T 81 IR SfRiIoT Pl ¥R HA
¥ forg IuahT fhT I a1d R BT aoi TR ifefierm
TG U] B R B b (oY A= Rciex] & qoi 3 Hs
T &1 g 8

= MR S S
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Ffieca 159 & AgHaiiT (CG&M)

des¥ (Ursu) Welder (Pipe) - afe€T ao-it®

3T 1.2.28 A grifia Rigid

SfRfler SR uffedis =i &Y =nfofm uf$sam (Charging Process of Oxygen and

Acetylene Gases)

IERY: Y UIS & 3fd T 319 Ig o Faod!
- faftr A9 Rrds?t &) vgam &Y

o SffRfer 1 Rdsr &1 AT faRuarsit ofix 9t $34 @1 faft &1 aaren &3

SiRfie Rrdst # A9 &Y =ffT (Charging of gas in
oxygen cylinder): 3ifaioH Ridex # 120-150 kg/cm? &
gaTa o SHTeriior 1Ry 1 STt B 1 RyeieRt @t fafiraar sik awa-
T R S BN B 1 3¢ 3119 & S FSfeiT % R 8 aret
T DY R PR D] G B ST § | BID JHTYM BT STINT
FRP I¢ III-GH TR A1 ot ST &

RUTHT (Definition): I8 T& TId ek & fordeT ST 19
AT T FTeA & I ¥ I GaTd Tt TRIFCTH T Y 4
AR § PRI T J WIEd B & fod faan S g

1 ffereR &Y arsl 3 &1 ad®T (Method of charging D
A gas cylinder): TR 7 &1 1kg/cm2 ¥ HWR & gad
# g FU 7 R S GRig e 71 TRifeay & Riferst #
WRied ¥U J Yufed HRA & e v A= fafer &1 v faan
ST B, or o =it fean man gl

- PEIIAY T

- Hear fet

- g Rafere

- oy &0 ¥ TR IRSE

- TR 3YF |
THIEH AW & SESIHTe arvd & a9 RicieR # @t far Siar
2, ot 3ReRT verdf (Rieisr & ot 3Mad &1 1/3) &I W a1 g
U & qara § uRyfeeh 1 &1 fihr Ricier & =r! fbar wirn 81
15 kg/cm?

R THieH oSt AEn § wRifed 19 @ Rz YsRo Aend

& ¥ H °idd 3: 39T, 39 gfod TRifeeH g1 o1l ¢ | @R
THEH F TP AR IR THd B
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Fig 1

WHEEL TYPE HANDLE TO
OPEN & CLOSE THE VALVE

OXYGEN IN

CONSTRUCTIONAL FEATURES
OF A CYLINDER VALVE

WP20N122811

Fig 2

/ BODY

\FUSE METAL

S A

oy

THREADS

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

WP20N122812




Ffiecd 159 & AgHaaiaT (CG&M) 3T 1.2.29 & wwfta Rigia

des¥ (U13U) Welder (Pipe) - afe€w a@-i®

SR 3N DA A9 Ridsy iR #eR Hif$T iR R W iR saa WS A9 W[aex &1
IUGHT (Oxygen and DA Gas Cylinder and Colour Coding and Uses of Single
Stage and Double Stage Gas Regulator)

IERY: T UG & 3fd H 31U Tg S ol

« fafir yoR & W@eR $i ga1g

« RiTTer oY sad ©o WA & i Rigid &7 vl &3
o AR & TAD YHR & U B RS B

o AR B TEUTH 3R IWIWIT B ARSI B |

1 RrdsR Ft ufuTar (Definition of a gas cylinder): I8
& W $T HeR g, Forge! Iuan [t 79 &1 3= qad )R
WRI&T T Y 3R S 7E B AT a1 o= i I &
ferg fopam S 1

M Riftisy & worR SR ugaH (Types and
identifications of gas cylinders): 19 fiftiex &1 3%
U HiSlg 19 & 98 F YHRI A 81 (39 1)

T RrcieR &1 Uga™ 39% IR & W1 & F=IH 3R dfea gy
IR I (2 1)

Jfefle 1 Rrdsy (Oxygen gas cylinder): I8 T
o W FHeR g st ST siiaiier 19 & JRigd ®u
T 3R I 7ET H 150 kg/em? & Hf¥wHar gard § 19 afegT
3R HfeT & IuanT A & fore e S 31

Ao W Ry @t Weaee  fRvang
(Constructional features of oxygen gas cylinder)
(Fig 1)

Y day difers oF ®ia § §mam T § 3R 225 kg/em? &
U & aTd &b T gt faar T B 1 Riciex 2 S= qura

Fig 1

REMOVABLE
METAL CAP

PRESSED STEEL
NECK RING &

216 m

229 m

1.295m

CONSTRUCTIONAL FEATURE
OF OXYGEN GAS CYLINDER

WP20N122811

TS SITelt T | 79 3= a9 dled & T1Y R Sl 81 (Fig
1)

famtor Tdeft faRwart (Constructional features) (fig 2)
: TRifee= T Ridier oo did 18 ¥id o a1 des W

Fig 2

ASBESTOS CLOTH REMOVABLE STEEL CAP

£ CYLINDER VALVE
] SAFETY FUSE PLUG
0
o LONG FIBRE ASBESTOS
12°(30m)
- = ~ .|l - BODY PAINTED MAROON
E|E N
8| & '
o ¢ ER
A1 =l R - DISOLVED ACETYLENE
SEAMLESS DRAWN | L
STEEL TUBE OR
WELDING STEEL BODY SRR
POROUS —— | | .0 - SAFETY FUSE PLUG
SUBSTANCES S /-

FINE ASBESTOS 7@

CONSTRUCTIONAL FEATURES OF A
DISSOLVED ACETYLENE GAS CYLINDER

HER J T ST § 3R 100 kg/ecm? & T & gaTd & Iq1Y
wteror fohar Srar 81 Ricisr Y = qura aret ot B
I § 39 dTed b 1Y T O ¢ 1 RieieR ared s3ede
Tlare B A &4 814 & 4T Bid | o it U & wiifeedi=
Tl @) SIS off YobdT 21 Tie 3R §< HA & T ared
I TaTferd B P e e ared &1 Eia [isa & ary off
T ST €1 URdg & R &fd § s & o aTed & SWR
TH TId BT S as ot ¢ | Ridiex o aret 3 31 &t g
i RydieR Y T 3.5m3-8.5m? gl Jave g |

DA RIeieR &1 YR (3feR YATGER) WSl W & Iy I
ST € S UU & argEE R fgd smem 100 S Sfcmas |
(Fig 4) T Ricler oY 3= araa™ & e+ fvan Sirar 8, af vt
T e Se $iR RieisR &I JHAM Ugam a1 Hed & g
T §g ¥ U8 T &I a16R Ao | wgel @i o Rider
F SR AT EA

WP20N122912
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T
I RcisT 3t vga=
9 Rydsx &1 PR BT qred AT
"

KICNISE] DIl gy
TRifea GIGEL T BTy
Praar T (Praar EIRIG]

T 1 )

HESISE GG TR BIY
BIEEISE PAGIVEIK T By
)

TR U A (b Y AT gy
1 ™
PIE T (SST ™ T BTy

3R A IO
& )
e
3 TRy
P
BIe STy
SIEEIESIES]
Fig 3

CYLINDER PRESSURE GAUGE

WORKING PRESSURE GAUGE

WP20N122913

WeeR & UPR (Types of regulators)
- R €S e
- 39 W e

AT WdeX (TPHa °vur) (Welding regulator) (Single
stage)

F1d Rigid (Working principle): 5a RidsR &1 ¢t &1 efR-
X et e g, df Ridier ¥ I gaTa areft i 3de ared &
ey | gme § yaw d 81 (Fig 1)

19 a9 e & IR T Y3 Rt § o g ared g1 |
forar ST 8 | AT & 3ieR o1 a1 §¢ STdT § Sl STThTH &
YFHT Sl & SR o1 aTed | T8 ST &I &, ATed P §G PR gl
3R bt ot g ) e & 3w e A Apar g

T3 Bt dRWP U GaTd 10 DT I T & off saldTsy W HIH
R T <a1d DI 31T BRaTl 71 1 Pl 3MFede Bl B J T
fHU M W, WeIeR TS & 3feR FT gad R ST &, STAmhH
@1 BT gR1 diey yoba foam oiram 8 $R aTed ot ol g, o
fRrciex ¥ 31fie 719 ' 8 91 31 39IY, IRR H gara B &
2a1d R R wvar 8 iR 338 s g8t & e § o
faan o1 a1 31 (Fig 2)

@ WAeX (89a@ W) Welding regulator (double
stage)

®1d fRigid (Working principle): & ©S VR (Fig 3) T
H Q1 T[CIeR & ATl SR FS ol § Ol &od bl T & qod &l
RN T ITRIRR HH A & 1T Jaferd 8T g1 Ugar W, off
gd-Te 8T 8, Ridex & <a1d & U Aeddf =@Ror (A 5 kg/
cm? T HH B SaT & 3R 39 a1d WR T g8 =01 7 Toret
8, TN 39 U gaTd (H1 ga19) ¢ R Fdbad § SNAH I 98
SdTd GHISH A0 g8t gR11 & 9R01 & WaeR | al JREM
qTed BId 8, A1fh SR PIs Sifafkad gara 81 dl HIs fawbie T8l
RiTa ¥l V[eier & U U 981 omuftl IR-8R T SHrieH
I SATAAHAT &, FIh o g1 Ricex I qad Rl §, 99
B WAex &1 gard ft B9 g 911 &, S <l gurie &
STIRAHT B! 81 &l IR0T & Waiex o, Ridiex & gama # fosht
1t fiRTae & forg wad: gamaon g g1

Thd Wl W[eleR HT IUTNT UrRuars- $ik Rieis:t & Y faan
ST GhdT B & TR & WIex bl JUGNT Rycis 3R &3 T &
1y fasa ST 81

62 Ffiea 159 & A=haafiT - e (W) (NSQF - WM 2022) - 39T 1.2.29 | Jwifta Rigia



Fig 4 LOCKING SPRING
BLOW OFF VALVE
WORKING

PRESSURE GAUGE

CYLINDER CONNECTION

SUPPLY PRESSURE
GAUGE
LOCKIN PIN

SHUT-OFF
VALVE

DIRT FILTER

HOUSING /HOSE CONNECTION

PRESSURE NEEDLE
MEMBRANE

ADJUSTING SPRING

VENT
ADJUSTING SCREW

SINGLE STAGE REGULATOR

WP20N 122914

Fig 5

PRESSURE
ADJUSTING
SCREW

SECOND
STAGE
DIAPHRAGM

OUTLET
CONNECTION

FIRST STAGE
DIAPHRAGM

FIRST STAGE
VALVE

CYLINDER

Q

\:gssj CYLINDER CONTENTS GAUGE
WING NUT CONNECTION

y TO CYLINDER

TWO STAGE REGULATOR

WP20N122915

Fea 59 & AYHaETT - ITST (UISU) (NSQF - RN 2022) - 3nam 1.2.29 A Grafie Rygia
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Ffiea 159 & AgHaaiiT (CG&M)
dee¥ (U13U) Welder (Pipe) - af€T ao-iie

JfRft-ufifeei= 1 Af’T Rivew 5t yourelt (W gama 3R 3= gaT9) AT <A1 urgy 3R A
P A UTsU & 19 3R (Systems of Oxy-Acetylene Gas Welding System(Low
pressure and high pressure)Difference between by welding blow pipe and

3T 1.2.30 A e Rigia

gas cutting blow pipe)

IERY: Y UIS & 3fd T 319 Ig o Faod!

o Sifqit-uRifeeis Tu=t v yonferat & A gara 3R = gaTa yunferaY & e &Y

o frUeE 3R 3= 39 =UEy & S 3fdax HIAT
« S yonferal & wrIe SR T SaTd|

JfRf-ufifeei wicH (Oxy-acetylene plants): U6  3ifRft cRifeefi7 Rew (Oxy acetylene systems): T&

Siioit-ufifectt= wom & i & aefferd foran i e &:
- AU wie

s 3 G4 ¥9F 3 ald (15kg/cm?) T TRifedt= &1 IuanT
FRargl (Fig 1)

ﬁf%

ACETYLENE
OXYGEN

N

NON-INJECTOR TYPE
HIGH PRESSURE
BLOW PIPE

4

HIGH PRESSURE OXY-ACETYLENE PLANT

gfera wfifedia (Ridfer & ufifee=) Sk W gxwra fosan
S arelt Hd B

3 gaTd SRR F IO TRIfeT BT IR TR ITINT )
ICRIIGIE

T HY Ga1d HF dHad TRITCHH SeR gRI SdIfGd &Y Gald
(0.017 kg/cm?) ¥ dgd TRifeaiH &1 IuaiT exal g1 (Fig 2)

# & TR T T ITUNT Faa 120 | 150
kg/cm? gl W A 8

WP20N123011
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3 ga1d SRfl-ufifeeti= 97 &1 3= gard o i et Srar
g

Tdh HH g1 URICH 93 & 1Y U HH ga1d TRIfea
SRER 3R U 3 qa1a SfiaRiter RIciex &I &H gard ot
HET ST 8

Fig2 PURIFIER

2

HYDRAULIC BACK
PRESSURE VALVE

LOW PRESSURE

[r
(=]
OXYGEN
INJECTOR TYPE
BLOWPIPE

q

ACETYLENE GENERATOR

C

-

WP20N123012

LOW PRESSURE OXY-ACETYLENE PLANT

Sfft-uffee= AR & ugea 0 gar9 3k 3=
919 YUITelt ad eRfee gara, 3= a1 fAg &)
Tefifd Bt g1

UTEY & UPHR (Types of blowpipes): &H gard Yura!
& forg, faRy =U ¥ f&HTg fob Y 7Y Soider YR & <13y bl
AT gt 8, a1 IUaNT 3=t aira oreft & forw +ff fopa
ST &l g |




B8 IR ey & fRR @130 818 URR sluTsy &1 S&HTd fohar
ST & S & OeR Rieen & forg Suged TeT B

wRifeelis urguarsd # I gard Sffeiie & Udx & Jav I
o & iU U 1 a9 ard saagy J Ud Soider BT SuanT
T35 STaT 81 5% Srarmar TRIfeEH e IR SRy FHHaRH B
U A-Re ared &1 o Iuan fasan orar g1 wRifeda shRex
H! Ted ¥ 99 & oI U SR wefoard & dR R, whifeew
SRR 3R SAUIEY & o9 U gEeleid 9% UIR dled &I
I forar o B |

I ¢aTd YUITelt & &Y (Advantages of high pressure
system): IRI&T FTF 3R gefe13 Bt &1 YUTET | 3 Fomelt
A Y T cTa GHTGISH M 3R G 3, 3T ST H2rerar
3y g1 Ricier # g1 arelt 18 ot e § Ao & §1 DA
ffeier Uidad BT & SR 3 ST J TH T8 J GERI o8 o
ST ST bl B

D.A Rieiex # Waex W) 3R ST J 9 o ebell @,

fSrt T &1 99d Bt ¢ §uiaeR SR A-39deR Gl UBR
& SAISY BT IUANT faa o TohdT g1 ST Riciex 3@ & forg
[ERIIERR ARG E

UPR (Types)

SAIUIEY < TR & 8 g

- BT URR SISy 7 A-goidex <18y sAurgy

- QI URR SRy 7 $uigeR <ey sgy|

! UTSY HT SUAURT (Uses of blow pipes): Td® UHR H
faft TR F e BId § o 39 o1 & YR W B §
ggd uda e afcdT, 3@ ¥ ugdt ok a1 # g, T Hfe|
U 971 3 g9 a1 sarursyd (Equal or high pressure
blowpipe) (Fig 1) : H.P. siUisy feu &1 a1 987 A1 |
Sfferfio 3R wRyfee= & 3myfd v & fore web frsyor Suaon
2, 3R IS IIER T} & aTg ! FEfid B & fow area

Fig 1

INTERCHANGEABLE
NOZZLE

GAS MIXER OXYGEN CONTROL
OXYGEN CONNECTION
i p—
‘\ﬁ\ﬁ‘gﬂ* ACETYLENE CONTROL

EQUAL OR HIGH PRESSURE BLOWPIPE

ACETYLENE CONNECTION

WP20N123021

& Y T I § I, S UrSu/A Afe T HRIet &7 JuANT
G 3R TR B1 G & for e S 1 - wiie urqy, TRl &t
RIS B T ATeRl B ST, Siid & Wl 3R uRe gife,
ST, faReg1 gRT Mfed S &1 ge & oy 3iR B st urgy
BT IUGNT ISP 19 Bl & g

T <919 aTe &1 Uigy (Fig 1) # wRifed= ok 3= qag
T frcisRt o Tt sifrfier 4T & fo € $die BaRH g
&1 91 P yarE @1 7 Bl FEfd S $ g < g are
3R TP STl o 3iar fsr wer (Fig 2) & 7 1 foraman
ST |1 a1 A% Uy ¥ iR AN 9% gaied gl |
3R AR Aerd B} i W yaferd g1 el 81 dfes iferflor 3R
uRifeei= 99 &7 gard 0.15 kg/cm?2 & JHM gaTd IR I fowar
ST €, 39fer o fReT dark & e a1y e o § iR &t urgy
S HIegH | U 1Y Aioiet T a TaTRd g Sd §1 59 JHH
T4 &1 UTSU/eld ! 3od e &l urgu/erd i gl ST § i
ST IUANT 1 AfT Y I el yomeht & b Sfrar 81

TP SIS & 1Y Ad b1 U I Ue b SirdT 8, ol
T H S-S FG a1 81 8, 3R 0 UHR A bR &t
e 3d g1 ufd e ofter § 719 & wud & Ty Aetet T d g

Teayul AU TH 3= ga1d 1l sauTgy
Y ST YOIl WR ST el fbar ST aifeu|

Flg 2 GAS PASSAGE IN THE GAS MIXING SECTION

- 0,
A7 e
/‘ v

ACETYLENE + 0, ——

- 0

EQUAL PRESSURE TYPE TORCH

WP20N123022

A U=R SAUTSY (Low pressure blowpipe) (fig 3)

39 SRy H $9% YRR & S} TP goiae} (Fig 3) BT §
e e ¥ = gara TS ToRd! 81 T8 Taie Th
TRIREH SRer T &Y gaTd aTal URIEH &I U Heur Fef o
et § 3R SHBERT Bl A P AT ATTP Heg ool g

T IR i UISY WA YRR sl UsY & 99H BT 8, Rar
TS b 3Hb IR & 3(ER TP IoIaeR Bl § o b H T
dgd BicT (Jopivl) ¢ giar § e [rens § 3= gaTd SfiaRiior
I fohaT ST 8 | §9ideR  aTeR 3 R I8 I SaTd SfiaiiorH
fhrsor e o U dogH ST § 3R T SFReY ¥ HH gad
uRifedH &) guaT § (Fig 4)
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U UeR # R RR &1 fafia g1 9w &, RR & 99 8l
Zoae I 81 ¢ | I8 3MaU 8, Fifh U Aioidt & fog T
et SoaeR SBR T g |

LP sqluTsy Y g1 & 3iftre wem @
H.P. sUTEy dfp afe mawg® g d 9HT IUANT
I <91d YUITelt UR fhar i gdr 2|

STRIt-uffee= H1ex & IuHUT (Oxy-acetylene cutting equipment)

IeRY: Y UIS & 3fd T 319 Ig S Faod!

. SRft-uRifeeis ®ren & Susvl, IUF gut SR Hie efd @1 faRivarsii @ e &3¢

. SifRft-ufyfesia w1 & uftrar &1 qulq
. SHIUTSY B PTe 3R AT B S 9 3R BT

Hféw erd (Fig 1) (The cutting torch): &t ¢id WER
Arat  frafid AfeT sy 3 fird it 8: 39 Ui &1 drea
& fore Trgard i Siiaito & = & fore e sifafvad diaR
BT 31 TS B SHferfior 3R uffech fgor area gia & S
Td HI UES ¥ TRA HRd JHY Sfiiior R uffeei 4 &1
fgfa #a B

HIea B b UE B Bal Q foR Fg A T g & a1y o1 78
81 &% BT MU BT aral iilor & YT Bt 3Hfd a1 g
3R B B¢ UgA J TRA B el TiH & T 8 &1 AR
IR faftd Hiers & urgaft & d1e & oy Srav-3r@ o SaR
yarH e o &

HfT SRy 3R AR =gy & i 3R (Difference
between cutting blowpipe and welding blowpi

pe): T HicT samgy H Wl wed &1 aHd & & g ar
FHeld aled (SHRASH SR TRIfee) 81 § ok e 991 & fare
HiqfoH & fore 3= gard &) FAafd 3 & e T iR ergy
@ele aTed Bie 8|

o 7)@

ACETYLENE
VALVE

Fig 1 CUTTING

CUTTING OXYGEN LEVER

OXYGEN PIPE

o
&

PIPE FOR MIXED
OXY-ACETYLENE GASES

CUTTING OXYGEN PIPE

—_—
’-: ] T I
._sf,:r————————=;; [ iI:
M I 1
. o NLAB
1K
< -]

MIXING L
CHAMBER

CUTTING
OXYGEN
LEVER

Yy

) OXYGEN

4 B AceTvLENE
B3 mixep cases

WP20N123031

T ST salagy H g v (Fig 2) &1 Fafid o & forg
Fad < g0 ared 81 &

HIT SNUTSY & Aoid H Sfaiior Pled & o &g o Th ©g
BT 8 3R MEIfET v & fo wdhat & IRY 3R &% 8¢ gld &
(Fig 3)

AT &iIUTEy & o # gifeT wiH & fow g & Hadt T ©¢
g gl (Fig 4)

STt & 1Y BT HIoieT BT BHIvT 90° § TS & I AT Aoia
HIHIT120° ®

Pl ard Aod BT MHR mm H Hle ard Sfeiio g &
M gRT fear S g1

IfET oI BT MHR vl € Ffod Hiex T Aioid I Adba
aret Siferit-uRifeei= farfyd i &t amn @ fear sar g1

TS T DI AT 3R ITAG P 1T TRfET Fer

PR I T AT fowr arRare S & effevrd gl Ihd &
B DI AW a1 Udhed & o Ao &1 Haft fRm a1 sxaara
8] A1 A1

Fig 2

OXYGEN
(==
o =

ACETYLENE

WP20N123032

Fig 3

CUTTING OXYGEN HOLE
CUTTING TIP

WP20N123033
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ST TR o W I Tag! R fodt ot @i / foerma ot

Fig 4
A & fog Aiora Tie 3R Iy &I fagzh uerd 3 facpa goa
7 ) - = 3 SRR
WELDING NOZZLE § reet fo% 1 bl $9 35 & forg faviy w0 @ fgoims fby mu
fu SR O 91w fobam o =1fgu| (Fig 5,6 & 7)
Fig 5
/ OXYGEN CONTROL
INJECTOR \ OXYGEN CONNECTION
INTERCHANGEABLE HEAD ‘ E I:l
ACETYLENE CONNECTION
\ ACETYLENE CONTROL
LOW PRESSURE BLOWPIPE §
Fig 6
W —<— ACETYLENE
ACETYLENE +0) -—1—-—12= — d ff I <«— O
2 % 2 g
—— ACETYLENE §
z
INJECTOR TYPE TORCH g

Ffea 59 & AYHaETT - ITST (UISYU) (NSQF - AR 2022) - 3namd 1.2.30 A GrEfia Rygia
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Fited g9 & AgHaaieT (CG&M)

dee¥ (U13U) Welder (Pipe) - af€T ao-iie

AT 1.2.31 A gwifid fRigia

I Af T ate gIN 3R 91U 3R d@+1% (Gas Welding Technique Rightward and

Leftward & Technique)

IERY: Y UIS & 3fd T 319 Ig S Faod!

o faftra I AR TNl F T FaTd 3R 91 3R B AR TP Bt TS B
o fHaT o1 durt 3R 1€ 3R P aHEID! B AUTUART BT qui B |

fferi-uRifeei afe™ ufshar W 3 AfET dopi 813 &
1 AUTE AT TBNP (BRES deb1eh)
2 EcdS 3R AR db1d (SPes dbip)

1S 3R B db-Iep B! = JHSAT T g1 <l 3R Bl doblep
& faavur & forg 3namy 2.6 § Trfed Rigid 39|

dcds AT dh-1e: T8 TaY TS FU U SWHTT B oI
arett SffRf-ufifeehs T afdT aoie § ford afdn wd &
qIfe PR TR Afed™ = el § SR 918 3IR S §galt 31 39
3 AT HRES a1 it HeT ST 81 (Fig 1)

BLOW PIPE

Fig 1 FILLER ROD

RIGHT SIDE

LEFT SIDE

FILLER ROD

LEFT WARD
LEFT WARD WELDING TECHNIQUE

39 AW H 3T Sie & afed bR R Y& 3T A1l § SR
TS 3R 3T gl 8| SAUTSY P AT 13 P 1Y 60°-70° &F
PN TR G S ¢ R IS Y AT o1z & Ty 30°-40°
F BV TR W@ STl 2| AET sdAugd AT A BT AR
HAT1 8 | AT T I o Ics U1 ¥ R e R fhar S g

AUTSY B SIS & UdDH R THIH T U H3 & o T
MR AT YIES-g-A15s T < o1t 31

fheR e B (I8) fUraet gu ga & ke SRt 1 @ ST o &
3R e ¥ & freremar 7€t Srar |

WP20N123111

68

gfe saTan T IUGNT AR s F w4 g A fraam
¥ forg foran wiTan 8, o U §¢ g@ &1 99w= $9 8
TN 3R BawaEy 35T Tag U gl favar &
THar gl

dga 1
2 &t 718 29 18 3R P dBID (I SS! P IT) GRT Tob
W o} AT & forg faavo fomareh B1
mm mm & 3T ey mm | BT BT
Hurg [C.C.M.S |UTST |t # IR
®1 e Ao |t |we | fFarsmEn
et |3 N | PR 1
08 |1.6 1 Foar | g
=l
16 |16 3 WRR |2 e Wi
gz aﬁﬁﬂ
CIRSUED
25 |2 5 @R |2 ferg fopait
Ty BI
315 |25 7 WER |3 | SaSgehd
TE gt §
4 3.15 7 80°d |3
5 3.15 13 |80 |3

AYeTs qH-Ih & fo1T TS B1 TaRT: fthdie Wigey & forg W
TS B dURY Ht STl B

ge Sist & fore fpRY &1 dar forar smar § S {6 Fig 2 o
fzamar mar 81 R &) 7S 29 H 9¢ Sl & fiw a1 3R B
Tl gRI et Hges Wil &1 fdavur fear mar g1



Fig 2 UPTO 1.5mm
. IN I
FLANGE BUTT WITHOUT GAP
1.5 TO 2.0mm
[ T
GAP 1.5mm
FLANGE BUTT WITH GAP
2.0 TO 3.0mm
| I
GAP 1.5mm
SQUARE BUTT WITH GAP
80° 4TO 5mm
TN :

»H- GAP 1.5 TO 2mm

SINGLE VEE BUTT WITH GAP
EDGE PREPARATION FOR LEFTWARD TECHNIQUE

WP20N123112

fihde wiel & T & MR & 9 Aed &1
IYYRT farar ST =nfeu|

5.0 mm HIeTE ¥ SW, Fe! deb-iidb BT IUTNT a1 &1 1Tl
IugnT

T qo1d BT IUINT AFET & forg famam wirer ©:

- 5 mm HIETE T ool Wil

- ot urgt g SR Srelg Gl

Sfrfl-ufyfesiv v af&w &t 9t a@-® (Rightward technique of oxy-acetylene

gas welding)

IeRY: IY UIS & 3fd T 3119 Ig S Fao!
o IR 3R AR ap1o 3R 3T AT B ARSI Y|

o PR Bt Far 3R R 3R qH-Nt B SFWEIT BT quiq B |

erff 3R @ af®WT d@i®d (Rightward welding
technique): I8 T 3fiqfl-uRifech= T af&T qoiis §,
fored af@T wrd & o R W Af@ET Y& &1 ol § 3R 8
g SR Tadl 8|

Y - P A Tid Wel (5 mmm ¥ $HW) W IdTeA
FT T Tl & fore faesfyd fasan mar o1 a1fes srest T[urast &
fPwrad dcs &1 IdTed f&har o das |

Y S U 9B & ddbie i Bel wdl 81 59! FafaRad
farand €1 (Fig 1)

Fig 1

FILLER ROD BLOW PIPE

RIGHT SIDE

DIRECTIO

z

OF WELD
RIGHT WARD
FEATURE OF RIGHTWARD WELDING TECHNIQUE

WP20N123121

AfET Sifg & a1 81U & fHIR I L= &1 Il § 3R g gl
3R Jgdl 31 SISy B IS Az & 1Y 40° - 50° P BT
TR T 1 8| e 3 B AfeeT e & Ty 30° - 40° &
DI IR @M A1 & | FIBeR S ST STy &1 SHER0T Bt
2 1 AT o ) AT dce urg Bt 8k AR fbar Srar 1
fOheR e & oM &t fomm & goff a1 e R qu A= fear srar
B sAursy Ue e Y@ H 9oy I 3R 9edT 81 U8 doHie
o & o ifie o Iad et 8, o ¥ At Wid wie
AT & fore frwrordt ot 31

Il 3R @ dPle & fou Sgd 1 dWH (Edge
preparation for rightward technique) (Fig 2)

FigZ —5-6.3mm
[ I

2.5 -3mm

SQUARE BUTT JOINT WITH GAP

60°

\<A\

3 -4mm

( 8mm & above

[

SINGLE VEE BUTT WITH GAP

60°

) §

/4@/
—=16mm
3.15mm & above

DOUBLE VEE BUTT WITH GAP
EDGE PREPARATION FOR RIGHTWARD WELDING

WP20N123122
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¥ Sel & fore fFRY &1 darR fovar wrar § S % Fig 2 o
femmr T g

1 €t 713 <9 a¢ Sisl & g arfel ofiR Afed aobiie R
B T ! aAfed™ & forg fyaror 4t 81

SYANT (Application): 39 d-id &1 IUANT 5 mm [T
I FW W i AfcgT ok e ol @t i afcsT ufsran &
ferg fopam san &1

@Y (Advantage): HH 99d HIUT, HH fheR A &1 ITANT
FRA R 1A A 3G F HRUI IcE B Ul TS HH AN | IS
Sgd sl A F A B

fOgcht g u1g & HH A1 & AR SR Yga- & HRUT faeyo
DI AR AT S B | Saren & o1 UTg &1 SR AR
fopar o @1 B, dR-4RX 3R I9M =U § $e1 g faam o B
TS YTq TR ATl B S AT fpan ifes g g afegT
P IR o1 41g BT 3R AR BNt 81

&Y e §U U@ &1 I8k %0 3@ Uahd § o 368 T 98k
foRizrr €1 ST € R uRuIm e 3t TRewH gt 81 7ifd
YT TR 3RABRO YHTT HH I HH gIdT 8 i SaTar oI gedl
&1 FRAR ool Ue™ ol g

9 1 (e Ssl & fm)
mm ¥ ¢1g & mm#AC.CM.S |ISTURTANE |fFRFoITH | mmiAwciy RIS BT ST
Hiers fiperR Is ATPR fparemT T g
5 3.15 10 TR 25
6.3 4.0 13 @R 3.0 3 Tid Dt
g 3feT & R
8 5.0 18 60° dt 3.0 it vrerary Y
TTLG T el
10 ¥ 16 6.3 18 60° df 4.0 B e
16 AFW 6.3 25 60° S 3.0
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FiUea 9 & AgHaafaT (CG&M)

dce¥ (Ursu) Welder (Pipe) - afe€T a&-it®

3 1.2.32 ¥ gwafdg Rigid

3T &A1 & HRUT 3R 55701 & a¥d (Arc Blow Causes and Methods of Controlling)

IeRY: 3T UIS & 3 H 317 Ig S ool
 DC Af&T H 3 =) B GHSST
o IS W 3P A P YHTA! B SARSAT B

« T = B FEfa F3 & e swuTa ot 9[- areft fafis faftray &1 qufa #3)

DC af& & a3k =it (Arc blow in dc welding): 5§
YD1 TSTS! & HRUT 3T 30+ Fafid vy § fqaferd gt o
& I 39 311 s HeT ST |1 (Fig1)

Fig 1

ELECTRODE |

D.C. WELDING
POWER SOURCE

ARC BLOW

| JOB —l—

ARC BLOW IN DC ARC WELDING

WP20N123211

3T s & BRI 3R YHTT (Causes and effects of arc
blow): o« * gadcls ¥ oc Yaied gia § d sdars 3R
311 F1 3R F3 & 9RI 3R U gaab1g &3 & ST § | (Fig 2)
I UHR YR g F2 & ORI 3R T 9qH Jadia & off
TR | (Fig 2)37 & gaob 1 &5l o1 IRER foram & HROT 31dh
B OIS P Th R IT {01 Sl 31 I8 BT Y3 H BRRaAs
&1 81T 3R 3 o 9hds sait| (Fig 3)

Fig 2 GENERATOR

\\CURRENT FLOW

WP20N123212

BACKING STRIP

$O% BRI FEfiRad gqTE g1 g

- d%e U1 & HH MU & 1Y 3% Bic|

- RIS HAgH/YaY|

- PR IS

- JTS YT B oS T AT R TR OH S & HioR |
- oIS BT T WIS BT 3R T asH f$thae o ghm|
3T sl 1 A bR b 7T SxAHTe i S aredt faferal

Fig 3 DIRECTION OF WELDING

NO ARC BLOW

FORWARD BACKWARD
/ BLOW BLOW
i

START OF
WELD JOINT

AT CENTRE OF END OF
WELD JOINT WELD JOINT

(a) ELECTRODE

MAGNETIC FIELD
GROUND ELECTRODE

iy BACKWARD
BLOW
o~
DIRECTION OF WELDING e ELECTRODE

MAGNETIC FIELD
GROUND ELECTRODE

()

4“44 Y
BACKWARD
BLOW
o~

DIRECTION OF WELDING

MAGNETIC FIELDS THAT RESULT IN FORWARD OR
BACKWARD ARC BLOW (A) AROUND THE ELECTRODE/ARC
(B) AND (C) AROUND THE WORK

WP20N123213

3T A B 39F gRT Fafa forar o1 9war 8: (Methods

used to control the arc blow)

- gl d® YHd 81 %S Sarse U 3 FHHaRM Bl gR 3G |
(Fig 4)

- P WR 3 HaRE P U g

- IfcET Coa R B &t R sea

- TARIS HIA B B & IRI R T (Fig 5)

- HRI AfcT St a1 Ugd A o de B SR dfeg

- AT S & Y R U gadig g T

- TP BICT 3T b 1Y TGl IS I YRV HAT| A S
3R 3 TP W' BT IugT H¥ | (Fig 6)

7



gfe Irad gt faferat s s o1 Fifa o § fawa gt

Fig 4 , . .
8 @ AC 3Mgfd & gedl|
Fig 6 RUN-OFF PLATE

s

o

©

o

z

EARTH CONNECTION g RUN-ON PLATE

Fig 5 ©
&
NOTE : THE RUN-ON AND RUN-OFF PLATES ARE REMOVED z
BY GAS CUTTING AFTER COMPLETION OF THE WELD. 8
=

WRAPPING ELECTRODE CABLE
AROUND THE WORK

WP20N123215
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Ffieca 159 & AgHaaiT (CG&M)
dee¥ (U13U) Welder (Pipe) -afe€w a@-i®

3 1.2.33 A gwfda Rigid

3T 3R T afdw o faeuor ok faeuur #) %9 w3+ & fore fFAafora a8t (Distortion in
Arc & Gas Welding and Methods Employed to Minimize Distortion)

IERY: Y UIS & 3fd T 319 Ig S Faod!

+ fa=uu & SR B RS B

« fapfa & yoRI &1 qui B¢

« fa=uur o1 AP F TP 31 ARSI B

« fapfa o St Fe & TP 31 RS B

fa=qur & SR (Causes of distortion): 3T AT H, Wi
¥ faftrr &= & arome fat 8iar 81 (Fig 1a) dIdE & SUR
W 39 & H R ff i 810 © 1 (Fig 1b) s g Il &
q1e, WS & faflyst & SIAT-3fehT ey FHRd ©, Al T 31
IRR (@ ga urg) § T8 SeT-3aT & § S-S faar
7 SIS TeT BR ThaT 3| AT F A € 3R Bfe &
HRUI AT S SIS PI I A AR SR Ypa Ugad § a9
U1 R 8| A 19 IS [P 7T BT B ISP THR 3R 3MBR
! R U ¥ gee & oI 9910 § (3rufad famomn) ok 38
IR T Sie F1 fa=uur w51 5Iran 81 (Fig 2)

Fig 1

WP20N123311

Fig 2

TRANSVERSE ANGULAR
DISTORTION

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

WP20N123312

fapfa & yeR (Types of distortion)
foEuu & 3 TR

- iR

- g fapfa

- PNy fadidl

3B (3,4,5) fafted TR P fapfa &1 quf &2 B

Fig 3

LONGITUDINAL DISTORTION

P20N123313

Fig 4

WP20N123314

Fig 5

OUTSIDE CORNER JOINT SINGLE 'V' BUTT JOINT

WP20N123315

~
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fapfa @ yuifad $A 1@ RS (Factors affecting
distortion)

[EEIER]

Ha U1g

SIS TR 3R =TT

et ufshan

afcE™ &t ufesan

[REELIGERIE

CISUEZ

TR 38 & SR T sRigford ag

gfcrsiy ST T

Ieg U U o1 B IR HR! H | T a1 31fyes faeuo &
forg PR B B A s A el A s T Fa HA &
o S HRP! &1 & ST 9V Ugd, SRM R a1 H 3@ FH1
TfeU| fapicl A Fa T HH B & AT SUATT S ad Rih
TAUBR G

fagfa Ft AFHYUTE (Prevention of distortion): fawfd &1
b SR Fifd s & forg Fafarad faftal &1 Suam fear
ST g

- QYId Spad g9 B HH HRAT|

- fa=Uu ol $1 e & o YHa- 9 a1

- UPd 99 DI gIR Y a9 o 1Y Fferd b=

YU JFaT 9@l I $H B4 & aild (Methods of
reducing the effective shrinkage forces)
NR-af&me@lRie gedidrur & §@:  (Avoiding
over-welding/Excessive reinforcement)

I¢ deg R e I & ama & orcafies fmfor § g o
918Ul (Fig 6)

T 3R Ul Acs W YeeIdvur BT AT Jedl T/10 © Sfei T
A o1d B HICTS 5

3Sfua PR &t At 3R fbe 3 &1 ITAT (Use of

proper edge preparation and fit up): Ig! R @t dart
I YU Tpa S bl HH HIAT THT & | T8 FAdH 98 o1 &

Fig 6

ION DUE TO OVERWELDING
DISTORT

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

WP20N123316

1Y I DI 518 T Ifad o= AfEd s (Fig 7)

PO U &1 TN (Use of few passes): s 9 dld
BT IR BT SUANT| gAders U fawn § Ul &1 HH Rl
g1 (Fig 8)

1 Ufg T des &1 IUANT (use of deep fillet weld): T&<!
gfeent fafd HT ITANT IR de I JURIYT T 318 TR 39 |

Fig 7 60°
Xy

3 ||
chamfi); ‘ \ V 2.5+0.5 2 S 8
ﬁ REMOVE SHARP

CORNER

(a) SINGLE V-JOINT TO BE
WELDED DOWNHAND

(b) WRONG,SHARP EDGES
DIFFICULT TO WELD

6
?/i\ 60°
T=12 2.5+05
= A/K}—( j T LW‘ ‘( 25:05
more ]
o T,
\io/ Q 60°
~_ v
(c) DOUBLE V-JOINT TO BE (d) DOUBLE V-JOINT TO BE
WELDED DOWNHAND WELD OVERHEAD
BOTH SIDES ONE SIDE
60 10°
XY I
S X DLt
g — ——
— 5 MIN 6 MIN —

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

2.5 ROOT —~
FACE

I

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

WP20N123317

PREPARATION OF PLATES FOR BUTT WELDING

Fig 8

Rone _

5 RIGHT
—_——

WP20N123318

COMPARISION OF PASSES OF WELD

g Wil B AASTHE T d18R Wigd & I7Aa Bl HH B
(Fig 9)

Fig 9 Y Y

_A

‘
‘
- - T T 1~ - 1 7777v7 -
e ettt S e g
Iy v
CONVENTIONAL DEEP FILLET

NA IS THE NETURAL AXIS OF THE JOINT
DEEP PENETRATION FILLET WELD

WP20N123319
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STRIAP a8 BT SUART (Use of intermittent welds):
R I8 & Io SRS s B Haa Y dcs UTd DI JET
DI HH B | SHHT IGAN had Ufe bl dcs o 1Y fordT S Favdl
g1 (Fig 10)

Fig 10 -
— 5 3 1 < §

))))))))))) (@)D} §

\

— 6 4 2 = §

\

STAGGERED INTERMITTENT FILLET WELDING
INTERMITTENT WELDING

P20N12331A

9% WU AfET fAftr &1 ITT (Use of ‘back step’
welding method): afcE™ wifd &t wmr= fe=m &g § < gt
81 A 39 ol &y B gy &1 a1d I a1 ST ST & |
39 Al o | U dT8 & MM T UHTE & HRUI W TP a1 &b
Y $S B b hadi 21 (Fig 11)

Fig 11

BACK STEP WELDING METHOD

F% ¥ AfRET (Welding from center): F% I 18R @ el
P AT FRR I8 R I d19 & WIfa=iia THE & disdl 2|
frafoa aisfar fafr @1 Iua (Use of planned
wandering method): 39 fafy & &% & & L= A 3,
IR P TG H% & TP R W & IR-aR I I fawan
STl 8 1(Fig 12)

WP20N12331B

Fig 12

PLANNED WANDERING METHOD

WP20N12331C

f&pu afw &1 ITRT (Use of skip welding): 39 fafdy T,
35S U T T 75 mm I 34 gt s o 3| ey afe@T
T & 31 THM IR0 & HRU S aral SR fIpfoat &t
1 I 8| (Fig 13)

Fig 13

15
19
17

‘ START

l418l2110]6] '

A-A

AS USED TO MINIMIZE LOCKED UP
STRESSES IN TIED JOINT

SKIP WELDING

gi WP20N12331D

THa gl B g4 & U ITART Ft I qrelt
fapfa ot 57 w1 & forg H19 Fedt § (Methods used for
making the shrinkage forces work to reduce
distortion)

YrT & AT § are¥ fA®1@T (Locating parts out of
position): W<l &I faudld die I Td-I TP [a=qur &t
AR €t o Tt § a1 acs IR difed AR § Wi I& |
e dcg Riged 8 d 78 @i &) ITa! et Rufy & i & |
(Fig 14 & 15)

Fig 14 1 1

WP20N12331E

Fig 15

DIRECTION
OF DISTORTION

PRE-CAMBERING TO COMPENSATE FOR ANGULAR DISTORTION

WP20N12331F

Tpa & fag umT Ht g (Spacing of parts to allow for
shrinkage): 3f@T ¥ Ugal YIT &t & g MaTF €1 T

Fig 16

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

WP20N12331G
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ST & APpad g gRT HFTT &I ol [T & Gia= o srgafa
I (Fig 16)

W-afET (Pre-bending): W-sfET gr1 %5 Amal # Riged
Il 1 T R o1 9hdi |1 (Fig 17)

Fig 17

f'— R 2, -‘W
ll({“(( L

Y

PRE-BENDING

TS UHI 90 B GO WHa- 9 o Hgfera a3 o1 fafikrat
(Methods of balancing of one shrinkage force with
another shrinkage force)

WP20N12331H

3 AT 3 gHH HT TN (Use of proper welding
sequence): I3 d¢S YT P! WaHl & faftd fdgaf iR x@an

Fig 18

AS USED WHEN FABRICATING SQUARE
SECTIONS FROM ANGLES OR CHANNELS

1
3

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

WP20N123311

Fig 19

ROD TO BE

HARD FACED

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

2139 UGl 7 3@ ! Uds R § Jbfeds &U J S-Sl
& dlfs o9 des YT BT G YT Rigps WL ol g Ugel aes &
Hpa- §ai &1 ufadR &I (Fig 18, 19a &19b)

GiFRT (Peening): I8 S1H1 §H & Qi §Tc dce UIg B Gebl
gAY 81 s ) Ficp §, I8 IRAd | 681 81 R Ripe Pl
3o wgfy 1 iR R 81 Fig 20

WP20N12331J

Fig 20

HAMMER

CHISEL

HOT BEAD
(50mm LENGTH MAX.)

(a) NARROW GROOVED

(b) OPEN BEADS

PEENING

WP20N12331K

STau @S (Divergence allowance): Tfd af@m &
TRM W F IY-91Y AR iR SR B & forg wiel ot
Tqf Biel 8, 3T dh-iidh BT IuANT 39 fofg | wiel &1 Ag &
forg fopa e § Wet I & M Wl & oI T P AT TH
TR AT TR AT L& Bt 81 (Fig 21 & 22)

T AT ST UPR &1 (8eh L) & T 3 mm/m

3fefig Urgeft & farg g o1g 10 mm/m

ST BN W, YPpaH I W &) Tal TG & Wi |

Fig 21

WP20N12331L

DIVERGENCE ALLOWANCE

Fig 22

ALLOW 3mm FOR EACH
/ 300mm OF LENGTH

PROVIDE SPACE BETWEEN THE EDGES TO BE WELDED
DIVERGING ALLOWANCE

WP20N12331M
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MEET (Preheating): 381 3R T 3@ A W $T 4T
I =Y § ¢ St 81 3 Weifen ok a1g & frifya gfem
ERT IHAAYdd deg faT o el 8| (Fig 23)

Fig 23

CRACKA

IF THE FRACTURE IN THE WHEEL AT 'A'
IS TO BE REPAIRED. THE PREHEATING FLAME
SHOULD BE APPLIED AT 'B' TO AVOID CRACKING.

TECHNIQUE OF LOCAL PREHEATING

o 3k fibeaR (Jigs and fixtures): 3f&ET & SRME B
! Tet Rufa & wam & forg o oiR firaeer &1 It fasan
ST § | 30T SN B Aes B Apa faqdl o o ek
PReR & Tl HI3eR 9d & 1Y Tdferd fawan Sar 81 (Fig
24)

WP20N12331N

Fig 24

WP20N123310

USE OF JIGS AND FIXTURES TO AVOID DISTORTION

TF-AfRT (Tack-welding): TF I TP BleT dcs & PO
EESEEIRIISIGIN

wel B g W@ H R THH Fe Y F Y 3@ & faw
IfeET | I YR U B & ol I URT aTed Sie o 91y
frafiyd siRTa W & dce T Sd §1 (Fig 25) T8 wiel &1
fFaTeR GRT 18! U ST ST Yahdl §, T8 3 31T 3| (Fig 26)
fa=uur &1 316 & & P (Methods of correcting
distortion): U@ FAford Ufehan &1 uraH & & a1g Hi faeao
B a1 § Fifes faeuu o i e 3 Fafia s gfiked g
21 T T Tifde AT 3R dY & YA &1 I [apfa &
B P 918 QR B o o e 31

gifA® aiid (Mechanical methods): ST AT gRT
fapd I YT &1 Teh U BT IUTIT Ry AlelT fobar ot gpar g1
Ife et o el @1 i 81 fovan S &, df S S
I (q19) feu fom gaiis ¥, it ar Sifdh gry Szaor & @man
S bl B

Fig 25

P =100mm + 16T

L=3T

T = PLATE THICKNESS IN mm

L = LENGTH OF EACH TACK IN mm

WHERE

TACK WELD IN SINGLE LAYER

&

TACK WELD IN TWO LAYERS.
TOP WELD IS SHORTER IN LENGTH THAN BOTTOM LAYER.

WP20N12331P

Fig 26 REMOVE REMOVE

N 4

N —
TACK TACK

% DYd |

CLOSING A BUTTWELD

WEDGE \ REMOVE BY
DRIVING WEDGE
HERE
TACK —\ /

LINING UP A BUTT WELD
TACK TOP ONLY
/ / REMOVE
REMOVE
/ TACK \ \

PULLING INTO POSITION

WEDGE

PUTTING INTO POSITION

TACK WELDING ERECTION CLEATS
AND AIDS TO ASSEMBLY

WP20N12331Q

A7 & TP (Heating methods): fawd UM & R w4
I T T ST B SR MU B U1 B g U § GaT
@ g aelt 9 7 farar Srar B

T TG § DI &3 B TRY H3| T8 THHER a1 70 Uy 3
3{fee gt g1 Afgu|

e Udell Wel 1 g d fhaT SIIdT 8 df 3T U8l IR R Wie

Fea 59 & AYHaEAT - ITST (UISU) (NSQF - RN 2022) - 3nar 1.2.33 A Grafia Rygia 77



BT gRI I3 31 o S wapa | Fig 27 # iy 1T SrgeR
Thos URUT S g I FHHT U J S8 BT 3R TH B

Fig 27

HEAT APPLIED AT X;
STARTING AT CENTRE AND
WORKING OUTWARDS

SPOT HEATING TO CORRECT BUCKING OF THIN SHEET

gfgehT 3c8 & HRUI G aTell fAPTd BT FUR SIS DI WM & 1
TH 10 U2t B @Wie & +1a &1 R0 RIH gifeT gR1 far sirar
21 (Fig 28)

WP20N12331R

Fig 28

HEATED ZONE
(NARROW STRIP)

EFFECT OF
HEATING

WP20N12331S

CORRECTION OF DISTORTION CAUSED BY FILLET WELD

dgiféT grRT dem AT (Straightening by flame
heating): T&% 3{TH fdH{d-ge™ &I dh-d T T &1 IUANT
HAT R TS R R A1 H8 Ay Xarsit & wre ym oy
HAT 3R R T8 TRGA BT | T by o a1t &8 1 |1
HTe 3R B iy 41g Whed & faw 600 3R 650 &3 AR
& s TRA fp a1 ST § STR 3/ gal | S8 fbar Wi €, a1
g SMTaRad gl dl HH FHIe- T § Ul & T & i |

T R & a8 Fig 29 # e T g

g T (Fig 29a) & efd § Aevan arelt Tl & Ue ¥an
1 HFTR Y@M & T e & 1Y TET ol &1 39 fafd &
JUIANT SR TSI I6E GRT I BV [TETU0 DI GR B &
T fopa ST 8, off @i &) 39 R A sisdr gl

T3U-T3 (Fig 29b) Y TTH &3 H, Ut GIR B PIcdl g8 ol Bt
Tt I WY FHSAT BT JuANT foban Sl § 1 78 fafer arg gife
3R wie e & ofa &1 et Ik g1 Ifh Rigs iR Fivfia
fagpfa 3 femmali & gkt 3, sufom I8 faft t wmM fawuur-
B Tel U1 U] ol g

TP SIS (PI-SRRARM) BifeTT H, (Fig 29¢) TH Th gaR &l
OR &= aTell &1 Xa1sil &1 U Siel & a1y A gl g1 39 fafdy

&1 ST 1R A B R 3 3 for fmar s 31

Wic gifeT H1 (Fig 29e) TH T=R & MHR & &7 W gIe AN
il 3, SR g Il ohe & gl 1 9l 1 R 7 & fog
Iuant Bl

S gie gifeT (Fig 29f) FT SUANT ad fasa ST § o7d Ueb R
& 7 iR fa=uur gian 8, iR &7 ) I d19HH WR TTH Rl

Fig 29 a. LINE HEATING

Yyvy

b. PIPE NEEDLE HEATING

AR
O N

c. HEATING IN CROSS
DIRECTIONS

Yvy

YVYVVY

d. SPOT HEATING

e. TRIANGULAR HEATING

=

f. RED-HOT HEATING

D

METHODS OF FLAME-STRAIGHTENING

3R 38 gUIe I diea 3rawasd € THhdl ¢ Tg Y urgeH
R BT SR §9 el g

Y@ ITER (Thermal treatments): fA&U0 &1 &7 &
& forg, fafte yrfa Iuar fove S 81 374 1hidie oik Uike 3
yie SUER WA B

HEFET (Preheating): 3MHIR R W J acs Riged &1
1 STt 81 BfeRT & SR Jos & dRdfde AU I Ul 9l ¢ o
R-EIT St Y gaen & 200 &30 AfRE W ugd ¥ TRA
T U SISt & 30% W 9 $of Y gl

TG | e (Stress relief): H3 W@l § ISHE BT UAT
ot fufa H o @ ugd iR fawfa &) fasia 819 3 A & forg
Tic a1 T8 IR ¢ | e H Ay aar a1d gH=m
TPt SfafRTE 1l gRT Hferd ghe ¢ | At drrawd Wrht &
T 93 oW &) Axfiiepd fobar S §, oY 3rafRiy o+ &1 T
T I I BT, o 7 fapfa Uer gt w=ff 9 v
JcE TG ¥ 8d U UHR fhuad SR gHA ard YIT &1 et
ATt It dT & fo 9gd Aeaqui g

WP20N12331T
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FWF 919 ¥ Aed (Vibration stress relieving): I8
qPbIh dTSHT Pl B HIP (AU Bl HH BT § | STHI
T TR IR TSR AN 3, S I F 7S A g1 A 3, IR
TH AT TCHHRR, HF HieR B T &Y AT B,
B & ghs & oY U [orga $fqRT db uge deb 3qf
firs g1 Tohdl 81 99 Ths Pl I 3AY b T HHH B Bi

AT & S @ S 61 & ThS & o b ey H e S B
AR R T8 10 ¥ 30 e ao g1 g | 10 fafert &1 Juamr
FRPB 30 ¥ 50% I AT Td J ed et g1 57 UBR
TP HIC TR TR SO S(aRIY 16l BT Hgferd bl g, 3R T8
3ifdepd Bl B
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Ffieca 159 & AgHaaiiT (CG&M)
des¥ (U1sU) Welder (Pipe) - af€T ao-ite

3T 1.2.34 A i Rigida

3P AT & I FRUT 3R IU=R (Arc Welding Defects Causes and Remadies)

JET: ST IS & 3 | 31T Ig O Fbil
o 31 3es sl A fafa Aes ot & =mH Fand
* 39S Y &I uRuTia 3
« 3¢S fru U SiEl WR Y & gUTa Y 9ard
« gTEYt 3R 3fiafve gl & dt SiaR H

uf¥=d (Introduction): T& At SIS &I dldhd o Hed &1
e I 3fie a1 ITP SRIR g AT Al IS S | B
I A B, A SIS MYR U1 T FHASR g1 AT 3| T8 Wbrd
T

dl U Oolgd A1 3w dcs B 99 ¥9 ¥ WA dg, 99
EliEYy

3es qiu/gfe Ft akumar (Definition of a weld defect/
fault): T IV 7 GIY 98 § Off dUR SIS & TGS HR &I
AT B3 TT d6 B B AR ST o 2

ds qiu/gfe & wuTa (Effects of weld defect/fault): o=T
SIvgu AT e & fafoiad §R wHa gifl|

- 99 Hed $I U HieTs B B offdl gl

- TS P d1hd BH g1 Sl

- Oyl ¥ie 3 HiCTs HH gl 9 §

- 18 TR e ge Se, R gefertl €1 Wl 81

- 39 Hed & 0T 95 S|

- S SAGEIS DT SAIDH T Bl & forarl e 1 arTd ot
il

- oY SR ARl 3t Saiet

- IS B! IufRUfY e gt

i e I SISt W I THT STAHT, SIS F F=-/R16 & g
I ¥ Ugdt SR TP GRI GHRN IR TEHTA 3R HRATS
&1 ST A1 T Afe Y Usel 81 81 gob g dl dfes T & oG QI Bl
31 HRAGURA & e Iferd HRATE B o A1yl

IS Y A FEARIB 3R TEHIURA P 1T B T8 BRars/Iurg
&+t T Iurg HET S B

@ $ IU IS TN J FTTRIGA B Heg IR I&hd § AR $S
I UEd W € 8 I AcS 2V Bl SIh/JURA T g HR g
gl

80

ITS QY &1 &l XMHPI & Sl T S Hehell |

- Wiy

- 3RS a

d QY S 7Y 3@l § U1 e 9 & Y W TS a9 & 9, Al

YR YTg P Tag W T NS Bl oIS P RP 3@ o THd &,
STeY) Y HEad g |

33y, N 3cS 1S F 3feR AT 3MYUR YT B g & 3fex U g
g 9IR oI 7191 il a1 o § & &1 o Uhatl ©, SHTAR® ay
HEad &

dts AW H A $© 963 AN €, O i AN ¢ AR P AW
O RR, < B 3R TR, T GHARH, Uit shiel | ofg
A B BT TS S8 3R Sfafes At arol & &9 & g
9183 S (External defects)

1 3fede

2 R

A g SR TR

T qHTARA

TS We frae T

AP I/ TS HR BT des / AHAMAD e dIul
AP SHATATI/T P! SHUTTG HICTS/ ST HRUT
3ERT T UACH / UACKH BT SHIT

9 3P S YT

10 3ffaReig

11 9Had

12 A/ oS BT SuRRUf

13 8i¢

N OO o b~ W

o



3idf¥® IV (Internal defects)
1 &R

2 i gl SR Tera

3 <l gHAYA

4 TS DI HHI

5 %C USRI &1 3HTd
6 SfiaRke dH1d I did-3U d-1d g1 Gafid SIS |

3T AfeET # Sy - gRuTHT, FRUT 3R ITER (Defects in arc Welding - Definition,

Causes and Remedies)

IERA: TYUIS & 3fd T 3119 Ig S Habil

« 31 s fpU T Sl # AT 3T SNl Y gy B

* 7S Il & HRON, ITART 3R JURY HT g0 B |

e @i I 3= 3cs § A U Y deeR Jds, JHH T4,
s dISTE, 3Bt UACRA SR HIs GV 81 gHTl|

TS SIY Pt gRHTHT (Definition of a defect): T A¥ a8 §
S TR SIS &Y A A (HR) BT I B B 3AfT
EHEGIE

3cS IS & HRUN 7 37 B TTerd B ot a1y U1 vl §

A JUTI B T 8

a AfRT ¥ U 3R IS IRM IR PRAE Pb ST B
BT

b €T & a1 Usd A 81 Bl gob fobell AN B Bleb A & g
F3 GURTAS HRATS HAT|

3f8¥Pe (Undercut): I & | $T 3l & We Jed § a1
genya@aro=al (Fig 1,2 & 3)

/( UNDERCUT

| ?

TEE-JOINT FILLET WELD

Fig 1

WP20N123411

Fig 2

UNDER CUT

UNDER CUT

A SCHEMATIC DIAGRAM OF UNDERCUTS
IN FILLET AND BUTT WELDS.

WP20N123412

Fig 3 UNDERCUT

SQUARE-BUTT WELD

WP20N123413

PR (Causes)

- & 9gd SfUs

- Igd U 3T qHITS BT IUANT

- dfET I Tfd Sgd o

- AR dfeET & BRI ST BT SHlaRgHeT
- QU SAETS RN

- T1Id oIS Il
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3UdR (Remedies)
a faR® H1EaTs (Preventive action)
G B
- SfawEdes
- TR AT I T IuENT T Wil ©
- W TS TS T T o ST &

- ZAAIS P L IR BT TS bl ST §

b JURTHP HIEATs (Corrective action)

- 3fESIHE B HRA P AT 2 mm o IATENS BT YT TR
I & I R U Uael fETR st o |

Fig 4

OVERLAP

OVERLAP

SCHEMATIC DIAGRAM OF OVERLAP IN FILLET AND BUTT WELDS

WP20N123414

3faraAy (Overlap)

U 3MaRAY d Bl ¢ S1d geiae s 3 fUeell gaiT o et oTg &1
Tag WR o1 e fop vrarfed g1 §1 (Fig 4)

PRUT (Causes)

- PHYEE!

- it 37 e @ Tl

- T S|

- 9gd 981 AN dTell AT IS |

- B BT & SO SAaCIS TS P (oY Hallg B AT BT
ITIRT|

JUdR (Remedies)
a f7aR® $RAE (Preventive actions)
- el e Qi
- 8l M1 I B |
- 3 B TR T
- YT P HICE & TR U I SIS |
- 3AIS BT I IR
b JURTHD PRATS (Corrective actions)
- fo T sisR@e & UIgS I iRy Bl ger ¢l

AgId 3R [LHET (Blowhole and porosity)

Fig 5 POROSITY

N\
/

BLOW HOLE

POROSITY

BLOW HOLE

0 BI I1 7 UTdhe SIS & 3ieR U1 IeE B! Idg R U a1 AN
BTS¢ 8T & Ot T B & RO SNl & | G4l I B g
IR T B8 & HRU g aTet Y& &1 &1 ta 998 g1 (Fig 5)
PHRUT (Causes)

HT P YAg W AT TAICIS TaT8 W g uardf / ot 3t
IufRUf, Sl a1 Saidele Al § I e &1 IarRufd | e
Tt Tig! & S Tl g8 THT | AT UTg T oont I ST | faR
CARIGGRETE]

3UdR (Remedies)
a f¥arR® $aE (Preventive actions)

- [dg 9 A9, ¥, S, U, A onfe ger <1 aTen ok g|
TATCIS BT YA DY | 3 TIRI-Ad SAGIS T TaNT
B | T DT Y § |
b JURTEP HILATs (Corrective action)

- 3R I & 3fcR A a1 TYAT § af &F B TTH B
3R fhR ¥ I8 Y| 3R U8 g W g al 39 YR R
Y@ P Al

WP20N123415

Fig 6 SPATTERS

WP20N123416

BT (Spatter)

Bl YT & HUT ST ATS F 1Y AT & GRM 3 Y d1eR (vt
ST § SR SR UTg BT ¥ BT UIe dd 8| (Fig 6)

PRUT (Causes)

AT B 7gd 31 1 7o ydiadr (DC )1 e 3mdh 1
TNT | 31 T CHT | ST UaTg dfdd Saagis |
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JUdR (Remedies)
a faR® $1EaTs (Preventive actions)
- Bl BT BT FXIATA DY |
- & gadr (DC) BT YA B3|
- 3T B AG! AHTS DT IUUN Y|
- W HAFH-PICS SACIS BT YA HR
b JURTHP BT (Corrective actions)
- oo ard 8UIS 3R IR SR T IUUNT I Bl gl

27

L |

EDGE OF PLATE MELTED OFF

L |

WP20N123417

we &1 fHRT fUree a1 (Edge of plate melted off)
e &1 fhRT frgd o ¥ A9 3R HIR & s & &) g @
ST g1 AfG we & fB IRl & ¥ T o1 $1fies faan g g,
forTes URUMRERET T 1 HicTs SUaie gl 8, o 39 Wie &
fFTR &1 <1V FT 1 &1 (Fig 7)
PRUT (Causes)
- 98 PR & SARIS DI ST
- RS HC BT ITANT
- TARCIS BT A XWR AT SAFCIS DI s g |
JUdR (Remedies)
a faR® $REaTs (Preventive action)

- TE IATBR & oS BT TG BY |

- TE P YT B

- ZIACIS BT el XY YT Y|

Fig 8
SURFACE CRACK

CRATER CRACK

A DEEP CRACK

UNDERBEAD CRACK
DIFFERENT TYPES OF CRACKS

WP20N123418

Fea 59 & AYHaETT - ITST (UISU) (NSQF - RN 2022) - 3nam 1.2.34 A Grafia Rygia

b JYRTHS HIATS (Corrective action)
- e Pt AeTs dem & forg ifafed I urg oA HY |
@R (Crack)

TS gORATS YU ¢ 1 97 1 9de § 3R des uIg a1 Jd o1g
& 3 Ueifa g ] (Fig 8)

PR (Causes)

- SARIS BT ITAd I

- ¥HAHd 919 &1 JurRufd|

- T Gafd S|

- Aol 2de|

- 3ffud AfeET ddbHIh/SIHH|

- TR T |

- OIS & U SR Ure-gifeT i srgufufal
- 9 AT H D Jehr |

3UdR (Remedies)

a faR® $RaTs (Preventive actions)

- PR, PR ARA, HfeuH MR 86 P L W
R 3R Ue-gifen &t ot =nfgu

- PH TIRGINH SAAIS Bl TG PR |

- dR-gR suET AR

- &H U & YANT $HR |

- 3fod afcET aoh-ih/ S hH &1 JUART B |
N (Cracks)
b JURTHP H1eaTg (Corrective actions)

- I IR IR o foTT U BICT TeRTS O, RR 1 TRRTS
TH ER P A aTelt &1 BT TN HRap V ATel o 3R
ST TRSIoH 3Aders Bl IUTNTT ISP (T AT &
@ Uge A 7T B o B e Y | e Y eR-¢R 3UeT
Eyl

Fig 9

INCOMPLETE
PENETRATION

WP20N123419

[}
w



- SR/t g8 aRRI & AT ERY &1 TERIS T TS B

3R FHH gIESIoH SAdCIS BT YT TP R T IS
B3 (Tfe e g1 dl Ugd o T &vah) | Sifd &t efiR-eR
3UST DY |

3[¢RT USRI (Incomplete penetration)

TS B F¢ ab Ugd 3R TS B & Q78 e YT Bt [athera|

(Fig 9)

PHRUT (Causes)

- IR 3 TR 5gd Ybivf - HH Jad B

- ofeET @t 71 sga i 21

- Y8 Wi & FC I B! AT & R P-81d BT IWRWG
ERACRISIGIE]

- HADCI
- S N FT YA SAd IS |
- T XA T B § UR St qeeTs A1 e
- SAHRIS BT IAd B
- T we Y|
SUdR (Remedies)
a fYarR® $RaE (Preventive actions)
- 8 fFR 3 TR &t SR B
- 99T P TG HI0T 3R A e T IR HI |
- 3AaCIS & el MBR BT YT I |
- e AfcT T Bt sTaRawHar B
- REC T P aRM @ Do oL 3G |
- ! IHH AT TP g |

Fig 10

WP20N12341A

SLAG INCLUSION IN BUTT WELD

b JURTHS HIATS (Corrective actions)

- T¢ IgY 3R 3N PR Iy P o Sige & T Bl
TSl X 3R € Bl Sge & -1 Bl R J 5 B | Th
T 3R OU Ufe 1 I & U IR I &1 W I ¢ 3R
S & fhR A WS 2

T JEERE (Slag inclusion): @M@l a1 37 R-41fdd
I8 Inf dee § v TS B 1 (Fig 10)

PRUT (Causes)
- T fR B TRt

- % GHY AP HUSRUT & HRUT AU Ui HIcS Saacs
Eakepuinl

- 3D PR
- O o P AT |
- 3ffud afeET dadHIb |
- A AT § UAP I B S IBTS |
JUdR (Remedies)
a fYaR® HRETE (Preventive actions)
- R S AR BT WA B
- TR DICS 3RS D gl UHR BT ITANT & |
- 3T DI gl AHTs BT IUIAN B
- OfeST DI HEl Tbilh BT SXAHTA DR |

- A AT H UdF A Bt T RE Y THTS A
Gyl

Fig 11
NORMAL EXCESSIVE

REINFORCEMENT REINFORCEMENT
~ ~

ACCEPTABLE
CONVEX FILLET WELD

EXCESSIVE CONVEXITY
OR OVERSIZED WELD

NORMAL —
REINFORCEMENT

— EXCESSIVE
REINFORCEMENT

EXCESSIVE CONVEXITY OR
OVERSIZED WELD OR EXCESSIVE REINFORCEMENT

WP20N12341B
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b JURTHS HIRATS (Corrective actions) - IfET BT i il

- TE/AdE W EHRTH S U IR IR P AG AN DN - @ B R P A R ) 1 Suhn S I Ted
BT IUUNT HIP T IY &F P THHR 3R R F Shghr T A

&1 &1 S A FH & AN BT g oy e org 31 1 ) P e o o 21
ST T ITAT &% SR R T I H
- 3AENS B IR T T T R R

3fere I«adr (Excessive convexity) (Fig 11)
- W Idgl & A orfd saaes S|
Y N BT NaRUTZS IS T AATeIb Jealdur Ht HeT Sirar

1 7 SifaH Ra/mafa 3 & w3 7 sifafad 3w urg 1 SUER (Remedies)
orafie wHAwAT /omatE e B Merd (Excessive - TRl @1 Pl

concavity/insufficient throat thickness) - SEdl

It I YT HI I A UReHT IS Ao fFA S 8, MA® - sromm/Siid sis 31 Surf|
& ol &1 B areft YT & A BT 3, O 39 SV &I i

YD FC YA
Sfadad! a1 T &1 ST HieTs wel oidl g | (Fig 12) s

PR (Causes)

AT F AR TS F PR A SIS WHRA| Fig12
i A

WP20N12341C
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Ffiea 159 & AghaaT (CG&M)

3T 1.3.35 A i Rigia

desv (UrsU) Welder (Pipe) - Wed &1 aesfaferdt

ursy 31 faflRipar fafis R & ursy Sist ursy afedw, fRufa ik ufkar (Specification of

Pipe Various Type of Pipe Joints pipe Welding, Positions and Procedure)

IERY: Y UIS & 3fd T 319 Ig o Faod!

« Jes U T UIEUY & ) B e By

- gy AfET 9 faftr faftray &1 Swei@ #ifsre

* UISY SIS & UPR 3R Ursy AT fRufa #t sarem &31
« '"1G' fufa # urgl ) AR FH & faftr &1 aofa #31

ursul @1 fafkmwar (Specification of Pipes)

. TS UEY T 5HP] SR AHHH A1 (T7) THAT STed orE
(OD) gRT |14 SIdl 21

o T AR UIRY MHR (NPS) & =0 # it Iwera fovar man
gl

o TIST BT IYTNT AR R B ufgear & 7% a1 avet yarf
¥ uRag & foru fovar Srar g1

86

IS AR TR T ST & 7T SUTNT o o & 31k 59
TTe) A R UrRY & FU H 3HD! IR P Hies S U H
afofd feram S 2

URA A6 1161-1998 & UR, I8 AHHH §d & Wid
e & w0 ¥ iy B, ok v, ey ok Ui o & dsd
mm & 183 & aTel AT ¢



IS 1161:1998

|

TEATHS Ie24l & fore wa el & e rR 3R 7
(@€ 3.1,6.1,6.1.1 3 6.1.2)

Ul | NE | O | Tiers | Sg9E | B | 3iake Tdg WS | Aruie | ufywor | ufyywor
fos | amR ARA | T [ qeq | aiaiee | T | @1 | I e | @ B
@1 SFUTT L2k
PEL]
mm | mm (3) mm | kg/m cm? cm3/m | cm®m | cm3/m cm* cm® | cm(12) | cm?
M | @ (4) (5) (6) (7) (8) (9) (10) (1) (13)
15 | 21.3 | A=A | 2.0 | 0.947 | 1.21 235 543 057 | 054 | 0.69 0.47
A | 26 | 1.21 | 1.53 203 506 069 | 064 | 0.66 0.44
fep | 3.2 | 1.44 | 1.82 174 669 468 0.75 | 0.70 | 0.55 0.42
CRECAN
20 | 269 | U= | 23 | 1.38 | 1.78 390 700 136 | 1.01 0.87 0.76
A | 26 | 156 | 1.98 370 845 681 148 | 1.10 | 0.86 0.74
3fs | 3.2 | 1.87 | 2.38 330 644 170 | 1.26 | 0.84 0.71
oER
25 | 337 | U=l | 26 | 1.98 | 254 638 895 309 | 183 | 1.10 1.21
AEH | 32 | 241 | 3.06 585 | 1059 | 857 361 | 214 | 1.08 1.17
3fep | 4.0 | 293 | 3.73 518 807 419 | 248 | 1.05 1.11
TeER
32 | 424 | A=A | 26 | 254 | 325 | 1086 1168 | 6.47 | 3.05 | 1.41 1.98
AegH | 3.2 | 310 | 394 | 1017 | 1332 | 1130 | 762 | 3.59 | 1.39 1.93
fers | 4.0 | 3.79 | 4.82 929 1080 | 899 | 424 | 1.36 1.86
CRECAN
40 | 483 | A=A | 2.9 | 323 | 413 | 1418 1335 | 10.70 | 443 | 1.61 2.59
AeH | 3.2 | 356 | 453 | 1378 | 1517 | 1316 | 11.59 | 480 | 1.59 2.54
36 | 4.0 | 437 | 556 | 1275 1265 | 13.77 | 570 | 1.57 2.47
CEEAN
50 | 60.3 | I=F | 2.9 | 4.08 | 523 | 2332 1711 | 2159 | 7.16 | 2.03 413
aeEH | 3.6 | 503 | 6.41 | 2213 1667 | 25.88 | 858 | 2.00 4.02
s | 45 | 619 | 7.88 | 2066 1611 | 30.90 | 102 | 1.98 3.92
CRECAN
65 | 76.1 | I=A | 32 | 517 | 7.32 | 3814 2189 | 48.79 | 12.82 | 258 6.66
AeOH | 3.6 | 642 | 820 | 3727 | 2391 | 2163 | 54.02 | 1420 | 2.57 6.60
s | 45 | 7.93 | 101 | 3534 2107 | 65.12 | 17.1 2.54 6.43
CRECAN
80 | 889 | I= | 32 | 672 | 861 | 5343 2591 | 79.23 | 17.82 | 3.03 9.19
A | 4.0 | 836 | 107 | 5138 | 2793 | 2540 | 96.36 | 21.68 | 3.00 9.00
3fed | 4.8 | 990 | 127 | 4936 2490 | 112.52 | 25.31 | 2.98 8.88
TeER
90 [1016| I= | 36 | 870 | 11.1 | 6995 2964 | 13327 | 26.23 | 3.47 | 12.03
AeEH | 4.0 | 963 | 123 | 6877 | 3192 | 2939 | 146.32 | 28.80 | 3.45 | 11.91
3% | 4.8 | 115 | 146 | 6644 2889 | 171.44 | 33.75 | 343 | 11.76
RN
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IS 1161:1998

T ST | T e | o |
HHEAT ; Cad) YHUT
M BT 3qunT | B Gl
PEL I B
caken]
mm | mm (3) mm | kg/m cm? | cm¥m | cm®¥m | cm®m cm* cm?® cm cm?
M | @ 4 | ©® (6) (7) (8) (9) (10) (11) (12) | (13)
100 |114.3 | =M 3.6 | 9.75 | 125 | 9004 3363 | 192.03 | 33.60 | 3.92 15.36
HYH | 4.5 12.2 15.5 8704 3 306 234.3 41.0 3.89 15.10
fed | 5.4 14.5 18.5 8409 | 3591 3 250 274.5 48.0 3.85 14.86
ESEME
110 |127.0| = 4.5 13.6 17.3 | 10 930 3705 325.3 51.2 4.33 18.78
HYH | 4.8 14.5 184 | 10819 | 3990 | 3686 34458 | 54.27 4.32 18.69
Db | 54 16.2 20.6 | 10599 3 649 382.0 60.2 4.30 18.52
ESEME
125 [139.7 | =M 4.5 15.0 19.1 | 13410 4104 437.2 62.6 4.78 22.87
HYH | 4.8 15.9 20.3 | 13287 | 4389 | 4085 | 463.44 | 66.35 4.77 22.76
YD | 54 17.9 22.8 | 13043 4047 514.5 73.7 4.75 22.58
ENEME
135 | 152.4 | =M 4.5 16.4 20.9 | 16 142 4 503 572.2 75.1 5.23 27.37
HYH | 4.8 17.5 222 | 16008 | 4788 | 4484 606.92 | 79.65 5.22 27.25
YD | 54 19.6 25.0 | 15740 4 446 674.5 88.5 5.20 27.05
ENEME
150 |165.1 | =M 4.5 17.8 22.7 | 19128 4902 732.6 88.7 5.68 32.27
HEYH | 4.8 18.9 242 | 18981 | 5187 | 4883 777.32 | 94.16 5.67 32.14
US| 54 | 21.3 27.1 | 18690 4 845 864.7 105.0 5.65 31.92
ENEME
150 |168.3 | =M 4.5 18.2 23.1 | 19921 5002 777.2 924 5.79 33.56
HOH | 4.8 194 247 | 19771 | 5287 | 4983 824.78 | 98.01 5.78 33.42
URY 1 54 | 21.7 27.6 | 19473 4 946 917.7 109.0 5.76 33.21
HRI2 | 6.3 | 25.2 32.0 | 19030 4 889 1053 125.0 5.73 32.85
175 |193.7| H&EH | 48 | 224 28.5 | 26 606 5781 | 1271.71 | 131.31 6.68 44.63
YD | 54 | 25.1 32.0 | 26260 | 6085 | 5743 1417 146 6.66 | 44.36
geldaR | 5.9 | 27.3 34.8 | 25974 5712 | 1535.2 | 158.65| 6.64 41.11
200 |219.1| HYH 4.8 254 32.3 | 34454 6578 | 1856.51 |169.47 | 7.58 57.45
s | 5.6 | 295 | 37.5 | 33930 | 6883 | 6528 2141 195 7.55 57.02
gueR | 5.9 | 31.0 | 39.5 | 33734 6 509 2 247 205 7.54 56.86
225 |2445| & | 59 | 347 442 | 42507 | 7 681 7 307 3149 258 8.44 71.21
ENEME
250 [273.0| Sftd | 59 | 389 | 495 | 53557 | 8578 | 8202 4412 323 9.45 89.30
ENEME
300 [323.9| 9% | 6.3 | 49.3 62.8 | 76 073 | 10177 | 9775 7 992 493 11.2 125.44
ENEFR
350 |355.6| Sifed
delfeR | 8.0 | 68.6 87.3 | 90533 | 11173 | 10663 | 13 111 737 12.3 | 151.29
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dee S UTSY oS (Welded pipe joints)

@, T, arht onfe & ufaga & oe Tt TR SR SHRI &
UTSUl T 9gd S TN fhdT ST 81 JTHT JUANT HaH,
Roprgafal ok Senfie Toat 7 ugfti Ren & o off 9
IR W g S 21

dTS S UTSU & BTG (Advantages of welded pipe)

T30 SIEIR g 3R 31efig urgell 8iR 3a! firy ergefl ¥ a9
1A 1 37 U Fafeiad ®rg §

- Y fed ° gUR|

- YERE[E Jfed ATd # A ged|

- S8R ydTg fagrwarsit|

- TP PG & RO go § HHT|
- 3! IURRfd|

U13Y 3feE Ft fafr (Method of pipes welding)
3 g1 UIgY AT % e Fafired 8
- Ui 3 afedT

- 719 Hed o afegT

- TS 3T AfegT

- PIeH 3 AfeET

PIa 3Mh AT B BeHR 37 I AR &7 IR W
IUAIT fhar ST § 3R AfeET &1 fded Uy & MR 3R
IGF 3T R Rk Brar B

U137 WSl & UPR (Types of pipe joints)
1 §Tolig

TS

oy saTEe (fig 1)

ol Sitg

BLPEISS

ESEREERES IS

7 Y SIS (Fig 2)

8 ®Igt (Elbow) S (Fig 3)

o A WN

|/

T-JOINT

N7

COMPOSITE JOINT

BUTT JOINT ANGLE JOINT

LAP-TYPE JOINT

WP20N133511

PIPE FLANGE JOINT

Fig 2

WP20N133512

Fig 3

ELBOW JOINT

WP20N133513

T3y 9¢ SISt @t AT (Welding of pipe butt joints):
M IR W URYT 3R aEl J Sisl &I [@g & 3k J IS el
T ST WhdT 81 SURNT U3 AfET WReT = et & U8,
T i B e, &fas, awad 3k SHust wf fRufeal & afegn
H B g =R

3 it et &1 IUTNT gl @Y Acs R & o forat ST g
TSy afcd™ &1 RUfT (Fig 4 & 5)
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Fig 4 \

Q)

1G POSITION
PIPE HORIZONTAL ROLLED
WELD FLAT (£15°)

ROTATE PIPE AND DEPOSITE
WELD AT OR NEAR THE TOP

o616l

15° | 15°
e

2G - POSITION %
PIPE VERTICAL WELD HORIZONTAL (+15°) %’
PIPE SMALL NOT BE ROTATED DURING WELDING. §
1 G - Hie () fufa & urgy Icg arft urgy & srer sl &
IR Bl
Fig 5

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

PIPE SMALL NOT BE ROTATED DURING WELDING.

(5

6G - POSITION
PIPE INCLINED FIXED (45° +15°)
WELD FLAT, VERTICAL, OVERHEAD

PIPE SMALL NOT BE ROTATED DURING WELDING.

2 G - afas fUf & ursy 3cs gl usy ot 3ief SHIA & Trad
gl

5 G - wie (Ff¥a) fufy & urgy Ies ot urgy &t sref snfia &
AR &1

6 G - ursy aes (Ffdya) fRufa & <nfira & ot urgu ot srer &fast
IR FeafeR G @l & i g1

e SISt P AT & GRH UI3T & Wbl &

1 qeh! a1 garn T (1G f&fa)

2 &S (2G, 5G 3R 6G ffa)I

3T R UIRY §¢ Siis! &t afedT 1G fufd # fads grR ot o
Tpal g7

a Jad JexH fafy 3R
b Wusky fafd|

WP20N133515

1a UT3Y AT b grRT (16 fRUfa #) fFRaR ez
faf¥r g_T (Pipe welding by arc (in 1G position)
by continuous rotation method): ISt ¥ §c Siis!
F Taores AT Uz & RRY 3t 9t TRt oIk Ies
fohT I arel oS &1 WrauTigde Sriaelt o ARk et
B gRfa & & g ok T ¢ Y el tagie A §
IR U T 7

PR ) T R | T BT 3R WIS gRT 937 35° &1
PV IR B | Th &¢ By 1.5 ¥ 2.5 mm UgH a1 ST 8

AfET & fow ursw Ve FHAT (Setting the pipes for
welding) : 4 B I g a1 ¢F & 1Y UH 1Y IS DR
3R T¢ By SHAYE @ 0.75 mm & sRI&R g1 A1 V
AT T AT TR ¢S ST Bl JUIE B Ty et Bl Wt
28 U 9 1 e fpar ST AH |

1 2.5 mm FerRa saars iR 2 T & [ 3.15 mm
T3 SAIS BT IT DR |

Ugd I & fo1T 70-80A 3R G ¥ & W 100-110 &1 e
I B

AfcET &t ufoha & w0 & Sr¥aelt B gud| (fig 6) AfET 3
& AT B! f3xm o Traad ok awad ¥ 10 feht & o & &=
T ¥ g Fig 7 (3TUC UDHR ThIA BT SUTNT )

.
- .
A

A - O.D. OF PIPE
B - I.D. OF PIPE
C - BEVELLED EDGE

TACK WELD

WP20N133516

ROLLERS

Fig 7

WP20N133517

- o B MY gd Fm F U AR R AHH B aHWIE DY
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JYRIHE HH W | 908 BT ORI W Hifch UBU DI RR AT - UI3Y &l q9 dob e o ab S Tl &1 7L fig TDC R

J A3 T Y YA ST 81 T8
- TP TSRS P FCPIIFCHI TP USTA - b W TR DY 3R &R (i) T o 6, ) o
FAHR g | 1R & fore 3R gy fHR! & Fagd & U $RA & forg
- 3fee T & T e Bl 1 guf Yorg U R & IES-2-H1gS S 31 fRufet 1 ST
forg Jegm @t 7Ify ) TERIIE B Y - 60° TTHe | Ol I &1 R 1|

- SR E AU 3M1d § T 33T ¢ 38 ¢ & SR AcS A B Fig 8
3T T UTEe W ISR BT JHHH & gdl g

- TRT S IAN IR R | TS ToH B & aed bR
TR WS I YRIGT B & fo1T A 1 T1fd DY FHEITT
DY | eI DI AHAT Sl & fbIR & Uy 1t gL
Gy

1b WUSHT AET GRT TS UISY 9¢ &1 AfST (IG fRufa arit

ﬁ%ﬂﬁm) (Welding of a pipe butt (IG position i.e. by

WP20N133518

rotation) by segmental welding) Fig 9 10° s
- URY & BRI &I 2.5 mm & Fc AU & Y 35 F 40° F Y
PR 93 fobar ST B
- UEA P dRE UTSY Bl T3 B 3R STe dHI 'V sdllh R
Jare B3| (Fig 8)

- 3T P 210 3T Y (TDC) ¥ 10° R KEH B 3R FC
T SHT B | ¢ Bl & Joadd P UTd B & fore T B
TS T BT TART B3| T UAeRH HI FRfd & & forg
I &1 Tl DI FERAIT B (Fig 9)

. 60" b W WS P IS BT A, A A e
TATKRIE ¢ ohex o 76 9§ 9 |

- RS9 d% Rt o de [ Te BT 3id TDC | 10° R "Weroe A
T 3T Y| /

- fIed I T & dd A 3 W YR B 3R Tdh I Jd
I B

- TP 3R 60° TS d H | (Fig 10)

- WF@ﬁWWﬁa@TWQ@| WELDING SECOND SEGMENT

WELDING FIRST SEGMENT

WP20N133519

WP20N13351A

Uty afed 3R ufsear (Pipe welding and Procedure)

IeRY: 3T UIS & 3 H 319 Ig S Faod!
« 5G TS # Urgy AfRT & fafts adie! &t aren &3
« M.S. ¥ af&Ew fFafar @1 aaren w3 | fhes (5G) TSz & 3% §RT UISY 9¢ Hige|

o9 off IcE fPU Tl TR U B AR AR SN Aearg Ao ot oy UTsy afe ureie o afed % SR urgy by faeu
TSl B Bics H I H1 VA R IS [PATTHI g, T35 9l 8, 2G 3R 6G TSR § | fg Ies fpu oM aral Ffdya urst
fafya fRufa ¥ I fpar sraT 1 afe Rfq urgm srer AT 8, @ ) 43 iad © oY 39 R &Y 2G FRufa wer wmar 81 afe fRR
afcgT fRufa &1 5G fRufd a1 Srar 8|
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UTSUl BT g &Sl 3R Seaier Gl ©iH & T 45° R @1 g
g o IfET fufa o) 6G fUfy weT T 81

5G TITH # T UT3T §¢ Sise & Ryfifad e T s
a1 o gpar g

faftr 1 (Method 1): TEU SIS uRAI ST A, B, C iR D & &1
o IR fRufert & fauTira foar mar 81 ugd WA 1 1 ¥ 2
T Tete fRufa o 3iftres a1 1 A fpar T 31 R Wi B Y
3aRes fUfT T 3 ¥ 4 I I fHAT AR AT UFTC 3 ¥
2% 3R R UFT D 4 ¥ 1 9o g fufa o aes faar sman
g1 (Fig 1)

Fig 1 A

WP20N133521

I8 Heayul § & Ifud e ew ghfdd v & forg afegn
SHTIRTH & GRM U Ayl 5 SH11 @1 oY | 1Y 81 Soiae s
P! FRUf AR Feerd! W8l ¢ i SIS ¥ag gHEaR gl & |
UG SfAIE], TIF de g It A, B, C 3R D & L33
3R 3id Sl  farar 51T 8 afer 3 e R & Ty fiya |

fafr 2 (Method 2): ST ! S8 URTY &1 TH TS HI ae 12
SRR HIT # fauira fpan siran 21

IS &1 XY 12 oo & fRUTT H § 3R 2 6 9o o RUT H 81
(Fig 2)

Fig 2

THE IDENTIFICATION OF THE WELDING POSITION AROUND THE
THE PIPE JOINT BYTHE NUMBERS ON THE FACE OF A CLOCK.

WP20N133522

I 12 991 ISt B! FRURT J = S 6 ! uSt Bt U T a1
3R Taad I Bt R ST g1 fFR 12 a1 T 6 oot I R ¥
12 3R AT 3 91t § (Fig 3)1 59 fafyr o) s34 fow fafy
HET AT § 3R AR W 3 ¥ 4 mm &1 AR Aiers arait udait
SarY aret urgTl & forg IuinT far Sar g1

Fig 3 START

WP20N133523

faftr 3 (Method 3): 3% 6§91 ¥ 12 591 & f¥Ufd & ugdl 1§
3R 3R R 6 a0 F 12 71 ) fRURY F 1€ 3R & 1 &l
2 (Fig 4) 39 faf¥r &1 srufed fafy a1 aféear s fafy et s
21 39 3ufed fafd &1 ITaT 5 mm 3R ITY 3ifers ar ot
TieTs & UI3Ul 1 Acs B P fog fobar ST B

Fig 4

WP20N133524

2G fRufa & afas urgy A st 43t & Iy dwad g1t 8, &
13Ul 1 SeA aTaT dcs oivs ifast fufa & giar 81 ursy & IRt
3R 9es foar s =gl (Fig 5)

6G TSR H 3T IR R fHl T fAfY o1 IuahT B
I o1 B, S b srufew on sreAfew af& (Fig 6)

U3y AfesT & forw famiy =0 & fAftfa sadcis &1 Iy st
oM, IURRUY SR fa U v & forg &%, ()
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Fig 5

£
£
o
o
WELD FIRST
TACK HERE
WIRE HAVING 13
DIAMETER EQUAL ] 5
TO ROOT GAP 2

USE OF BEND WIRE OF SPACER TO SET ROOT GAP

WP20N133525

Fig 6

POSITION 6 G

WP20N133526
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Fiiea 9 & AYHNT (CG&M)

3T 1.3.36 ¥ Jwafta Rigid

des¥ (U13U) Welder (Pipe) - Wi &1 aesfaferdt

UTsY Af R 3R wie AfRT & &= siar (Difference between Pipe Welding and Plate

Welding)

IERY: 3T UG & 3fd T 3T T S b

* We AT 1 quiq B

* UT3Y ST 91 1= HY

« We AT 3R gy AR & Fia 3iar Ty I

We 3fRT (Plate welding): @e 3@ T& W dfegT
Tfsha 81 T8 TS 3R $e 19 & <8 BT ITUNT BReb Wie
YTg3Tl I JSa1 81 I B areht it i uep fher urg @l Heg
T AR R I8 foby S ard YW & forIRY 1 fgandt ok
U EERGiE

T gRT Wi AT & RE q BT o Iabelt o1 Th a5 3R B
3fegT 8 IR el arg ok &1 AT 3|

afed @t it fRufa & forg uft fufa a1 ok afeg™ &1 Juai
T ST §1 (fig 1) SaTelm 3R fbeR s gR1 a4 fvar mar oy
AfeE &1 fufa & 1Y Feaar I|dT g1 o/ HIvr W A 3R
fiFeR 1 Bg T S § a6  SeRT-Sf T gl & |

YT B AieTs 3R Wwifla aa1d (Metal thickness and

related techniques)

L[4 areft #t diers dan LRCal
NEGH 5 mm ¥ 3{fIF 5l STt 3R gt
5mm 3 3iH 3R
PISEASESER] 1 mm ¥ 5 mm qAeds 3ia-
5 mm 3R HW QR Igeds
SR (Thd 1 mm I 5mm ST 3R gt
3HTRER) 5 mm 3R FR Rufcr grit ok
Fefer (g
3HTIReR- 5 mm 3R FW T8 3R
ERIC)
1 mm¥ 5 mm qAUeTS 3ia-
UH & IR 5 mm 3R HWR IR Igeds |

913 AT (Pipe welding): T Gob Wi UTSY &1 GRTY HI
e FHrd T, AfeET & foig IR U1y & ToRRar & dey H A
3R STy & HI0T U o1 B

AT 1 FRUfT Y s & aad & Jag H 1 o I B

I P S dTell dob-te 39 W AR St

- URY P I9R F Hiels
- I Rl

94

Fig 1

DIRECTION OF
WELDING

LT

DIRECTION OF
oo——— WELDING

=

ALL POSITION RIGHTWARD WELD

WP20N133611

g Grical
U1sy & MY R, Jure Rufa Elk KL
YRIT R TH I & fHAR R &g

ST UTSY FegTear &farst Fure CliekiEa Y
fufa o gf

TS UIZY & SedleRr uelf & |y T8 a1 31g o
frar ST 1 Tt fRufa arg oik
T& U0 & dd R dcs S Rufa aT¢ a1 aTd a1
ST ST B 1 Tt fRufa arg
3R
- IRy fRR B A1 GAET o bl B

9 U3 RR I8 §, df g de-iiep! &1 SUaNT fban S g
U130} 1 AT B Y Wel & Ry IfT & fore Iuam
B} o1 arell debiep] &1 1t SudT fobar oira 21

5 mm T Udcl dIaRI aTd Ursyl & oy, 18 3R Pt dbeile Bl
I fopdt ot fRufy & foban ST 81 (Fig 2)

5 mm 3R ST HfYF F [USI R I9gFd & &Y H T8 3R,
a8 3R 1 Ift RUfY o < 3R qoh-tap! T IUANT fabam ST
& (Fig 3)



2G OISR # T3y afeS T (1S Ufey aféed §): UIsu 9¢ silse
T 3R UTSW &1 Uiy afdahd g iR IS Sarge gikeiied @i
T g A 3 2G UeheH § gy AfeE™ et S 81 (Fig 20) T8
T T Rufa 3fcET § oIk sdiuTsy SR fhaR i &I Uiy &
Tdg & IRI 3R & o1 | s@Tey 3R fiver s &t UM Fig
20 § €1 77 R | 3 Aed 31 AT A w=1 $ oy seargy &1 1
& et & S 3 Fig 21 ® feamar man § SR fher s &t fuaa
U YA & 2N 31e) ey H Ryt o 31

Fig 2

A
pe

2G POSITION
SINGLE "V" GROOVE PIPE JOINT
(PIPE AXIS VERTICAL)

WP20N133612

Fig 3

BLOW PIPE MOTION

PIPE AXIS
’// VERTICAL
I

— ROOT GAP

PIPE JOINT HORIZONTAL

PIPE WELDING REQUIRES
THE FILLER TO BE ADDED
MAINLY IN THE TOP HALF
OF THE POOL

WP20N133613
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Ffiea 159 & AghaAT (CG&M)

3 1.3.37 ¥ Wit Rigia

desY (Us9) Welder (Pipe) - ®ied &1 desfaferdt

Tl lige 3R S Siise & fore urgy Saa@ude(Pipe Development for Elbow joint and

Branch Joint)

IERT: T UG & 3fd T 31T I S b

o AR Y@ fAfY gRT S THHF U & UISU H SIS arelt 90° Ues! & forg G fasRid ik d3mse 33|

TuTaR YT faf¥ gRT 99 = syl & 90° Ueal & e
Yo fawfia #3: (Develop the pattern for a 90° elbow
of equal diameter pipes by parallel line method)

Fig 1 ® TRIT SR ST 994 |

Fig 1

PLAN

WP20N133711

P 9, Fig 2 T ST SR W & $a1 a1d|

Fig 2

|
I
|
‘ ELEVATION
|

WP20N133712

TIoHT B g & IRE SR1aR YT & fauiford &Y ek 0 9 12 d&
3iep 3iferd B o b Fig 3 H faramar man 81

Fig 3

P20N133713

3 figail 4 9mA & =20 SR T 1 9 12 Y 3iR Fig 4 T exifg
3R T 3 Wid |

Fig 4

WP20N133714

96

3T 3T UTd § P Seafer A I9g9 a1 § FWR SR 2 T8
S-S fgelt )R Fe I8! §1 3 W § o b Fig 5 8
feam m g

Fig 5

WP20N133715

P20N133716

65 4 é 2 112

Fig 7 & 231U 3UR 371 I 3MYR 3T H! 9313T

Fig7
6
AV
3

\2

‘ d

FRONT VIEW Y12

WP20N133717

IS & T fAUTST & SRI6R g3 o 3R Th RBR gRT YR
3T R gRE SR fafed ¥ 3R Ul foig ¥ waad Jamd i
ST % Fig 8 o faaman mar g |

3fd 3T UTd § fob Udiep aferet War ok weifird eafer a1 b
foig W e €1 foeai & 1 ¥ 12 a9 8iep & S i Fig 9
famar mar g1




Fig 8

LEFTWARD TECHNIQUE

WP20N133718

Fig 9

100°

TANGENT

RIGHTWARD
TECHNIQUE

TANGENT

\‘
|
|

ALL POSITION
RIGHTWARD
TECHNIQUE

WP20N133719

We AR 3R ursy ART & diw iR (Differences

between plate welding and pipe welding)

e AfET & $o afcdT arga &t wt ot 31 o Tehar 81 Ursy
ofcd & frddt +ff Twr 3T <189 &1 Had U U B <@ S
T gl

e I T A 31 A8 bad U fRufa A 1 31 urgw af@w
¥, ST Uw fRUfd & 31 1 9l § 919 39 AT S Il &
(Fig 4) 301 U3y & fRR fUfd & g1 R ugy & sifa-aiforRe
AT Bt S FHH 1 (Fig 6) FH-aft urgy v Ay Rufa o
B UHa § 3R ST Bt FHaat T R &1 Swft| Iemeror 2G
o1 A1 (Fig 5)

e afedT o HifehT 37 &1 sRexd TS IR ST ST fosa s
Jopdl & | Ursy afcdT # iR 3 &1 Bie urgul § wr e foban
ST GebelT B | T I et ST o S Febell B STl UT3Y b7 g
ST 981 81 foh AT UIZy H Ua= o T |

e AT # fqeu &) GHar it g1t g1 ursy afcsT |
fapTal &t FTET HH Bl

Fig 10 90°

(WO

1G POSITION

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

STOP /\ START v

11 O'CLOCK 2 O'CLOCK

\
WELDING PIPE IN THE 1G POSITION

WP20N13371A

Fig 11 \
=
i

|

2G POSITION
2G POSITION, AXIS OF PIPE VERTICAL

WP20N13371B

we feET A fou ¢aq 3R €8 ad sRIeR 8| Uy afcd T &
fen ¢ae 34 IR §S Saa s gl
Fig 12
00

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

WP20N13371C

WP20N13371D

forr 10 # TITT SUR Yadgwd asb RT3 faigaft & fiemgu)
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Fig 14

N=N W OO
X

WP20N13371E

2 1 2 3 4 5 6 7 8 9 10 11 12

Fig 15

N=N W OO

WP20N13371F

2 1 2 3 4 5 6 7 8 9 10 11 12

TH UISY "T" it &1 fa®™T (Development of a pipe "T" joint)

IeRY: 3T UIS & 3 H 319 Ig S Taod!

o AR Y@ fafY gRT G99 = & 90° "T" UIgy & forg O faefyd ik dsmse 3|

e Y faftl grRT T o 3 90 Rt T urgy & frg
Ye fd@fa #3: (Develop the pattern for a 90° "T"
pipe of equal diameter by parallel line method)

Fig 1 & T 3UR A &1 TG IS4

Fig 1
FRONT| VIEW
z
1SS I &1 Fig 2 T 3@ SR §1¢ |
Fig 2 |
\
FRONT VIEW

|
w 8
1
=

A B FHaTs B YR 3@ IR T 37efqd s1d | (Fig 3)
31efqa B! B8 TSR U H faHIIa &% 8iR 3] 0, 1, 2, 3, 2,
1, 0% U T ¥= < (Fig 3)

Fig 3

FRONT|VIEW

1 HALF|PLAN 1
2 2

P20N133723

TES B TH S HI 8 SRIER U & fauTiorg o ofik e
®13,2,1,0, 1, 2, 3% =g H fquifora & o fb Fig 4 &
feamar mar g1

Fig 4 |

FRONT VIEW

0 0

HALF| PLAN

1 1

2 2
3

WP20N133724

Fig 5 ¥ 211U 3OR =4 & 3fefqd & U foig ¥ o ¥arg
Wil

Fig 5
FRONT VIEW ENDIVIEW
|
2
1
0
I
0 0
‘ w
1\\H\ALF PLAN [, g
o
Z
2752 g
E

U7 T I YA & TG DI 3R AfasT Y@d Wi, o & Fig 6
A femm man g

3T AT S T P SR T@T 3R 1 i &ifest Jamd 3u-
3 gt w e €1

"T" UIgY P Ufawde Bl X1 U 3 P o 37 figadt &
e S fob Fig 7 # feman man g1

1% TR0 BT YR I\ B TG 14 3R 3id fiig &1 0 F =u # ffRa
%<1 Fig 8
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Fig 6 |
FRONT VIEW
B T B 3
|
900 “
0 0
HALF PLAN &
1 1 S
®
2 2 g
3 &
B
Fig7 |
FRONT VIEW END'VIEW
B B 3
|
]
‘ 20°
|
0 } 0
HALF PLAN &
1‘\ I 1 5
2"\{—/2 z
3 &
B
Fig 8
END VIEW
0123456543210 8
8
z
HALF PLAN &
=

31efg & U R Pl g g H of 3R T YR AW 12 IR
RIFTART HY: 0: IRTSNMHFFUHO, 1,2,3,2,1,0, 1,2, 3,
2,1, 0 51 % Fig 9 ¥ fem@mn mar g1

= fagsit & Traad Ward W SR "T" & ufaeded & 3@ W)
fogatt I afaw Yt id| 3 Y srom-orH fargalf R fArerdt
g1 Fig 9

Fig 9

0123456543210

HALF PLAN

N
N
WP20N 133729

Herd 8 b RT3 fomaaif &1 firemsul Fig 10

Tl 7os Sge eSd e & o & Fig 11 B femmar mar g1
Tl Bl U IR bR ¥ A B3 3R BIC| Y UBR 3MUD] TR
U3y & forg Se firetar g1

f“t END VIEW
} el 2‘P\‘0’{!2 ’/ \//\
RS i |

) 0123456543210 §

1 v g
2 2 p
g

HALF PLAN g
B

END VIEW

3
2
PATTERN

0123456543210

HALF PLAN

WP20N133728

=T sy & g, de &) Fager faefe ok dsmse
$3: (For main pipe, develop and layout the pattern
as follows)

T BT T2 3R 3fd &1 = s (Fig 12)

Fig 12
HALF PLAN g
=
UTRGT UT3Y B SHeafeR @3 0, 1, 2, 3, 1, 0 B AT S =g
FaId ST fop Fig 13 # fozamar man g1
Fig 13 ‘
|
|
\
|
|
'_J\__' END VIEW
_ FRONTVIEW.
N AN
i 90° ‘
ob—+ o a
1 ! 1 E
232 z
HALF PLAN &
=
>

Fig 14 ¥ GRIMT 3 IR GBI URY & &l Sifad BRI &I G
T Y FgTU|
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Fig 14

L

|
FRONﬂ VIEW

AT

RN

END VIEW

w

AN P

3 dfeedl & 9 fordlt T W, g "0 &l Yoo fdg & &u o
TSR 3B O0,1,2,3,2,1,0,1,2, 3,2, 1, 0H T faumH
F R JA 1 R FIfgd w1 3refga iR 37 foigait ¥ afaw
Yt @i (Fig 15)

WP20N13372E

Fig 15 |
T o
? N
\
i -
| °
i o~
‘ (2]
-
_._J‘__._ END VIEW
FRONIT VIEW !
/)r\\ dz N\ T / 2d
T
0 ! 0 i w
N 5
232 2
HALF PLAN &
=
31a Y Afest Y 3 Tisfid figsit R awada Yarsh § firerdt
& o fo Fig 16 # e man g1

Fig 16

PATTERN
0123210123210

|

|

|

!
X X

x ‘ x
x | x
X)Lx

|

!

\

f

FRONT VIEW

232
HALF PLAN

o g% ash gRI 37 fagaf &I st sk e Uiy & forg
Yo Ut SIS Fig 17

S % Fig 17 o foxarar man 8, dids Ies wige Ay UgH
B

WP20N13372G

Fig 17

A\

ALLOWANCE FOR LOCKED
0123210123210
PATTERN

GROOVED JOINT

END VIEW

WP20N13372H

HALF PLAN

"Y" 9§ & fore ursy fa® (Pipe development for "Y" joint)

IERY: Y UIS & 3fd T 319 Ig S Fabd!

* 120° TR UfIde &1 a1d "Y" Wgad ursul & forg Te w5t fawfia oik duR wv= A warm
* 90° TR ATt # g1 "Y" warge usw & fore e fae R Sik dsnse &Y

120° R yfowde ®3A ard "Y" Iged ugul & ey
(Development of "Y" joint pipes intersecting at
120°):

T & fdwd! RifdeR! & fawr & siRfad &1 120 fSf R
30 mml (Fig 1)

Tt SATHR UTSY THH U & § 3R TS Dl JHH 10T IR
Fled g1 Tfu 39 AHd § It Ul o1 faer gae 7 8iR

ST U UISU &1 fab™ o= ursdl &1 ufaffd@ s

o TR A BT ASHT 3R GaTs F18 3R TSI WR faUTSH &1
fafgd ®<1 (Fig 1b)

o Tfdwsed &1 3G B QR B & {oT o1 d 9 & e
qP THIId Uroaex g1 |

- oo W & figal ¥ afs Mieigex s |
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- mfad) fagelt & fafgd &) iR sraws faem & q
PR & oI U WU d & AU S |

90° WX 'Y’ SIg¢ HifiT &7 fa®™T (Development of 'Y
joint branching at 90°): X, Y, Z & &9 SaI®R Ugy
T 'Y 0§13 B 1 (Fig 2) s Urgy & i gag e o
IMRAT B

& Ul | XYZ, Y 3R Z 3R 3R A9 § GHE € 9oy
I91 faerg f gHH B

. fU8d DC &t ke UZy X' & I &1 3RRAd B |

o fRATY T IR UISY Y B Gars 3R AT A

o OIS TI% DI 16 SRIER HFN H AT B

. foigeft @ $ar W Uieee B

« TS 3d ABCD §9T¢ f5/9H AB, D & SRTsR 81

. URUY & fqbr & RRAd o S fob Fig 2 7 fezamar
=

Fig 1

|
|
\
‘ AB&C
|
\

12 1 2 3 4 5 6 7 8 9 10 11 |12

2 34 nxD
1/ N5
(c)

AN
8//‘“\
i
co
4B
WP20N133731

Fig 2
(a)

.
- | ,,/
~— 7
~l

1 2 3 4 5 6 7 8 9 10 11 12 13 14 15 16 1

Y&Z

nD

(b) 10

(©)

WP20N133732

FfUea 159 & A - Ieev (UI5U) (NSQF - RN 2022) - 391 1.3.37 | wwifia Rigia 101




45° 3R 90° &9 Urgy &1 fawrT (Development of 45° and 90° branch pipe)

IeRY: 3T UIS & 3 H 317 Ig S bl
* 45° 3T 90° Fid UTSY & fAT UISU &7 fApT duR +3 |

45° §ig usy & fae™m @& ufsar (Procedure for
development of 45° branch pipe): fig 1 ¥ TH &%
a1 AB 14 |

T a1 U o o W1 AB & 11y fau T urgy ot A sik
TS ad g figaii C, D, E iR F &l fRifga &%

W "CD" W 45 f&3h wmrar ursy &t fufa &1 uar @vmd | g8
"G" I

fdg "G" W 45° 1 B0 §1|

% Iugad SaTs g 3R fog off & 45 feuht @ & wmar gy
(Gl) B s B! fafgd |

| §, a1 gall (XX') R & &fas @1 i g8 XX SR
EERLECCARIMCRESIEE RS Uil

| 9, 18 XX UR =041 U1gy |J & S18<) o &l Wie del

RGN UTSY & 7T U g X1 §1¢ | I8 YT A UIsY &1 70
GT AB &1 K IR e |

GK ¥ T2 GK R K TR Tsh aW @I WiE St CD & H R
el | KH &1 fiarsu| ofd IHKHJ §iTa U1sy &t -9 (313edrsH)
il

IRGT U189 & S18<T T & SRTeR g Fmd |
34efad 1 0-1 % FUH 6 SRIeR U § fawford :Y; 1-2; 2-3;

3-4; 4-5 3R 5-61 37 faigaft 1, 2, 3, 4, 5 Y TEdd ¥@E Wi |
Ugd ¥ gl fig 6 T 3l avaad Y@ G 3R fag 0 ¥ JH &ift 3
WS IWY ARAT UISY B! BT SN AT 'GK' 3R 'KH' i 6,
5,43, 2,1, R0 R &S b fdg 6' R G g 0' iR H
T foig g1 sg agA XX #0, 1, 2, 3,4,5,6,5,4,3,2,1,
0% FGH '0-1' I g &b RIS 12 3 Wic D

2 13 fgaft ¥ XX' d% avdad 3aTg Qi |

3P 6', 5', 4", 3' A XX' b FAMIR &faet Y@ G|

2', 1", 0'1 T 7 & aTd YR AT ¥ 13 Taad 3ar3fi &l 13
fagefl iR @re 3ft

T aftd ¥y &d & WY 13 ST uiscy & A 4 45°
9 U1gy & forg siTawaes e dar ghm | e & B R )
395 mm &I ge I (Fig 1)

39 U3y § ¢ 59 & W (For developing a hole in
the base pipe): T8 UU & W JH! Tdhd R 0-1 Bt g
FRER3,2,1,0,1,2,3AB & JHFR 7 ¥aTE Wi
0, 1,2, 3, 4, 5, 6 I TEdd ¥@¢ G| I TEad @4
7 AfaeT Yarsil Bl ZexAY HM | T T Hd $ 1Y AP
Ureey o femd | 3¢ & e siaxges fasr i@ R B

Fig 1

DEVELOPMENT FOR 45° BRANCH JOINT
"50 mm OD PIPES"

[/ ]

SHAPE OF 45° BRANCH
PIPE DEVELOPMENT

~
N
s N Y 7

MAIN PIPE HOLE DEVELOPMENT

WP20N133741
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Fiiea 9 & AYHENT (CG&M)

3Ty 1.3.38 I Wit Rygia

des¥ (U13U) Welder (Pipe) - Wi &1 aesfaferdt

Afwics Reed &1 37T (Uses of Manifold System)

IeRY: 3T UIS & 3 H 3177 Ig o1 Faod!

« Afpics RiveH 1 mawaHar 3R 3T USRI B RS B

. Af wics Rvew & fAwfor &1 aofa &3
- A wite Rey & Brag 3R JHaH &) S &Y
« AfPIce e &1 /U 3R I@I@IT BT quIH B |

O T IhY T F3 AT 3R BT AR & forg sreumdt
1 W YR W aS! A 7 ifafie ok whifecli g @t
HTTLIHT gl 5, o Th AfhIce Ried e Iugad g1 g |
UbR (Types)

- Uded Afmie Ren

- R &% 1 yomedt

NIéad Afwics Rew &1 Adad ¢ fob & a1 diF Rids:l & i
JUgad JUBRT - TR o & WY SNST Sl § IR Th T
faeRuT UrgT A ST SIAT 81 (Fig 1) SHTeRfiorm iR ufyfeci it
¥ forg e T a1 Pt ITeht B |

Fig 1

PLUG TO SEAL THE
UNUSED CONNECTION

PIG TAIL CONNECTIONS

WP20N133811

PORTABLE MANIFOLD SYSTEM (EXTENDABLE)

OXYGEN MANIFOLD

FUEL GAS MANIFOLD

R - OXYGEN REGULATOR
AR- ACETYLENE REGULATOR
RM- MANIFOLD REGULATOR

VARIOUS TYPES OF WELDING AND CUTTING INSTALLATIONS
STATIONARY MANIFOLD SYSTEM

ST T SR ot 3ifii & e B, ot ¢ RidieR T T 9
g 3R 38 fRR Tfiwice yumelt el S 81 (Fig 2) Sfiaiier
3R TRifeeh= & forw 3remT-eren AfwIes Red e e €1 39
AFHITEE B IR R RS & & 96 81d 8 | T 9o Rord &
T I § STaifs U= SURT H g g |

39 RE $ AFBIE & ITT ¥ HT F 3 st &l
YUTTH B! AT BT 8 db HH g1 STt 8|

3 Ay § AReR Wdex @ gid § off faflrs Iuui fagsi
IR faaRur Urey # wie w1 & forg RIcer & a1d & aHT 15
kg/cm? dh HH BR &d & | WU figsit &) i AfT a1 pred &
AT & ol WIge W AfGaiTd gaTd FEu & il T sacae
ed, TY-aTed 3R e & Iy T S g |

WP20N133812
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Ffiea 159 & AghaAT (CG&M)

3T 1.3.39 ¥ it Rigid

desY (Us9) Welder (Pipe) - ®ied &1 desfaferdt

1 AR fber o8, AfEiwur 3k 3P (Gas Welding Filler rods, Specifications

and Sizes)

IeRY: 3T UIS & 3fd T 317 Ig S Taod!

« Afpice ReH P ATaTIHT 3R TTP USR] P TS B

. Afwies Rivew & oo &1 qofa &%
- A wics Rives & Bag 3R A 31 IS HY
 AfwIce e B U 3R R@I@1T BT quIH B |

fipeR s @1 ufvuTaT (Definition of filler rod): ftheR s
TH YT HT ARSI & Nl AT YT B! SIS T oY Hed TR STHT
A B 1T B a1 37efg o1 & ST T B

fPer oS 3R IFP! IaRgHdl (Filler rod and its
necessity): 7 afeET ufshar & SR Ygad H fer o1g &
Y H IUTNT T S aTel A o 3R T8 & dRI a1 gel
& g gl Bl bR TS U AT TS Hel W1l 3|

oty gfRom U $RA & o, I T[urad aTal fheR §8 &1
I forar ST =T

SiTd, o, T SR weT Bt AnTd &1 ga § afeeT A B
IR NI §gd BH g

3 TUTGT T e TS SHTIRAD o

- SHFHIHRUI HH BN (SfaTo BT gHTE)

- ST U1 & i Tl BT T B

- I & SR Y|

IS FHRd TH, Toeht YRT aTeht UTgs & Sl WR U el A
TET & ST U/ Wel & Sis R T ATell daR &I St
81 T8 el SRt §

104

¢Td B! I HieTs &1 dgak Yad- UTd B & g, difes s o
TS T Qi U g1 9o | S aTdl 39 Wid &1 U1g o 4R
g1 81 39 YA & oY Us fiher &t B8 3Maxg® gl Tdd
YTq 1 U IUYe theR B &1 SMawgdhl eidl 8|

IS %WW: 1278 - 1972) (Sizes as per IS: 1278
-1972))

PR Bt T8 &1 AHR AN ¥ Fuikd gt 8 1.00, 1.201
1.60, 2.00, 2.50, 3.15, 4.00, 5.00 3R 6.30 mm | S5 3R HI
AD-1D & [T 4 mm T I &1 fheR g | ITANT favd SiTd
21 6.3 mm & & alfe-! 3R B dadb-1d & | Tt faar
ST 81 6 mm 9 $i Cl AT fheRk B8 & foru | 3R W &1
I fara Sran 8 1 fherR J1 &) awars:-500mm a1 1000mm

4 mm TN Y JWR B! TheR Bl Ts IRR Tedb X Id B dfeatl
& foTe ITRINT T Bt ST B

TS W fheR IS BT WA THR 1.6 mm 3R 3.15 mm
Y BT 81 HUSRUI & SR SRR (ST ) T §91 &
forr @it Tz WA fheR IMgT & HIR DI Bt Th Tda!
IR &l 1Tt 8 | 39T 37 fheR 8T &) HIR Hics AR Kid
(CCMS) fheR Mgq FHeT ST 81

9t THR B fheR Tel P Hidd< Wiked Hak § d9 dd
Tufed fear ST =1fet 99 de fo 31 IuanT 7 fasar sme|



Aga1

fiFar urg 3R A AR & e warg (Filler metals and fluxes for gas welding)

fireR g R IUGRT T

AR I - T8Y S-FS1 b Wid @ AT & U th 9= WieH &1 | 1add ol
©g gl 35.0 kg/mm? $ FAdH se-deg d-d Qfdd
DI SATRAHAT BIcl g1 (TS T & W1y gof e
eaical)

AR WId - T8U S-FS2 I & forw Sfima 8 o gan Se-ac &t | Saad el
ATl Tal § | 44.0 kg/mm? St a4 fe AT
 (de T & 91y guf G deie 1)

RT3 forg uferieht fiysr eng geura - uf=sed iR o/ SrgyranTt &1 fmfor x| sfawass &
el Wd &) g e R avur § sraferes forg S 81
(Stfciad TRIfeT Tl o 1Y ag S adb-idb 1)

3 ufaerd e Wi ergu 1 TSI BT ITANT 37 Goil B! FRA 3R AW & forg

S-FS4 T ST & 58 se A PR IR dsHT AT usarg| | IR yarg
(TR | & 1Y gOf JaaH da-ids 1) (afg S 8)|
T TSI FT ITANT HeRur yferieh wew S fs 18

W W &g-uieRy - dc |  UfoRd St SR 8 ufaRrd e e ara Wied &t afedh

(Franfoay gmwor ) o o & forg fopan oran g1 (Quf Sage doie de | S
T & 1Y)
PRC IR B AET & ITAT & forg 3ifimd § et

I Rfere = Fa drgl- ST & T=fF A S S sravaddt gt ol (of

S-C11 213y e dd-ich dew] Tl o W1 1) TAd HTIRI |
-3 HIR &t AfcdT & fere| (gof dem

PR FBR IS - TSR TR TR o 1Y qAh1b |)

S-C1 TS IR |
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fiPeR uTg WoR ST I
9 R S - T’y TS 3R geb W B! o AfET W ST & U ok | TeTay STz ah |
S-C6 I & IEht & SagH afcST o forg a1 akie! ¥ wHH
T | (SHTRTHROT T 1)
Ao B (S e, el areT 3R e &) 39 afed  Iuai &
I 1) - S-C8 T3 B forg dreT ofik It &t Il & YerF Af®T F fw A | TR SR |
e T a1 (SHTafidRur T 1)
Ted W, Haa] gl 3R B1 S ST & IuahT & ferg
TH Mahd $1 - TSR TRA AR | (3B TiH 1) TR b1 ATIIHT g |
S-C9
TgHIaH 98 1 B &1 dfcs & 39 & fo) AR TIRT D |
TG (YG) - THR (TR TRAH & 1Y guf e ddb-ib 1)
S-C13
TegHiae ST iy argefl &1 afT & fog, I8 | W o |
TegHIa iy urg - 5 BleHR T& oiie & wU H TRy, a1 S gad|
yfererd RiferepT - S-NG21 €su | IAHBT IUART 1T THIATH & deg H o forg ot
Gy foar S wamar §- TiRRrm R fay) (gof Jaga
AP & WY de Tid )
T iy ug-10-13 | AfcET S Rifcieia wegHIFaH s argsit & farw) o
gferera fiferep - 22U 5-NG2 TegHias Sii & g =i | (dewy & 1) TR 3TI2b |
TegHiTH iy g - 5 ST TegHifFos H1RET o ford faRIy &9 8 3 Tl
gfer=rd dfe 5 Ufi=Id diel gad | (J0f Saa- daid ded TiH &
1) TART AT |
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e uTg UHR

IUART

Tl

RreR-eR-Ne (61 gfa=a
ReaR) T8y s Targ - ey
BA-CuP3

ReR-pIR-Siew (61 ufd=ra
ReaR) - T13U BA- Cu-AG6

ReR-pIR-NSie (43 ufa=a
e - 213U BA-Cu- Ag 16

ReR-pIR-Riw Hsfitmy (43
gfaerd RiedR) - 28U BA-Cu-
Ag 16A

RcR-pIR-Riw-Fsfimm (50
g RieR) - €8U BA-Cu-
Ag 11

frwy-suR-fNe-Hefuag
fA@a (50 wfa=rd Rie)
T3 BA-Cu-Ag 12

BA-CuP5 U®R & THM dfd Uig! $H a9 fad
3R faYd AT & WY (AT TR ST AT, e
forsy et oR dewy)|

ie: BRwRY feahaT Riear sfsi Tara &1 IuanT dig
o1q a1 I ebet WAl o Ueild ob | g1 fopat ST
Y|

g sifoiT st urg S faeyd Arcresdl 1 Siaggesar ardl
fayd gee! ® d g & fog vy S 4 Sug ¢ |
(T o)

T8 U I T ST firgy erg € ok fadiy =g
¥ I fayd IrAdhdl B RISl aldl [9Yd geh!
A eF & e Suged 81 (TR dewy)

HY dIYAM, TR 3R gUf 9 &I HTaRadhdT el
Tip & Tara | 3rfoaRyT & foIu Ue 3iex =
&, dfen, dida, siw, dier-FHed By org ¢k Fea-
Tl IR IUGad | (FIH deR)

Tg iy urg Wha, dfa-fFea iy ok Aea-aid &
forg off Sugad 31 (TR dew)

U fga, fafeir wex, *fem sk AT g & forw
TR P S gfaadl & ecian & foy favdy 0 9
Iugad; T W & fog ot Sugad § of RAad
W o e A1 gfErd 81 (T dew)

didl & forg IS el offd
firsy erqaif ol ede & for

T FI 3aLT® g

ENENRSIERRE

ENENRSIERUE

ENENRSIEREE

ENENRSIEREE

PNESESICRUE
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Ffied 159 & AghaAT (CG&M)

3T 1.3.40 ¥ Jwfta Rigid

dee¥ (U13U) Welder (Pipe) - Wi &1 aesfaferdt

19 Af T v (Gas Welding Fluxes) - YR 3R s

IeRY: 3T UIS & 3id H 319 Ig o1 Faod!
o 9 IR # vy 3R SHS B P RS HY
« AT IR F UPR 3R ITP HUSRUT BT quf— B |

AT & IR SHaifesd I fbar & A 3R 59 THR
AT SHTORRA BT ST T & o AT § vt ofiR af@w
F GRH AR T Wfred (et 3 ferar ganm) Iwmfes
9 B

T af&w & vare &1 ot (The function of flux in gas
welding): 3TRITES B U HA SR et 3R =7 THARH
B Ab P 7T S TS T[T B! GHTAd B FebelT B |

RIS Sab YT b YaTg B U1gedl & S & did 9gd BIc 3R
H Heg HRd Bl

T SHTGITSS Bl 4T HA 3R §eH & oY WIS Tolel & &
o B B § 3R Tl 3R o el ¥ AT & farw ang
& T B 2|

TART U, UT3SR 3R R & T H IUAH & | AR T Bt
faftr Fig 1 o fems i &1

TG &1 HUSRYT (Storing of fluxes): S8 flheR e W
AT U DIfeT & =0 | gIdl 5, &fdl IR TH & faes X w9
Hraurt A & $< | (Fig 2)

IRy U 9 ol 31afd & fo HUSRU v I0y iy fed &
Th ®I id B (Fig 2)

Fig 1
PASTE, POWDER,
OR LIQUID FORM

/' norieres

FLUX TO HOT ROD

BLOW PIPE

FILLER ROD

\ HEAT AND DIP

BRUSH

\

FILLER

OR PASTE FORM

FLUX

SPRINKLE - POUR

WP20N134011

METHOD OF APPLICATION

108

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 AFTERUSE

WP20N134012

METHOD OF STORING FLUX

gIdifd Siiedl-TRifeeli weil &1 ik 3MTaRUl deg UTg hi
IRET UG FRAT 8, A SETR A & Tefaq BT IR
BT IS BNl g1 AT F IR I fbar o= arern
TR 7 had degie Bl SHTeRiiHR0T I T § Sfet T W A
o S9TdT & O SWR Rl § 3R W I8 UTg B o] PR Bt
AR a1 B1 AT & I ER & o1e, Telag 3aIS| Bl Ah
foran S @Tfewl

T 3G HI ge™T (Removal of flux residues):
AfeET a1 ST T B9 & 916, WIdd SIS Bl geHl
3ITIH 31 3 IR R Fid I9Efe U J 9iha g gl
SR, e 3R, T dYep | TeY 51U 1 €, ot Ja o1 SR
JTS ST T &RUT gl Tl ¢ |

I AR B geM & AU $v Thd G ow T §: -
TegHaT 3R TegHifam oy - R siect 8 9

AfET & T1e, Sisl &) TH g H €8 ok Tt § 7 B | o
uRfRufear srafa 3 @ Asfes e & 5 ufaa @ia o doft
T gId! T G & Jergar & g 7 urht b1 IuhhT B
R T Nl

SE HeR, S {3 $e O, Y Acs s foban T Y SR 7T Ul Bt
hfe faftr 3 forg qof grfn &Y, Y Tsfew iR segivaie thrs




F OId BT I | JAF 5.0 drex urt & 400 et Asfew
Rrs (R Tod 1.42) 3R 3TF a8 33 el B
RIS (40 Tfaerd wifd) firem | SR & oA IR 384T fbar
ST Tl O SHTH IR R 10 e 7 vee & 3l &1 I aje
Y geT 3, R gr-yas ¥ Jod U 0 U ¥ TahTIER
A R gft | S0 SUAR & d1 HIT &I 38 U § T =fey
3R T U ¥ e w1 el T U A gaH T W o
e 9 it T ST F1feY, ST YereTl 81 Hebdll &, 39P a1G
TH O & SR YT DI g1 o1 et $9 SUAR &1 YA
PRA THY T8 A g b 3TIReR gRT TS P &M UgH S
IR TS OYd &Y Teifam & ad ® @1 S AR

- Whifrw iy urg - AFE HINTH & 918 Seet 9 g d o6
o | TRYS Pife T @) Ry &) o 21

- 7T 3R Ndd - Igad UM H N 3R TR 1 6Y | Sgf ¥Ha
B, T3fed o1 gewrgiRe RS ¥ 2 ufawrd Od & 7 a3
O F TG TART W B g B Heg AT UHS fhar S
|

- XA W - 5 Ulied SIRed el & °9id Dl SaTadh

IUAIRA $%, T9F &g T4 gt & o o | dofeds wu 9,
RGNS TS 3R UM &t 0 AEr & S-whfen
FHIY BT IUGNT B, ForgH sicsd RIS &1 po A o
5 HfA=Id Udh SUgdd SaRIed &t $of AT & 0.2 Ufa=id &
SIKIESIS IS

- AT AIET - AN B gAIS TT IR P F I T I gern

S geha B

- RyeaR 9T - i ol B S gew! & e arR SR

& TG T ST T AT F GeTaT o Tebell & | b
AWdl § HTH & ghs DI 5 F 10 Ul=d Ier)RD TS &
o & 2 9 5 e &t safy & fae g o anfee, s9d
1S T U ¥ Heat iR IRR S ST g
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FiUed 9 & AgHNT (CG&M)

A 1.3.41 I gwifid Rygia

dee¥ (U13U) Welder (Pipe) - Wi &1 aesfaferdt

T fsir ik TiesiT i, yoR, wew ik IuAT (Gas Brazing & Soldering

Priciples,types,fluxes & uses)

IERY: Y UIS & 3fd T 319 Ig o Faod!
« Vv Aeshi o 318 Wi 3t saren &3¢

« e Hiesh, AfiT ok fRaar afsin o faftr &1 ok 3

o ST 3R Feefi & fi= iR &1 quiq B
o afSi 5t faftra faftral &) saren w3

o IR A 3 arelt FHwTS 3R I7P IUAR & IR A FATd |

Aesfim v R (Soldering and brazing): SR
3R SifiT wifshand dfed™ & 5 "o # firet gill € b des fabg
W AT 9 Hed (S) BT BIs e fAraern 7 giar 31 S ar
s H, firer st org Hifkipt fobdl gR1 & Mdbead ddgl &
= S8l 81 (Fig 1)

Fig 1

THE SOLDER IS MELTED AND ALLOWED
TO FLOW IN BETWEEN THE SHEETS

N

—

1. THESE TWO SHEETS ARE CLOSELY
HELD TOGETHER WITHOUT GAP

2. THE SHEETS ARE NOT HEATED
SOLDERING

THE FILLER METAL IS MELTED AND ALLOWED
TO FLOW BETWEEN THE SHEETS

1

N

THE BASE METAL IS HEATED TO
ABOVE 450°C BUT NOT MELTED

BRAZING

HITe AT (Soft soldering): AR & 3xard g4 arel!
fopeR eTgal &1 Terie 427°C feoh ARma A sA ST

it Tiesi & forg IuanT 1 o arelt Ay o1y &
- feA-as (I yaeH A & for)

Ufehar &1 Aie AT Hel orar 31 Wide diehiT & fog
ITD HWT BT Y[ el T aTet dig GRT B St @,
ST did Bt A BT Biol a1 fayd gRT T fara S g

TIFe ies¥ 1 IIEAT (Composition of soft solder)
TR TR AT TSR S-S SuTal & s 3R fo= o7 firgy

WP20N134111

110

YTq BT 8, ST TSR BI 7T 3 Aeed 3R Wil & SE20 W
R wrar gl

e ez fafte snepfadl 3k U & Juasy € 99 e, o,
U, 20 T dR 3|

IR & PR

HeR® (Corrosive): 39 UHR & U1 H @D gard
FIESIFANG TRIS B ¥ $9 UPR &1 YaTg SR U1 1 Idg
W TH YRS S BTS a1 § o W & a1e 3t g 3
& I1ET | 39 UHR & UaTg BT IuANT fayd sl & =g faman
I § a1 oTgT et bt guTdt &1  eiiar el o Wbl g

R-TeMRe® (Non-corrosive): I I TR MRT T &1 3 Th
R-VeRP AR BIST & | BT IUANT fAEyd B, gard 1t
SR IR SR I et UR foam STl § it 4T gfkend g
g

SUYdd Udig (Suitable fluxes)

I - i FIRZS

ST 3R SRl TN - IS g o This

fe - o1 FWIRIES

T - i BT A

Hiese # gard} ware (Basic operations in solder-
ing)

e T oM 9Tl gt bt aRiet & fve faman Sirar 81

Ue, S, el a1 1T¢ SHTRISS &1 WA R a1 THRT UWR 1 i
9 ST TN B g1 fon S 3|

ieesR Bt O dTell Idg! &1 HTags & fhedl ol ge & forg
Tl § A fbar ST 81 (Fig 2)




Fig 2

TINING OF THE
COPPERTIP

RON

NOTE THE DIRECTION IN WHICH THE
COPPER IS MOVED AS THE SOLDERED
SEAM PROGRESSES.

SOLDERING WITH A SOLDERING IRON

TITER B HIR AT fae & Ty T S g1 (Fig 3a, b &
¢) TIHT TTH a1 dg & TTH 1R feTgad dfd &t i & "oefiA
& BRI IS Bl 2|

TSR B S Tl & A1e o are 8 & A iR s &
HROT UH g I faues 81 81

Tael W g HfaRkad fBramg &1 ger faar Siar § ik S &
3UST g faam S 3

Fig 3

WP20N134112

TINNED /
AREA

TINNED

AREA TINNED

/ AREA

TINNED & HOT

SOLDERING |Ro\ /,
/

C
SOLDER FLOWING

INTO THE JOINT

WP20N134113

AT (Brazing): e @ &1 gaT H SfSHT T 41g Siea &t
Ufshdr 8 S 450 °C f&i IR ¥ SR & d0qH R Pt STl
2 S 450 °C &3 Afcrmg @ = &t 9t 31

3 ST U ufshan g forgw 9 =Rui &1 uter o Siar B

IS 9| Y SIS & &F B 3] aRE I ATH B |

- 3fd TR BT IUGIT HRP TS| B BB e B (S
TS+ a1l Ude! & sid U SHfUHTH 3R Had 0.08 mm
?)

- T B O B WY F @ (3R oA ok WKid &
U 9 o1 & Rw 25% ik RIS (R &) F I
75% SR Ur3S BT {907 ST fham Sra ) 1 SHdR
R Tip & UdE H FRSS, WRSSY, IRa, IRy,
TARISREY, Sifve TRTS, af Tole ofk Uit giaT 81 S9fere
SUINT B1 71 T U1 & YR TR I0II G arord B
=g faan STa 31

SFSRT BRI § ST81 U 1T SIS] Bt SHTa=IH T ghet & |
STSAT ftrerR Agw/eTgE 860°C | 950°C & ATUHM TR forererdit
g SR T 3R ! Ay el & o = & fore IudiT Bt
et 1

SfSiT yaTg (Brazing fluxes): Sii&i=T argsii & forg v
IR YT I T8 B

U U H oo ORe & =0 B Siig R aman S 8

IS HH IO TR AT 8, 3 &R TR & TR S BT SHAR
R IUANT o STl 81 A T TegHifad, siftray, Rt
IR Sfkferm & gem Sfiass &1 ger 4l

afsi & fafis adtes (Various methods of brazing)

e AfSiT (Torch brazing): sfa-ufifed= wm & wm §
9 Aed B AT JTIHM dd TH 61 ST 81 (Fig 4)

Fig 4

TORCH

FILLER ROD

WP20N134114

TORCH BRAZING

AT Svs ATHITSS SIS YT 1 PI /M4 (Conditions
to obtain satisfactory brazed or soldered joint)

9 Hed B e B

e u1g BTt 3R SIS &1 Tdig! & A1y U P | BrepT fobam
ERUEKICEZISERS G

HITS AT SR ST o forg iy U Hger fEweH Fig 8 # faamy
g

FfUea 159 & AYHaiT - IceR (UI5U) (NSQF - NG 2022) - 391 1.3.41 | Wwifia Rrgia 111



SfSiT & WA (Advantages of brazing)

qul Tgad &) 9gd HH T PIs URSHU &1 SIRIHdT Tal ¢
3P HH ITUHH o R SIS -1 oIl 3, faeuur &) o1
FRATB

s 77 1

BUTT JOINT LAP JOINT TEE JOINT

=7 1 L

LOCK SEAM PIPE JOINT CORNER JOINT

> 2 >

FLANGED TEE ANGLED TEE FLANGED CORNER

L=

FLANGED EDGE

FLANGED BOTTOM LINE CONTACT

R

FLANGED BUTT SINGLE STRAP BUTT FLANGED BOTTOM
DOUBLE LAP FLUSH LAP FLANGED BOTTOM

SUGGESTED JOINT DESIGNS FOR
SOLDERED AND BRAZED JOINTS

WP20N134115

IS TR 7 IS WeX Tol &

TP Bt dblp W I B BT MMAWDHdT et il foraT
WS AT BT ahHie B gl 8

fshar &) T Tl d fbar o b B
SIRIFd A1l & BRI g ighdr frbrad! 71
SfSiTT & JHA (Disadvantages of brazing)

e WS TerRe HifSar & Tudh 7 §, d ST b1 o arait fher
T & AT YRS UfaRIY el 81 g g

I A R et e areft firy Tl HHeiR 81 S §

ST frsteTg 1 1 S RIeR T3¢ & AR HIR ¥ d Bl g,
B 9l § [ 99 Aed § 9gd A 7 /a1 gl
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Ffiea 159 & AghaaT (CG&M)

3T 1.3.42 A i Rigid

des¥ (U13YU) Welder (Pipe) - Wi #1 aesfaferdt

¥ AfET F iy, $RUT 3R IUER (Gas Welding Defects, causes and Remedies)

IERY: Y UIS & 3fd T 319 Ig S Faod!
- fafirer ace Qo @) A ¢ o TR &Y
o 7 AT A T Sl Y ugEH B

gfUTaT (Definition)

TS TTer aes | U 3quidn 8 forges uRkumiasy a1 # 3gd §U
I e F) fAwad 8 godl 21

19 3T H 3mHdR R Fofafad v gla g1

3fg¥de (Undercut): U6 TRE IT GHI @R I8 & ] BI
3Teft & 1Y Teb e A1 I S 81 (Fig 1)

Fig 1

N J

UNDERCUT

NN AN

UNDERCUT

4 /6 !

UNDER CUT

WP20N134211

ft® Iadr (Excessive convexity): Igd 3t des
T D1 oS | SIS ST § dlfdh AT dcs Yeaidru gl (Fig
2)

Fig 2

REINFORCEMENT
(a)

S
LS, AN

EXCESSIVE

EXCESSIVE
CONVEXITY

REINFORCEMENT

?

3aRAY (Overlap): U1g o1 Wt fobu 99 Aed &t g
yalied gieil 81 (Fig 3)

s

1 [WP20N134212

Fig 3 OVERLAP

—
777775 S

/ OVERLAP

Y 4

3fi® UACRM (Excessive penetration): WiHeR il
B T T Yo Pl TERTS HaRTH T § $HAF 31 (Fig 4)

Fig 4

|4
EXCESS WELD METAL AT THE ROOT

P20N134213

WP20N134214

U-I¢RI &1 3UTa (Lack of penetration): 3Ma=ad AET o
IR U 751 81l &, 31ufd acs & ¢ d& aad T8l gidl &

(Fig 5)

Fig 5

5 N% N N

LACK OF PENETRATION

WP20N134215

Terg Pt HH (Lack of fusion): IS Hd Hae W a1 urgf
Tdd TR 1 A8 X & d1F YR 41g & BRI &7 fraremn 76t
BT 2, A 38 Yorg &) BH! Bl S 21 (Fig 6)

Fig 6
LACK OF INTER

RUN FUSION
LACK OF

SIDE FUSION

9

\~ LACK OF

ROOT FUSION

L |

R—ROOT RUN

WP20N134216
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TIYT (Porosity): Fafd urg o1 Idg W 9+ fogl 31 de|
(Fig 7)

WP20N 134217

POROSITY

A1-81d (Cracks): ¥ FOEId & UM 81 € afds 371 o
3% QAT 81 (Fig 8)

Fig 8

WP20N134218

BLOW HOLES

@WK (Unfilled crater): 9 #cd I1 468 Hed a1 GHI H T&
3&dIv| (Fig 9)

7 % &
% 5. A N

CRACKS

WP20N134219

R G3HT TTT: 98 & 3fd H s 71811 (Fig 10)

WP20N13421A

UNFILLED CRATER

AfUF Saqadl/uaid T Ht Hiers (Excessive
concavity/insufficient throat thickness): Taf@ dac
UTg ®I oirg B 8T ST ST § dTfes 3 &t AieTs Sar gl
(Fig 11)

Fig 11

EXCESSIVE
CONCAVITY

A - THROAT THICKNESS DUE TO
EXCESSIVE CONCAVITY

B - REQUIRED THROAT
THICKNESS

-

g Y (Burn through): @& A=l & HRUT fUaa g3 Jd
%1 UaH, forges IRURE=Y aee 37 § ¥4 81 Tl (Fig 12)

WP20N134218B

Fig 12 COLLAPSE OF WELD POOL
THROUGH PARENT METAL

BURN THROUGH

WP20N13421C

114 Ffica 159 & AYHai - IcsR (UI5U) (NSQF - RN 2022) - 3191 1.3.42 | wwifia Rrgia



T AfET gy, HRUT 3R IUTR (Gas welding defects, causes and Remedies)

IERT: T IS & 3fd | 31T g O qhl

* I IV F RN $t TSI B

« 39 AR & Iurg Fart|

AT Qw: YUIfId HROT 3R ITAR (Welding defects: Possible causes and remedies)
AL Jyfad FROT 3fRra U

1 U TA P} HIeTS & A1 U1 I PR IS IR AU S Tad | fheR S 3IR sduRy &I Iferd wion
FI| TR ¢ X |

2 §C IS MHRd H s IHdad| A1 D1 9gd oo 7T A1 FheR AT | M1 Bt el A & A1 Jugad
P g BIC 81 ¥ 3l Wif b1 | 3R P ATt 3R fberR IS &1
fmfon JUANT R |

3 3 YT | e fbR) &1 Sl ISt & & BT DIV Sgd ST 5| | Alerel P AT B Fel Tl TR 1

T | i S it |

WY FTAGR ARAMFTIZd | Gt Aoidt SMBR BT 997 B3 | T
3t g1 foFeR &1 B agd 9t a1 | A7 &1 gl &1 ¥ Fafa w3 | fer
Sgd BRI S &b TEI 3AMHR BT JUTNT B3|
e B i ot et
TS UACRH = IS Yd & SAUTSY &I ol HIV IR §1Y W |

4 S R Yo &1 It fbar g o 3MTPR, fheR IS 3MBR B
e uRUTRaRy T A A & | Sifd B3| Tg TR ¥ AT B
AR

SUTSY SRR A IWANT fHU MU | sAIUTSY ) el HI0T TR 1Y W |
5 PR IR T IYH & HealeR e & Iq1Y gebTd BT TTeid DIV

3feHhc | TTAd SAMITRY g TTAd- Wie &1
g I et g3, Srafies uref ifa

EESESEISNEARRERl TE TSI MBR, AET BT 7IfA R
6 Sc UG H 9eS Bl & G PRI IR feXFe | a1 ST 8RR BT TN bR |

TAd T 37 3R T TR gfd o & Tgad daRt 3R I
7 §¢ Y (el 'V UTSee V') H 31ERT ST Wifshar siR/an afeg 30 Tg! & | UG Ufehan SR/

a9 qH-ie BT ST ST dw-td BT IUTRT fowaT ST
EliY
TAd AT 37 3R TG TR a6 Tgad daRt 3R I
8 il WHTER < wiige H 31eRT T JAewH| ST AT siR/aT afegT 310 e € | UG fshar SfR/a1
TH-e BT ST IS dPp-p BT ITANT foam ST
EliY
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12 ¢ 3R ufe T s H g
W I PR

13 g YT 3R TR TIUeRH|

14 de8 I & 3id H Tg11 B
WK HIE & I §

TeTd afeST Ufohdn o1 SUANT | Srgferd
IR 3R g ara| yfat Bt
SUfRfd| sfaifesd gaita THIa | Tad
fheR IS BT U

TAd fiFeR S 3R dh-1dh BT ST |
ST ¥ Ugdl gl Bl I A |
fawmadn| Ted i Tufed wea,
Y fPeR A€ & HROT 1 BT
ST

qrgHSg Y|

SAYTSY & IV DI Sae DI SUET, I
DI T T deS YT SHTE DI &R J I b
FUH A F ofd H AT g 81 718 &

AL Tdyrfad Rl 3 U
9 Fc TR BT AU TAd Ggad dOR) SR Je 3T AT Tgd | SIS B! 8! &7 I R 3R TafRyd B |
BT g1 4t 9Ot 9gd I 1ol | T & fFR
BRG]
10 TEA V ¢ SOEC & TC 3R TAd I 3T R T TR | 3FUgad | el WY da, e 37 SR AT ddmiie
5S Bl R WS &I HHt| AfET Tt BT IUIIT| BT IUIIT AT B
11 FR-A WA HT G| ST 3R ALY & HI0T 7T & TAM 3R B & HIT B 31 P3| TAA
iRy am fato &) afa @A & for sdrgy

TIHR HT ST B |

TE! ufsrar 3R fheR s &1 7T B |
U A9 SR fiaer g w21 afegT
J Ugd Il Bt ST 3R Gag Bl
FTE B i B | ST F & 3R Iferd arg
JUAR BT ST B |

WIE &I Tdg! P TP ® | el heR s
3R TH-1 BT TN B | G B
T Ty A g2 & fog vy AT e 1

Bic Ye SR S &Y &1 FHRA & forg amn
DI 71 & 1Y SAURY & P10 BT GR-HR
B B3, 3R IS Jd & UR B ST Bl T
TR R F1E 3@ & forg vafe erg o &%
e a fob U8 G aRE U o 7 S|
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Ffica 159 & AghAT (CG&M)

3 1.3.43 ¥ gwafta Rigid

des¥ (U13YU) Welder (Pipe) - Wi &1 aesfaferdt

3AIS & YPR, UAI§ & HM, BT ®R®, saaeis & PR (Electrodes types,

Functions of flux, Coating Factor, Sizes of Electrode)

IeRY: 3T UIS & 3 H 319 Ig S Tl

« 3T AT gATeIS B ARSI HY

* FARIS b YBR TATY

o PIfET PR B AT B

. 3ATEIS W TR HIfe ot faRiuars &1 qufa &3
« AT F R W FIET F AT Bt AR B

f=d (Introduction): T& 34 AM® HR R TETS
1T YT HT dR BIdT &, O 3MTH AR TR AR & WY Afdd grar
(7 1 Tt I o T ot 8 wha 8) AT e Bl
T & T IuANT 31 ST & STR T 31 G Si1s ! fhaR
Il U R 8, S 59 o 3R i & s ST T STl
21 (Fig 1)

Fig 1

CORE WIRE

—e

FLUX COATED

ELECTRODE ARC

DING |  WELDING
PLY POWER

SOURCES
FILLER
METAL

— e

BASE METAL PIECES

FLUX COATED METALLIC
ELECTRODE IN THE WELDING CIRCUIT

WP20N134311

P& HRP (Coating factor) (Fig 2) : HIfET I R HR
IRR A & AT Bl DI HRE Hgl AT & |

Fig 2 — CORE WIRE DIA. COATING DIA —

COATING DIA.
CORE DIA.

COATING FACTOR =

COATING FACTOR

WP20N134312

TSI AT & R a5 1.25 9 1.3 %,
HeH Afta & o 1.4 9 1.5,

Y afta & U 1.6 9 2.2, ok

IR W Afta saacrs & o 2.2 ¥ W
1IRF:I'\‘l%T:l'Tr!f(Functions of Flux)

Tgeq/3fiaemr ware  (Composition/characteristics
flux): AT soiagis @ Pifcn # Fafafad gerl &1 fgor
BT gl

J g Qifsaw MR Uil Riferepel

TAF BT BT Ie= a1 (Purpose or function of
flux coating): 3@ & GRM, 3 H! gic F Y, IARIS
HIfT et ST R ok e o sl 81

— Tg 3 B RR RT3
— Tg 3% & IRI 3R Ue T &1d 1T § S fud gu aws
Ud &1 IRgHSHd Uyl ¥ §4Ta B |

— I AT F SRE T §UFS Il B JHUM BI URUTS Bl
gl

— B WY GHBR ST YT & SUST 81 BI & B faT I aal
2 3R 39 Tife Uil & GUR BT B

— UE I© P! BT FY 3 H Tag ol § AR T HY
fafd erar gl

— g g fFRufaal & afcgs &) e ST 81

- 3@ & forg AC 3R DC ST o7 IuaT fbar ST qher 81

— 3 RIZS, Wl IS HI §Idl & 3R IcS B o aTell Tde!
P ITH HIAT B

— U8 T T B Juasy sifafad g 9ot &) fraares urg
¥ 19 &R P! TG &

wig 3R fy urg urgait & Rie 3decls & SR (Types of

electrodes for ferrous and alloy metals)

Tges Wid saaels (Mild steel electrode): ASwE Wia o
B BT HET0.3% J 3P 781 81 31 e Kl TadIS BR
R ¥ faftr iy urg a1 B

HTE 0.1 ¥ 0.3% (JEGIHRU Toic)
1T 8 9% F1ed $H9 I (Keep carbon as low as

possible.)

et 0.5% T FWR
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(S3iTRfTSTES BT B, e Hed RIS &Y Asbd 31)
HTAS 1.65%

(@ 3R HAR B i g l)

[GEa!

(@ SR UTIEH & HART TG 8 1)

ity

(@ e 3R HSRAT FTdl ¢ | THITI HH Sl 5 1)
HifeisSTH 0.5%

(@R AR e Fer §1)

YRAT A JUmel! 1S: 814-1991 | geb ¥Id & UTd 3ATh
AT IR FHH et U1g I = I1d Wit & e R fag g
TAGCIS BT THIHRUN 3R HIST T | TR IS B! IS

WA & YR TR, §eob WId 3R HH Y o1 I= =01 ardt
W 3Aders ) T AT Ut GHgl § arifepd feba Siren 81

WA WId sa9els (Stainless steel electrodes): 3fad
TATIS BT 90 & w0 Y I8 T 91 a1et MR U1g B
T R PR FRar g

J 3OaCIS T T TZeaH BT &b Y IUA | AZH Bles
SIS BT ST Haa DC Rawf drafket & Ty foam s 31
TTge Iy A SAdes &I SUENT AC $iR DC fad diafe
¥ faran S ha B, SR It 3R RRR 341 o7 I BT |

LA WId 3adeis & oy SIS Ry taey 4 3 oen
21 3AEIS | B1 5206-1969 ST URRIN Hiftaw 3R HiftRH-
fed ©a q g saars & forg g1 faaRor &l

AT & GRM, IATLIS Sl I A1 TTH g ST | S99 &
forg AT M.S. Setacis 1 gma faa g,

ATgte Wid sade gy & R (Sizes of Mild Steel Electrodes)

IERY: 3T UIS & 3 H 317 Ig S Tl

* TH.UY. SATEIS P ATHR, Aa1s 3R gda Ifew &t gamg
* 3AIS & BTl B AT B

* M.S 3aagls & fg BIS HIfET gamd|

TATIS BT HHR U6 HR dR & AN B Yaid Bl g
TP 3AHIS Bl U MET adHE I e 81 AT A
ST SHIBR () P Y Fgall §

EREEERIEE ]
Metric
1.6mm
2.0mm
2.5mm
3.15mm
4.0mm
5.0mm
6.0mm
6.3mm
8.0mm

10.0mm
3AdCIS B UM aTs (Standard length of electrodes):
SATIIE G SHTHT-3(EHT AaTs, 350 T 450 mm H FfHfa g1d 51

gddcls & WHR(Types of electrodes): Sdfac® 3MdH

Fig 1

CARBON
METAL ELECTRODE

FILLER ROD

DEPOSITED
WELD METAL

ARC

WELD POOL

PARENT METAL

WP20N134321

AT 3ATIS TH AR TR F 8Id &1 d §--
P RIS

ERMERLHEE]

TR PICS 3AaCI

HIE 3Tch AfCET UfehdT § BT Seae s HT IUANT b el §
(Fig 2) Ta goders 3R Sife & §ie 3T ST Sl g1 31
S & U B I 4 1 e 3a1 8 SR e u1g 1 v e
TS BT IUTNT HIP SIS oIl gl
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Fig 2
INERT GAS

SHIELD BARE METAL

ELECTRODE
METAL
FILLER ROD
DEPOSITED

WELD METAL ARC

WELD POOL

BASE METAL

PROCESS USING BARE ELECTRODE & GASEOUS SHIELD

WP20N134322

3 AR W Hra 31 & ST 1 9gd HH SUANT Il ¢
PTG STYANT BT TR T SR & B

$© =10 AfeeT ufbareh (Fig 3) & S9R 3aders &1 o Iud
forar STaT ¥ e g¢ uerd @t etem & forw weh sifsh A
JUTNT o STrar §

FO D dfcgT uioharell & = gagcrs &1 ot IuaN faa
ST § (Fig 3) fraar g3i1 aes u1g &l aTaq iR Sffaflor ok
TZEISH B TRNT A W APb & oW T 3Hfopa A9 BT
ST fohaT ST 81 fohek WS & mead | fheR Aed o e

3 SIIST STl 81 SR TR TRe BT JWINT R AR Feidels H
Y U b T H a1 ST 81 CO, AfeET 3R Seqwy 3freb afes
gfcharsdl T geob Wi & SR AR SadgS b1 IUANT fheR dR &
&0 ¥ +ft T ST ©

g 3R 3l urqell @t afeew & forw Agera urg e afeen
TfohaT & TRIoR AUd Saiders BT SUANT foam S g1 (Fig 4)

DT B} YT Feld TS Pl 8, °10 P IRY 3R JR&fT bad
3R TS GRETAD Tl Sl T & SR ST I8 UTg WR ST
g

Fig 3
MOLTEN METAL
DROPLETS
GASEOUS
COATED
DEPOSITED SHIELD ELECTRODE
WELD METAL

SLAG

WELD POOL

PROCESS USING FLUX COATED ELECTRODE

WP20N134323
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e

3T AT 3R Hfdw M sAR IS & TPR
\

Consum%ble electrode

\
Non consumable electrode

\
Coated electrode

Factors

Methods of flux |

coating

Coating flux

Type of flux
coating

Purpose of flux
coating

Core wire
material

120

C opper coated mild steel

\
Bare wire electrode

\
Carbon electrode

\
Solid

— Dipping process

— Light coated
—Medium coated

I—Heavy coated

— Cellulosic coated

—Rutile coated

L_ Basic coated

—Deep penetration

—Hard facing

L_Gouging

— Ferrous

I— Nonferrous

L_Hard facing

\
F lux cored

1

WeldingC

L Extrusion process

utting

|
Bare wire metal electrode

Tungsten

Pure tungsten

— Superheavy coated

—lIron powder coated

— Shallow penetration

—All positive welding

— Flat/down hand position only

— Mild steel

— Alloy steel

— Stainless steel
L_ Castiron

__— Phosphor bronze

— Nickel alloy

L— Aluminium

Thoriated tung-

sten

|

Zirconium based

t ungsten
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Ffiea 159 & AghaAT (CG&M) 3T 1.3.44 & gwEfia Rigia
d%s? (Us9) Welder (Pipe) - ©ied &1 desfaferdt

Tt & yUTT SRS BT HUSRUT 3R AfdHT (Effects of Moisture pick up Storage and
Baking of Electrodes)

IeRY: 3T UIS & 3fd T 319 Ig S Taod!

« IRy 32T AT SATErS 3R 3P ITUIT F IR & JUHTE

+ AT SATIS B! IP YA B TIYHAT TATE

* ER qTS UIEHT & [AC FATEIS BI Step A TR Y SR AwTe |

3AICIS BT YUSRRY (Storage of electrodes): Tl 3avur Aarah: greei it sawe w Aty ga &
T B ST B A SIS BT et et Bt 21 yRear arp a2 1 Fmtar & Frdsi o1 ure w3

T @ g Seds B ST HA G Ued 110 - 150 f&l ft e 3o ame <
ARG & AUHA R WU TP °e¢ & fore Fafa gue
3G B GHR 9 T o Tl 5| I8 fafar grr Faffed wraf
¥ o F B T P T TR T MRy R Rp egoe. — IeT A Uthe USSR fRwdT &
ffa Soracrs o o I, T fRufoat & wufed — RN I SIS

— ST T g3 g6 ara RRT®
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Fiiea 9 & AYHNT (CG&M) 3Ty 1.3.45 & gwEfia Rigia
des¥ (U13U) Welder (Pipe) - Wi &1 aesfaferdt

gATeIS BT YUSRYT 3R 3fHT (Storage and Baking of Electrodes)

IeRY: 3T UIS & 3 H 319 Ig S Tl

« IRy 32T AT SATEIS 3R 3P ITUIT F TR | JHHTE

« AT SRS B 9P HIA B TAIH AT FdATE

* JEeR AT UIET & AT SATErS B P | WR B 3R FUTd |

SAICIS BT HUSRUT (Storage of electrodes): Tl 3Mavur
TH B Sl & <t SeIagls T gerdl THIfad gl 81

— ZAdeIs B! for T o Udbe H g R 7 37

—- U%d B SHalS U1 Hd W I, WY BRI R |

— WR S AP g WP & IRY 3R 3R TP A1 I TR
EHEcd

— U &I <RI A1 3= Tl Tae! & WS | 7 3 T

— T & U Bl Ad P T TR HT YA 161 ST &
AT | TIHT 5°C 3T g1 T1feul

— ®RY P TR IHARE I &1 Heaqul § R i G
WR dYHH H Y% IdR-=g4 I < | ST YT F gIESIoH B U YHIRd Aid & 3R 39 TR 39HT

_ Vel Sa9s ) oned oRIRURET # wuRd 99 e PRV S WAl &
THAT 8, TIPS YUSRU HeR & 3R UH AH-GRNNE  _ Jog & T9s/ar
Il (S Riferer-r) 37|

Fig 1

ELECTRODE DRYING OVAN

WP20N134511

. _ - I® A RRUS
ZAICISY (TR TIZT) B! YT e TR TR B 3R 9 | S Y S
JUIN IR ¥ Ugd Ud ©¢ & oy 110-150 Feiht Afctasd
— &H R g IRl

TAFIS TN A SfaT F T v/ soRIE B JH
(Fig 1) — 3T & GRE HaR B o

TR & W0 T 3 TR FATIS BT TH IaT Tahell B | feET & SRM HaR &1 fawe|

31 3AeS (Baking electrodes): SoaES Ak A Ut —  SAfAE BIE
DR AR H 3((eeb ST T
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Ffiea 159 & AghaAT (CG&M)

3Ty 1.3.46 I iy Rigia

d%s? (Us9) Welder (Pipe) - ©ied &1 desfaferdt

yrgefl @ faferdt, Mt &1 Agw@, uie T iR Fev TN TR FT WREE|

(Weldability of metals, Importance of Preheating, Post Heating and maintenance

of inter pass tempearture)

IeRY: 3T UIS & 3fd T 319 Ig S Taod!

« R 3R 3reiE Urgsii TR AT HIA T UIGHT & YHTET B SRS B |

. Ugd @ T $ BT I FaTd

* Ugd q TH 31 @t fafyr gwsse

M1 F ypRY &1 quf7 H¥

* 93 iig & URe-EIféT & 2T & IR A Fard
* STYUTH ATYHTH & I@RWTG PT qui— HI

Jeefaferdt (Weldability):

o FHle LI R B1ge 3R AT Frge WA AfcsT & forw
Iugad el §1 AfdeH, fored Sl Txaqr SfSiT werm sman
gl

o Sfieffes We afedn & fow Sugad g | adar fo= & guft
UBR & T &I by 19 e 3N Ufhar &1 IuTnT
PP Joe fopar AT B

= AeT DI desiafedt (Weldability of cast Iron):

200°C-210°C & A0 TR W & & §Ig HRE HRA
oI Ics fpar ST 31 AT ) Ugell Rd & W eH R, I &
YERIHRUT P ST XE & foru It Wi 1 Qe Sl & |
STAT, Gt Sl WA ¥ ¥ gl Bl Sk 81 3Y URe-gifeT war
ST 81

SIS DI I AT IRG AT YT A B &R b A1d ghhR 9R-8R 3UST
e ST B
qid 1 aesfaferd! (Weldability of copper):

UG SHiqss & ©0 T 0.01 ¥ 0.08% 3HaiioH & Y
99.9% Y HIIR FAGCIAZE HIUR b U A ST ST § 3R Tg
I B AT TR &

TAFCIAZE HIIR Pl S-S HIA & 1T 3T St A
T BT IRY e ST 8, d1fdh 39 e R TNy S o b |

3MYR YT B! TG P! BB I AT TR Uga 3 T foam e
& o URUMTTRaRET TR 1 7E &1 I =l 81 STl §; aafdd
AfeET = 8 ¥ uga|

AFET & TG YT B SUST B & §G, I P SHHR B HH A
3R 19 B 5 DR & AW SI19 STl el B

MEfET (Preheating): AfET TR ¥ Ugd S & T

HRAT WEIET F =T T 1 ST 81 PRE 3R e Bl Higle
B BT I fGEU S BRU hichT Bl HH HAT &1 3UST
B DI &R 3R TG B @ud 3n1fe off w7 g1 ot 21

AUTZY T 3 TAIT T Ble SRS Slied ! Ugd I TH fbar o
ToHdl g1 Afhd I8 S1d DI TY-Ba T T SRR IR Hel
& WY Y Ugd ¥ T fHar s =@

MEET & a8id (Methods of preheating)

e faftrt oifg & SMpR iR A& & forg SwanT &t o
ITeht e R FR ot 81 e et &0 @ ffdfa
1 IRGBIA Ul (Fig 1) AER & HIol 3R Jgi a o Siiadl-
uRifeete v grT i forar o TeedT 81 WY Sife &1 et 9§ &R
BIc SId DI SAURY T HBIot F TIH GRT Ud ¥ gie fhar o
Tl g

WEIféT & UK (Types of preheating)

MR BT YR Sid & MBR 3R Upfd W AR Par g
ffeT dH UeR S i |

Fig 1
ARRANGE SIZE AND SHAPE
TO SUIT EACH CASTING

DRAUGHT
HOLES

WP20N134611

PREHEATING FURNACE
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- gofsiidifen

- Ry i

- U Wi

B WEHET (Full preheating): afcET STRRA & HA 9
Ugd QX HTH &I 7TH B &1 UishdT 1 B Wi & =0 & ST
ST 1 T8 3R W 4 S & forg wet & fopar S 81 59

TR & Wl H ST & SR SId Bt TH SRpR ]| 3R
Ig Ud GUM & 4 st o gl

R WEfET (Local preheating): 39 &R T, gl
Fad dcs fobd o7 aTd! oW R ) 1Tt B 1 T8 SR WR afedT
& B Y 31 U8 suIgy T Folta [Bar S g | (Fig 2)

Fig 2
LOCAL PREHEAT AREA

.
E=r

LOCAL PREHEAT AREA

22 gU e die & UfRd Pl AT B & AFd H, & Bl RR
¥ faudia &7 o) uga ¥ T #R o1 (Fig 3)

TECHNIQUE OF LOCAL PRE-HEATING

gTesTaRae WMEfET (Indirect preheating): 39 U&R T,
TR I &7 R B O IGT § Sl dfegT T8 & HRUT SFAA
faRdR TR HPpa= & UUIfId 81 ol § AfP Ies fbT I aret
R W &I U8 ITe L& B3 A U SISy T & YAt 9
1t fosar ST 9T B 1 (Fig 4)

WP20N134612

Fig 3
PREHEAT
THIS AREA

WP20N134613

BT & 91¢ FT 3T (Purpose of post heating): 3¢ I8
TP 91 M g, dl e Sid &I I e Beie & Ure gie
o ST a1 SfR teter H gt -k 3ueT g ferm s =nfe
T doft ¥ BUST 8 & HRUT fopet H aRR a1 foredt o faapfal
91 o 9 | (Fig 5)

Fig 4

CRACK

WP20N134614

IR T B! Fdg WR A1aT 3R 3RS Bl 3UST R & §IG
TR-FY F TRT BR 3R F Hb el o Jobal g1 IS B
BUIS § Tt URAT 91T ifeh Foeall drgT YR BT &

XU dIYH 61 IWRWId (Maintenance of inter-pass
temperature): Ugd ¥ T Sifd & dIHM &I IR HaH gRI
e fHaT S el 31 3 Sile U TR 3 shail g1 e &
UEd IR §1E ST & SR e o WEfeT aaee | ugen &
ECARRISRIEERR ]

g g Bl § & S &1 siazgs Wgifen aua de 7
foear mar 71 f3ftrer arowt @Y S & fow fafte A s
Ity B 1 AT gRT Ao foban 7141 10 39 W 3ifebd g1

Fig 5

FURNACE

WP20N134615
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Ffieca 159 & AghaaT (CG&M)

3T 1.3.47 I Jwifed Rygia

desv (U1sU) Welder (Pipe) - Wed @1 desfaferdt

@l 1, HifETH iR 818 P W 3R vaia wiew ot af’&T (Welding of low Carbon,
Medium and High Carbon Steel and Alloy Steels)

IERY: 3T UIS & 3fd T 319 Ig S Faod!

o g Feq Wha iR neay F1da e # e ufara WA 99
o @ PraA Wa o1 AfRET & I 1aas W0 & TSR 6T oW B

o @ P Td P AT ) fafty &1 o 3
o HH BT WId B AT P ufspar &t oA HI |

T Hial Pra- Kol 96 gl ¢ forad re 81 figierg e g
21 W A I P AET 3BT BSRaT, A 3R TG b
afa Rt 81 Brae i $ifies ghm, et &1 A= ST
&1 H g

HTeH LI B 79 HAN[g HTeH & U= & AR Fiipd
fora ST 81 3% Y, Tegd SiR I FTe Wi Hgl S g
@l ®Te- I (Low carbon steels): 0.05 ¥ 0.30 ufa=d
DI I I K B A BT T T AR TId BT ol g
39 31 & W T, THA SR A ¥ 7§ g 3R
T A T HTHT S B § 1

3T gt (Welding technique): 6 mm T, 918 3R
B! I UG g1 6 mm F FHWR TS 3R B dh1dH JgaR
gl

TR (< e T Fig 1 3)

Fig 1 —UPTO 1.5mm

NO ROOT GAP
—2TO3mm
W
Q>
23 [ I
Sz || 15TO2
HE
Y-
//80\\ —4TO6mm
H 1.56TO2
—6TO 8mm
|| 15TO2
60°
h —8TO 12mm
2y
£g
=z
T
® o
9w
o - 60°
- ey
— ABOVE 12 mm
Xuﬂoz

WP20N134711

RIH BT UDHR - SYINT B S JTelt derd T |
TRTe BT YA - [t TreteRd 1 STaeaehell 711 &

ITER & d1E - 3980 F 3w fHwht of de Iuar ufssan &1
AT T8l ad § | SHTT TS & ST fheit URe-gic ¢Iche dt
3Tl Tl &

THH BT &ld (Medium carbon steel): 39 W & H1a
391 0.30 ¥ 0.6 f=Id % @il §1 9 Aolgd 3R HOR g afd
I FIad A & HRU HH Bl WIed & =0 § S I
I e T ST Tadl g1 SH®T gie ¢lehe fhar S Tavar g
IR &F F MUY XK, T S8 B 1 Urbey, St wft I &t
HHSIR B &, Pl AP b o 3 31feh SGUTH Pt SHTIRTHT
gl

3T uferar (Welding procedure): 3ifIHTR Aeqd He
W $) I RE WV IS b1 S Il & S 8o LA Pl
for farsht Bf31S & Thadgde dees farar o Tehdn § e
o1g 1 160 fS3h Sfcraw @ 320 3 g (ama o 1
& fo1Q) § yget 7 foan ST AR U AfeT o QRIS & a1, o1g
1 3T e aroHH W iRe-giféT Y siravaed gkt 7, ok
-4 susT g fear s 31

BUST 814 & §1G, AT I TAE P alul 3R TG & oy 1 3R
fAteror fopan ST B

we f$IR &1 U (Plate edge preparation): Fig 1 &
AT DI S aTelt Al Bt e & YR IR Wie R 3 dart
& feaman B

¥ HTa Wid (High carbon steel): 3@ $eH ¥ed &
0.6% ¥ 1.2% PEAEIAI ¢ 1 SHY  TaHIa bl foral ot 1 H
TR

1S & aIfe bR § AfesT s &Y SIR a7 ofR S &¢I
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Agd1

Hiers Tt et | Tp P (mm) | AAHTABR | PR B B
1 mm PbR fHART PSR Tl 20 1 1.2 mm
1.2 mm AR BRI BIS R TET 20 2 1.2 mm
1.5 mm DR fBIRT BT 3R el 25 2 1.6 mm
3 mm S P SR TET 45 5 3 mm

fPeR TS & TH & B & UM UHSHR Sils | TRaR I FapTem -
& d1C 39 319 4 G ORE g1 & 9d dob b 31U 9 a9 U ° on\
A gaH & fow R T 8 7 NAT NE

WP20N134713

flPeR Y€ @I T & HIH & UM UhSHR oits | URaR I Favram
& 91C 39 g Y G oRE 82T ¢ Od dob fob {10 39 dTUd URR
7 g & fow daR T &

T | foraes ok 957 @ 99 & fog frer JTs
¥ 3fd ¥ 9ga il die 9 HEIRE T 71 & frg
ATaYT SRa-1t arfeq|

I P! U NP TP I H T B 3R I8 TR THf & U1 Bl
39 R fheR IS Sff Wiel &1 ot § b3 Ao R Ui 8, gy e ¥ oo medt-urg AR @ o911

3R Bt 3R FaTRd & Yebell & IR 4T & Wi Pl R Tbell &

Hifes a8 TS gl o & | Fig 3 ® 3 mm HET o1g & forg i

BT S aTel YR B R} &1 bR famar mn g

doeY - Wied @t aesfaferdt (OAW, SMAW) (Welder - Weldability of steels) (OAW,
SMAW)

WP20N134712

e R iy u1g 9 ik 377% &1 (Alloying elements and their functions on steel)

IeRY: T UIS & 3fd T 319 Ig S Taod!
- faf¥a Tl F smazaHar sard
o AT fAf3a qcl @t ygaE B
* 09 YA® dd & GHTG! BT quiH B |

fgurg a@l 1 smazamar (Necessity of alloying Hifas
elements) : 4137 & TiAS 0N DI e & AT FS ddl B A
feyemar ST B | .
= oy YTJ dcd (Comsmon alloying elements): e
frofifed oo = iy arg aa g1 Ffegw Afdesw
PTH ERICH
(Carbon): G @l # UIEt AT H§ Hie- fHaH ¥ @i
TP ¥ Tifye 1ot H Heaygul uRadH 811 FoRdr H gfg 3R 39&
S e o S uRad & e Ayl 81
ffereni

126 Ffieca 159 & AYHaiT - IceT (UI5U) (NSQF - U 2022) - 31491 1.3.47 | Wwifia Rgia



HTfe (Manganese): I8 Holgg & 9aTaT &dl § 3R 79 &
&5l & TAT FHRaT 81 T§ ddl B yuIfad fb fomm eng &t
I T QT AR BORAT &dl g1 I8 Fehx B 7 1 FifAa
FRAT |

TR (Sulphur): IhR JBISS SN § off KId &1 I
AYHH TR HIR ST 8 TR BIC B HHl B FfHd H=ar g

BTEPRY (Phosphorus): ¥d ¥ BRHRY &1 I 3=
AU R R Bl § 3R g &t Ht &1 fFafa Frad g

fuferiT (Silicon): g U1 & Tifde 7o &I T gTfaa T8t
A1 ¥ | TE 3MH 4R IR 0.4% b BH AET & Ao 8T 8 3R
Wa o sfiqfiom & a1y e Rifeie sgsilass s |
Ig IATG & SR foad §U 9d & Y IR aRar 8, s ©a ¥
Sfferfior SR o Srgfeal QR 81 oIt &

PIFAH (Chromium): FORAT 3R TN YRRIY & 9gH &
fore spiftrgm &) W ® SisT 911 81 ST & UfeR1Y &1 g g
@ (Nickel): 3T U1 &1 2T IR & forg ST AT 8 SR
DI & WY LAY TId JHg! &1 U [axqd fafqerdr 9 &
e Sy fear S |1

& (Tungsten): TTRed HARAT 3R HARAT B FeTdl §
3R I AIHME WR ot T Fgar|

A&y (Vanadium): T8 FoRaT 3R FHRal &I 911 5|

HiferssH (Molybdenum): HiftissH T &1 Ho IR, Hrl
IR =i o AT B
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Ffiea 159 & AghaAT (CG&M)

3T 1.3.48 ¥ gwafta Rigia

desY (Us9) Welder (Pipe) - ®ied &1 desfaferdt

R T F TR acs &7 3R deefaferdt (Stainless Steel types Weld Decay and

Weldability)

IeRY: 3T UIS & 3fd T 317 Ig S Taod!

o AT W & B0 B aRSI B

» R0 W & Wifae o1 gard

« ST ufthar &t aren &3

« R T F acsfaferdt wdteror o1 auvfa w3
* TS & F YHTT B} TaTd |

WA W & UPR (Types of stainless steel): AT
el dieT, Hiftad 3R et o1 iy o1 81 39 e urg deal
& UfI=Id & SR RN T & H fAT-3(THT FHBRUT & |
TETER TAaE ¥ & g &7 gea affexu 6|

& T8 BRICH §, Sl IR-HOR IR W g1 3 T
AIETTEe 8, S Y ITER §RT HoR ¢ 3R Tab g of ¥ diew
g '3fiRfAfed § O Sicdd HaR 3R i T ¢ | Ug afcsT
& foIe Te 3re § SR afcs™ & a1e fref wriifei &t srazadsdr
TE 8 | Afh1 I8 B <71 ¥ ek fohanali & e 81 30 Tug
URTSC SR AICHRE IR-Ied ol AR TR L0 W€id &
RIS TSR B 18/8 WA i gl oIl § T dilg &
UAId & 3fairar 18 Ufd=Id SifaH 8% e a1 81 38 UBR
F WA T H YR a1 o1 WA H & fow plafraas,
gfaerd & SISl o1dT 81 dl, 39 Ieed UPR & Loy T Bl
TRR TR VAN ¥Id H7T I1a1 31 37 dcdl B e Jgq &
Y SheT ST g 81

wa9 Wa & Wifas o (Physical properties of
stainless steel): TR1Ee 3R AR & WAAT WA &
IR 1 Ul AT BT W & THH Bl § STadh AT
W & R W H Hra WId $I a1 § T 50 T 60%
31 fadR Ui T 81, 3 UBR & R W Bl
AFET XA T fae=uur S BRI SieHfesd TdR & forg
BT Tt B g1 § 19 ATcehdT TTHT 40 | 50% HH B
37 gt fret &1 31 THS T BlaT § 3R fewa | +is gnT Taf
Bl

WA Wi fiheR ©8 & UK (Types of stainless steel
filler rods): fa?y &7 ¥ IqaRa LW ¥ fheR B,

fRR d@ gId &, Suasi g

I Aed ¥ AfET SITRIE & R §H a1d 6 S HRUTS
& o it gfasd ff dfi-af sq dea i gamd 1 9 1
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1/2 gfaerd 3ifde gar 81 fher s &1 o f 39 ded 9
10° ¥ 20°C HH BN TR T 31aT-3(THT WISl I fhaR A
A g

T (Flux): U6 ORIV TR &1 U8ex ey e fSie
FARTES 3R TR SEhiAe 8l 81 AfeET & SR Tanferd
AR Bl U1 e IRe & =0 H §11 o1l § SR oig & 1
DI IR AT I g |

fa=uur o1 fFfia s34 @t faf (Method of controlling
distortion): & WY WA & geb Ed B ga1 § HH
qda HTerdhel & WY AR 1 agd ifieb oric giell 8, 3afee
faegur 3R faeuur &t 3ifie FuTeT B Bl

THS! DI BUST I d Al H 1 & fore o off ¥ya 8t aiu
3R o &1 Iy fasan ST a1fgu | SR dfd &1 U Hict o1
B! we o off T F IRE 3T IR & Fu H s fear
ST A1 difds G urg | fapfa &1 o1 foar S 9o | TRmaR
SRTA R ¢H (T ¢ &1 g 20 - 25 mm ©) +ff fazuor &1
SHH BT

afeg uferar (Welding procedure)

fFR @ TR FT UDHR, A9 FT MR, R Bt B H
PR, 36 B o arert e ot faftrs Mers & o wia &t o
TA1 AR TE R

e & g1fen fr R F afcET & Y 3R a1 31R 31 98 |
HH & it T @ e B A gUURR & 1 ¥ 1.5 mm
& iR T, 3R B A & {8 80-90° F HI0T R ALY B
uss | (Fig 1)

Fig 1

WP20N134811




Aga 1

Hiers G| ATl | 2 P " (mm) | FSa FT 3MPR | fPeR B B8
1mm | 9eREaRT DTS 3R el 20 1 1.2 mm
1.2mm | ABR fFRT HIS 3R el 20 2 1.2 mm
15mm |ABR FART BT 3R el 25 2 1.6 mm
3 mm HIS 3R el 40 5 3mm

39 WE fheR e ot Wiat &1 ga1 § &1 08 WR e g,
3T Bt 3R FaTed 8 Fabcl § SR UTg & W BT W Tl §
1% 78 Wgel gl offa g | fort 2 & 3 mm A1 erg & forg Iy
B S aTell YR B IR BT YHR fG@man gl

Fig 2 60°

VAN -

WP20N134812

ST A frgem 3R 981 @ =91 & e fiveR <s
¥ 3id ¥ gga e mif t FAERE 7 v & forg

GICEIEICEGE RG]

I P U NP U I H T A3 3R e R THf & qura &l
BH B & T Hedl-ury afed @ &<

AR W a9 W ¥ awaar TH Ht gAaH 3@
R fR ot 81 v i A & R @ 2 B
¥ sl T Iw g ¢ e Raw Wa |
deror gferieh "ot & JHa | 3fs g ot
TUTSAT 81

3feET & 916 W13 (Cleaning after welding)

TR IE A W 3R 3Haarss & s, Ulfersr exe a1 419
3T TN IUHRUN o SRPBIHT & IUTNT T gl ST AT |

Ut & 50 YT

gISSIdalNG TR & 50 U
1/2 ufa=ra e a1 i

JHIYM BT IYART FHT 50 &3t Ty & daoae wR fear
SislEIRY

JpTs P forT gHRN WY Widl IR 2 BT THTA B |

A7 & &T - 3UP UHTT 3R SU™ (Weld decay - its
effects and remedy)

9 ST & PRUT ReHfed WAew ¥id &1 1100 f&ht
YT ¥ FWR T 1 S B, A B SR BT BT
¥ SR HITTH Hrafss § M & AT TaaeT B, o of T
BT & &l HIFET ST & Ul S0 UfaRYY 707 1 SUR S 8 1
ST AfcETT T 8H & de WY T dcs & & I eiR-¢fiR
ST T TR 3 A0S &f" &gl ST g |

It & P Ble-3UDR de8 §RT IHTW ol S Whall 81 39
IR & oY U dess UM &T 950 &t & 1100 fe2it e
b T fopar ST =1feT iR Tt & g3 =nfeu | forR sraafta
DI HIEES B deas U B AT F Ut H SART Q|

Hiftd, AiferesH, foR®IfaH, ergefan, onfe (RRieRT aa
T I 8) SN iy o7 acd 1 o ot g g A o frer s
SIS I6s & I § T off Yool g |

WA Wa @1 desfaferdt (Weldability of stainless
steel): WTAY T & HRIZC AR RIfeH UHR 39! fheea
T & BRI Acg B A Ural el 8, b soied g
fRfed UPR o Va9 T T 33T IeTd gl Aoihd
Tt TR & WA Wd &1 afesT & fore sifora T ufRféra
3T T Sgd 1T Y ¥ IuGNT a1 ST 2|
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Ffiea 159 & AYHNT (CGE&M)

3T 1.3.49 I Jwfa Rrgia

desv (U1sU) Welder (Pipe) - Wied #t desfaferd

fiaa & yeR & U R AfET &Y faRmT (Brass-Types Properties and Welding

Methods)

IeRY: T UG & 3 H 3177 I S Tt
o Giqd &1 Hged 9d1s¢
o IV, Wi 3R TR & 999 & a1 # Tad18

o ATRNSTSRT WA R IR TP B ATaTgHdT B ARSI HI|

Wiad@ &1 W1 (Composition of brass): Haa faft
SuTal § die 3R ST &1 U Ay u1g 8, IHaa: 9gd HH
gfawd & 39 dedl & g & Y|

ST BT UfaRid 1 ¥ 50% o i g1 g S 15 AfdnTd
IS dida Suasy FHR1aT 81 20 | 40% i ara 39 diaa
P P IRE P ST 8

Wia@ &1 TeHi® (Melting temperature of brass): did
HT TeIHd 1083°C 3R SR & 419°C Bram g1 Uaa Aeqd
AT W fred ST 81 di) &t 1 et it gnft, e
a1 & 3ifie g1 didd &1 TTeHid AR TR T 950
feht A g g

Aod, W9 3R W9 &1 999 (Selection of nozzle,
flame and flux): didd & AT & g HieAg RN &1
iR B, i fSich 1 Terics fiaa & qaT A SH glar |
ST % T & BRUI, Ice § B¢ 1 g P T IARA ST
3R Had qiT gt 7§ ol 5

3 UHR I HH g1 Ol 7, 3R Uifersr fby M R acs T
TeT g =T A 2|

i RS 3t i &1 Fifia s arfeul

SHFHIHRS sarar ¥ ffaivead sfiaioH gRT 39 e gawsit
B HH a1 a1 g1 SHfaisTsion wH # sifaied sifawied
S &1 N sifege @ 9ad il foreT o fofd 9 3ifere
BT 81 3 SifaiteTsiohT v &1 IuanT ffes & arsdiaon
B AT § | TS YT B ST &b GRT TS foidh Pl ST 3@ o
HEC BT 8 | diaT-oTedt 27 a1, R & it ) tad e
ST &, AiS BT a1 § o8 HRAT ¥ Big gian g1 ey eng
o ST AfcET wfshan & SR WA 3R IR ¢ a1 ary
a7 BT & | T A= e BT GAfid B 3R o 4
B Y o I T
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tiad @t sfiRf-ufifed= afgn & forg, e siwftesion wm
BT YA o1 STTaT § 3R AIoTdd GHH HIeT & M3 Wid We
@ AT & forT IUNT T o a1t T U SMhR 5871 Bl &
g U 1g IR Sarell G|

galfded 311 Ufshar gRT fidd &) des BT JfEhd 2|

AT faa H via 9gd Heaqul 8| SRa Uk &1 draT fHigor
didrer &1 AfeST & oY Ueb ST UaTe §1d1 & |

I B YA & & 1 SR fireR I TR @ ST nfgul
IR & Tt eaa 1 H gfs 718 7
3fRT a@-id (Welding technique): 15 3R &t ddh-iid

Fig 1

FILLER ROD
WITH FLUX

WP20N134911

JTATY 3R SHAUTZY & B0 Bl 60°-70° 3R fheR A HF 30°-
40° R | TS F 3fd | sAlUT3Y PV Bl HH B 3R PHex W
THf Z99¢ P HH B & T T aRe I 9o A | (Fig 1)

yarg & gt A=l &1 g8 @Re ¥ ger R s Hifs
IRy UaTe Ufaferar B 3R SIS &1 I &Y HH BT

TSP 4TI BT TR ¥ 3R ART & SR o= Y
P Afg a1 A T




g1

Hers aardt JqUT TP (mm) |[TNa IR | PR oI DS
. . 25 2
1 mm PR fHIRT PIs 3R el 1.6 mm
. 38 3
1.2 mm PR fHaRT 0.8 mm 3fMR 2 mm
. 38 3
1.5 mm ANHR fHART 0.8 mm 3fR 2 mm
. . 75 5t07
3 mm IRUGE]] 1.5 mm 3idR 3 mm

Ffiea 159 & AGHFNTT - e (U13Y) (NSQF - TR 2022) - 1A 1.3.49 I Wi Rigia
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Fiiea 9 & AYHNT (CG&M)

3T 1.3.50 | gafda Rigid

des¥ (U13U) Welder (Pipe) - Wi &1 aesfaferdt

PIR-YHR-IUT 3R AfFT 1 faftrar (Copper-types-Properties and Welding Methods)

IeRY: 3T UIS & 3 H 319 Ig S Tl
o id & fafird yeRY &1 quiq B¢

« df9 ¥ Hifaw o1 garsT

« f&E™ ufthar 3t aaren w31

PIUR UPHR SadeaIge BIUR (Copper types Electrolyte
copper): 34 UHR H FUY 3fase & FUH 0.01 90.08%
RIS & Y 99.9% Y& IR AT S (Cu,0). T UPR BT
IR deg B UG TG 1

T HTUR (Properties copper): 39 UHR T SadgiaRe
DIR H YISt A H BRBRY, U SI-iRiTSIsoi do firemar
ST ¥ 1 $9 YR 1 el 3cS bR A el B

did 31 3fd (Proper of copper)

SIGEUE
I AT 3R faYd areredl | G & fore 3T uferie |

T 71 33} fUfa A 3R IR, A1eR, B8, ogF 3R HIRET T |
I HrIRfaa

Taid: 1083°C. | 9-@: 8.98 g/cm3
¥R fIWR &1 UM (ic): 0.000017 mm/mm/°C
3R #Y fafkmat (Welding Methods) (Fig 1)

Fig 1
1.2 mm MAX

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

WP20N135011

1.2 mm T - fRT a1 e gl fbRT|

1.5 mm ¥ 3f¥FH 2.5 mm TP - =c T F Y H 50% =fie
e & 1Y TNPR ¢

2.5mm I 16 mm - 80°-90° &1 HIU 'V
16 mm ¥ 31 - 90° Ft S V' TR
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WS & UPR (Types of cleaning)
Tt 3R o STgt W & ge & fore Tifie queTs @t St

2199, W9, Ue 3nfe & gem & foe gl e I T
BT o B

fiFaR s 3R IR (Filler rod and flux): T&h T @R ¥
B3fiieTE HIWR A (HIR-ReR Targ fher As) o
I Bed & ga & HH TTeid Il ¢

T (Flux): TR & =0 8 8 & o fFIRI IR HiR-RieaR
TATg e AT i g |

A BT PR (Nozzle size): TH A BT ITANRT B il
Asee W & fore Iuai fobt oF a1 Aeidt T Teb DR §3T
Gl

TAH (Flame): T& ¥ de T YA H1
HIERTSRAT 1 "ATRSERAT WH ¢ F3 & JuE
(Effects of setting 'carburizing' or 'oxidising’ flame)
9gd i SHTeRiio BIR 3iiags &1 A BT 3R I
IR €Il

g 31 TRIfee ™ U ®I SRIRT A8 S BT BRI §1TT|

[fET (Setting): 3-4 mm Ufd 300 mm T & &R I faga
Be & Y Mg & 9 1.6 mm Fe 19| (77 2) a9 & 7w
e Ft AT & forg o &1 ya Y| (R 3) g efabr =gt
I T B

Fig 2

ALLOW 3mm FOR EACH
/ 300mm OF LENGTH

]

WP20N135012

DIVERGENCE ALLOWANCE




Fig 3

WP20N135013

WELDING LONG SEAM IN COPPER

WEie (Preheat): aRafd® ST Y& 814 U UG o9 Hed &1
g HI HTH! I dTUHH 750°C (HR B 7T o1 =iiell T) db
BT S 5 1

3R aF-ild (Welding technique): T8 3R &t dH-id
I TS 3.5 mm TS 3R 4 mm HIeT 3R W & fore Igt
Th1a | SHTAAR TR AfeET Sife & qifg R ¥ 40 ¥ 50 mm X
T foig I &= It & 31k AT & e amid RN dep wifer b1 180°
TP AT § SR A R-Ice S oW PI e PRd & | afes T gasn

S & G RR 3T 3R 1 St 81 (Fig 4)

">

Fig 4 START WELDING HERE

200

WP20N135014

fa@fa &1 =01 (Control of distortion)

ST AT (ST b Ugd & Sife T F el T 7)) U
guTdt deifei feweiz= & U & B BT 8|

o Wew a1 ot IR 4ft fasgor &Y A B

AT & 916 (After treatment)

A & ATHR B! HH B 3R 5 1 $H HH A & oY
i ) Sl 81 9% I fosan oiran 8 o g T fRufa B gt g
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Ffiea 159 & AYHNT (CGE&M)

3 1.3.51 I gwfa Rrgia

d%sy (UrsU) Welder (Pipe) - ®ied &1 desfaferdt

3SR AfdT &1 ufe 3R 39 WfteR (Introduction to Induction Welding its

Parameters)

IeRY: T UG & 3id H 3117 Tg o1 Tt
o RO AfRET &Y ufeuTia &3
o S5 AT P IUYNT Fad |

SRM AfRET T 7T Adad 82 (What Does Induction
Welding Mean?)

$SIRM IS U USR ST AT g A S an &l § oifes ergalt
@1 fayd D &3 BT FGa B HRU G arelt FfoRled THf
BT IUANT HIP TP 1Y Siisdl 8, 3UI IR0 & =0 | ol
ST & | IRUT AT & GRM, TP IHhUN YaTedhd Hisd o foRT
B 31 Sedd TR & B 3 dR W JARHIT HIRADT3H
F HIeOH ¥ Te e dobfeds YRT 3 IUUNT & H1egd ¥ IRa
fbar ST 31

TRUT AT wfgear

SaR AT ST I SHeeATCT Hec Y SSaRM BlfcT ol
IUIRT &l § dlfes des fhT o B < el & Tgad Sexthy
TR T 71U SAATC ! FHED I U U I1iferd [T oI 9 | T8
Ui, I e, AR W U1d P I a1 BAe® ol &
1Y 3¢S BT M a1l Sgeieh BT Ueb AIRIHUI ST B |
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ZSRM AET HT ITANT S 3R UISY IGNT H R Wd &b
e AfcdT & fore fopar wran § (Feaig ok

R-PEH1Y), TegHifom, H1 HTe- 3R 3= Ufdad HH Ay org
(HSLA) T 3R &3 319 Jaredh g arift|

Fig 1 PRESSURE

THERMOPLASTIC
- PART

IMPLANT
(GASKET)‘\

:’/ WORK COIL

o O O O

WP20N135111




Ffieca 159 & AghaaT (CG&M)

3Ty 1.3.52 A gty Rigia

desv (U1sU) Welder (Pipe) - Wed @1 desfaferdt

TegHifaa Iur s ace faferdt, afS 1 ARt (Aluminium Properties and Weldability,

Welding Methods)

SERT: T U & 3id 317 7 oI Fb
« TgHifraw ok saet fry urgsit & ol &) saren &3¢

- Sifqit-uRifeehs ufthar g1 Tegfifeaw @) AfT # 3 arehl HfeTsal *1 Iww S

o Tgad fEuTeH, Wi & He iR AT uftear &1 qufq w3
- Tgfifeam @) Ay 9t fafts uirarsl &1 3w Fifvg

o SRi-uvfhfees ufthar grT Tegriifeay 9t af&T & wrag 3R Joa &Y aren &3

TegHifaw 3R 3% firy ergsit & T (Properties of

aluminium and its alloys)

T ST Fhg I

IR TR ST T T aTet HH HTa Wi foraT gt emr
& {818 a9 g gl

ST % fore srefiies wferiedt

o™ fagd 3R i dTadar 3adT § | 9gd aitel, Jare a9
3R gaM & o s | IR gEa |

T UG &1 i 659°C gl e

Ty sifaurss o vegrifan ot gon & i 1A
(1930°C) BIaT B

PR (Types)

Tegifam 1 it g wegt & arfiepd fvar mar gl

- RS ¥ ¥ Y TegHgH

- el fay

- TgHigE eRe Ay

ARG U ¥ Y TegH—aq & &9 ¥ HH 99% B YGdl
B 8, AW 1% B el iR R4 gar g

s+ Bt ggar (Weldability)
I gR1 TegHifaw &) afT & wfemsar (Difficulties

in welding of aluminium by gas): fUga & dOHH d&
Tge A U TG &1 T ALY Seadl | S uig e
E il @ d1 98 SAFE Hd R ot &1

foreret g Tegifam sgd ot & Sffafieur &rar g, 9 @t
e W TGHIH SHTaRTES BT TP U oY 11 § e
I TeHI® - 1930 ° C Bidl g1 3BT Urad ard ey &1
ST IS 39 SHTTSS Pl I aR8 © Gerl oI A1feq |

TgHIH, &9 T BT §, 950 &) Aehdl SR HHGIR gl &
THUTT AT B

AT SR & SR 3 Taid U F T < & forg foran
EISIEIHY

Tyad f&wimg (Joint design): 1.6 mm d, frIR| &I At
B! AICTs & KRR SHals W 90 &l Fpar gain fovrr smn
EisICIEY

1.6 ¥ 4 mm T 3V Ie-3cS b1 ST Yobdl 8, T [HRI BT
R 1 FSt B+ ¥ bR fbar |el (Fig 1)

Fig 1

NOTCHES 1.6mm DEEP
AND 4mm APART

ALUMINIUM SHOULD BE NOTCHED

UNBEVELLED BUTT JOINTS ON 1.6mm TO 4mm

WP20N135211

YR Uiy wiel & afed™ & forg, Aiers & 4 mm a1 34fep,
Rl BT 1.6 mm ¥ 3 mm & ¢ 7T & 1Y 90° A HIoT
M & fore 9aa fasan S =nfgul (Fig 2)

Fig 2

Ve

LSTQS

WP20N135212

e SISt & fort qur), Bid & =, v, 3R, fiher IS 3nfg
9 1 A feu MU Bl
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IR BT 7 (Importance of flux): Jfo TegHi-m 9ga
ol & SfTRISTSS Bid &, S @ des I F & forg
AR P Ueh TR T SUANT fban ST =nfeu|

TG TeTa UTSER &1 UT-t & 1Y e S § (Feia &
3l fes UMl & U feed 7))

TAH] B % P A1 T Sils TR AT ol 31 59 foher s
DT UGN foha ST B, Y Vs ) Teied § +ff e far San 21

YR Gl R, S5k el & GRI&d & § $ifdes S & forg
YTq & Y- IS BT Wi Ble B B TalrE & & 31

Tgd o T F B mazadar (Necessity of preheat):
T R 3ue! By urgstt & = ardtg ardear 3k 3=
faRkry iR T o1 Bt §1 39 HRU J, TS afesT & forg
oS HE § T Y AR gl |

WRR Y F99 & e Jage ok ot e gifdd & & forg,
3R FW & Mgl Ay urgstt § 1 &1 @ud, TegHifom S
3R 3rsetaif 1 HH HA & forg

0.8 mm Tgd § T fhar ST B

P & AHR & IR Wl agaE 250 &t Sfcas 3§
400 feoit AT ae N BiaT 8, 3R 3V T BT IUANT dxb
1 Y T BT I IGHR fob T o YT § STat e ot ot g1

3T ufsrar (Welding procedure): $UaT AT €W SR
Td ! HIYA TGN <9 | . 2.28/G-55

- Tgerd Hed 3 afedT

- WA 9 4 g areft afegT
- MIG afegT

- TRy afedT

- PIeH 3 dAfeET

- Ol I ofeET:

- RigafET

- UERafen

- fawpies dfeEn

- SIS AT

TegHifa ot afed & forg sifedt-uftfed= ufssar soem
¥ @Y (Advantages of adopting oxy-acetylene
process for welding of aluminium)

TR 3R HH AN AT SUBROT

I Ut 2fcy & forg, T A forwrorcdt wnfed gt wobeh &1
I (Disadvantages)

TRTeRT SARIY, SR B1ch A 6T §erdT Sifell &, dl ST &7 Febell &
311 AT Bt gae H faeuun 31 g B

311 AT Y JorTT & Sre-uHIiad & orues 81 AT @Y T
FAgI

Teeifian a9 Afe @ Rt ufbar
dga 1
Hierg LRIk 5 IR | R qeTel BT frer #1 B3
(mm) TP
1 TR DTS 3R el 25 1 2.5 mm
1.2 WHIR DTS 3R TRl 40 2 2.5 mm
15 WPIR DTS 3R el 40 2 2.5 mm
3 \ 1.5 - 3 mm 3R 75 5 3.15 mm
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Ffica 159 & AghAT (CG&M)

3 1.3.53 ¥ Jwfta Rigid

des¥ (U13YU) Welder (Pipe) - Wi &1 aesfaferdt

3T P 3R MFHT (Arc Cutting and Gouging)

IERY: 3T UIS & 3 H 317 Ig S ool

- fafir e wfd 3fv M uferana &t gare

* JUPHIU 3R WGP JUSRVT TATY

- R saeIew 3R I°% Tuif Y e BY

- faftr TP R & aaeis ¥ forw adur |fen &1 qul w3
o 3T BT 3R MSHT ufehanai &1 quie &Y

o T 3R AR F RS FH |

fafira e i siiv i wfshaTt (Different arc cutting

and gouging processes)
- YIS 3MTh PIe B Uicha
- BT 3T HIcH B Alpal
- TG 3fTeh Bl I Uichal

- WIISHT 3(Teh BT b1 Hicha
- Siieil-aftd Pre BT ufshan
- ST 3T TSI Ufsha

UTfeae 31T FTeT - SUBRT 3R TeTaPH IUHIUI (Metallic
arc cutting - equipment and accessories)

CES

- AC 71 DC weiiH

- T 3R 31 i & WY P

- OIS BIR

- IUYd 99 & 1Y 19 1 gaHC (Shade No. 14)

- PIea g a1 e aren gdver

- T, ST, YR 3R qibg =<l

gA9ers 3R 3% Ul (Electrodes and their properties)

Sfeit-3dh HfEM gadels (Oxy-arc cutting electrode):
I8 3AdCIS AT 3MTch AfeET AaIS b THM & 3R U e
& 1Y AN B, ot w1 3n1dh Y FRR 7 F oy U §xaies
T UG BRAT 3R &8 F IS BT 1S IR FH1 8| BR
IR, gTdife, U WEd g & ®U H gim g, oo Ay 9
SHTefio @t T YRT U B1 SiTelt § 3R fEeie fovw T R,
SAICIS I faYd TaTe & TY-T1Y RIS B 3 db Uga
¥ e g B, ST SUANT e ST 81 (Fig 1)

Fig 1 OXYGEN IN
/4

[ POWER LEAD

TUBULAR
ELECTRODE

FLUX COATING

%%

4 \5\

SPRAY /'{/‘_Z"“'J

SCHEMATIC OF OXYGEN ARC CUTTING ELECTRODE IN OPERATION

QP 3 BT 3R AT AT IS (Metallic arc cutting
and gouging electrodes): I 3dacis IHNI U ¥ dfedT
G & IUM BId § a1 Hi-Feft fadly &0 9 afedn & forg
3T 7T MR & fou 9= T U ¥ IWN 6T 9H ard adq=
AT W FAFCIS BTed (Fig 2) F &0 H oz fvy od &
BTdifs AC &1 IUAIT T ST Yhdll §, THRIAD adels aral
DC &1 grfirehar &t STt 81 weft-apaft 7 3dacis & dret Tt
I B Oee Al 8| BT H Ul $F 8¢ a SAaeIS i 3l
1Y 1 HH Bl § AR 31 H T 3R 31 FHY 91 & fog

ST AT B |
} OF ELECTRODE

WP20N135311

Fig 2 STEEL CORE

COVERING \\
4

ARC STREAM WD
AND GASJET o ’|| ”1
FROM ELECTRODE A A
COVERING ”’i ”|l

4l” ””’

<

il
/! ‘\\‘
1 }
/Hf/

METAL ARC CUTTING

WP20N135312
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TReA 3 Hfe Fadels (Tungsten arc cutting
electrode): T8 U& 31 BT 3aaIS 8, orH ITaNT TIG
3R WIeHT 31 BT ufeharsht & faar < 31

faftra TP R & gaaeis & forw Hie AT (CURRENT SETTING FOR DIFFERENT SIZE ELECTRODES)

uTq 1 HIeTg FARIS AT AC ¥ Amps. DC (DCEN) Amps.
in mm in mm
1/8 3.2 3/32 2.4 40-150 75-115
1/8 - 1 32-254 1/8 3.2 125-300 150 - 175
3/4-2 19.1-50.8 5/32 4.00 250-375 170 - 500
1-3 25.8-76.2 3/16 4.8 300-450 -
3 3R 3 76.2 3R 3w 1/4 6.4 400-650 a

3T ST R AT UfFAT (Arc cutting and gouging
procedure)

3T HTeA &1 UfehaT (Arc cutting procedure): 3TaRIEH TS
F TR THST IR B | HTE ST aTeH Jdg B ATH B3 | AT
B! AT 3R T HY | e B e J 7|

gfe DC o1 IuANT {3 o 8, o afesT 7=i g iR ydigar
DCEN 3¢ &:|

I B TS & IR SAdCS HHR BT I e |

TG SodelS P T Saxaehdrsit & 38R He e By |
3T TR YR &% 3R Wie & PR IR Soa1S Bl HW AR
S| SR g urg faadt g, I odh ¥ Y B 3R F B
gadcls Bl @i B St 3R el g 41d 1 e Bl 3R HH
31 HId 3M1YT IAGCIS BT TN HY 3R Y R T I & forg
BUST A & T R X |

B! RIBTS 3R THEUdT & [T Bl g8 Tdg Bl S B
3 TTSIT wfehar (Arc gouging procedure): 3Ta<adadl
F TR G IR FX | Tl B & oY Taig & A1h By | A1
B AT 3R U B | e B e J 7|

gfe DC T IuaRT o i1 8 af 7=fie g 8k gyt DCEN
I B

ZAICIS P IUYHd TBR BT I B 3IR MIGD PHIC U B |

3T TR UGR B} AR T e gon ga wifd g9 & dg,
TATIS YR Bl HH B IR HIUI B 20°-30° F 5°-15° F T

FHH BL (Fig 3)

Uil

ANGLE OF START

ANGLE WHEN GOUGING

Wel F o SR I 15 3R b B WA S Y SIS P
RIFARd B¢ 3R fgd §¢ ot &1 4aepT & 3R s 74 ¥ R
eyl

31 Bl & BRUT Aot A Yo & HRUI, 3AGIS Bl ot F ST
Fq 3R TS SHToR=H &) i ¥ | Ry & & g &1
HI01 Tgd HIF TSI G &, SR Igd TERTS qF T & 5 | I
SIS 3R TTERTE B el U 3 & oY 3l RR 7 3R
I S PI &R §1Y W |

gdg! &l b B |
YIS, TTERTS 3R Uhyd] & wird I |

Y (Advantages): 3= ST 3R TSHT Ufehar Suasy Tt
B TR 31 TS Ufehar o7 SuaT fhar S qahdT g1

3fmard fRufY & Tg 3t Suarh g |

DT IYANT I UTgei 0 Fobar o Hepa & g aiferf-uRifeei=
BHIc PBI UfaT § Hle Gikpel g1l |

WP20N135313
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(T TNgT, AN X, Tl g, BT I SR ofdlg ofg - T I S| v & o ¢ TAeR IR ATl 991 & farg

i) - =M #req & fou
SN (Applications): Tf@d® 31 e SR Mo &1 BHlcieh Dl g bR b oy

- PIT N BT R DA 3R T 1 & g
- ICE QNI BT R A & folg
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Ffiea 159 & AghaAT (CG&M)

3T 1.3.54&55 A Grfd Rigia

d%sY (Us9) Welder (Pipe) - ®ied &1 desfaferdt

Sl Algl 9@ - YUI-YER (Cast Iron its - Properties-types)

IeRY: 3T UIS & 3id H 317 Ig S Faod!

o fPIRI #) dUR B 3 faftral @ aren $31
« Pl AreT AFET a1 BT qui B

« 3¢S fPU oH a1d Sife & forw 18 TSt &1 9uA|

Fa gl 9RfF & geit & fafor § smue U ¥ IuanT e
BT I BT 81 Fed g bl AT A Bob LI B g o
S-S THTITY Bielt &, ¥l B1 g8 olig urgsii & agg H ot gl

P A8l & PR (Types of cast iron)
Fedl el b IR o YHR Iuasy B

- AP AR

- g P Tliel

- T S el

- Ti3ER %= el (A1) MR Jprge del

U HRE TR (Grey cast iron): I HRE AR g HRT
SMERA BT JAT H RA 3R T Bl § Sl FOR 3R R Bl
21 U HRE HTRA & 35 AP 01 Gad SR Bl AT BT
& HUI B JURUFT F BRI 8, & el 71fr & 3veT e &
SR ST 81 1A | T HRE TR T8 B TN YHR &1 gl
21399 39 4% HE gIaT 8|

Hihg ST el (White cast iron): TS &1 Sgd doll 3 3UST
FRA & HRUT O SRA & e dedl AGT AR 61 o1 5|
il 1 X 9gd Ao € 3R T8 BIe &1 3R BIeigs A
J 3T el B9 Il B BeRaey Uibe Sl gl § Ul oF
e HIS Tt ¥U § TG Y6l 81 56 YHR BT el argl
SEd HOR 3R HR B ¢ 3R 3w B Iy 78t gia § 3R
e e

aT F=I @8l (Malleable cast iron): @& IH9 &
Y gaal g dI T B 3R bR 39 fR-¢fiX zugT 8
o e w=ar dieT T fobar orar 81 39 Tl SUER &
URUMTGEET GHTT 3R Fed & g 3ifie uferiy g 21

Ti&gR &=l @el (Nodular cast iron): 38 MATHR JHEE
TR (SG IRON) & = ¥ +ft I St g1 I8 furaa gu i
FRE SRA & TRy e U far Srdm 81 MieeR ag
B T T IR TS LI & THE gielt & o 39 A6 $I U
T Il &R B 1
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U B AR & 0T (Properties of grey cast iron): U
HRE R P ITINT SATEIR A gedh! & Ao o faar
ST € | Jod SHTRIT HTE-/ABTIE & BRI 3TH 3/ i 01
g1 3 U RAfeiepT, Tewhe, AT 3R BIEHRY & A HRe
TR T Wl ) gor w5 3ifies Sfed wida gl &, afdp
Y HH AT SR T e gicil ¢ | dfeh Hrae Had AhTse
wiftie g 3, Sl Wisd a1 1 A T & B

e gl AfeeT @ fafirar |

fr IR @ dus &Y faftr 3k YR (Method and types
edge preparation): I HRE AR & BRI DI S-S
RNl ¥ WR a1 o Gl &, oY o ffth, aEfeém, w=im
IR BTgfenT| IwRrad fafrt &1 v & o) fufd vd UdR &
SFTER a1 ST B 1 STHAR TR 3 I68 HA, el BT 1 5
SATST B SITADAT gial & | TTY & Ic8 A1 TRETA BT o arell
TATS B TS 6 mm 3R 3T 31 it df SHdR R U V
§c WS dgR fopar ST € S % Fig 1 o feemar man g

Fig 1
ALL EDGES OF THE
90° SINGLE 'V' ARE ROUNDED

\— FIRE BRICK

ALL SHARP EDGES OF SINGLE 'V' SHOULD BE AVOIDED

WLN136011

HPTS BT aHT (Method of cleaning)

T TG Siie B! ATs & fore & fafrdl 1 Sudi far Sran g |
. ity geTE

- S 9BTg

Tife TS BT IYTANT SATGIGR Hal dlgl Siid H Iag &! I
B P fore fobar oira 21

39 fafyy & e, wrgfenm oiR arR s 2 | &Y gt B

A, U iR fareht ot 3= uerd &t gem & forg Imafe awTs
UfehaT AR 1 o1t § For Fifies WoTs ¥ geran 181 S e ]



TAH (IeT ded Wi ) (Flame) (strict neutral flame):
ord = =@ Urgy H 10 BT IUTNT a1 o1 § SR U T
TR TiH S FHMIST T ST A1 | T 3@ ST 91y
% SiioRiST o1 T =i ot 76t § St Sifafie=or & mery 9
FHHSR IeE BT HRUT ST &1

fipeR s (Filler rod): HRE MR AfET & faw 2.8 - 3.5
gfeerd R gad 5 mm SR & Md a1 AHR 3= (JNR)
fRiferpl e 3mRA fPer IS &1 IuaNT fbar widr B1 39
TS gRI A8 U1 S 9 At @R 81 (IS 1278 - 1972 F
3R S-Cl 1)

TS (Flux): 3a1SS B U R 3R SHTRAB Y A &
foTT Trere 3=t TJuTa &1 g1 ATfe Tl

WETH M5 3R WSTH TZHEHC I 51 SIT 3| T§ USSR
FEUH gl

PRE ATRA AT & d@-ie Af@T (Welding the
technique of cast iron welding): 3fcET TaTeH Tgd ¥ 7H,
G AT TH, Sl dlel & ghs WX T o1 afetl C.| afedT
¥ forg thgifém aromm 200°C ¥ 310°C d% fiF T 3|
sTEy B0 60 3/ 70 f$3t 3R fher s HIor 40 f&oht @
50 f&3it aee &1 @1 & g arel| (Fig 2)

Fig 2

DIRECTION OF WELDING
———————

WLN136012

IR RA 1 AT IR P T Ugell R & THH € B

T WA & W8 & a6, T THH gic U HRA & forg ¥
HM R R J o Iod | 38 U gIf&T HgT Sar 3|

R SiTd &1 g a1 TG 1 G 3 & 62 J s dR-R 3ueT
B <1 (Fig 3)
Fig 3

y ROOT LAYER

SECOND LAYER

TEMPERATURE OF THE JOINT
HAS TO BE MAINTAINED AT
PREHEATING TEMPERATURE
THROUGHOUT THE WELDING
OPERATION

WLN136013

fiperR s &1 994 (Selection of filler rod)

iR A B! TP AR AT AT AT

- I DI I aTel! YT BT YR T UHR, T B, -1,
1S BRI (2od 1)
JTS P 1 aTelt YT P HICTS (SIS & bR BT IR} Hfga)
(€5 2)

- §9 910 OIS B UpTa (AT, T afed T At s afed T (TR-
WLST)

- XIS ®1 oA aTelt AT deb-ie (SIS a1 &Td) |
Fga 1
urga frer @ o
g T 3R e PR PIcs ARG KId
SR (CCMS)
I Fle T [ferep9-a-e
SasEd AR By ug | Ea
T TgH-ufaRiet firsr e ST
3.5% fea wia
PIAITH WA T
T W R R F= gt vl
fafereTa o= et Aeicfde®
He] el e dlel
PIoR-atel g erg Rafere -
dia R sl Ay g | ida, RifeeA-sie Fed s
(diad, Hie) H B
s TegHi=ay
5% Rifeiep 4 TegHifaw iy g
T 3R 39F Ay | 10-13% Rifdiet vegeifom
iy arg
Aga 2
HierE |t dUNl | wciu fpar I BT
(mm) (mm) N (mm)
0.8 IR - 1.6
1.6 R 2.4 1.6
2.4 IR 3.2 1.6
3.2 80° Vee 3.2 2.4
4.0 80° Vee 3.2 3.2
5.0 80° Vee 3.2 4.0
IS UTg B! Hiers forast siftre Y, fber s &1
Y Id-T &t 3P R w41 fHu ¢ aes 39 31
T= HH T, fasqur & g 3R AfRET aw eirft
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Ffiea 159 & AghaAT (CG&M)

d%sY (Us9) Welder (Pipe) - W<HT STeT

3T 1.4.56 I Jwifed Rigid

Fax [T 9 a1t fawal @t =w@T (Outline of the Subjects to be Covered)

IeRY: 3T UIS & 3id H 317 Ig S Faod!
39 AR 9 Yeird foual @1 Tokar §8u & gasd

"JEER (UTSY)" ATUR $I T 8 BI 3afY & GRM, Th IHEIR
O 3R I 3R e 3 YT I Fefid AR SR R
Ufiféra frar Srar 81 9% il U IfEaR &f Ty
geM & iU UNide 9o, UsIR TfAffat iR 3ifH-g-oire
TfRI&r 31 foreeRt It St 1 orafdy, Tike] Trufie urftie
fafere, siftremm, wofaror faffgee iR Rawift onfe &
IR T iear g1 AagiRe U gfaret urgy s ¥ I g
1 UTSTY Bt e, A&, S enfe| fafr wron & ozl o1
T, 19 AT gRT fafie s iR HIon & gl & Sie,
faft TR & Uzl 3R e TRe R 9 &fc| ud®
HT & PRI 8 TR TIe T TR0 §RT 3707 Sl T Y
ot T, 3R 3 TRMY/GYR & g St Bt uga™ Heill 3
e S wgforart Jural & s diad ; afcd firy eng
ST, AT TleT 3fe & oI Fex-ury aroHT= 3R Uike 3es gle
Fetic F91T [T 9 AT BT 7oA g St 8 9t &1
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gaic, fpu fom 3nfies =0 F a<ged wisy BT Ao a1 3R
Bl P A TP Heg ST 3R 3AdeIS, HRIG U1d 3M1fe P
SITAM T B Hf SuhT forar See | Rarar S e Sri=iar
famm 3= Il ofR Ton, firer urq et & U 3nfe B qHgE
¥ Tgg S| SSNHART ST Rarr Sl SIeT &1 Ugd 994
TR fran ST iR 6T M a1d 368 & RIM, TR 3R THR
@1 gHgA § Iugh g

P Ffed SRd T IFEIES H Bl A6 HA & oY
ARG T P awT b1 T T1Y I IRE USHT Sl 21 3B
3far, e arrht & ifas o, ffte geR & e, 7o
3R IUTNT, GTAW 3R GMAW &1 9Rad, arg 3R daTaHT o
e Y fRigid T & Sidqifd o &1 SWIad gl & 3farar
ISR I SR 2 § 1 3 G SR Saad DRI
& o fopet oft RRUTY & b7 ey & T armawws B



Ffiea 159 & AghaAT (CG&M)

d%s? (Urs9) Welder (Pipe) - WT<HT S1e-T

3T 1.4.57 A Jwifed Rigia

<a1q arfge1ail 3k uTsy afed™ @1 7gw (Importance of Pressure Vessels and Pipe

Welding)

IeRY: 3T UIS & 3fd T 319 Ig S Taod!
. Ga1q aife®13il &1 Hgd
. UT3Y Af&ET ST gl

3q1q qifgd13it (Pressure Vessels)
= (Introduction)

e g9 Uid &1 fpat it 9 Uid & =0 H HHT1 e § o Uh
SaTd aTel ol UaTe ) SUEld B3 H WerH BT @, 1l 3fidRes
1 T183} gaTd, 3% 3MHR 3R HIY H1 URaTe T fo Tl

Hg<d (Importance)

B & IR BT IEAT R4 & [T gama arfgdlsh R
TG 3fid = TuraT dTel gl TR

g aifgmrell &1 IuAnT I gad B Ra uard &R T
®I WRd 3R WMAIARd B3 & forg far smar 81 &9 &
ORIRUTR ST AT A & AT gaTa arfgapraf iR afedT siadd
I UG aTet g AIgu

IUGRT (Application)

I & I il I O W, I SR RE,

UCIh e, T1Y B SHol | [hal oIl &,
STgeiel 3R TR-fauTed 1, 7oA 3R aRet Uerdf & HUSRUI &
for et 3R 79, TR & S H|

U153 AT (Pipe Welding)

T3 AT 3 UIgUl Bl U WY SiigA I U Ay §1 Ual &
fore IugiT &t T arelt AT dit B MIG 3fET iR TIG
ST Tfgd 3™ ufspart wnfiya €1 $2 @i urgy AT iR
UI3UATE AfcET & difd Ve B ¢, UISY AT & 1y uelf 3R
fwprgafeat o 41 & ursy § Tef iR ursuens afdT &%
Hier & 3iferes 7, U, ddt 3R 3 ol Uerdf & uRag & forg
ST fpaT ST 81

15T 3R UIgYaTs dcex AT I H, dd SR 19 &3 &, 5
I, o & gHT SR TRETY] Suf W § Af@T @
B A o

Fig 1

PRESSURE VESSELS INTRODUCTION

HOOP STRESS OR CIRCUMFERENTIAL STRESS
LONGITUDINAL STRESS
RADIAL STRESS

WP20N145711

Fig 2

WP20N145712
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Ffiea 159 & AYHNT (CG&M)

deex (UrsU) Welder (Pipe) - @ITSHT STe-T

3Ty 1.4.58 I gwiftd Rigia

9 HfET 3R WA BT (Gas cutting & Plasma Cutting)

IERY: 3T UIS & 3fd H 317 Ig S Tl

o faftrs uoR Ft A9 S areht a=fi= @ aaren 3
o ITHC BT ITART BB NWBISA BT Dt AT B
« 19 i Y, ITH R 3R IUTT FATC |

P B A < TBR B BIeh &l

- TR T Y Faferd it o) gxiF

- fayd wrfera sfen &t o=

Ag3re U | Harfera wfen S a=fie (Manually operated

cutting machines)

A3 T F Faferd dlea & 7= § gm= w9 ¥ g
M B &

- TP UF YT & AeOH J Hex Bl IAH P T Th b AT
ufedr 3R 39 A= &1 IuaiT Heft 3@ Hreq 3R 99 Bred
& foru fopan o gbar &

- foiw o1 35 1 Te vuna! forgest Suan a=fiFl & a1y fear
ST © 3R ST gRT AR g, g, af anfg W e =
gad g1 (Fig 1)

Fig 1

PIVOT BLOCK

WP20N145811

SMALL CIRCLE CUTTING

FG3d ¥ Y IR B arelt #=i=! &t ifa e & g
SeRardt gt 8 SR i @t <f ot Wi B 2

faya wifera sfén &t w=fiA (Electrically driven cutting

machines)

3 YHR B AR Iuasy | Giad =i

R 7=+ uidea a=i

fagd =ferd Midaat sfe w=ia o o IR R g wfiyd 81 &:
- BT P U

144

- TS (U TR I HieR ¥ fiaaw)
- TES (S HT ARTGRH B & for)|

9 TRMF &1 IWINT W A1 BicT, 999 BT, GHeR HieT
3R MBTEd BieT & fere foar S gwar 81 (Fig 2)

Fig 2 — OXYGEN

—~— FUEL GAS

PREHEAT CONTROL
VALVES

CARRIAGE
VERTICAL ADJUSTMENT

WP20N145812

BT arel & R fbT 9TH aral e arat R & qof gareH &
T B & forw +f urau fear T B

B H o sofdgad berd giie i fa 3 7 feamr mar g

Fig 3

3. PILOT LAMP
4. SPEED CONTROL HANDLE
5. SPEED METER

6. CLUTCH LEVER 3

faeya =nfera w=fi= &1 71fd, 519 a8 RR et &, iR = = U
g BY3d ¥U ¥ Farferd A= &) ga-1 § R FHerdt da
o e g g1 faya =nfera w=i @t wif WA Ag3rd UeR ot
T 31fie it § SR I 1 TR St Tt fdmon
T Heg Bl g1 BT & BT 9 & ol AecI9d Hict gy

WP20N145813




TN ST Wbl 8, 1 HicT 389 B! I B f&=M H 90° W b
¥ I 3R et U JHTAST Ut WR GIrT o I g1 (Fig 4)

WP20N145814

PORTABLE MACHINE WITH MULTIPLE CUTTING HEADS

Wfas 7=fiF (StATIC MACHINES)

S ORI T ITNT S TR IR BY3HA T ¥ Harerd a1 gicad
P & 1Y RIT1 THa 81 Ia-1 TIh B I & forg T
ST 2

3 TR &1 Iuan Yeud o ok wra Bl AR &
1Y a1 S Gobdl §1 MG AR W B S 92 & a9 Bt
ATIRIHAT Bt 81 39 AR ¥ K azd HiT, hd 3R
TBTga HicT Bl o bl =1 (Fig 5)

Figd  \acnemisen TEMPLATE
KNURLED

ROLLER

VARIABLE SPEED
MOTOR AND
CONTROL PANEL

WP20N145815

STATIC MACHINE WITH RADIAL ARM CUTTING MACHANISM

ATIE BT SUART HIPH WWIsd B (Profile cutting by

using templates)

AT & MBR & AR Wfed HfeT A= gR1 Mbsa
BT B S FHh 71 (Fig 6) T BT IUTNT T2 U I JHH

Fig 6

MAGNETIC FOLLOWER
OR TRACING WHEEL

OUTSIDE OR EXTERNAL
TEMPLATE

VARIABLE SPEED
AND MOTOR
CONTROL PANEL

FLEXIBLE TEMPLATE STRIP
INSERTED IN CHAIRS

STATIC CUTTING MACHINE AS PER SHAPE OF THE TEMPLATES

3Tl Bl T H GH: TR bR & 1Y b Sira 81 gebel
FT| QT Thal, gredls, TegHigd a1 &d J 94 g 7
J% 3MHR P 3MYUR IR G YHR P Hde IuaT H g1

- STe ST

- 3feR e

qTg<t dWde (Outside template)

T P TURAT BIET S arelt 3pfa gifl, St widler &id
1 AR DI AT GRT 3MHR & HH g1 e ot 7= I Al &
Y IS 53 B

TIIC BT AHR ¢RI B (ORI R1d) B B3 o1 Bgas -
¥ AISTE HT MU ]| (Fig 7)

WP20N145816

Fig 7
RADIUS TO
BE CUT
KERF
//\ FOLLOWER
KERF WIDTH //I‘
RADIUS OF
TEM RADIUS OF
/ FOLLOWER
RADIUS OF TEMPLATE = RADIUS OF CIRCLE —
< KERF WIDTH> N
RADIUS OF FOLLOWER + 2 >
EXTERNAL TEMPLATE §
3eTerul
Y T BT STINT HRb Uh Jobdl bl bIe P T
g @l B 100 mm
R Fa & B 6.5 mm (a)
3T s AISTS 0.8 mm (b)
3R [(a) - (b)] 5.7 mm
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@ a8 B gd-frwn 100-5.7 mm

Tl =94.3mm

g B - WeHT 3 BT (Gas cutting - Plasma arc
cutting)

P Bt Ufehar - WISAT 3Th HiT (Cutting processes -

plasma arc cutting)

WTGHT 3Tdh BleH &1 Ufshdl, 1950 & &x® & A § IgnT o
O &1 18 At ufshar &1 Iyt wt argelt 8fiR TR-urgeft &t
HTeA & for faan Sar 81 W siferft-2e wren Y ufshan
(RIS UfehaT & SMYR UR) Had BT Wid 3R 1 7y U1g
ST Fe- & o Iugad | dia, TgHI-aY SR WAaw T
SRt T @ uge o, e a1 wfi-aft R e s
GIRT 3(ET fob T ST 4T | 31 ITARIEY Y 31 WITSHT erd o7 SUanT
TP, A R W AR 3ifep 3M1fes 0 BTt SIrdr | oA
HieT B UfehaT Go =T & U Yriel HieT @1 ufehar g, S fpdt
i Irmafe ufdfhar 9 gad it §, st Sifefieur & far|
WITGHT 316 § A I= a1 3R I A a1 T frd 3Mdh
T IGTNT o SITelT B |

1A+ 31 Rigid (Principle of operation)

TATGHT 31 BT T U Ufehan § S U faeyd onmdh &t i
T & W A (3T, Ao, e, d1g, g gieT a1 3d
A1y & T WY B T B J Iad B 21 3 P Y
ST T BT TP 9gd BIc A1oidl 95 & HA1EH I Foley fbd
STaT 8, R aRumesy 3= a7 (600 Her/Adbs aF Bt
TIfer) 3R I AT (20000 &30 & Tep) BT oA URTEIA B
Sd g 3= T Ugd Sl &, o 3 IT0ET WieHT URT 3R fagyd
3T TH U TR TR B &, 3R WioHT § 3 I qATuaf 7
T GO B o1 € TR It AT B T 51 bl Gad i g
g8 T Uy I fUae <t ¢, il & R 1 arsdipd
Tt B ok 7Tl & A I frwran e g ¥ w9 F Ay A P
SN B 1 (Fig 1)

Fig 8

HIGH
FREQUENCY
GENERATOR

POWER SUPPLY

ELECTRODE
RESISTOR
PILOT
ARC
RELAY CONSTRICTING
CONTACT NOZZLE

T I WORK 2

BASIC PLASMA ARC CUTTING CIRCUITRY

WP20N145818

TSHT HicT Rived (Plasma cutting system) (Fig 2,3,4)
WATGHT 1T & fo1T T BT Tld, U dheld giric, U fastell Bt

STYfCT, T AT 3 BT I SR T8 SUST U 1 MYfel B
SHTIRAHT Bl © (TS ATCR-FTS erd BT JUANT fahaT oIra 8) |

JUHRVT BT 3R A dl bicT Gl & fod Suasy g | oy &
Teh §aTEY WITSHT 3T eBfeT Gfdhe famaman @

1,78 SIRE He e Ualkel (DCEN) &I fafsra axar g
OIS P AU BT Ao U P farafen e ok T
TRIee 3T Ret Tudh & A1 | ahuiy (aififed) I gsT gar
gl

ZAaeIS 3R Aod & g Urdde 3k & saaers 3R Aord &
I 92 T I g SReR gRT L a1 Wil 1 Ureie
A6 gRT AT g 19 & HI e Aioid &g & w1
Y ISTT o1 8 3R A1/ 9< &9 8¢ g1 R 3018 3R
JHU & o T RIFTAR 31T DI Ysaferd &3 & forg Uk
HH YRS TY ST & | STe G 3T Yaferd el 8, ol Iracie
31 R Taferd U § Wil S Yobal g, dlfh o ardl -oTd
b SIS 10 Q §1 S Gob | S Tl o did BT Edl &
3R M =0 ¥ I WISHT FAH dT9HT (TRTHT 20000 ° K)
BT AT B 3R T Sfia= & e it & 5usT fosan S g

FWR T I TS URURS TG WISHT BT H, BT 79 3w,
RIS, (3T + GEGISH), A1 S &aT 81 el 1 fga
g1 & el it Prew areh T & g, IR-3IuHg saaes
It 2% difRees dRed g1 TR el &ie (o 2) |
et T, W YUifsd gar &1 ITANT HiAT I, IWHTH a1
RR®ITH & 3Aaers & w0 & fohar sirdr 3 | § Suai far sirar
© I ETRe ga H aolt A9 8 o g1 el 3R i) Ihifea
BaT JUHIST YT & IuArf sitad &1 HH &R il § 3R TRE
ToTerT OeT AR B

Ife; I=-3MgRy e FASIR B -
1 qTedt af&T fde & it fisw 3t swsa It a1
2 I-IAgh arat R3wRe &t siftrpan a@ gert|

3 ifeay rRifya IAfRET Faa TS & IR 8 TS 21
= ) 11 8 9% wilg & H39 G|

Fig 9

SWIRL RING

HEAT SHIELD

ELECTRODE NOZZLE

|=————— PLASMA

COMPONENTS OF AN AIR-PAC TORCH

WP20N145819
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4 ARpay9 = AgRT & T Al daea w=ii= @ v
F & forg ve Weht 3@ A g e o oik sawls
P TH O Bl P4 A T 3R 37 UTg B! aegeit &
Tud # 34 g1 AT W fJom A 7=

5 WP N9 P STg Y Tl TaGP 81 ) JHTAIT B
6 ghIfYa »¥ b ufRenr i a8 W e

7 i IWed Sl ¥ HIS Jeraar gt e 8, o) "afy
FH-3MGRT YRT URY T8 Bt 8" & siala Gellas wird
JeTd|

IR SFuEANT & forQ e @t quraw # GuR & U B2 ufhar

fafaerarsit o1 IugiT fosan ot 81 79 a1 Ut & = U o g

TRREITT BT JUGNT e &1 UTa & YR B 3R TeTet & Sita

Bl JgdR T & o fopan S1ar § (Fig 3) 1 STa Sola= wirsHT

HAT (R 4) WISH T BT 3R TRed B 3R AAoTd St o

e & 1T Ipfad Aiord &% & Uy ue qafid SfRif atex

S BT SUUNT BT & | U SOa=M oA Bled H ool 3R WY

TR & Ty 3B} U A FHKd Gua 7

uf¥ad==fte ufhar (Process variables) (Fig 5 & 6)

Fig 10
ELECTRODE

ORIFICE GAS

/7 SHIELDING GAS

SHIELDING GAS

CONSTRICTING NOZZLE

NOZZLE

WORK PIECE

N
N

DUAL FLOW PLASMA ARC CUTTING

WP20N14581A

Fig 11

Bl %

PN

WP20N14581B

i cTd fESTgA-Aegd e TR 3R A1
i vfsma s - et 1 aTg, STd SoiaRH, arg WiTsHT |
i B T PR SR THD! Y418 &

iv eI SR Sile & o9 B1 gl

VARG

Vi ITSH] BIc BT

vii BT F RE ST BT S aredt e |

viii F331d / =i Sfe)

ix P P! S arclt Gt SR IFD! AT |

X e B UIGRTT SIS - GR&L T e |

Xi §9d T 3R ASS 3T PR S |
TTSHT HTeTT & WIS (Advantages of plasma cutting)

i 3T AIIHM SR 3 O WiTeHT Ui & HRUT el et afR
TR-4Tg3M & HIeT S Tehdl g1

i PcIgd WY FUD B ¢ FOFTH 9gd HH AT IS Ad -Te) gial
|

i 8T8 Wi g g1iye o1 S 8|
iv fafirs SR & ary o ex arelt wiel &1 Hre GHa B

v ORIy U 9 T T & g o ufsarstt & gan 4
BT AN BB HH B

vi HfeT @iy oifiw g
vii ST Tt fRufeat ofk ==t (ot & = o) A Tua B

WIST $HfeT &1 gUANT (Application of plasma
cutting)

i ot argeii aiR srergaft ot Teft 3R O BT
i WIS 3R PR F oY Ao SR 7T B
i 1.5¥ 6 mm HITTR &I s el B LP DieT|
iv T TTeRl § ¥ SR & g (Ve Bt bt gr)|
v TSI, X% JRAFT onfe & forg

Vi TR Bl HR ¢ P g

TSI HieT H &M AIGUT! (Safety precautions in
plasma cutting)

ST HIT TR & I & & & TR R faaat
DI ST T ST AT

i 3 AR 3k Bie - TRR 3R 3 Bl & FRaATR

i oTg & YU SR T - 4y AR, I dfeawm o1 I Y
i TR - 115 dB T - STR W BT IUANT B

iv fosTelt & gred - I SRR diees (180-400V) 3R <fd
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T
@

N

N

CUTTING SPEED M/MIN

50 _
135 AMP AIR PLASMA
40 |
30 _|
2
20 | ",
10 |
OXY FUEL

I I I I I
10 20 30 40 50

—— = CARBON STEEL PLATE THICKNESS MM

COMPARISON OF OXY FUEL AND PLASMA CUTTING PROCESSES

WP20N14581C

Fig 13
50 __
40 _|
3.0 _|
20 _|
1.0 _|
I I I I
KW 25 50 75 100
[a]
AMP 125 250 375 500 é
<
—= POWER & CURRENT g
RELATIONSHIP BETWEEN CUTTING SPEED & POWER g
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A TS 3R FHUIS I Trd 3M1fe BT 31ES HA | Ugdl 37YC
TS P! §5 B o1 AR

w@TeHT BT & g A (Gases for Plasma cutting)

. RGO B T 4 3R Tgd ¥ T P B DI
TG el §

o« TUue 3R ISM 3R/AT AR §RT HTH HRAT §

o T 9Rg Ar, N2, 02, Ar + H2, N2 + H2 & fhigor

. I1g ISH SRR 3R T H gfg B Sgrar a1 3 A
oY geerS BT SHTaRUH BId &

«  ORREOI Y - dHicTd

o TN, WA T, TegHifAgH iR udah Rfie S
widl (Fig 7)

ELECTRODE

Fig 14 ]
[

COOLING
WATER

PLASMA GAS

1 | Power
T | SOURCE

PILOT ARC

WP20N14581E

GASES FOR PLASMA CUTTING
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Ffieca 159 & AghaaT (CG&M)

des¥ (U1sU) Welder (Pipe) - WITSHT STe-T

3T 1.4.59 A Jwifed Rigia

Tiiees Aed 31 afesT § JRewm (Safety in Shielded Metal Arc Welding)

IeRY: 3T UIS & 3fd T 319 Ig S Faod!

o 3T AT A ITANT Y S arek YR uRuTT SR HeTa® IUSRUN @ Ugd HY
o @ SR Flel | A F T grem aRu™ 3R TETad SuHRr g
. e % g 3t iR gIRI B! gIBRS 31 o 3R Fedd y¥ F guE I A g9

o 3@l 3R T Bt Y& & fore RS e &1 799 9

1 & aRy=
a IUS BT TYA
b THS & TXIH
c 3K & 9y IHS Hi et
d SieNfe gRem g
2 a TUBHH
b THET gehT
c UREd BRR Y SR Whi
3 fftmAEtE e
4 yriE IR e arfet

Fig 1

WP20N145911

APRON

Fig 2

WP20N145912

GLOVES

TS BT TH, TXM, 3K & 1Y HY 3R A TS Fig 3,4,5
3R 6 HT ST IS & IR, BTY, BTY, A IR B Y T
fafRon oiik T Bie ¥ Fam & forg foman S @, o ¥ &R
1 39 191 1 fsde & GRIF des SIS ¥ 38+ arel T4 ardl &
FHUI |

Fig 3 ADJUSTABLE HELMET

ELECTRODE

LEATHER CAPE
WITH SLEEVE

ELECTRODE
HOLDER

LEATHER GLOVES

LEATHER APRON

CAPE WITH SLEEVES

WP20N145913

Fig 4

CAP WITH
SLEEVES

HAND GLOVES

APRON

LEG GUARDS

WP20N145914

LEG GUARDS

SIRIGd FHT GRefT TR I Ued I GIdl 78] 517 a1eU 3R
ISR GRT SUGE SHIHR BT 99 [T ST Mg T
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NI TREM e (Fig 5) BT ISTANRT TR HI ITferdf iR e #
dle T ¥ 97 & for famam SIraT 3 1 I8 AR B fasielt & ek
I off ST € AP o0 &1 hAE AR TU  wie ufaidh
It § SR B

AT &S T 3R gawe: 3 AT F SR 3N ST
IR WRf § ISR P 3l 3R By B g9 & AU 767
I foar orar 31

Fig 5
FALLING OBJECTS
CRUSH TOE-CAP

CUTS AT ANKLE LEVEL

SOLE PENETRATED BY
SHARP OBJECT

ORDINARY SHOES OFFER NO PROTECTION

STEEL TOE CAP

HIGH SLIP, OIL RESISTANT
AND ELECTRIC SHOCK PROOF SOLE

STEEL INNER SOLE
INDUSTRIAL SAFETY SHOE

STOUT LEATHER PREVENTS
INJURY TO THE ANCHILIES TENDON

T BOHC ThH &I RR R U4 & forg fSems= fovar mar g1
(Fig 7)

iz

WELDING HELMET

WP20N145917

I8 W J T & e TfiF a9 & Tde RE WY WY
T S |1 (Fig 8)

Fig 8 EYE PROTECTIVE GLASS

CLEAR GLASS PLATE

CLEAR GLASS PLATE

AU TP A8aR GR&T U PRl & 3R IcsX BI 3T gHl
B1T 1 WdH U J IYAN B3 B AR S B

T (reeR) T AfcET dve 361 & SMYR W fafls ¥ § s
W g1 (3Sa 1)

WP20N145918

a1
8 AT Aed 3T AT & g fees vary o fawrier
INDUSTRIAL SAFETY BOOT § T g 1 ST 928 quﬂmﬁ%%rrmaﬁh
TP &S T B g1y T UebS & o1 s e mar 81 8-9 100 T
(Fig 6)
10-11 100 ¥ 300
Fig 6
1214 300 ¥ JW

HAND SCREEN

WP20N145916

QIESd BIER Y $-1a9 ¥hIF Fig 9 BT STANT 3TH Tl
AfeET &7 & U B B a1 AfGad! dI GRET & o foar
EIGIE
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WP20N145919

PORTABLE FIREPROOF CANVAS SCREENING

1Al B Hled THT 1 e B G THT 3@l Bt gRef & forg
1e I 1 IUANT fbaT ST 81 Fig 10

g5 Sage TpH I ST gl ¢ ForeH TUY =T O BT § SR
T 3R F R R PRRd T ¥ a7 & W 1o afes
EERIE

Fig 10

WP20N14531A

Tg RMeH® fhe, Ifd dfeawr ik Tt &_w & ol [Rem &
fore feome foran man g1

FH-HH diaa enfe oI TR- alie My urgsii &1 afcgT Hd wHa
I q el Yyt R YR 4§ ! ad (aTeR) far S Ieban
81 ST Y SR YU B! I o ¥ T9 & T Th YRR BT
JUANT F 3R IS &F & U A Aferaraft 3R U=l &1
IR H | Fig 11

SRS Y¥ H Ui O § deS) 98I 8l S SiR T des s Sire/
el R IR SITQT | S99 S a1 <e et ]

Fig 11 RESPIRATOR PAD TO PREVENT
INHALATION OF TOXIC FUMES

ADJUSTABLE HOOD  \—
CONNECTED TO

EXHAUST DUCTING

WP20N14591B
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T wicw &1 ufeear # e (Safety in Gas cutting process)

IeRY: 3T UIS & 3 H 317 Ig S bl

o 1 BT F IUSHUT B U THT 3UATS ST arelt JR&T Jraurf=al o1 qofq &3

* TSR §RT UTAH S AT aTelt JR&T QU] B AT HY

o T BT & HAaH F IR HTaAP FR& TATE |

JUBIUT GRET: T HTe & o JRefm raenfar

USRI T § il & HHS H SUHTY Y §

9 AT IuHRI|

3ifuvex & forg e (safety for the operator) (Fig 1)

Fig 1
LEATHER CAP

WELDING /CUTTING
GOGGLES

LEATHER JACKET

LEATHER GLOVES

LEATHER APRON

LEATHER SHOES

WLN110421

WEAR PROTECTIVE CLOTHING

BRI YRE&M YR BT YINT B
T, T 3R 3T JRETHS HUS! B AT dF S Ay

TATa & IR Y&/ (Safety during operation): &7 &3
I SIAIRITE el ¥ Had 9|

gffia &% fob +1¢) w1 78 urg i | Juffa ik
Hdferd & a1f e Sifer & ) a1 giwil i 9 R

I SaeRI A &1 g JfRebd 81 al 3ugdd iRId e/
fquTS U foban ST nfg U

- 3MTUDT il BT YR

- e Y gRa

- BUS DI GR&f

- e §S 1 Y SfeR A W R

IS arclt ot & g B IR gl &l =

G ¥ fb saameiie el Sfdn & e oo
AFA YA FH 3 WX R 3

HICT & B & AId BT TG B AH W dlfch Tl Wad U F
T b 3R FeA ardl TR JRidd Fu d iR 95|

HT L R AT TH o1g 3R I 357 | Frae™ G|
SAerTRTe UeTef WA aTet eI B hle a1 AfeeT & forg WY
&t & ST TfRTI (Fig 2) AT o1 et | Ugat i) bl
B THIRZS 3R Pifeees WeT e R TR P
Ugd 3= U A wR <1 (Fig 3)

152 FfUca 159 & AT - IceT (UI5U) (NSQF - NG 2022) - 391 1.4.59 | Wwifta Rrgia



Ffiea 159 & AgH AT (CG&M) 3T 1.5.60 & JwEfia Rrgia
desv (UrsU) Welder (Pipe) - SMAW

e urg &1 Rygia af&T (SMAW) 31 (Principle of Shielded Metal are Welding)
(SMAW).

IeRY: 3T UIS & 3fd T 319 Ig S Faod!

o fRRET (fixture) F THRI B TS B1 |

o fPeRR 2 T P I B ARSAT B

s 1.2.14 3@

Ffieca 159 & AgHaieT (CG&M) 3 1.5.61 9§ 9wEfia Rrgia
des¥ (U1sU) Welder (Pipe) - SMAW

z1feRT A & UPR (Types of Power Source)

IeRY: 3T UIS & 3fd T 319 Ig S Faod!
« AC AfET Wi, DC AT Tivex 3R af&ET YR IBTaR &Y faRiwarsit @1 uga= &3
« IR AR gAY & B Rigia ) arenm w3
* AC 3R DC af&&w u=fe & W1 3R JHa= &t gai1 B
o AR A=A Y T@UTe SR IWRWIT B RS B |

75 1.2.18 3@

Ffiea 159 & AgH AT (CG&M) 3 1.5.62 & 9wEfia Rrgia
des¥ (UrsU) Welder (Pipe) - SMAW

gt PR 3R 3md #t @S (Polarity Type and Arc Length)

IeRY: Y UIS & 3fd T 319 Ig S Faod!
« 3T AT F Yaar & YHR SR Agd B TaAd

o et iR faudla yaar & ITERN &1 quiq B
o ydtaar & FHrufzor o1 At &1 9ofa &3 ok Taa yaar & ITERT & gUTal RS HY
U5 1.2.23 3@
Ffied 15 & AgHaaiiT (CG&M) 3 1.5.63 9 Iwfta Rrsia

dee¥ (U13U) Welder (Pipe) - SMAW

ST o1 fRufar 3k wgw (Welding Position and Importance)

IR T UIS & 3fd T 319 Ig S Fard!
o giard! afegT fRufaal &1 W ok Seru |

U6 1.2.20 3@
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Ffieca 159 & AgH AT (CG&M)
desY (UrsU) Welder (Pipe) - SMAW

3T 1.5.64 A Jwfed Rigid

fFIR F} durd 3R & des ufekar (Edge Preparation and Tack Weld Procedure)

IeRY: T UIS & 3fd T 319 Ig S Taod!
« gfardt AR st &1 qui &Y iR AW €1
« g 3R fiFdic At & ATHSRUI B TS HI|

1% 1.2.10 3@

Fiiea T & AgHaafaT (CG&M)
dce¥ (UrsU) Welder (Pipe) - SMAW

3 1.5.65 ¥ Jwfta Rigid

AT fihaR 3R e (Welding Fixtures and Clamps)

IeRY: 3T UIS & 3 H 317 Ig S Tl
o fPRER & UPRI B ARSI HI|
o fPR=R 2 T P I B AR HI |

ST fPR=R (Welding Fixtures)

AfeET fherer IRId WHl R 38 s AT gl & g iR
T FA SR Ao Wl # fapfadl & e & o
Ty fEeme fru mu ¥ w9 fr, A e &
UM I8 BT SRR @, FARAT geb! Afb €¢ gl ARG,
IR AR wlerdey @t Frgfd AT & 3 9w g =ik

% AfET Bt I TR 3R AW AT FhaRer T HT reht g
C-&iU 3IR gies S8 Wie Sifilad ¥ ¥ IhHUIY S TR
3R e faspfot oY Ap & ferw IuahT fvu S 81 (Fig 1)
3T Af T fR=R (Arc Welding Fixtures)

THUY AT B T 31 GRT IS I AT R gaT o
SHTeiIor 3R ATSeIoH T} & 1Y IS U ¥ fafehar s

AT q1T BT T B & oy FRRAT 1T RR 3R HoR
g =Ryl

AT Sofifafe Torar 1 AT Fel & o SHfihan Iaredar
F Y TR I Bt § AR 3o fsd 25 asf # 3=
TebiTep dTet Afe T flheReR & fSWTe H el U 4 GUR gl
2| S, IUUNT fbT S aTet Afee T TheReR &1 TR 59 §1d TR
R o fos an ffa fosan < et 81 3o, JereRur & farg,
g % o1 fmfor oo o <1 8, @ frawar & af@w ufosar &
SR gh! &I GHM B &Fal 84T afeu|

7 AR fPR=R (Gas Welding Fixtures)

AT Se Y SffeRiio Bt IufRUfA F STemrep fapa wirelm @ S
S I YA Ual HRal § ot U I fUedm &am § 8fR
AFET & TR I TS S 3 | 71 A & At H, dcg =Ry
T F T & o1 Jbar FAad ST T1feu| SR ftharer
1 39 IRE | FeomsH favar S =g o g &1 vafa s
Ua HRd §U 8¢ MheRer goq deg o3 3 X fRud &l

Il ¥ Srafde T & JHIM & HRU A9 3R TegHAgH
DI AT HRA T IR YT P TS Bl ¢ 1 39
HSTs DI g A & o, e Tudh fogell § R figsif w
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Fig 1

el 81 YT B! g1 & 1Y Ufafdhar & ¥ b & forg, afeg™
&7 & TRI 3R T RN TRREN T BT IUANT faan sirar
? A% MU & aHUN & SRAH &1 HH o 51 T | 3
AT ¥ IeTfed aTuH 19 ST B o H Igd S g
21 3o 39 Ama § fraaer & adhul & fre srest I,
IFId TG0 U BT AMRT 3R des & ¥ T e Bt
3fAfa ot R =i ah g & Ao ¥ W B F forg
3% Ul 9 UEH PR AR | I8 99 Iugad fogalt wR afe
R gRT YAfd Fev gRT TR oaT g1 3 §fdhT IR 9 dad




el §% U1 1 Aolgd THUA UM $Rd € afed 3¢ faeuur
ot F7d &1 IfeRTe AfedT flhaar QRigd Harem & fa haer
s SR T § God g1 afen| freer & 7 g & faft
HROTE O s ATV, TYARA, IS Far< 3R R | Jgi dab
o gra g et ot 3T RE & gl &1 SR ST 8 | SUSIU
Sl B SN FT § 3R AT & SR TH g1 oIl § S
TS B Wi ST & ol BT Agd B & oy HTaR Rl
21 39 599 P forg, fopaeR, 39 wie 31R 31 e R-gdbIg
Il ¥ o9 B0 S 39 AIEH F YdTE Bl A 3R UfeRiY
BT & RO T B AP F AU BaReR BT 3=ole B
Jiee I AR BT Tag! dd, » RRA & it ged! & sgie
B

3Td AfRET fPR=R (Arc Welding Fixtures)

TH U AT B THY 3MTh GRT IATGd I ATIHM W gaT H
SfTeritoT SR Age o 9T & W1y IS U § ufafear e
Tl § | HITT &1 84T & W1 Ufafehan & § A & forg, afegn
&3 F IRI SR Udh YREMTDH URREN T ST IUART fasan sirar
2 i ST & Ul & SIAH Bl HH a1 o I | 3
AfegT & Ianfed Ao T AfeET &t gan & agd i g
21 3 39 Amd # fhaer &1 ahUi & fare srest 9,
Ifed W@ YeH AT Ay 3R I &8 ¥ T Srueqy ot
3Af ot Rt A ah U & Ao ¥ WR¥d B F forg
3 7afed 9 Ue™ oA 91fgU | I8 o Iugad fagaff iR afd
IR gRT JHRId ForT gRT I Sl 21 3 SfhTT SR | bad
forercht g% U1 1 Aoigd THUA U $Rd € Sfed S8 faeuur 9
f Fa7d &1 UfcRly afeST fhawer QRigra e & forg frawr
s SR TN § Gad g1 a1fet| fraer & T 8 & faft
PR g O o SHTIFTOA, TG, I8 T 3R R | Jgf db
% graetg ga v 33t avE & GEI &1 SR §9dT ¢ | SUSI
Sl B SN FaT § 3R AfET & SR T B 1l © S
AT I Wil AfTET & forw HEt AgTd - & oy wory el
B T8 ¥ & o, fFaer, 99 wWie 31R 3/ Ued IR-gRd g
Il ¥ o9 B0 S 39 AIEH F YdTE Bl A 3R UfeRiy
BT F HRU G B Ap F AT R B g gae B
Jiee ¥ AR BT Tag! dd, " RRA & Tt ged! & sgaie
B

o AfET fihewR (Laser Welding Fixtures)

TSR AT Ut Igadl Ui 3k &1 ¥ &1 faeyur 3R Tl
ZIYC & 1Y H10f, et aes §-H H ol & fog 7 ofr g
T 3 fgil & o9 9gd Ao U g1id @t 8, o o aga

HH YT -0 IS T B1 ATTLID T Bl & | THP e,
TS IId FRRAT & 1Y AoR AfET IUHUT & HTH B A
TG 8, PH JHT H T Il IdTE § URUmA Ueh fRRA1 98 §
S STHRT P {o1T HTH BT T §IAT 8, TS THT Dl HH Rl
2, fam et faeuw & ads Wil &) Iaedar SR Turad
H gUR w1 2| faftrer ofT »raf & forw o ora bR
IESIERECRIRIC I

AT aam urg Bt e a1 T BieeR B § o SRl 'Y 9§
It & G ghe! Bl Uh Y HIBR UHSd ol 3T deeR b
1T 31 Y T 3R e H gaad & 9R | foiar fu fom
THel B TP 1Y IcS BT S 8l Sl 81 AT 3MTehT T
WG A THS! DI T 1Y IS HRA H W& T g |

s HIRH

«  4ZT P AT

.« 3.25 39 Uic P ERR|

aogd 819 PR115 @ifdiT C-3ad (Strong Hand PR115
Locking C-Clamps)

. TS

.« a3k P gie dics Wi degaRH
« 43I AUMT

*  3.2539 YT B T

AT @At (Locking Pliers)

C-Hamy, &fecflar T@™H (C-Clamps,
Clamps)

T 3 v (Sliding Arm Clamps)

_ ELECTRODE HOLDER
72\ ACORDC
SOURCE |

Cantilever

Fig 2

WP20N156512
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Fig 5

WP20N156513

CANTILEVER CLAMP

WP20N156515

LOCKING PLIER

WP20N156514

NS =

\J
SLIDING ARM CLAMP

WP20N156516
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Ffieca 159 & AgH AT (CG&M) WY 1.5.66 q Jrfid Rigia
desY (Urs9) Welder (Pipe) - SMAW

gaFels - UPKR - faawur (Electrodes - Types - Description)

IeRY: 3T UIS & 3fd T 319 Ig S Taod!
« 3T AT gATeIS B ARSI B
* FARIS B TPR TG
o PIET PR B AT B
. 3ATCIS W TR HIfe ot faRivars &1 qufa &3
o AR F IR Wi DI S T B SARS B

s 1.3.43 3@

FiUea 59 & AgHaafaT (CG&M) 3 1.5.67 9§ Iwfid Rrgia
dce¥ (UrsU) Welder (Pipe) - SMAW

T & Hd 3R Tera @1 faRwar (Functions of Flux and Characteristic of Flux)

IERY: 3T UIS & 3 H 317 Ig ST Tl

* 3T R sATIS Pt AT B

* FARIS b YBR TATY

o DT PRS DI AR B

. 3ATEIS W TR HIfeT ot fayarsy &1 quf &3
o AR P IR wI I F BT P AT B |

s 1.3.43 3@

Fiiea 59 & AgHaafeT (CG&M) 3T 1.5.68 & wwfid Rrgia
dee¥ (U139) Welder (Pipe) - SMAW

sadeIs &1 99+ (Selection of Electrode)

IeRY: 3T UIS & 3 H 319 Ig S Tl
* 3T IR sATIS Pt AT B
* FARIS S YBR TaATY
o DT PRS DI RS B
* SATIS IR TR DifeT o1 faRruansii &1 quiH &3¢
o AR IR Wi DT S ST B ARS DY

U6 1.3.43 3@
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Fiiea T & AgHaafaT (CG&M) 3 1.5.69 | Iwfid Rrgia
dee¥ (U13YU) Welder (Pipe) - SMAW

SARIS - PR - faawur (Electrodes - Types - Description)

IERY: T UIS & 3fd | 31T Ig O Fabal

. faly SE T a1 3ATEIS SR 3P IUENT & IR W JHY

. A sATIS B IF BIA P ATTRIPAT IATE

- SER IS TUTa & AT FATIS P Slp A TR B 3R HUT |

TS 1.3.44 3R 45 3@

yq@ 9t e fafmtor (CG&M) 3T 1.5.70 A gwifed Rigia
dce¥ (UrsU) Welder (Pipe) - SMAW

UTg3i & UHR 3R P! faRwant (Types of Metals and their Characteristics)

IeRY: Y UIS & 3fd H 317 Ig S Faod!
. fafie yoR 1 urgaii &1 Sww Piferg
. urgsf ot fayarei Ht amren $3
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T BT A9 [ERIECIY APRTHD THRTHD ATHTRT SUART
ST TR 31 U1 BT S TAM R Iare U & U H 3 T $9RG, JASOR, BUTS,
I fFarorar g, o | fFarorar g |ife 58 | W fiigpd gt g o, Y, wfeam
SGTR Tg § &1 81T | U], §gd Holed sT | (3RRMRT BIS o1 R
g, Sgd Aeigd eldTs, | ST EHdI 9 EUISURSIGIN)
KIS IE S
ST | 76T e,
TR 4R T HI
RGO T | Ad S gaE, Afed | S 16t @nm, sgd CRIBIR R URe 3R T, Bie 3R =1, el
HITHTH 1 o UfeRIel | Hofed, 1% I o fafaren Iuarur, dd fafdba
(ST ), T F | Pl el e IR (@ Fe 39 3MTh)
1§ & fog S
EiGIE
TgHifag | Y, 9899, 5, T & %, ST g | Wiee, B O0HH W T o3, saeia
oI, TR-U&R®, TN, B!, T Y | g IHGS, BATS SIGTS, ¥IC TS
ferie RyeaR & fearsfera oA arg o, TTex
GG ¥gd /¥, d9d, 5gd | T a1 faerelt &1 Y, Sgd 7T, g H | faoredt & AR, TSl g
J= fayd ok Fomr AT A & g SHTeRIHRUT BT § (Y g W= 3T foraef &
IADH], AR, | T 3BT qEh CLERY)
84T & TUD T S W
STRAPRUT (3 B0 &1
CGI)!
W | a9 R T | g au R ud @ | o9R & R wem, 9 | g, sied sidfie uee,
(3TR fe=7) @1 fargyon, g A EIE]
ST "I arg, 9/
e 1
CIEHEDL ST 6T T, fobdft ot | &9 o fofg sigd e, | Wi goi, TS e, TRt
g Aogd, FoR, IR | Ui &1 Sy Aad- | SRR S 37, G 9,
DI, ST ] B, | qoi SFUTd gt
TR At & T, Tt
3R faeTeht & W
SEICED
oy eng (P | SWIad urgsd &1 IR ASEd AT Aogd | fe faRdwIuam e | sfafe am, s, <
TSR P) | JASA S TH Aolgd | 3R S A Rm AT fore =1, i 39 wET
YTg 94 & g TG 3R TTH 1 gl §
UAH YT &I JaraH TaTer BT §
faSrorersn &) dd 8
Wi (urg | Afd uferr, ”E @ | foftrar sgfol & YT P! oRe Holgd To1 | 78 a7, diadt, @F & Yae,
EH)) AP T qP, SMAAR | AT I STl TRR, T
R T BT M el | Tl 5, S H Wl
B T A, IR, | B, 3 A Ramsfea
WiRe®, THarT ofe | foman S e §, S
e g1 TG!S, TR & fow
@8
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Ffiecd 159 & AGH AT (CG&M)
dce¥ (UrsU) Welder (Pipe) - SMAW

AT 1.5.71 A gwifed Rigia

U13Y afET &1 ufk=d (Introduction to Pipe Welding)

IeRY: 3T UIS & 3id H 317 Ig S Faod!
* UTISY AfET FY U

- T3y afed 9 fRAfa

* UTY AfET & 1Y

13U AfET &) UISTl ) U 1Y Sl & U fafy g1 ursai &
forT IuanT 1 T aTel AfeET die! H MIG 3T 3R TIG
AfcT fed e afesT ufsrart wnfird 81 oo @i Uy afgn
3R UTgUeTg AT & o We BRd 8, UIsY AfeET & Y qeft
3R RropTgARea & 41g % urgul ¥ Taifdd 3R urguars afcgT it
1, U, Od 3R 3 oA YSTdf & B Hidd g o o & g
AT H &

U137 AT 7RI (Pipe Welding Steps)

i1 o Tt afce™ raf & Iry giaT 8, TH s IRl §Id © foreT
TTe fobar ST =feT, ufthar Tae @ = i B, R BRe!
R f3aR 1 el § o

. Ry gl

. URY Y R daR A
. dfeETRIA

- A=W

- AfegT fo=m (FerE a1 gar)
. 31Id52qd)dfc\6"l{lUlddl

. onfife faaR

. WY 3R GRef

TfhaT IR IUHBRVT TG YUf 5 P Y, IAGH dfeeT L&
B BT I AR R FAferiad TRl & a1y giar 8

1 SIS &1 3 (Joint Preparation)

TS &1 Rt Y URifes JHe g1 Ruffea Sfad feenfdt
1 OTe BT A6 T

2 urgy s T (Pipe End Cleaning)

A9, Ue, S a1 arfHier afgd saifed 74t a1 Hifdw &Y ger &
Ig Gl 3R AET TRETA A1 GH: ST &I AT |

160

3 af&&T (Welding)

aae ARl & SruR wet amHt (Saeis Ofd) ok
UGS (U8d ¥ T Sa=adhdra, 3Mfe) &1 999 oA &
Te, AT e U A = o1 Taball & | AT 4R 3R 3o
$U U EF ¥ Ugd 8T U 391 UTei HRd g

4 WWd (Repairs)

ITER T Y, 317 39 IR I Ble § e 8, Afded T8
I P Wil A SR et of QY & TR A & AD
gl

U137 dfeE 9T (Pipe Welding Passes)

T12Y 368 & o H3 STHT-3(THT dcs U &) Il gial o

* %< U (Root Passes)
S Ugd U DI GBI & & ol o o B @ls IR
EligYy

« gic U (Hot Passes)
Y =C I8 HI gHI Jd By I Sied ¢

« U WX (Fill Passes)
3ifew U U fory o & ugd 3 U Sfiw T @i &l WR 3
gl

- $Y U (Cap Passes)
31 Sifcd Ul &1 UIsy Bt Ao A oI WU g1 I B
fmior & I aeE BT G BT AMfeU IS AT H gUR
FRA 3R 3ifam, AR F9 oy I usd Tl HF R HRA

& o afe smag® 81 4 31U 39 WRd &I Ay A3 B
Ihd gl



Fig 1 \

1G POSITION
PIPE HORIZONTAL ROLLED
WELD FLAT (+15°)

ROTATE PIPE AND DEPOSITE
WELD AT OR NEAR THE TOP

15° 15°
|

———

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

PIPE SMALL NOT BE ROTATED DURING WELDING.

WP20N157111

T3y AfET #t AT (Pipe Welding Positions)

I3y T UrSier IR UebR &1 8l € 16, 2G, 5G 3R 6G
s fufa &1 faRur g i s ursu fRR g o gu ar @18 iR
1 UT3Y B! &lfe, AWad a1 T 10T IR b1 gl 31 T 5 |

* 1G af&T (1G Welding)

I U U3y 1 &fas © U 3 Rt B 1 IR RR WA F 1y

UTZY &1 &S (X) 31ef & T GHTT o Jhal 8| Ies U139 &

S IR R 81 T § SR Ursy afeE T ugt &1 ged gt B
+ 2G 3f®T (2G Welding)

Tg fRufa U3y %1 v avad fufa o Wer adt 81 d /W

fRR B9 & 1Y, UTSU &I SHedler (V) 3fef & Iy garT
Tl g | AT UTey & fhTR Afes =  fovan S 3

+ 5G af&&T (5G Welding)

5G fUfY Uy & e U A T@d § afd, 16 R F
fqusid, Ursy &1 gumEn Tl off Fdhdl| $Hd a9, dees Bl
¥ TR & forg R T 3 A oA e e e
AT 1R T

+ 6G 3fRET (6G Welding)

g FRUfA G aTcll G s o ol Uy &1 45° & HI0 IR
FHI ¢ UISU B 5G i avg tha 1T a1 5, SIR deeX
P Uy & IRI 3R gET IMRUI I8 IR UGl H Fe I
g ok 39 fou Uy IR ¥ e WR 3T faxivwrar &
TIRGHT gl g |

aee} ded H Udd UHR &t Rufd I, S9d 16 o gerd
BRI BT T 3T 8 3R 6G T Hfod &1 Th dee
oI geo H yd® fUfd & gH10M U A B razgenar g,
2o 1G Ual ® 9 $13 Afad 2G, 5G 1 6G &1 IS el dx
ol g, Al TS 3T 6G o T & o 31y fadt +ft o=y fRufay
T IS BR Tobd & | TISU IS hRd GHI I T BT dTaTaR0l b
IRE B T TG & |

oTYH (Advantages)

AfET UTZy H 30 S aTclt db-iich] IR B3 BIAE 8, 91 UagR
fopfe| 3 wrac & wnfirer &

1

Pav fifdTa (Fewer Fittings)

AT uzy & AT ol o WA 89 F fqw fbfem ot
SIS I JH FAT ¢l Th UdGR URY HI TS
Sis & o9 Ue Bl @) Srazgemdr gidt 8, Siafe afeesT
o et 819 ard U 1 3ifay dardt & a1e AT Sieel ¥
uTsY H T B The B

PH ITd (Lower Costs)

I7SS UIRY ¥RIE HaRM BI gal H Udd §laR sy H
& fo1g eaqul @Td srerd il § | b R aTdl Ugal Bl Ueb
1Y IS BT B I AT & AIY-T1Y I YH AT DI
1t sTaawar 8 Yol 8

%R UaT1g (Improved Flow)
U9 arelt 6l urgy & A ¥ varg # omifa ok ga

TRy UeT Xl 81 FgaR UaTe B AR 37 & o IS
FATYH frepl 3R YouafRid ag o1 T B

TReTd ¥ Tt (Ease of Repair)

IS Ried AR TR WRTe ey &1 e & TREd &1
T BIT 8| T8 U IS UTeY Pl SR TR & forg
TREd &1 S Taball §, Uh WRe ey & IWReqd & oy
STHT-3MAT 3R G 3ATc Bl AIRIHdT gidt 71 Tg WY
U I Uy RReH 3 1T 44 T 3R SISTesR & eIl
H

%o A (Fewer Leaks)

TP J6S S UIZY SMHAR R WR1E e &) ga-1 & &7 &I
IER RIP F FHTA H T&H T 6, " 3 A1 B BT @RI
FHH BRI
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6 3T SYARH (Easier Insulation)

DI A HAT AT BT Yad! B g & T HIg IS8
PR T8l &
R (Location)

IS Ul B UT-UNY [GT ol Thdl § Al IS Uzl
B ffalkad STg o1 axaear gidl § dife = iR 3=
JUSHRUT BT ITANT a5 9 |

8 #H (Labour)

Jafdh BIc Ul $I des a1 ¥ R & [l ATGD 99
T UM BIdT 8, S-S U8 &1 3R §adl 8, a9-a9
IS UIRY B! VI A & AT Hawaes 41 ArTd 3R
T edT ST § {1 ¥ UI3Y sedl ¢ | U TRIS UIgy &l
TR U1 STRI & AT SrerT-Sra giei &t ot siravaasdr
B 8, STafd Uh PR desx U &l AT i o7 IuhNT
UI3Y & ATHR B U YT & e &R Jhall g
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Ffieca 159 & AgH AT (CG&M)
desY (Urs9) Welder (Pipe) - SMAW

3T 1.5.72 A Jwifed Rigia

UTSY 3R UTSY SR & UbR (Types of Pipes and Pipe Schedule)

IeRY: 3T UIS & 3fd T 319 Ig S Taod!
« 3Eig UT3Ul BT By U
* UT3Y YSgd TaTd

TS & @R Uerd (aRa erd, T 3R afad o) & W™ &
o ST fbu oM arel afos eeer Iare! & U § g
foar T B1 URW #1 SR dUEH & ¥y Ue fa¥y
f&uiTe gara & fow fowie fooar mar 81 urgy § Iefia fafte
TRTHICR UTSU T SR, UISY ST A1 HICTS, Ured §rell, 3o
e P &, dUHH Fg BT & 3Nfe g1 SN & o
faftrer Se=at & forg faftre U & Urgy &1 I fhar Srar 2|

It & YR W UISY UK (Pipe Types based on
Material)

TI3UT Y 3 AR IR 39 SATYR R aifferd fpan Sirar g fs fAafor
F SR UISY BT I B P oY [hdepT IUTIT foar Sirar
21 I IR WR, 3 UHR S UIRU B &

1 U1 & uIgy &R

2 TR-urqg uTgy

YTg & UTSd (Metallic Pipes)

1g I T UI3T B 1 F UIRY H TY H ST ol B I= o
APt & fer o gahdT §

. g IRl @ 99 Uy, $R

. 3fclE Tl @ sy

wig arrft ¥ 99 Ugul FT UBR (Type of Pipes made

from ferrous materials)

Y YR F UTZY Hoigd 3R YR 81 &1 37 urgal H el 3%
T Uedh dd & U A gl ¢ | g Il I o Uyl & e
U]

.« HIEF WId Uy

o WY EId Uy

. Thy uTg 3¥UTd Uy

« P I URY

39 9t & UTSU I AHH R Ga1d SN & T Suge
g1 97 3R 1, Rwrzs), Hitrpd, Ueibitynd, fosred T anfe
H 3T B ATt Sifren TR UTey . og Wl ¥ o g B

3relte ATt ¥ 99 Ursul &1 UPR (Type of Pipes made

from Non-ferrous materials)

UI3UT & 39 99 H gl Y U dd el g1 9 IR R 7,
T, diae oife 3 & 8id 81 3relie arlt /s Jmr
RIECE]

. Tefifm SR wegHiay iy urg gyl

.« HIR 3R HIR Yy 41 IR |

. fywa ok faa firey arg Uyl

. Trsfay SR ergefay iy urg urgu|

- R iR foRIaw iy org oyl

TS UI5U BT NPS 1 82 (What is the NPS of a pipe?)

'NPS' AT UIsT I1sl &1 U T =19 €, Sl sy & oI/
P IR B Tl MESArs- BT & 39 H WA fhar
S aTell Ueg g

UT3Y Asgd FT18? (What is a Pipe Schedule?)

UISY S (SCH) T8 & & U3y &1 <laR 1 Hiers &1 aue
$Y fpar ST }1 I8 T dRdfa® AU el §, Sfewp AR
HIeTs & Y W YR TP ANiaRie ¥ g1 &l Ursy U ol
T & AHTT-3AT Degd 8 T 8, et arf § 5 30t
IR P HIeTS 3T g1 A B 3= ga1d AN & U T
T3 fAfEY ST O U ST T BT T BT Sl U IS
VI (IR $) Aers) BT vfafifia wrar |

% Sffdfkad, T Tid & Ad J, urgfth ega I &
TC U YO & =0 H 3ieR 'S’ & Iy Ay 81 §1 aufH A

¥ fore ues IareRur A f 71 eaw A fimy MU 40 & A &
1Y T NPS 14 UISU g

LAY EIdl & UV BT 39 a6 ¥ STl B P RO S
Sifafad wmed 81 3 W &t ga1 § YA gaTd BT Fr]
T & oI 1 <1aR $) HIeTS ST SHTa=gadl gl &
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NPS STHHE UISY 36N - 14 Wd 3O T b 3110 UISY & 3MPR B FHSAT T B ¢,
U ¥ 3P TR & SME® 81 & e T sifafed Sifeerdr 6

40 3l - 0438 R BT Here ™ R SMHRY F UTSY SeRT-oreT ahiet § Fiffa 89 ¥ ok

40s 3G - 0.375 IR Aers TR TYIRIE BT § " U3 T SPR $ HTH HRal |

TS IUINT T T aTel sy Syl &1 &l 39 UK 3,

5, 5S, 10, 10S, 20, 30, 40, 40S, 60, 80, 80S, 100, 120,

140,160, StD, XS 3R XXS
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Ffiea 159 & AgHaeT (CG&M)
desY (Urs9) Welder (Pipe) - SMAW

3Ty 1.5.73 A gwifed Rigia

AR A Ugd AU} &1 S (Preparation Work Before Welding)

IeRY: 3T UIS & 3fd T 319 Ig S Faod!
* UISH B dUR) B JHE
o AfRET & fw durd ursy

AR & T urgy TR FHAT (reparation of Pipes for
Welding)

AT ¥ Ugdl UGl Bt Yd dO} dcs W B Juran H JUR
I 8, TH e IuRA IR Rewrad) w1 gRRE wxet
21 AT & o 3o & TRUT H, W ) Hiers, Suged AT g
3R TP B RIHATE W & SHR R SISt 5

RN F 1T B =T F UIgY FUR HAT (Preparation of
Small Diameter Pipes for Welding)

TRl 3T AfeST 3t Rt & fere FafaRed ufesar @ areH faan
ST &

o T

. PEIETE

° ﬂ'qﬂg

o W

13U 9afelT & a¥id (Pipe Beveling Methods)

4 mm ¥ 3(fF B IR HieTs ard ursul & Y, 7o Jg™ &
1T oS He Wie a1 | SIe T & UIgUl &) BI3d, U3y Hex,
LS 3R TRt T & aes fasan o wahell 5l

UT3y ds ¥ V faaf (V Bearings in Pipe Welds)

T30t B WIS F SR, Th " R &1 IuaiT a8 ghfa
FA & for T Sira B o Stef T gk & faudla § ofik af&dw
¥ R RR I} | faRy affufagt § Tra smara &1 ot I
far ST g1 (Fig 1)

Fig 1

WP20N157311

3 TSl Bt GBTS (Cleaning Weld Joints)

I g & Uiyl & Hg, S HIC OId § SR dfesT H Sig S
&, T U oTd €1 ST gRT e I arat ursul ¥ 318 srefig
forafermie 7t g1 =nfeu s, Urgal ) AfeT Tl & & et
DI S gt g1 (Fig 2)

Fig 1

WP20N157312

WP20N157313

e & e oS T & UISY R HAT

BT (Cutting)

RO fory o9 Tl R & 3 R RUfG o gt & drer
ST ARTI SHAR W HTRA 9, ST oS, @IoH, &8
YRR F Hex, 98 3R IS Y, HTe b JUIRUI S &
1Y PTe &b aRIP! BT WA [T ST ]

TPTS (Cleaning)

HfT & JAad & URUTRGRY, U13Y & 3R SIS §
Tl B SIS & fo Hidsy & e o arac et gt
A & 7T o T3, TSTTSTRe SR fa=h (qd, 5, Ue) Sramii
B! I HAT AT §8 TTh B & (o 1, BT3d, 81Y 3R
R TESR, IR 59, YSUW 3R DT BT WA BT
SR B I bl Aol & g, 1S off et uerd eradiy el
BrST ST AR
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Fig 4

(e)

)

INCLUDING ANGLE
BEVEL ANGLE A(/’é
1 |

N

ROOT FACE—) »Mw ROOT OPENING

WELD JOINT DEFINITIONS

WP20N157314

Fig 5

ROTATED PIPE CUTTING HEAD

WP20N157315
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Fig 6 SET CUTTER AT

ANGLE OG BEVEL

ROTATE PIPE AT
CONSTANT SPEED
UNDER CUTTER

CUTTING BEVEL ON PIPE

WP20N157316

AfRT (Lapping)

He 3R I fHT 7T Urgyl &1 Ice R I Ugd Ueh 1Y oY farar
ST =T 3, AfeET Ffedl BT It BT U8 Feha B
AT wfhar B & T, 51 SR IR Ie SafelT ik IB1E &
fore IuaiT ) o areft A=Y o1 IuAT HR o B

gfasde 3k 9afiT (Intersection and Beveling)

ursul Bt afegT gHRn Te-g-Us (chfareh) et &t &t 3 1 urgut
DI 39 e I I3/ Sdr 8 o & srar-sren fammaft & wior
A HIS, 3IAT-31aT fammaf ¥ 3 ard gyl 1 ufawded SR
S-SR AT & Urgdl Bl 11 U H UfdwdeT bl gl
TEH 81 5 mm J 4% B <R Wers g ugdl & off 3
fopaT ST =R T | U w1l H, g faR wiafeiw faferdt o1 Suamr
HRA & | 99 B0 BT AF 50-90 F o9 BT &
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Ffieca 159 & AgH AT (CG&M)
d%s (UrsU) Welder (Pipe) - SMAW

3T 1.5.74-76 I gwifd Rigid

ATl ursy AR ufthar SR 31 3 afR, sre-1Ra AfsT ok &fow afedw (Basic pipe
Welding procedure uphill Welding,downhill Welding and Horizontal Welding)

IeRY: 3T UIS & 3fd T 319 Ig S Taod!

- 3ufee 3R STS foa ursy AT v ) wore

« 3UfRd ST3-IRd UTsy AT & forw ufrar 1t e #3
o AfRET & TIH TaIETI

SI3Afed 9919 gfhd UIsY afee T (Downhill vs Uphill
Pipe Welding)

HIS URY IR gRT FeTs 3R S3Afed afegT faftrt &1
3R JUAIT foan STl 81 OIF U gER § gl o &1 a1
3Tl B, Y 1T AT SRR I AT AT & fob ehvaad afes
& forg o 1 gy q8ieT 21 A, T=aE T8 § b areaa o
DI TP dPh-id 8] ¢ off GO ¥ g 8| Fers afesT fafy &1
JUGNT 3R Teiferay Rprg-fal & Urgdl &l deg e & forg
foran ST B 1 Safes, SreAfed urgy afed fafer &1 IuznT aat
RS TSI Bl Siis- & forg faa Sirar & S sida: Reprg-teat
B Hd IA DI MY PR o | T8 MUiRT B BT WDT § b
U13Y 9e8 &I SWR AT A1 BT 3R TR foar JH1 F1fgT des Bt
T XE UTSY 1 HIeTg 3R B bl IRT B & Y 3Mawgeh dcg
@1 U gRT iR a1 ST § 1 T $Id U3y dwsk &1 8
T B e g1 e i ufkfRufasy, srawass dcs, ik o
THR B AU & 1Y I HTH HR TG 6, 39D YR W IS fafey
&1 IUUNT e T 3|

Jufge afeS™ s faf¥r 1 IuahT H9 H¥ (Uphill Welding
When to Use This Method)

Roprgafal & IuanT fHT S aTdt Uy SRR 1! Ursuars-l
& I IUGNT T S ared urzul 1 g § S #ie 8id &
Y T¢I g3 HICTs &I UIZU & aFll &l U W1 31 ¥ Se & g
S TR P YA B SHagHar gt g

39 IR0 ¥, 3ufed afded afcsT wad 3T fddey § Fife
g YA & LI TR BT SFA | i dee o) fud guacs
T R oAU 3 &1 § 7 31 oo gl 8, TR 3=
fR-4fY 3T T B SRR el & 3R 3TY 3= A Bl 3R
e PR THY el UACTH BTRIST R BT S forerd! g1

3rufed fETT & @Y (Advantages of Uphill Welding)

o TG AR (Deeper Penetration)
T 6 SR I forar T g, RusrsAfal § Iudnt feu
S T UT3U UIRUdrg- & 1Y U fhT S arel Uiyl &1
Ja & 31t Are g1a § 1 srufed faftr & Ty Reprgt urgat

3R MM THh ASgd dcS | TH@THYU & THIAT BT ThTaa
FA & 1Y, 3¢S 4 I 91T I&H & T H e &l R-4R
R o STt ¢ forges Mgy urgdl &) U 1Y IS
e ST B

+ 9§} AIssaid WS (Better Sidewall Fusion)
TP A UIRY desk Had SWR B 3R AT IR I07g
el i @ o A PR 2, 9 30 Ies YA ) il A
3R 1Y TW & foe faRiy gt SR faftrar afed Ut
HT 1t ITINT R § 1 AR AHRR UAS U & g fa=y
Yo BT IUIRT HUM 3R I9% des Ued A fafta figaff w
T T & $H | AcdroraH, 3 IRy Uef 3=@s g ara
TI3UT & SHRIUNY SgaR Wz Saie e a9 H 7ag Bd ¢ |

+ Togd 4S (Stronger Welds)
3fefet:, 3rufee AfTET e Yewr $fR dgeR Argsdld wei
& oY ToTqd A8 BT IUTG B | RIBTSANGT HTH R &
foTe U AR SRTE & SR JfaeT & T H arell Bt YRET
AT 7 SR T8 YR A & o Ied Torgd I9a
IS faepd oifaxas g1 fdt 1t g & R U He Thd
8 ok Iae a1 RuTEARE! & SRR &t i 3R urt &t
U R Thd §
Jufed afR®T ¥ <fmi (Drawbacks to Uphill
Welding)

*  &HHI §1YC (Heat Input)
ST o s

@RI ST (Burn Through)
WWWWWW%@@&#QW@?W
B ATHAT Bl 8| TS B TR bR & 7T 39 avg i citg 7T
1 IUANT fobaT o QT B, Tl 3 wR1a It § areR A
&, 1 3T 3R Gt & AenH & Se B &l Jel R 8
3{TIHT WY g+ B ATl ¢ [ 3T 9gd doft I S =
¢ 3R fIHd gU 9w R § oY 7 9 SRy 3y ffad oA
1 T B T8 ¢ | S LA I 8, T U o181 B & Feell © St
3T TSl ) O Taaa BR qohdT § R WRAT SR AW

AT GfRH A g
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« fUge $3 D¢ 8 WITa1 @ (Melt Out and Holes)

g A $ad des fobd o1 I U8 R AR 8 arait T g, s
IR 3ges! Rifdd e Y siazghdr 8, sfes Wg el g5
o1g &t o | 519 g a1 39c Sgd 31 g1 ofra § af forerett
TS YT $1 9o J¢ Tl g | AfG VW BIdT & 3R T8 3= 7
e TR HI9. U1 AT &, Al S &1 Bt AHTa1 § b e gan
YTq 31Rp 0 J 1 f R F IS § 63 81 Tobdl g1 S
U1 BT B, o I% Usy & B¢ 91 teEes IRl & SUR &1
HROT & FohdT g | fHt off ame © g v wwa o aorg
BT 3 O dce oY T8 a1 1 A I ugd )T A S
Bl

ST3-Ifed AR (Downhill Welding)

=Y faft &1 ST Fd B $& ISR I8 a3 b SR
AT FTE B ga1 T 3 21 a1 & s Ja F3T 3R
Ig ¢ T U forg i & & Bd 81 SR afeeT #,
3T SHHT GHEAT B DI DI HIA & ol HHEY
TEATHYU & fRAE 4 W@ §1 98 AT Y sRR T
Id BT Rzt & ugam & fou ST fbe oiH aret ursy &
@S W AL BN 31 S &) Iy Hid! dd UTsy A1sd
B HIA B 8, T IRATID 3R et xelt &1 vt aoft
I TP UISUAIS Bl BT b1 ST Uhdl 8, I1 & doit I Tg
RS & A0 ST L& IR oball 7| ST Aok &F A H1H
TR W T 8, A 3 T qbb BT IUANT 307 ITG THT
DI IG & T B | UTET AT Hal Agd 3R ol ¥ B
T & IR H g1 T I8 U UMt ahites § oid el et
&SI 8, 39! AT 3R Bitat o Bt € e aR A vde
ERNEIFECSIEIRCIN RIS Y

ST3Aed Uy afesT & @Y (Advantages of Downhill
Pipe Welding)

+ d9 des (Faster Welds)

B SISRd UIgy AfT &1 Jod o1 a1 T 81 39
Ui & 1Y, I8 A &0 J Tedldyl & RGaTh T Gl
2 3R BT B THY T U I U & 31 @ Bl AT
g1 IR o frelt 98 ace QY & Seet § & o B WeH
2 S SUAT B 89 WR UIZY & UeRH B THIfAd HR bl gl
STSEd ST U I Wb Acs T IaTe BRal ¢ 3R
JaTe T HI ITdT ¢ FoT Urguarsi &l Sieat Sy fara
O Febell ©, R Ha 3R & T &H g STt |

o Uadl AR &A1Y HTH B (Work with Thinner

Materials)

Fife urgy A& 31 I8 Al oy & g te SIs
3T Udel! Tl & 1Y HTH B Tobd ¢ | IS 1 off gt It
1 ST Uadll T TR T b 38 713 oy Uar fpu famm aifg ot

T TTfd B AR S T | 3Ufee AfcET & fog sgd st
A1t Gl T IUNT BRA Bl SATALIHAT Bidl & 3R AT B
-1 B BT Usar 71 sr3fea fafdr §, 3mw 0.49 291 (125
fiyciivieR) a @1 AT aret ursUl &l e R Idhd B

« g Y B HUTHUTGAT (Less Chance of Burn Through)

3R fafd & fATe STud! STed! T 311 Sg- &1 SHTaRISHdT gia!
8 S 9ea ¥, §gd ¢ifie T 3ge s 3R U3y gy et e
3R 55} & ATeH A SIem BT GHIGHT B HH T 2 | Fifb 3T
Tl AT & T BTH IR T@ §, 9 ST ARG TH DI SE=iyd
3R Y T8 B &, o ave ¥ AT afce™T arh siufea fafy
S Y PIA T 7T BT At TTf Greht Y SR YT S )
Al <t § 3R sgd 31t 7Tl gge Bt IuTa Bl it
R U T DI I B & [or8d 1Y I 81 6 |

SIeled AfET & Hfai (Drawbacks to Downhill
Welding)

* &Y R (Less Fusion)

Vefh ST3ee UISy AT & 7T 71 U A1 B, U8 T s
Tt of 31 IS MU THaABYr R deE Yd A T A
& 1T STedl A BT B BT AT ©, T 3Hdd: HH Hora
3R UAETH BT 3R W1 7| SIS ST BRal YA I8 3lh
B ST § Fifdh 3T SR R Ude! It & 11 &1 H |
B §1 T AR & = H gaifdp, 3MUb! HH WG & IR o
SIRTE® §H BI SaRAHI § dlids 30 I8 JAYT B b b
ITNT H 81 W 3% F Y[ 4 & U gy I g
ATt Holgd &

o dHguu 3R QW (Contamination and Defects)

e 3T STIART Uy AfcET Ha T yafe dsht F Y Taf
Fed €, A1 31U IcE B! gfid IR Thd 81 SRR-918 3119 frerd gu
TRIR & 3T 3§ & foT Sred € M0 URIR & agd doil 9 31T
e 3R 3AdelS § 3 e &1 SfaH IoTd &1 afe Tar grar
&, 1 3T 3fdd: 368 B gAd PR <7 3R THB! AR B &
forg amem 811 o QI off Tua €1 afe ORR 3% gRT IUGT
foF T ST 3@ RafTee TRt 19 § o i Sar 8, i 78 I
A Ry e HR THaT 3, O 98 SR §) 9ol 8, 1, T8
e T T BT o7 B Fehar & o 38 HHEeR off 591 3
foreht ot IemeRur & afe oy Araurt 76T sRad § iR 3y dsit
I 3 7 Fgd 8, O 31T T WRIG-TUIG a1d 3 P I HR
Tahd g, foraed fawd g9 SiR/a1 IRed @1 Saxgddl g &I
31 GHIT &1

« iffra SwEHT (Limited Use)

Sef ST3TRe Ursy AfeET & foIT Wrae 3iR SUhNT & HIFd &,
P! YT & | T TR, 3! T8 YA H1 &I e &
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fo oy for urgT & W1y BT HR IE § 3 9gd HIC el § | Tguur
HI A & e MU IRy I ImiEl S9 3= Jqee

BS! BT IUANT B B HT raadsar gt %%
U3y AT BT 39 A &1 ST Bad HH qad (3R FH %

TIG) UTSfuT o forg fobam ST =feq | afe ifd e for deg
Y qurEe § e Teyy B, A SR Ay W @1 I
| gTcAifop, 3R T IS QY U Heaqul fathard &1 HRUT &
W%(W$ﬁﬂ \—,ﬁ&m;ﬂg&ma—@ww DOWN HAND WELDING UP HAND WELDING
H 1 918d §), SISAied afcsT Y § gR PHd W &= W
Bl

(@)
AN

WP20N157411
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Ffiecd 159 & AGH AT (CG&M)
dcex (UrsU) Welder (Pipe) - SMAW

3T 1.5.77-78 A Gwifed Rigia

Uty afST fRAUMY 1G 2G 5G 3R 6G (Pipe Welding position 1G 2G 5G & 6G)

IeRY: 3T UIS & 3id H 317 Ig S Faod!
o fafirs ursy af’w fRufa &Y saren w31

dee s UTgY oS (Welded pipe joints)

A9, 79, art enfe & uftae & oo @it UeR SR SMHRI &
UISl T §gd ifis IUHT T ST B1 ST SUHNT v,
fewprgafeat ok Sienfires To=t & ursfin Rrew & forw off a9
YA WR fHar ST g1

1G - Haie () fRufy & urgy 3 gt ursy &t 4 T &
MR g

2G - afaw fufa & U39 3c It UIsy Sief STHH & Ead B
(Fig 1)

Fig 1

Q_J

1G POSITION
PIPE HORIZONTAL ROLLED
WELD FLAT (£15°)

ROTATE PIPE AND DEPOSITE
WELD AT OR NEAR THE TOP

o516l

15° 15°
v ey

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

WP20N157711

5G - wic (Ff¥a) fufa & oz ace o urgy &t 4t oifiF &
AR B

6G - U3 dts SaqfeT (fhaks) disiiR ot urgy Uy gt
gieiTe 3R afided w- & WA 81 (Fig 2)

Fig 2

5G POSITION

PIPE HORIZONTAL FIXED (+15°)
WELD FLAT, VERTICAL, OVERHEAD

PIPE SMALL NOT BE ROTATED DURING WELDING.

(-

PIPE INCLINED FIXED (45° £15°)
WELD FLAT, VERTICAL, OVERHEAD

WP20N157712

PIPE SMALL NOT BE ROTATED DURING WELDING.
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¢ Sl @1 AT S ERM UISY &1 Febell 3

1 e a1 AT T (1G Q)
2 fFes (26, 5G 3R 6G fufa)

3{Td GRT UTRY §¢ Sire) &l dfesT 1G fRUfA F (a) fFRaR ez
fafey oz (b) Yrriied I gRT Bt S Gavell 21

1a UT3Y AfET 3 gRT (16 Y #) fRax ew= fafy
@RI (1a Pipe welding by arc (in 1G position) by
continuous rotation method): UY § §c WSl &1
JaoHd AfeST ursy & RRY &t T8t TRt 3R des fay
M 9 S # Jayrigde siiwe W Rk wd B
AT B & oIk T By W8l Tag-ae § § ok g
SEK

fHTRY &) ITE R o | 1 BT 3R BT gRT 9ad 35° &1

HI IR B | Th T B 1.5 Y 2.5 mm S a1 o1 7

AfET & fow ursy de FHAT (Setting the pipes for

welding): 4 B¢ TAM g3 aTd ¢F & 1Y U 1Y IS B

3R ¢ By STHYE WY 0.75 mm & SRR g1 a1l V

ST T AT TR CFS ST Bl JUIE X Ty et Bl Wt

&S I 9 a7 AT foar S W |

1 & AT 2.5 mm Ferd saagrs SR 2 A & g 3.15 mm

R ERENCH R IERE ER]

U8 ¥ & forT 70-80A 3R ¥R I & T 100-110 HT Hie

I B

AT ufohan & =0 § arfaelt &1 guTd | (Fig 3) AT o &

afeE™ @ fo=n o avaad SR Taad ¥ 10 f$ilt & da & e o

TEd U Fig 4 (ST UHR Th1- BT ITART Hx) |

{ / ’
ROTATE

A - 0.D. OF PIPE
B - I.D. OF PIPE
C - BEVELLED EDGE

Fig 3

TACK WELD

WP20N157713

ROLLERS




- TARIS BT OIS B T W AR AT & foig W urzy ot
roar & sy A RE |

- Th B WY gd FE F U AR SR AH P qIE Bl
JYNIHT HH T | T8 HRAT ORI W 1T 19y ! RR T1fy
A3 Y A GAT STl B

Fig 4

PIPE TURNED
BY HAND

WP20N157714

- feuiioe B T sdais &1 ¥¢ By ¥ e by a& dieT 1
FIHR T |

- 3fAft TR & fomT e Tl &1 YUl TagH U $RA &
forg Jewm Y TIfy B JHERTT B |

- ST UM I § T ok ¥ A | & & HWR AT
B YT T Uide W UACRA BT JHAH gl Ul g

- TR AN I® R | TS ToH B & a6 fbaR
IR WS D1 GRI&GT HRA & [T A B! T BT FHRAIT
B | GEGIHRU DI AHT oI & [bIR & U ot gt
Gl

1b WUSHT AT gRT T UIgy §e (IG fRAfT gt A==
GRT) B AT (Welding of a pipe butt (IG position
i.e. by rotation) by segmental welding)

- URU P fPARI B 2.5 mm & T NT & IY 35 T 40° &
B0 W 39 a1 ST |

- Uga Pl ORE UISU Bl b BY 3R Tell Bl &) V sl R
e B3| (Fig 5)

Fig 5

WP20N157715

— 3T ®I 1T 3 Fer (TDC) ¥ 10° WR LZH B 3R &

T THT B | T Wl & AT Pl U HRA & [ T BIet
TS T BT YA B | € Te’H ! fafg e & forg
YT B 114 I U B (Fig 6)

— W9 60° % G TS Bl IS PR T o1l 8, l Ies I B

TR & | g1 & o & |

) 10°
Fig 6 10 500

X STOP WELD

WELDING FIRST SEGMENT

WP20N157716

- USU Sl a9 do et oid do fob We &1 3id TDC ¥ 10° R

T 3T Y|

- fUEd d@ A & 3id H 31 W UgR I 3R Th I ga

T B

- TP 3R 60° TS A B (Fig 7)
- TR EH b A H ST IR - |
- UIZY & a9 d% fRad 5ie de & Wei &1 7 foig TDC R

T30

- 3 R UER & 3R IR (BTeiT) T o &3, ot &t

1RA & AU SR Uy fFRT & Tag= &1 und e & forg
TZE-¢-UISS §18 & U BT T Y|

- 60° YT T fibfeRT I &I QR &L

Fig 7

START WELD 10°

PREVIOUSLY
WELDED

SEGMENT =2+

STOP WELD

WP20N157717

WELDING SECOND SEGMENT
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Ffieca 159 & AgHaiaT (CG&M)
des¥ (Ursu) Welder (Pipe) - SMAW

3T 1.5.79 ¥ gwEfid Rigia

¢ U 3R $ar U Af&ST & e saaeis (SMAW) &1 T4+ (Selection of Electrode
(SMAW) for root pass and Cover Pass Welding)

IeRY: 3T UIS & 3fd T 319 Ig S Faod!
 HIFST SATEIS DI ATAADAT B ATSAT B
« AWS & 3R SATEIS BITST BT gl B

= (Introduction)

e Aed e AT (SMAW) Ufshar &1 Wil dd Wd
SAAIS § | UE TP BIY U HR AR F &1 81l § Sl Ueb sef Tole
GRT SRR GHER Y418 B IRd ¥ gl T 81 9 saaeis
TfhaT 3 U @yl RIS 3, ST U8 THSHT 19T §
% fafte wRl & 1 Teffera 3R ugaHT ST 8|

AWS fafd=r (AWS specifications)

3AR® Af@ET TEd (AWS) & fafidsr A5.1 ¥ A 5-34
fafirs goacrs, iher aTR, Teie, g &t sfazgebarait &1 quf
FRA 1 A 37 SaaeIS] & fafid aeffen=on iR fa=iwarasi &1 quiH
ERGE

SHfRepTRr SheNfiier 1 HR1 wrq fafc=n &l o) #val &1 Igea
I SARET H, AWS HRTa o1 faf = ugm Fvar 813 ANSI
(3R TP IS TRIF) GRT SFAIGT § SR Th SR
IS 7S 99 TG

ARG TS Tt ASMEHT oifAad (ASME) 3 3o
"STITR 3R UIR 39 B H fher Aed Wiifthep e ot fhy
g S AWS Wfifreeia & 99 1| ASME fafdem s &
Iuf 31eR SF Ssar gl

AWS A 5.1/ASME SFA 5.1

B3 W N T (Ml Wi, w18 F fafadwt
BT IUANT I | it AT Iusivg Il (4R19 e1g SR
T & Fafafad fafden & 9 e & srEu M1 91igT:

AWS

A5.1, A5.20, A5.2, A5.23, A5.5, A5.28, A5.17, A5.29,
A5.18

0T ST SR U T8 fafEel & sy el 8, IepT IwnT
far &1 obaT B, S9d I IUANT ¥ Twaifia AfET ufsean
fafdsr arg ok Wigd g

AWS ifgareur  (aEffeRun)

(Classification)

SANTG ST TR & TN AReS wid, Al 3@ €,

(AWS Codification)
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WA T 3R HRE 3RRA & T SMAW TGS T Uga
T & ot arffevur yomet 81 4R19 ergedt & fag AWS
FTHRUT ISR Pl IAB! JUTIIAT P TR H IgHed AHBRI UaH
AT 81 399 I8 a6 o I wmfal 9e9 Iuged §
3R I IUANT Y farar Se o) =i sifiidan 811 3 39
i 0 & IR H 1t THSHR UGH HRd & Sl T ol TS fheR
T U™ U

TS TR0 & T Ueb AR AT YUTTeht 1 SUaNT foba
ST 81 AT 3aders & i F SR arffed fhar S @
TAAM UHR, SR HT TR, 3R Ifce fufy, ae fRufa o
3cE YTg & ifAD 0T (Figs 1,2 & 3)

Fig 1

] [

COATED ELECTRODE

WP20N157911

Fig 2 E701 8

“7 TYPE OF FLUX COATING AND CURRENT

WELDING POSITION

TENSILE STRENGTH IN THOUSANDS OF PSI

ELECTRODE

WP20N157912

SWAM ELECTRODE CODIFICATION SYSYEM

Fig 3
ER70S6

CHEMICAL COMPOSITION OF THE
FILLER ROD

SOLID WIRE

TENSILE STRENGTH IN THOUSANDS OF PSI

ELECTRODE /ROD

GMAW FILLERWIRE

WP20N157913

AWS Tiffeor S E 6010, E 7018 Sadeis & 3id & U
T STt IR Gferd i1 § | I8 $R1d &val § b saaers fafar
I TAFIS B IS MR IEfE ToN & faw AWS fafdwr &
7T 35T UTd &1 § | g9 H U 'E' BT 5, Sl saiagrs & fog
giaT 8, fores a1e IR a1 uig 3fe gid § 1




TEA &1 A1 A 3idh ST AT UTq 1 gAqH a1 Vfed 1 Fafeid
B &1 Y GBI B9IRI UGS Ufd a7 &1 H e amwed g 8|
Jarexu & forg, 170" 1 31 § fob &9 ¥ %1 70,000 PS| & 5T
TS U1 P! =0 Nfa | ST 3fep 3 FRufeat &t g=ifar & fomw
QRIS BT YN oba off Febell 21 A 1" &=fell & b golacts
forat oft () FRUfY o ST & e Sugaa 81 A 2 w1 erf 8 fp
3ATENS BT SUUNT o Hee a1 A ufeesT fRufera 3 fepar s
Tl 3| i 3/ el P & UbR 3R IRiRI adAm
f&faat (AC, DCEP a1 DCEN) gRT 3ddgis &1 SUIIRIa &l
U BT g1 '8' B YA g I SAdeIS Bl HH gRSeH
bR & =9 H qifferd fopar Sram 8 iR AC a1 DCEP & Ut
foran ST 8110 (Y) R JATE 81 a1 SaaeIs Bl SegareT
HIfT & ¥ H Fiffga foar Sirar g, DCEP (E6010) & IudNT
) S aTelt T8 USRI (Figs 4,5,6 3R 7)

Figa g 7 1 71 1

Il

CHEMICAL COMPOSITION OPERATING
CHARACTERISTICS

TUBULAR WIRE

WELDING POSITION (ALL)

TENSILE STRENGTH IN THOUSANDS OF PSI

ELECTRODE /ROD

WP20N157914

FCAW FILLER WIRE

Fig 5 - —
E

ELECTROLE—,V “7 —‘VDCEP ORAC

WELDING POSITION (ALL)

LOW CARBON CONTENT 0.04%

BASE METAL SPECIFICATION

WP20N157915

SMAW STAINLESS STEEEL ELECTRODE

Fig 6
9 EM12K
—‘VSILICON KILLED STEEL
0.12% CARBON CONTENT
MANGANESE CONTENT 1.25% (MEDIUM) °
ELECTRODE E
z
SAW FILLERWIRE g
Fig 7

CHEMICAL ABBREVIATION FOR TUNGSTEN

W TH
—‘72% THORIUM OXIDE
THORIUM-ALLOY CONTENT

ELECTRODE

WP20N157917

GTAW ELECTRODE-TUNGSTEN

gdadcls UgdH (Electrode identification)

SIS FHehRU] HBT Soiders & AU U & 65 mm & iR
fPeR IRR & FR P a1 saacrs W 3Hfbd T Yov T8
St B

Tt AF3ra SATEIS ST & THY aF 1P | UgaH
WM 9 g1 91T, UA sadels & i T & Uy
Rifga FIfET grRT 3re foran S wwhar 31 Fis AIfdT &
S 3Aaete @1 IuahT gl farar sem|

gdadCIs HUSRUI (Electrode storage)

fafar & A & SUR SdarS, R dR SR FAR Bl
W YUSRU S B Afed a1 ST gFATE HH gRSior
ZARIS, HeRI § M & TG, 3 H a9 by S| afch
3ffa 3R BT offge & wanferd ag Fa=on oik Ue aroa=
$s-a3e fewa g anfgul

¢ U &1 {19 (Deposition of Root Pass)

= U o AeaqUl 9 © RO 39 oS &1 T A & forg
TN O 1Y T U S aral 5 99 a1 7 59 &t (ufd o
& HY 3R A J U & WS & SHWR dd A a1 a1 11
oI a7 1 991 &I fRUfT 7 35 |

FC U DI dfcSTT HRd THY, TIRISD des R T B
& U PRI AMTD &1 ¢ UM B ST B T, TSR B
Pl W WAYHIYD &M <1 MY 3R 3MHR & daad &
for @ =nfgul

T RE ft T8t HH T |

WS F IR 3R A ¥4 ¥ fyafkd we dts & 50% I0f 814 &
ITE ST A 39 FAT Bl g2l | R ¢ 9 & gl I F
Te, XU it ANl & T 3qeT I @Re ¥ Ry foban
EisEIEY

T. Thickness, A 60° 70°, B #5mm, C 1 5 £ 0.75mm
(Figs 8,9 & 10)

Fig 8 A

Fl

TYPICAL SINGLE V BUTT JOINT

WP20N157818
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Fig 9 —_— —
3/16" DIA.

KEYHOLE | I
I 2
>
5
Z
o
KEY HOLE &
B

Fig 10
§—-— ROOT
= PASS

2nd Y

PASS ——=(—

—
e— <
P 5
P— N~
777777777777777 5
z
o
SECOND PASS §

GRT (HOT) U (Second (HOT) Pass)

T U F gie T off FeT o 21 3.20 mm TARIS IR
100 - 120 THRR &1 IdAH AT &1 999 B |

T (87c) U B! = U & GAM HH H o 1 B3|

¢ T EH R T UN L= gH & o1 &1 90T avTd
Sfferean 5 fiFe g afeul

foraht +ft 9 o fethae & fore e Trge &1 e o St e U™
@1 HeTE B g W g

T 3R =Y (3ifaw) U HT wHIG (Deposition of 3rd
and 4th (Final) Pass)

08 B! 3D IR dR 7 ATH P B

TACIS Bl B AT U & URFY & &g DI 3R IR fobar
ST <1RT AT U3y 1 g &b aredd g AUl

IS ¢ 1SS TaHT &1 JUANT dRdb dIRRT U1 S T |
I & 3id H hex W
T, Wed HI gel ¢ 3R dce 1S &I 9T B

AfRET ao-1e 5G 18 fed AT (Welding Technique
5G Down Hill Position)

TT3U SIS T SUANT SRR I H faarm S & e urguang=
gfeaeH, ReTes), o ganfe wnfira g

e SISl 7 ‘G 31eR BT IUANT ATel & i (fhIRI Y gt foban
ST §) Y eI & fore fapa o § ok afdn fRufd v e &
for ue e & St §1 5G-Aeiud QTR (Wie, aféea stk

fiRgs) H Uy fihay 8, Ya 4ce, Urey ufad gikeiied g iR
e Tt g1 ST gy & guTe T e s =gl

Mees Aea oMb AR (Shielded Metal Arc Welding)
(SMAW)

SMAW g 3R &= g § afcET urgy & forg die o adient
Y TP g1 G ST IR A o Ry, 39k a1 S5
TTferd A=A S fAPURT I AR §, BT IUANT fhar S Fawan
21 3T 5G fRufa & &1 ot gavc § iR af&n 1 femn sreAfea
7 T3S B gl B

T3y af&ST ga9els (Pipe Welding Electrodes)

E6010 39 YR & IAFCIS P S(aRR UIgY H =M g4 & for
AT ST € 3R 3 dR R SR a1 = 3 3R Il & 9y
Feafer Rl AfcE ) & wem gd
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Ffieca 159 & AgH AT (CG&M)

3T 1.6.80-82 & wwfd Rigid

Jesx (u1su) Welder (Pipe) - GTAW & GMAW

5G 3R 6G fRufa afeET & WY flar gyl Ft AT #Y ufsbar (Procedure for Welding
Heavy Wall Pipes in 5G and 6G Position Welding)

IeRY: 3T UIS & 3fd T 319 Ig S Taod!
* UTSYT & fpAR &Y Ul B
* 15G 5G-6G AT fRyfa &1 gufF HI 1

fRufa § aTex AT w1 W, & wft ST BT § - SiR ¥mae
S T HIA ST 8 | AP TSy R IfET IR THT SRR
HIs QU [aded g1 51T 5| BIC AN & Ursy Ried &1 A,
O o foTelt Tt o da ezt o ute S= ard, a1y g 91
% Iuf B I [WRATG 3R TR & oI, 3R 5G 3R 6G
fRufaal & AfET @t srawadmar gt 8- RR-AfaS iR 45-f&h-
fAfEa fRuf, fadiy U J1 98 o9 & deadl GeR0 Uyl
& fmfor & off ot w3 ©, fore o IR W 5G (afaw) fufa &
IS S a1 AT § SR g7 §T ARG YT & SR R TEFd-3WR
3R TETd G AfET B axgesdl git 81 G Sy &%
T DI B STaRIHT BiciT &, THION IS STIRER BT P
TS B & AIY-T1Y SHq o forg et 4R1a il

foed af & &< urgy fFAmior SR WRed sy, Il &
N &1 IRaTg f fam, SMAW (Rfiees Bed s afeg) an
few e & ITANT R IR ¥ 7 Had I WR1G 4T SMaTH
T Y& IR §, Sfew 34 Sy & T e ®U ¥ WhR
foru o € ok fAfdy off 8 §1 59 1o, fRews af’n we
HeTa ol Ui &, forre g aR-aR fed soiacrs uRad
B ATATIDH AT Bidl &1 AET TR IR Fobal & 39 dGe bl
Al ¥ U Redh 3Aders & A1y IR W Had 10 ¥
12 39 I B

BT & sl H, gTaifep, HRTT U1 TNt & WIfay 3 egaeR aRR
foped (FaT-HRS 3R Acd-HRS) IFA a1 & Sl IHT
gife SR IS 01 U FRd § - Ay wU § S &
forg sres1 ufeRlY - 3R 3 Iarcdhdr # +ft GUR R b g1 3
TISU ST TR TIRGS 3M3c-3Hh-TIorRH afed iR

B U & UI3Y W 5G 3R 6G fRfaal & af& (Welding

in 5G and 6G positions on smaller diameter pipe)

BIC Y $T UIRY - 10 3 A1 I9Y Blel - AHIR R URY
WA Ifgd HVAC 3R B8-URR €9 ¥ A U Uit d&
F IV H UrT O 81 I8 UIsY qed 31 Udel gidm §

ffor ufsear & SRM, 3R TREd & o off, IR SffRet Y
SRR 5G 1 6G U & Uy &1 deg o1 d1fgtl 5G Rufd
¥, UISU U 7 g1 RRT TR 79 811 § 1R A SffRer &1 &
fezmeft & § ue o g S e, a1 o aff -y a1 afdwa-
T3 UISY & RIF & YR W, IUANT & o 3fares a1 e
fufa 7 IfcET &1 oft smazawar 81 Iadt ¢l 6G fRufd & B
Y & UIRY B AT BT 3R f B3 B 39 Rufa | S
AR TR IU-3&aeht U & ura S 8, urgy 45 et &
HI0 R T G 3|

5G 3R 6G gHI fufaar afe@™ siftRer & forw Ffda gfaat
O T & | ARy ufkreror iR JHT0M &Y Sa<adhdr & Sfarr,
AT S O o G Bt BT, T HIMAT 3R TSR
HI AR T JUIGT gt ol 3 e aRfRufet & afcd
FRA AT WS dcs oS o 8 g g

Aed-HRe AR/ T-2ee e FR-HRS dRR BT TG BT
TATEIS P WY AET B o1 B SATCh T 961 I § 3R 56
3R 6G fufaal & afcdn I TS uiieron &) TR &1 bl g |
T Rfodl & ¢ U & forg, Ixnfid e gfbe ufshar &
1Y TG YTg-PHR aTd dR 37 fddhed &1 If & SR W
YT-HR ad AR 3G YHR & aRi B} a1 | a7 Bt Tfd
TS BRd ¢, T1Y 8] 3= O &R, I8 T3 C-3H1h-TISTH uigy
SN TR IATGHAT 9 & U U 3T faded a1 g
J dR I UG aTat Acs YA B § Tgrdr & fog ursy
ST B 31TH 3’1 Y+t g a2

3 A H TS B HH SIR/AT YA B HH DY gR BAT
S B, A ¥ U USH HRP, DI HH HAT 3R a1g §
IR F §IC DI WIS, 3R Welipd UrRNeT| Fifes RMD St
UfohaTd STHT-3THT aRR fed-3m3e W Wt Td TIa e
@ B Herd T8 81 U @, R ot uftean &1 et i g

(3T 40, I<TERUN & T 3R 3Y ST ST Gohell ) B
e, A varg Wi, HI9-Aiel a1 WA Tid ort ardt

Tehdl ¢ | T8 GluT 9y = & BraeHe § e oo TRIEY
T SRR B YT T IR AT IR T aRR -
13T F BT Wl gl ¢
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fd SR HU UM W, .035- T .045-39 AN arell -
T-HRS dR RS afcdT dmsel (AWS) E71T-1
FBRUT & 1Y B AN F 3T B ST & fog Iugad €1 3
TR 7 $Had 3 des URIR a0 Afgd [aya-g $3e-3iith-
QISR 3T &dT UM #xd €, Sk 3 IPY s Iufufa
R T it ot v &R 81 AWS E71T- 1/T-9/T- 12M/,
E81T1-B2C H4/-B2M H4 3R E91T1-B3C SN dR H4/-
B3M H4 fce Sdacie &t ol d Idieddl I guR & o
HGE PRAT

93 T & UTSU IR 5G H af&ST (Welding in 5G on larger
diameter pipe)

TS N UTSU W AfcET dd T SgaeR dRi & A1y 3 ave
F Brae fird Tohd 8, S b SRR it urguems—i & fae
JUANT {1 ST § | I8 UI3Y S 24 9 31 39 31fid oy
o1 8, o oo faavur aga 12-16 $9 g & W H ot €1
3= SR W 5G UeH § AT &1 sawadsdr gl § (I
UTSY TR W g &5 B @1 1T §) | 3R 3T s [Hal 8, wed
TG YT S BH SISSIoH dcg ol T PR Fdhdl ¢ off IS
i1 Y B B H Te B

IS Y P UIRY & L T9-3e s Tag-hRs IR Usudg
SITRINTT TR ITGhdT UTed = & forg e afcd & fore uap
Tl ey TIfed §T &1 37 IRI Y SRR WEerd 3iR 3ref-
AT U SIENT TR .045-59 ST o IUTNT fsan STl &
IR TqH ez (31 T-1) Wi Red giar § forads uRumasy
3 & geM arel T 3R B Wex TR g 81 Y fagiard
HeSI-UT SN IR afed & oIt dRi &b oresl k8 ¥ Srgpd
S & 3 ITGhdl S & e ury a1 AT $ w1g rad
TS BI SIRAHA Bl ¢ | 398 ¥ Fs ed FAaels B gar
% 9gd Y SIS gIoH TR B AT 3@ § - Ui 100 H 4 fiyeht
ST &1 de8 Hed &1 St (EXX10 AR Red sadgis
¥ fore 16 foreft ufa 100 w9 @ Sifdes ot g #) - i &t
FH A IR R T S A & oY Sr3-1esd & Aeg v
F ol o M-S Fa-HR dR (AF® R I=-wfdd
T8y & for) 9§ R AWS E71T-1/T-9/ 12J H4, E101T1-
GM 3R E111T1-GM H4 & ®U ¥ Ffferd fasan T 81 3 aR
T 3! fis IuTUF T ITe R § SR Tag= o) it ar
3RS kT S el BT Ap B fog ey Ieg e
& &d g |

BIC N UTSY & o dRT & A1, I8 WM RTc Hlhe areaT
gfehar (S f Ugd aftfd 8) 9iR ®c U & fo ¢1g-sR dR &
Y GG g TR HRA 3R Y U & forg Iy fasan S gean
g1 3BT URUTH 3fT Y i ofR urgues srgwrdil #
SRR UMY ST aTet I=-F7 Fiferie & fore dgar gg-=itaar
B 1 U TN e Tfehe U oiR Aed-HRe arR ¥¢ U &1

e fed gaagie & o siavas "gic U &t saxgdhdl
B T FHRar g, o afcd T vy & aof ot B

W-IRRIEd FAa-DHIve dR Hf 3T3c-SHTh-UiforRe ursy afesT
R IATCHdl 9¢H P U fdobed gl 37 ari &I ¥y U
FeafeR e 9e B & o duR g T § 3R FH geeH
TR (T 8 fircftefier ufd 100 I dee u1g) &t YA g1 3
IR HH AOHH W 3= YHTT UfH UM FRd & 3R HidhT o1
a1y FRa &, R O S T & HH IR SR Il Bl
BT B | Heg fAadt 81 Fifer 3= fadt uftreror g ot
IS 6T Bl B, TT(AT I8 HRIRIT TR R H7 ot
ST SR U BIT 81 33 C-3iTTh-TIfTRH ursy afesT & oy
fadeai & AWS E71T8-Ni1J H8 3fR E81T8-Ni21 H8 =nfira
T 93 U9 U3y W AT Hd 9T SF dRI BT SHHAR TR
1/16- 11 5/64-39 G B IUTNT a1 S1aT § SR Th 3H-2-
B ATel T UG Rl § STl $exUr bl Bl HH Hdl g
3ifaw faar (Final considerations)

T3 C- 3-SR Urgy AT Sy & o T egaer dR
H oRad F7 | eyl SdTEdHdT Ay U g Idhd g1 o
o AT SR 7 ol +ft Wit & Ty 81n 8, grevifep, 3m
G ¥ TS 8 PRSP Pl edih A1 Hg@qul g | Th SHBR
IfcET FE SR & 1Y HTH BT UfchaT T U 33T Ugall had
21 8 YFEd & & Hag 3R 9l ¢ [ g U aR Iwai &
for amyR gl @ gafow ®u J A @ € 3k 98 i wga ¥
B e B ot T8 81 ST g |

Fig 1 FLAT (1G)
—

VERTICAL (3G VERTICAL (3G) |

OVETHEAD (4G)
PIPE HORIZONTAL FIXED POSITION -5G

" (I

TRACK WELD IN POSITIONJ GUIDE LINE 20mm PITCH
PRACTICING FOR POSITION

I

T

T

|
WP20N168011 ¥4©

WP20N168012

Flg 3 12 O'CLOCK

9 0'CLOCK 3 0'CLOCK

6 O'CLOCK
MOMENT OF ELECTRODE

WP20N168013
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Ffieca 159 & AgH AT (CG&M) WY 1.6.83 I gwafia Rygia
3=} (U1SU) Welder (Pipe) - GTAW & GMAW

3fET wdi® (Welding Symbols)

IeRY: 3T UIS & 3fd T 319 Ig S Taod!
« g2 IR fiFde Wis & Ty ¥ s WY 3T AeS e B uRUTRE ¥ 3R Fagd
¢ 1S. & ITAR oM AR I & Ty # fafda des fRufof &1 qofq w¥1

s 1.2.21 3@

Ffieca 159 & AgHaaiiT (CG&M) 3T 1.6.84 & gwafa Rigia
desv (Ursu) Welder (Pipe) - GTAW & GMAW

13 f&a uieiz § 3 afa ursw &1 afesw &1 ufssar (Procedure for Welding of thin

Wall Pipes in down hill position)

IERY: Y UIS & 3fd T 319 Ig S Faod!
o AfRW F fore AfET yrsy H71 909 B |

fARar ez fafd grT o (16 fRufa #) gr1 gy af®w
(Pipe welding by arc (in 1G position) by continuous
rotation method): UTsU & §¢ SISl &1 YavoHd afcsT uigy e .
& R &1 gt R SIR des fbT o ATl Wil &1 Jraurgde
Sigeht R FeR Fet 81 gRfdd o f ¥ ok wc %y I8t
TR
fHRI &Y W% R o1 T BT SR W gRT 939 35° &1

BV TR FR | T F¢ B 1.5 ¥ 2.5 mm UgH {51 I 8

Af@T & fow ursy Ae HIAT (Setting the pipes for
welding): 4 B¢ THH g 91d ¢F & Y TH 1Y IS B |
3R ¥C Y AU @Y 0.75 mm & RI&R g1 A1y V
A T AT TR S STaclt B JUIE B3 difes rATe bl
23 A a1 e fbar o gd |

1% 7 2.5 mm FerEd gadrs 3R 2 3 % U 3.15 mm
EYA IS BT TTH X |

Ugd 3 & forg 70-80A 3R G 31 & forT 100-110 &1 Hie
Je HY T ST Yer & U 311 W WIZH B 3R 3M1h B A

AT fpa & U F ordaeh B g (Fig 1) AT o B I JURIYY HH T | 4TS HRAT ORI I lfch UTgy bl fRR

Fig 1

WP20N168411

Fig 2

WP20N168412

AT Fig 2 3 = & Se@ieR 3R 10° & o U 8 & iR it S gare 0§ e e €
@A g (RAAC 2T9Y FHIA BT UAT BY) | - fedifore B ¥ seiagls 31 e Bd 8 & BH 0 AsTH
- ZAHIS B SIg Bl Te W IR AT & g R ugy IPTHT

e & ey FERd &3 - IAfIH TR & (o1 ¢ Bl &1 gul JaaH U A &

o e P T BT gHEII B
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- O E 3 U o € T 93T 3F A | O & SR IS A
B YT T Uige WR UACRA &1 IHIH gl Il gl

- TRTF IN IR R | TS ToH B & a6 fbaR
TR TS 1 QRIE B & oy A= 1 i ) qmrfoa
B | GEIHRU DI AHT Sl & fhIR & U ot gt
EliYy

Uy AT §RT U UIgy 9¢ ot afdT (16 RAfa ot

=M §RT) (Welding of a pipe butt (IG position i.e. by

rotation) by segmental welding)

- URU & fHARI B 2.5 mm & =c AU & 1Y 35 F 40° &
PR 93 fobar ST B

- UG Pl ORE UISU Bl o B 3R T I al V sl W
Juré &3 (Fig 3)

Fig 3

WP20N168413

- 3T B 2T ST TR (TDC) F 10° W WEH B 3R FC
T AT B | T Bl & AT Pl U HRA & [ T BIet
TS T BT JAT B3| T YAeRH HI FRifAd HA & forg
YT B 1A I U B | (Fig 4)

- 9 60° % YA TS B! IS IR 3T ST 8, A A I Bl
FHTCRID &1 751 & 9 5 |

- UISU S dd do f3eld oe deb fb @e &1 3id TDC T 10° W
T 3 S|

Fig 4 10°

X STOP WELD

WP20N168414

WELDING FIRST SEGMENT

- fI%d I W & ofd H ofh W UgR & 3R & IS o

T H|

- TP 3R 60° TS 3w B (Fig 5)
- ¥ I BH a% e & AfedT ot 7 |
- UI3Y & q9 d% fRad oid ao & G &1 7w fig TDC R

T30

- 3 R UER & MR IR (fBfei) T o &8, st &t

1A F T SR U2y fHRY & Tag= &Y U A & forg
TZE-¢-UISS T8 &1 U BT T X |

- 60° WHe T fohfei T & B

Fig 5

START WELD 10°

PREVIOUSLY
WELDED \

SEGMENT =+
\ STOP WELD

WELDING SECOND SEGMENT

WP20N168415
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Ffiea 159 & AgHaaiiT (CG&M) 3 1.6.85-86 & Wi Rigia
des¥ (Ursu) Welder (Pipe) - GTAW & GMAW

2G Uiei=E # afesT ursy &1 ufesar (Procedure for Welding Pipe in 2G position)

IERY: Y UIS & 3id T 319 Ig S Faod!
* 2G TSR § UIsY AT & fafia adiel 3t saren &3¢
« M.S. ¥ afREw fomfar @Y saren #3 fhaws (5G) Tsiq # 3 gRT UIsy 9¢ warge

faftr 3 (Method 3): 9t US! &1 6 591 ¥ 12 T & UG
Tgdl oS 3R 3R i 6 591 ¥ 12 791 31 FRUf H a1 3R TR= bt
ST © (Fig 1) 39 fafd &1 srufea fafty a1 aféewa s fafy st
ST 81 39 3ufed fafy &7 IuaT 5 mm 3R I 31fdes SR
B HIeTS & UTSUl B IS B & o fobar oI B

Fig 2

Fig 1 START

START

WP20N168512

Fig 3

150mm

WP20N168511

WELD FIRST

2G 3R 6G TfEF § AR T TR B A F MR mocree (7
R &1 ST 5

DIAMETER EQUAL— |
ZGWﬁ,a’mWW&W@%ﬂTHWN%a TOROOTGA(l3
TSl B Sl aTa des oS &fael U # §idT ¢ | U8y & R
3R Aes Rpar ST IR (Fig 2) NS
6G UroieH | afegT S'I'I'J?R-ﬁT R ot 142 fafdr &1 IuanT B USE OF BEND WIRE OF SPACER TO SET ROOT GAP
oI St §, SR s srafga o seafew afe@wi (Fig 3)

U713y afedT & fore faviy w0 & Ffid saacre &1 SuanT sregt
YT , IR 3R ekt Tt bRy b 1T 6%, (b BIggIo
TAeEIS, el Ue = aTd Sadels 31fe)

150mm

WP20N168513
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Fiiea 9 & AgHaafaT (CG&M)

3T 1.6.87-90 A Iwfyd Rrgia

dcs¥ (Ursu) Welder (Pipe) - GTAW & GMAW

AT, 217 dicH 3R 1SS Y Wi & 91y Sfed ursy s T siig & fou afsw ufkan

(Welding Procedure for Complicated Pipe Joint T Joints with Intersection, Top

bottom and side Y Joint)

IeRY: 3T UIS & 3 H 3177 Ig S Taod!

o FHMTGR Y@ A gRT 999 a9 & 90° "T" UIsy & fe te faefia ok danse »3

o T 3R a1 wits & forg afes wfema

FHiaR Y1 fafd gRT 9| = & 90 &3 T ursu & fog
Yc+f fawfa ®%: (Develop the pattern for a 90° "T*
pipe of equal diameter by parallel line method)

Fig 1

FRONT| VIEW

WP20N168711

Fig 1 ¥ GXITT SFUR W+ &1 €9 918U
T3S &I Fig 2 § G o R s

Fig 2 |

FRONT VIEW

WP20N168712

I B TS B YR AT R T 3efgd a8 (Fig 3)

3fefa Pl 6 SRTER U H fauTford % iR 35 0, 1,2, 3,2, 1,
0 & U ¥ ¥= ¢ (Fig 3)

Fig 3

FRONT|VIEW

NS T

>

—

m

S

o Z
WP20N168713
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TEE g H Ud fefad Bl 6 SRIaR YR H fauiford Y SR e
®13,2,1,0, 1,2, 3% =y ¥ fauforg e o & Fig 4 &
feamar man g1

Fig 5 ¥ TRIU 39R T & 31Hqd & U@ fdg I T ¥amd
difera|

o1 TR 9 WA & TG 1 SR afas Y@ Wi, S f Fig 6
¥ fezamar B

Fig 4 |

FRONT VIEW
B J{ B 3 3

HALF,PLAN

1 1

WP20N 168714

2 2
3
Fig 5
FRONT VIEW ENDIVIEW
- 3 +
2
1
9
0 0
! o
1\ HALF PLAN /, 5
5
2 2 g
3 z
Fig 6 |
FRONT VIEW
- T - 3
]
90°
0 0
o
HALF, PLAN e
1 1 5
]
2 2 z
3 &
z




3 T P T BT SR TG 3R 1ef Bt &fers T@mg 3oH-
3 fofgaft w e €1

"T" UIgT & Uiy B 3T Ui B34 & g 37 feigali &t
foremd S o Fig 7 7 feamar mar g1

T1ef TR0 BT SMYR I B I3 T4 3R 3id g &1 0 F Fu A fafRa
% Fig 8

Fig7 i
FRONT VIEW END'VIEW
B B 3
7
90°
0 0
~
\. HALF PLAN ~
1 1 &
k @
2 \{—/z z
3 &
B

WP20N168718

T Jos SaTSC A UGH & o fos Fig 11 & fearar man
|

T Dl U TR b T A B3 3R BI¢ | 3T UBR 3MUD] TR
U2y & forg O frerar g1

END VIEW
3
2] 2
. 1 0 1
‘ PATTERN
T

0 0
1w1 0123456543210
2372

HALF PLAN

Fig 11

WP20N168718

BT UIsy & g, te #t Fagar faefe ik demse
P (For main pipe, develop and layout the pattern

as follows)
I T €2 3R 3fd BT e s | Fig 12

YRET UT3Y P Seafer @i 0, 1, 2, 3, 1, 0 HI A & =g
FeTd ST fop Fig 13 # femmar mar g

Fig 12 END VIEW

WP20N16871C

HALF PLAN

) ‘ 0123456543210

HALF PLAN

WP20N168719

3 figaft @ Thaad Y@ Wi 8iR "T" & SeUaRM B 3@ W)
fogafl ¥ afas et did| 3 @ eoH-sr fomesff R et
g1 (Fig 9)

o g% dsh gR1 3 fa=g i &1 fiargul (Fig 10)

HALF PLAN

WP20N16871A
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T UI3Y "Y" St &1 faw (Development of a pipe "Y" joint)

IERY: Y UIS & 3fd T 319 Ig o Faod!

* 120° R Ufasde 1 ard "Y" Sits urs Ul F forg te +) fiefiya ik darR &%
* 90° TR ATt § g "Y" Sarge s & e te faefya ok qemse #i|

120° TR Afdwde &1 @ "Y" Agad Usul &1 faer
(Development of "Y" joint pipes intersecting at

120°): N & Ufdwsg! Rifdex! & famm &I smRad #<1 120
&t TR 30 mm1 (Fig 1)

T STHR U JH AT P © 3R TAD Bl JHAM HI0T TR

Fled ¢1 TfT 39 A § It Ul &1 fger gaH § 8iR

SO U UTSY F1 [dH™ 39 Ursyl &1 Ufaiieia S|

o BT A’ B ST 3R S8 S8 3R 1o TR fHTSH o1
fafgd ®21 (Fig 1b)

o Yfdwse B @M Bl QR B & T o1 J 9 & 2=
TP THad Uoidex S8

- oo W g figait ¥ afds tieiaex s |

HRA o 1T T I b o AU S |
90° W 'Y' S1ge Fifti T &1 fd®™ (Development of 'Y
joint branching at 90°): X, Y, Z & dF S@HI®R U1sY T
Y U §9 |1 (Fig 2) Ud® uigy & uref Iag faer &t
IRFE |
T U A XYZ, Y 3R Z 3R 3R PR & AM €, 39T
3T faer +ft A B
- fUsd SEiia Rigia na & 3aR Uisy ‘X' & fdsr &1
IRFFT B
. AT TN SR WISy 'Y B S 3R IeHT S|
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«  JISHT 9% DI 16 SRR HET H fquTiord &L

. fdgaft B HarE W Ueee B

U 3fTd ABCD &S forad AB, D & SRTaR &1

- URUY & Ao & SRRad e o f Fig 2 § feamar
gl

"T* 3fQE §91FT (Making 'T' Welding)

3feET & SR o gU a1y ) (gl 31 sgd Aoy B,

Fif 3wy fdg 3R amar IS Sisl | R & SR g7 |

Fig 1

(a)

60

AB&C

1.2 3 4 5 6 7 8 9 10 11 |12

3 4 nxD
1/ N5
(c)

oo\\
<
WP20N168721

T & RM, Ude fig W AT SiacIs B0 37erT Sielm B
Y HRUT ¥, TAGCIS DI JUHIUN B Iag W 75-80 & DIV R
TG ST 91T | U3t bt Jhd afesT & forg a8 oRedl 8|
aTsUl ot Afaet AT §, saacis B S fig I T fapam wren
© 3R gAGR J5s foam ol 81 39 Sdagis & URY SR 3id
fagsfl W fomr fasslt ofaRTal & s s fohan o e Safae®
3T AT B, TR AT 3R Iugad SAaerS & IudlT & W1y
Tt el ATYHT UTG fobaT ST B

3{Th B} TS 3AIIS b A P SRR g MY FARIS
FHaTs T & YR TR des gRT U g3l I =01 391 §gd
eyl g1 afET 7fa +ft I WW & SMHR SIR UIH &Y
JUIfId A aTal Hgayul HRa! H J T g | 71 a1 J des dA
P ANSTS B B Sl & 3R TSR B H 8 St ¢ | AT bt 1y
¥ Pt & HROT Ics WA 3 & Sl B

3¢S U &) BT (Cleaning the Weld Seam)

Safer grzul ®1 AT I 81 @ 3, T & 3 figaff W wwm
I HTS PP 3R AT AICUST HI ST @ §U Iyt uRfy
AT\ &1 Q7 foraT ST A1fR T | AfedT Siie bl Wid arR o1 9§ 9T
foar S 1feT N Sdiacis & &g & R Haer arelt
T aee Tgad &9 & IRI 3R g HT TH & 1Y FAreta S &1
DR g

AT BT F fRIT a3 A F UTST AR H=A1 (Preparation
of Large Diameter Pipes for Welding Cutting)

RMYA T M a1 ®IF & S SR Rl & urgal &1 $rer
ST AT AR TR ST BT S a1 BT & o,
3Tt T, BT ZATCISY, WISHT, §S USSR & Hex, 88 3R
BISSITeId SR, BT ged 311G & T1Y |

WS (Cleaning)

BT & FAIeH & URUFEEY, URY & 3R TSTSEe av
Tohdl 81 TSTTSTEe & e HiTsy & e § Shiace UeT 7
¥ fou S urgy, TeTSTEe SR faeRlt uend (@a, S, Ue) &
ARl B W fHar ST AIfRT| 38 ITF A & fag 3,
HIEd, B1Y, 3R fRR MES, IRR 99, 3R FSUWR, 3R I |
I8 ! ASTgl & forg, H18 H S18<t vard Sravy g BT |
Gl

AfWT (Lapping)

He 3R W fPT T UgUl ) I R J Ugd Th 1Y A9
fopan ST AfRu | =T, AfeET Ffedt o1 AEHAT AT U8 Tohdl
8| QT ufshan & & o, B9 SHAR W I6E dafeiT 3R
TS & o IUTIT o) o arelt AT 1 IUANT HR Tohd ]|
gfaede 3R 4T (Intersection and Beveling)

urgUl o1 AfegT ghen Ts-g-Us (efifaretl) 78t @t St 8 1 urgdt
DI 3T e Y I3/ ST § O & sra-sren fammsit & wior
I TS, SATHT-37aT femmaft & 3 aral urgdl &1 ufade 8k
S-SR AT & UrgUl BT Jo11 0 | ufdedad &bl gemT
SRR 815 mm I 3 B <R Aiers ard urgdt &l oft A
fopan ST =g T U wrwel! H, g fa=Iy safeT faferdt o1 Iuai
HRA & | 99d B0 BT HF 50-90 F & g
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Ffieca 159 & AgH T (CG&M)

3T 1.6.91-94 | wwfid Rygida

3o (U1sy) Welder (Pipe) - GTAW & GMAW

GTAW &7 ®1 uf=d (Introduction to GTAW welding)- ATH, SUHRUI, TAICIS

(Advantages, Equipment, Electrode)

IeRY: 3T UG & 3id H 3117 T S Tl

« TIG 3R ufran & Rygia & gard
* TP TN T
 TH TIG AT USRI F U9 B
o TIG AfRET IUSUT & UFT & 19 FaTd
o faftre umi @1 IERT FaTd|

TIG af&T &1 UR=A (Introduction to TIG welding): 9
¢TReA 3T AfedT (GTAW) ufshar argsit & R-3uHr
(Rraarar 7gt) ERe 3adeIs 3R ah U & &t TH Hich Tl
FRet g | SRS FAHIS 3R 3 Hed & ard T 3Nfdh fayd
vaTg gRT Taa (fUacht gs urgsit &1 frsor ar o) & e
3fra<ges T ger Bt St 81 (Fig 1)

Fig 1

ARGON SHIELD TORCH

TUNSTEN ROD

FILLER =z
BEAD

WP20N169111

GTAWELDING

T UHR BT AT AR IR Th IAIIS P 1Y Pl oIl 3
TR SAarS MR Aee S (Ies fava o1 X@T &3) U Sifghd
1, O {5 3T a1 gifer gRT ITaTaRoT (39 IRI SR B
&aT) T URRAE B1d €1 4R19 U1 BT IuaNT fobar S ThaTl §
7 et ot foran 1 b 81 39 ufeha &Y TIG (SReA 3Hfghd
1) AT | 1 e 31 ST, [y ¥U § Wy ¥,
HRA I YA T S ]

- U AC I1 DC 31 3fcT 9=iH|1 FIG 2 3R 3

- A N B U & forg 9 Ridsx ar gfawme &
TRREUT

- T URRe 9 e

- U@ g yargHTdt

- ORRET T B SR e
- TH ST T (SAdCIS URS)

186

- T H TS

- Jicud TeRIH SUHRUI

- YR Y@ AfcET HaeH & ol B & 1Y U 5 =fida
quret

- e Reirard (Raa)

- 3T TFR

T (Torch): T1ge 3¢ TR S I Ao gdl el alek Hes

BRI a% fafid UeR &t ofd Suas &1 o 4 i g # faar

fohT ST 10 T R &

B1Y T BT o oY URT 98+ &

B1Y & HTH FHRA & foT e 38 &1 aoi, Yqa iR Ugd

o TS} § U Y QST HHIRE-I3Y Pide ¥ae il § ot

faftrs ST & gaaeIs &) THRSTd HRd & | 4 RIS T A Ths

8T € R off 3qacis & gem a1 9gan & o dide s ¥

e 8 ST 21 SR B A B OF arell We Bl Hier sed! 8, ¢

BT 3MBR 3R IATIS BT A TP T3 e Hie § e
& forg sigT1 =fe Ul

M VAR, wWinfler (Gas regulator, flowmeter
(Figs 58& 6)): e/ @t amyfef & forg 9 Weiex smiA Ry #
Ta1d $I 175 11 200 SR ¥ 9@ 0-3.5 R FR T 5

TR ford Agsrd &0 ¥ Taferd s dled gidl §, UhR &
TR 0-600 Tex/auer § 0-2100 wieR/avet dd T Uarg &l
g Brar B

qTex Hes erd & e (Parts of water cooled torch Fig 7)
1 dRees a1 RS IFTeS e saagrs

2 R fesAea

3 o far




PIAC YRS

Hrade
ZodeTS B (SIS 3R Tl
CISERENI]

o

9 B Telt FaR

10 3T i Sriaelt

11 U Bt el et

o N o o b

13 TSR (UIR Had)
14 TSTER (AT T Th)
15 TdegueR Rag o
16 =

17 e =iy Rag &1
18 Had (2 BR)

19 Zaic Wi

) 20 T
12 UIR Fad 3delt
Fig 2 WELD CURRENT RANGE SWITCH
GASMWATER POST FLOW CURRENT CONTROL SWITCH
GAS/WATER PRE FLOW REMOTE CONTACTOR CONTROL
I
POWER \//F oN \ ; HIGH FREQUENCY SWITCH
M 1
WAVE BALANCE o] Q @ |_— CIRCUIT BREAKER
CONTROL ul ©~ AND FUSE
x SPOT TIMER
REMOTE CONTROL CONTROL
SOCKET
e
WATER SELECTION START CURRENT
SWITCH CONTROL
POLARITY SWITCH
AC, DC -VE
DC +VE— |
= me me Neo o | _— ELECTRODE
@ @/ TORCH CONTROL
WORK RETURN CONNECTION — |
N Y o
]
WATER COOLED TORCH GAS SUPPLY TO z
POWER CONNECTIONS CONNECTION g
=
Fig 3 FLOW METER
/AND REGULATOR
(@]
INERT GAS SUPPLY
COOLING WATER
FILLER
METAL TORCH :POWER SOURCE
\
WATER TO
DRAIN
110 ©
FOOT PEDAL
FINE CONTROL
(OPTIONAL) ELECTRODE e o o
— ssgrooe | L[]
BASE METAL

\ WORK LEAD

A DIAGRAMMATIC DRAWING OF A COMPLETE GAS TUNGSTEN ARC WELDING

WP20N169113
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Fig 4

CAP
(LONG OR SHORT)

SWITCH
SWITCH CABLE

1N

GAS

CERAMIC NOZZLE
VARIOUS TYPES

TUNGSTEN
ELECTRODE
(COLLET HELD)

AIR-COOLED TORCH

\ HANDLE WELDING

CURRENT

WP20N169114

Fig 5

TWO STAGE ARGON REGULATOR

WP20N169115

Fig 6

BOBBIN OR FLOAT RISING 100 —
WITH INCREASING FLOW \ 50 —|

RATE

7N

600 —
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400 —

A
200 —

&

TORCH L

ARGON FLOWMETER

300 GAS FLOW
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TIG af&&w ufesan (TIG welding process)

TIG Ufehar u1q ! 5T fT 3T des T o @ R A ad
T %1 ufad gt 51 9 Ufehar & A1y fheRr’ U1 &1 drad axt
ST STl § 16 39! 3MaRgehdT gldl & 3R 38 AT B
ST @ STazgdal et gt 81 TIG afcET ufshar 7 Y g ¥
Il Pl Sl 8 3R 7 &) gerd 8 off 30 Had Jau | Tt g
ST U8 Ukl SR IUYe § Lo Wi, TegHias,
ehifRrrm anfe St wfafsariia argsit & wnfiya 89 & fa ) o
vfsan Frafafead Il & forg wed Iuged § | Wi SR o1
forsr rg W | ergefam oik ARy ok

I Ay urg O erafie ufafeariia amwft TIG af@w
TRHaT SRATYRUN 0 § el W des 3R Wer &t sufufa
USH TRl 8| T WA TIG &1 3o T[uradn arait afee T gfesan
T € O STEA & oIy TaaTerd AT el S § Bie
STl & WSl A1 Ugd H §gd giepd | TIG afcs™ ufdsar @l
s Uar Bl € it wgd B yaii, y¥ a1 R et 81 b
31 F TRY 3R uRRer 7 ure Bt €, 39 deek aw @l
ST ¥ 3@ FHhdT g1 31T BT AgH 6000°C forar siferas
BiT § 3R gl AfcgT ot durdt gt § et o § fher
IR BT HfH fFHrad STaRT 3R I= AfedT 7fa | ufkzeror i
3, €iferad ot ake | FAfepy ok Afsea ¥ 39 ufar gri
Bt 73 AT gAM IH 3R for fpadh aiferfipror & &)t 21
gfdfspargite qradd # Qe gH/afeET & T Iugeddl Iy
gl

Sl T (Power sources)

TIG 3@ TR Wi Jd HIER TSR & faorel il ¥ U
ST AR T HR g &, ForIehT SUANT TS-3{1F 36131 & T1d
T ST o1 i fosTeft a1 TIG 318 & &0 & JudiT fasan
ST G, I 3 SR SBT8 SR/AT DC JURS SH1Sl|

TIG 3fET Bt T o1 1A T & B, AfchT M) TIG
IfeET UraR Al & A A TIG fehansdi ol sifde Aoy
IR 31w Ticad & far g

It TIG ¥ U o1d A & f6 § CC (FILT He) YR &
faoreht Wi €1 391 Aaad § & Fad 3¥eye useRede &l
IR I Amps. &1 i @ af@T snd & iRy &
YR TR dlecsl SHUR IT A1 gRTT |

IR BRY @1 fIRward (Characteristerics of power
fource): 3T3TYC T IT ecUIR &d A, 20 diee § 25 diee
# uRad & TRUTHRGEY TIRS § 135 TR ¥ 126 TR
TH 1 BT M| dleest H 25 UfA=Id & gRacd & a1, Hd A
T afcET e § FHad 6.7 Ufaxd uRad- g1 g1 39 UHR I
IR A P! TGS B Jeardl o, P diees o uRad= giar
g, @ oo & 9gd $H uRad g SR 3 Ora ST T
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S| 39 7R § $ee, v & a8 AT i gin 8, fRR 9

S| (Fig 1)

9 SifthT faxivar wfad |id w81 Il g1 dice dee (CC)

fed 9 off ST ST B

SMAW & GTAW Wbl H 39 UHR & fad IAid BT STINT

far STaT 3|

Fig7

WATER COOLED TORCH

WP20N169117

Fig 8

AMPERES

200

WP20N169118

Fig 9

POWER
SUPPLY

U@
1y
+ \J

WP20N169119
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GTAW & fiE Iuai fog oM ard af&T #ie & ToR
(Types of welding current used for GTAW)
TIG 3fR®T T T, AT Fie & o fadwed g1d 81 3 &
I TR FRRYBRUT & A1y i Rad diefive], SR sreeAfen
B | 70 Q UAD P 3TN AN, TIH AR BT 81 Ul
THR 3R IqF I R Th FoR AR H S & faw
A GaHH YHR $T 999 B | Hag S | STANT T o
I IAH & UBR BT YaTT Yo & -1y s fa=omg w oft
§gd UHTd U | 1 fou U fo, Td® aqa Ydiad UHR &

31T faReamd fazara g1
HIC UPR DCSP
ENEERCiEl ERESEREINGED
siqee 9wt fbar EG
1 & e S B % 3id B 70% SIS B
3 H 30%
ERESER R IPY

189



DCSP - STIRTE $ie we yiarvel (DCSP - Direct Current
Straight Polarity) (FIG 2): (¢ 3adels Aifea effaa &
ST §)1 DC YR AfET Biec die § 39 UHR P H-aRH
T AU =Y ¥ UGN a1 911 g1 TRed & ABRIAD
T ¥ 938 81 & SR g8 afeeT Sait () &1 Had 30%
T B 3P AT § fob ¢TRe-] DCRP &1 gaT § §igd
3HfYew 3uST T | uRumdt 3ce H et URH 3R U Tabiof
IpTed SR |

GTAW efd (GTAW Torches)

DCRP - STRa&E die fvad uiamivdl (DCRP - Direct
Current Reverse Polarity) (FIG 3) : (3¢ SadS
oifsifed efife ¥ Io1 )| 39 UBR $ HaH $T ITTNT Sgd
HH € fbar ST & i i T dee W gl B, 59
UHR TTRe AT ¥ FTET TH 8 Tohdl § 3R o JhdT g
DCRP U 34d, fagd Mwsd &1 IdreT Hrdl § 3R A
U I HH Amps TR dgd geb! It IR IudiT fasan S g |

IERY: Y UIS & 3fd T 319 Ig S Faod!
o T 3R ITP U BT ILRT TATd
o T B TEUTH 3R IWRE@E S IR | A |

GTAW < (GTAW Torch)

T (Torch): TEe 3¢ TR $0S J AR gdl ST dIeR B©
UHRI ad fafid UeR @t erd Suas § 17 .1 3R 2. 57

<fd g H IR 5T 9 a1d 3R& ©:

- T U B & [T Iaa I8 &

- AT HH IRA F o ed 8 &1 aoi, Tad 3R Ugd|
T/ SI€t § Us ¢fu AifeT HHRM-CIeY Hide g il §
S fafte o & Sodcie &I GHEIIT Sl 81 3 PRI ¥4
J Swhs gU €, R 4t 3alacis & geM a1 sgo & T dide
ST ¥ Il &1 STl 8 | oI g1 9T 1 o aTell Wi & HieTs
Fadl 8, T BT HR 3R JATIS BT A HTIRID T Afes T
e Y Fued & fog sigan =gl

Fig 10
CAP
(LONG OR SHORT)

SWITCH

SWITCH CABLE;

GAS

\HANDLE WELDING
CERAMIC NOZZLE CURRENT

VARIOUS TYPES

TUNGSTEN
ELECTRODE
(COLLET HELD)

AIR-COOLED TORCH

WP20N16911A

Fig 11

WATER COOLED TORCH

WP20N169118
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qre} $es erd & fewd (Parts of water cooled torch)
(Fig 2)

1 AiRues a1 PRPIMTCS TReA gades
RRfAre e/Aea

"o far

PIaC YRS

FHrade
3AIHIS HY (ST 3R el
et st

8 ®WM

9 Il 3RTTH B

10 3T i Sriael

11 U Bt el Srael!

12 TR hed el

13 TSR (TR Had)

14 TSTER (31 7 eth)

15 TdegueR Rag o

16 Raa

17 Rt ity g o

18 Had (2 BR)

19 Igdc Wi

20 W

TIGeE dTapH &

1 A8 TR B Uhg

2 TH dfET UTeR Had o HIEH Y STRe ®I AfesT ®ee UaH
Gy

3 TIG ¢ v &1 ST 79 UeH B 39 aI¢ Avid
T 79 BT IesYd &I eh F oy MR Hem § 3R
3 MUY P g1 Y Tgu0T J S |

4 IER ATRYA F foIw deer Fuv Ifhe U - &1 asieT
BT, ISTERU1 & oY ATey/ae SMR/aT T g |

5 TIG & &) Ut ¥ 3UsT fHar o gbar g1 TIG s H 81
TIG Tid 8 SRigel &1 8 Ul &I 3yl Ham|

6 TIG T & TaTs TIG Wfdad A 3R ahdia ¥ & &t
SgAfd &t

A TG SIS & YR W TIG erd fafta Aferat & ot §1 st
3 T8 TS e T 8-

(>N G B L 2 \V)

~

1 TIPS T ACIDH TS

2 e M, TR BT TE TERS e TIG < &1 994
AT A1

TIG <4 &1 3UST H=AT (Cooling of the TIG torch)

PG cral &l (1T 39 aRe I fovan oiran | fo g varfga e arcit
URREUT 719 ¢ St <7 ) BUST dl 2| gTeiiieh, erdl MUy Bt
gar ot off THf SR B

3 crdf @1 fafor e eget & 9 foar o 81 arer-gee
o1 g®=I w0 ¥ 931 addM digdl 3R AC-AfedT & a1y afcd™
& forg IuanT v o 61

AR TR Ueh ATex-%es TIG erd U TR-%eS ¢id ° BIet gidt
& o T Sifran Pe 3Rt & fore fews fpar wman §
TIG ed &1 UGN &A1 off HiH & fore yaf w0 9§ Ye T8
fohaT 7T B, TIG e & 3ifii TH g &1 URUmT 8 Tebar g
= T arelt TIG o 1 TRl TIG €fd ¥ 98t 3R HRY &
T B

TIGeH s A 3

1 dIgH (Leads) - TRES AT dledpes & (oY die wi1fud
I ST | T8 HTH B & [T ITGad TS B 81T, SaTex0T
¥ fore 4 Hiex, 8 iy, onfe | offe ueh UTeR FFrard, T =7elt SR
O F 3feR SR FTER P IR 11§ SR TIG < &l urit &
3UST foraT o 81 ot § derd its i <ie 8 gepar 2|

2 Pidc (Collet) - TR ASH DI UdhsA & U] Hifere TIG
ot & faft st & Ay g 81 Iebar 31

3 A% A9a@ (Ceramic Nozzles) - Al9d &1 &M
ITSYW R et 719 FaTg B! & RId 31 3

4 % $ (Back Caps) - 9% &7 ffaRad Ted & forg
HUSRUT & 81 9 3(THT-3IT TS & 3 Thd 8, T8 59 a1
R R Ha1 g b i & oo shTe § Uawr 6311 U bl
2 (3<TeR0 & oy, arvell, memy iR BT Hu) |

Foar A & fb TIG < &1 3SR 3 g0 smyfdemdf &t

TR T §aTY, 318 UHl- a1 TR-%es, 3R TIG fd & 3id &

S arelt fbfeT TIG dreR |id &1 fihe a4 & fore Iugad @),

ST ITAN foan STem 9 Uik had fhe o, T fsfen

3R ee i BT iyt ) Tebal &

T fAam® 3R yargHTdt (Gas Regulator & Flowmeter)

M W@eR, WAHex (Gas regulator, flowmeter
(Fig 3 & 4): <& @ 3Mff & forg 7 Weer o Rydst o
TS1d &Y 175 T1 200 SR ¥ TR 0-3.5 IR P a1 8
wAHeR Rrad Argard &U § Garieid S dTed 8idT 8, TR B
SR 0-600 Tex/auer ¥ 0-2100 Tiex/ave] dd T ydig
) i srar gl
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Fig 12

TWO STAGE ARGON REGULATOR

WP20N16911C

GTAW gaacrs (GTAW electrodes)

Fig 13 /\
600 —
500 —
400 —
2300 GAS FLOW
/ (LITRES PER HOUR)
A
200
BOBBIN OR FLOAT RISING 100 —
WITH INCREASING FLOW \ 50 —|
RATE N

TORCH L

ARGON FLOWMETER

WP20N16911D

IeRY: 3T UIS & 3fd T 319 Ig S Faod!
* JARIS & YHR T
o TN HePHI qaTs |

TIG 3af& & fg gAaers (Electrodes for TIG Welding)
TIG afeE™ & f7Q Uger goiders 4T & ¥ ERe &1 gl
g

S SRS AT 3,380°C F Tere foig F 1Y Ueh 9gd & gie
gferielt IrEht B

YTd RIS & $& U= & Y TTReA B AR saiders
DI ATAD T DI TGIAT Sl Teball & FoTeT a4 I8 & [ I8 T 3=
A HR BT ARy B Jebe 2

fHr8reTg TR Saide S U YIG ¢TRE & SAdels &i garT & vl
SiaeTd 3R SR Toda U 81d g

T DT FAgTg o fore IuART fob T o1 a1t Gad S IuaT
foru o aret U1 SffeTss

- UiREH 3fedgs Tho,

- ReIfTH siless zro,

. UfgH 3fedTss Lao,

- HiRgH 3ffemgs CeO,

TRe FAFEIS WR A Jddbd (Colour Indications on

Tungsten Electrodes)

9t Y5 TTREA TAIIS TR S-S fgieng T S foaat
& SMT I o SR I SRIHE & | SHRT oIS R Th
S T Yohd IR A g3 8

gadcls ®I 3ifad 10 mm W U& Ry 1 & 1y fafgd fasan
EIcIE

TR gAaEIS & WY 3Hfeh SEIATC U S a1 YR g

. g TR B YT Rifd fbar S 31w seiee s favy
w0 ¥ Tl iR Tegrifaw iy ergsi # AC af& &
forg I fora e g1

. 2% UiRgH a1d TR &I ara 31 9 fafed far smar g1 39
TGRS BT IUINT TG IR-FfA 3R 1 iy og ard
I & Y-y WAad K B afesT1 & fore fopan Siran
gl

.« 1% AUTIGH arel e Bl et T F iR foban s 21
g5 sadgrs Ot TIG ate F=A Ay urgsft &1 afedy & forg
T ¥ F % g

. oIS B Ude W B i fig W s, Siey o & wu i
T AT ST Gl g
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fafira dRe gaaels fy urgsit & e 31 wis ok fry urg 9

AWS Tiffeor T iy g o iy g SffITgS T PR
EWP & < AC/DC
EWCe-2 At Bliee CeO, AC/DC
EWLa-1 el uefgH La20, AC/DC
EWTh -1 Gtert e ThO, DC
EWTh -2 e dien ThO, DC
EWZr -1 ol foRepITH Zro, AC

gagers AT (Electrode Dimensions) Fig 15 ~ P

e gaaRIs 0.5 9 8 mm & fafirs oord & Iuesy &1 TIG
AT 3aers F T Jed oifiier Iuai fpu S arar s
1.6-2.4-3.23R4mmgl

ZoldelS BT T TAH dladl & SATYR TR AT S 8, T TR
& TAaIS DI UTUfirar <t St § SR 1 T8 dohfeuds a1 Ude
YRT B

0T F10T (Grinding Angle)

TIG ST &1 T 33T GRUMH U $H= & oY Th Agdqui
3 7% § fob TReA salagis &1 fog 3l ¥ U1de g anfeul
e AT Uael aHM SR ASHRIAS YT & 1 far Siar
2, Al TP Higd 311 U FHx & U soiaeis foig Q@IaR g
TR Sl T Hep10f 3TR Mo} TR UIhTsd UG BTl
fofafad R g dred sdacis & o ok 39 S fig

B TS & o9 & TEY B 37 AT B Fig 16 N
TS BT THIA1 BV TH Tl I8 Y &l § 3IR JHie HIoT
T 1 el §, des qef 1 €1 e1 g € | (Fig 1)
Fig14 [>—1 —
D IS LESS D IS MORE L

THAN 2.5mm

——  f—-——

THAN 2.5mm
e E——

V | APPROX. 2D V APPROX. 15D
w

EXAMPLE OF GRINDING OF TUNGSTEN ELECTRODES FOR DC WELDING

WP20N16911

JH B0 T A B HaY TevrS b1 i uHTE Bl @ (Fig 2)

WP20N16911F

CONNECTION BETWEEN THE POINTED ANGLE AND THE WELD POOL

TIHT 0.5 mm & S & 1Y U qUTE & S & oIt Saaeie
fdg @1 d& B SRe FoaelS (Fig 3) & Sld-IdbTd Dl §6]
qHaT B

‘ ‘ 0.5mm
— | -—

FLAT ELECTRODE POINT

WP20N16911G

AC TIG & & o e saaers &1 M faar o §
Fifer AT Ufhan & SR I8 ST WY 4R S § o Ig o)
AR =0 § forgd ST 2 (FIG 4)
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e A9 S @1 W (Grinding of the Tungsten Electrode)
ZAaCIS DI RS Hd I SUHT fog TS &b & g Bt

= Y 3R S 1R 1feh ISFET & M2 getac s ot wvars
T 91 38 (Fig 5, 6, 7)

Fig 17
\_/\
I
2
TUNGSTEN ELECTRODE FOR AC WELDING g
Fig 18 +
b T
b
o
o[ >
‘ 45° < ; =
S E——
T =
:
| T :
=
Fig 19
z i 7] &
WRONG GRINDING RIGHT GRINDING g
Fig 20 .
\H g .
| 5
IDEAL TUNGSTEN WRONG TUNGSTEN §
PREPARATION STABLE ARC PREPARATION WANDERING ARC %

gdacls @1 fRAfT (Electrode condition): Fig 8 T TIG
AT 3 eI Ee oS @1 R feams S 7

fewforat (Comments)

a TS I RE A YRER R W 3aaes (3 RieeR =g15e)
3R T BRe b A YT {361 STl 81 U R (U foig
& o) DI oS IR W Saders & I T dhiad Th doil §
1 3R RR 31 Y 3rgAfa e 21

b gl Bl fig Sgd it yRT @1 febar & ded Rud T gl
g fiep B, 31T TATae URT % WY, TIe SOIPR AdCIS
B Ih U EFMATHR ATHR (ISR GRT 7ig &b 3MBR' Bl
ST B) W AT fUeen <ar § o i vegrhifem oiR
Hefhfarm 3 fore afe-a |41 ST 21 (Fig 1b) afe web it
§2 &1 ATHR §7d1 §, a1 T8 31 Ha § [ SrRifyd adam
T YT UR 1 7T B

3 B UexH 3R oS disTs WY 3adeis fou & oig wiur |
Ty gt 31

TA& YRT & 1Y, PR3HCS ReA saidels HI S foban S
R, WRAHR TfS T °-ed HH ¢ | P HI0T T BYeT ghm,
TR I &1 T8I I

TP BV BT 30° 3R 120° F &1 g J i Bt AreE o HH
3t 81 T8 feaman S gavan g i &t 60 9 &1fies Hion & faw
wc ISR F HIF §| U TAaH (SRS THRIAD) & 1Y
T IUART & fog, FafiRad HIon &1 AT96 =9 I SO/
ST B

TS d4¢s & forE (For edge welds): 50- 200A: 30° - 60° &1
YRISA HT ITANT HXb guf YeeH

TS 4 & oW (For edge welds): 50-200A: 90°- 120° &1
FHI! TR FeTAear 3R RTSH & W1y gof 4R |

P3¢ U9 (Current density): 12 &} 71 2aa fafta saaeis
TN F AU 395 UHR MR He WEY & IR Wi
TR B ¥ et B
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mm TTad YRT T P (FATCIS THRIHD)
1 5-50A 8-70 10-70A 10-80A
1.6 40-80A 50-100A 50-100A 50-120A
2 60-110A 60-180A 90-160A 90-190A
3 90-180A 150-270A 140-260A 170-300A
4 160-240A 220-320A 220-380A 260-450A
5 200-340A 300-400A 350-550A 400-650A
6 300-450A 350-550A 500-700A 600-800A
7 400-600A 500-700A
8 550-750A 650-800A

gaacts R (Fig 2) TIG AIfRT § Yt ¢ 3AdeS
fyfodt & cifar g1

Fig 21

(d) (e)

WP20N16911L

SEVERAL ELECTRODE CONDITIONS OBSERVED DURING TIG

fewforat (Comments)

a

3} TRE ¥ YRER IR W TS (31 RieR 1) 3R
I He & 1Y YANT fbaT S 81 U O (U foig &
f3T) 1 01 = W SAaerS & ey H dhfed Uas dolt § g
3R fRR 311 BT 3rgwfa forercht B

Fea 59 & AYHaETT - ITST (UISU) (NSQF - RN 2022) - 3namd 1.6.91-94 | Jwiftra Rgia

(@)

goIders Bl fig S5 it YR 1 fobar & ded fud mar 2|
% GRM g argse B! 81 AT UM Gfwd §, 3R
3RGUT T B

TATEIS BT IYANT T T 19 BT JRem & o= fpa
T B | YATE S STec dic T T B 1 gaders <itel g T
&, Sffiio ¥ gftrd § iR aoft 3§ faufed &) Srar g1 58 =
&Y T T g

Tg Tl SATGTAR ARSCE SR & SadeIS 3R HH Hie
a1t ge TGl 3T AT § Bl §1 SaagIS B A W
T 71 BT 3MHR M & 1T Hie Bl T/ ST A1ey| e
T LT fobar San 8 4 b - ifafira s g

gadcls foig agd o g1 ol § forma grar § ife faig o
A T 81T § ST Sgd ¥ T 8 | I8 dcs A cTRe- &
YT JHIARA B 3R ST 8 S Sy W rafies
fears ST B
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FfUeca 159 & AgHaiaT (CG&M)

3T 1.6.95-96 & Wi Rrgia

des¥ (UrsU) Welder (Pipe) - GTAW & GMAW

GTAW & fore Iuah &1 S+ areil ufiverur A% (Shielding Gases used for GTAW)

IEIY: 3T UG & 3fd H 317 T S Tl
« 3 A9 & U1 7AT3T

* TIG 3f&ET & forw e ok fiferaw A Ft vzl fawarsi 5t gamn &%

« T AT A9 RasT iR Rifire Fivia 3t ug== &%
o T 3R giferaw T F ITURT FaTd |

9 &Y APAT (hielding gases)

gRRe&T 1t B I nfafafyr (Chemical activity of
shielding gases): 3T & 1} &1 SqIgR I IS
ity & wwfd g ¢ 3 % 39 T & SRR
TR d BT Gl giell 3|

3fepa A (Inert gases): T W 3R giferaw &1 37 3ifepa
G S fobpe, YS, AT 3R T o1 udterr faar g,
AP TP HH IJuAHA S BRU d g B1 SHD AT,
3Tt faRvdTd adaE H I8 18 [ARY arH el &t ]

3 SR Siferad A & (37 o7 H PHad Ud TRHT
BT 8) 3R 317 e (31meh e ) & 1y wfafshar et e
& 3R Ui ueTm Ffesa 81 95 S IRy 32 argrsa
TN & A gadcre 3R fraer gom urg &) I&m A B
3rgAfa TH 81 B 3 &) AA H Iuged el §1 SeeRU &
fou T 3mf B W B AR B THY T b g
BRI T 3T Tel 3aT 8 | Tifd RAMAR HS U 3 &
forg Siferiior a1 Tei STE3HTaTSS &1 U Ff¥a Srurd e
TS g |

T 3R Sferad B} SIeHT-3AT SMHIHRUT & & HRUT 9
3ICHT-3{TTT TR B &

3T 3R §iferaw i & U1 (Properties of argon and
helium gas)

A Y e, g gl 5 |

3 ga1 I U § SR Eiferam g1 A gt B

3 forelt ot erg & Ty T a1 3 uRfufoat § Iemate w9 9
faferar et a1

3 TraTeR A el g3 o1g & forg ueb 3t uferon a3 g1
TegHifran @1 TIG Af&w & fore A9 emif= i (Gases for
TIG welding of aluminium Argon gas)

TF M R & tggH S R R AR fd T @it g
T[UTET (Quality): AfET ToraT ) ST T T ITANT fowan
EISIEIRY

W I8 U $RA & T S & a8 &1 &R g gt

196

MR T8 F3 HRPI W R Rl & O I UTg HT TR,
IIHM IUTNT, olet BT AT 3R 3MMBR, SIS BT UHR 3R T
B R &b 3R U7 18R ar &1 B1 3\ IR W = AR
YRIAT & 1Y YdTE B I & DI AIHT Bl 8, ST B
F SISl fPIRI F 3T SR IRR HH B & oY) oM IR R
U418 & 2 ¥ 7 diex ufd e @it Aiers &1 9 & & forg
Taftd urg Set

gfe e 3ifeha g AT Y TRIT HGH & SR STex fobar
ST B, faRy &0 § I g4l $I 3@y & ERM, AT &7 Bt
TuTdl & ¥ WRfgrd fora s TnfRe | SToe A uftRem & disa
g o uRumasT 3RERT 3R SifaTss gfitd 3 8 B
3T ORREA a8 &t UeRE Uiwrsd | Jiell & ¥ 8 Th
fafkm sM@R giaT 31 Fig 1

BIferad (Helium): gifergd 1 IualT 4o U A TIG dfegT
H fopaT STaT 8 3R AR W SR Hic & I1Y WanT fpar
ST 8, 1R o off eng Y des T o e B (VT iy g,
e, 3nfe)

Fig 1 d

RISK OF LACK OF FUSION

WP20N169511

PROFILE TYPICAL OF ARGON SHIELDED WELD (g =2.5)

Biferay ufRemn & g a8

- af@n A g

- 3if <fig R MY, UTgsft & WrY Hgayul o T & 3wy
NEIRER

- Fig 2 T& gifergd ufRfEd deg &t UHee |, Whisd &l
RIS

ST 19 &1 ga § 3 A9 3ifie e It Bl



TR T & Fu A amla ok Fiferaw # faKwang
3R LGRIRIED we=iH (Characteristics and comparative

performance of argon and helium as shielding gases)

Fig 2 s

WP20N169512

PROFILE TYPICAL OF HELIUM SHIELDED WELD(g =3.5)

3t (Argon)
$U 3MTh diees (Low arc voltage): &1 Tl & oo 5q

YR 3T BT ITGNT T RS =TT F 1.6 mm I &HH A
ergefl ot Ageret afedn & for oo SIran &)

38t WS 36T (Good cleaning action): gaHd 3aES
QT aTelt gl & forg uRidier, S vegrhifam fivy erg an g
faryr erg e Tegriay 1 3= ufa=rd gl |

ST 3T YR= HAT (Easy arc starting): Tda o1 &
afedT o fadiw = u § weayuf|

AT URREMUT T FHarS Ya HR- & oY STRe o &1 i
T (ISTERN & for, Afe ERe &1 = 1.6 mm 8, A 1 &Y

TATH 5 mm A &1 g1 AT

e favdR 98 g8 & S e e & 719 1 &1 §1eR FepTar
gl

IR 1 IR T &0 & SR & o ¥ 31f et g anfew
3T T TS TR ¥ THUN BT g4 gl
ETRe feu @1 aurt (Tungsten Tip Preparation) (Fig 2)
ETReA TRICTH (Tungsten Extension) (Fig 3)
&ReA Wi¥ (Tungsten Grinding)

e T ¥ R HR ¢ (feaa w0 § st 7)1 w
Tale RIM & 1Y U Blel foig Bie & forg dtenr foig &1 ger €1
Tlc Wic PT MY TR &l fufRd HRar g

T DI AT SIS SATHR 3R SATHR Feifd g1 3 dr
WR, oY g XM HI07 9gdT 8, T §adl & AR s ASTs °ge
ST 21

Teb HegH (60 e a1 wei) TegHiigs sifeurgs i ol Sudi
B

AN 3R Sifera ufiweror & S gamn

giferaw

1 e o |

2 3 B3|

3 & 3T dleewl b HRUT Yae UTg AT P g qd9m|
4 31 AfeET B THY 3BT TS b

5 §ald HR - $H YaTe |

6 H NI, 3 Jud|

7 3 urgsfi 3t afedT & faw dgaR|

8 TRty Sl IR UReR &1 dgaR gl

1 BIeT dmg gHIfd &= |

2 I S il & HRUT AT U AT & o wdas|
3 = TIfd R ofegT & fog SEaR|

4 afEeHa 3R SffaRes TSR & 96R o adl 5|

5 Sd 9 NS H STNT fHa1 ST 8 @ ¢ By B gue] H
gl

Fea 159 & AYHaETT - ITST (UIST) (NSQF - RN 2022) - 3aTH 1.6.95-96 | Wit Rgia
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FfUed 15 & AgHaaiT (CG&M) 3T 1.6.97 A grafa Rigia
des¥ (U13Y) Welder (Pipe) - GTAW & GMAW

WEIET, uive €1 ok uive des gle dietic &1 Hgd (Importance of Preheating, Post
Heating and Post Weld Heat Treatment)

IERY: Y UIS & 3fd T 3179 Ig S Fard!

o Y UTS & 3d H 37 g ST B

« R 3R 3reiE UTgsii TR AT HIA T UIGHT & YHTET B SRS B |
* T8 A € HA BT I FaTd

« Uga A gic B o faftr sugmge

M1 F ypRY &1 quf7 B

o 93 iig & TRe-EIféT & 2T & IR A Fard

* $eX-URT ATUHT & TERWTG BT qUi B

1S 1.3.46 ¢@
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FiUea 59 & AghaafaT (CG&M)

3Ty 1.6.98 I Twiftd Rygia

Jeex (urgU) Welder (Pipe) - GTAW & GMAW

3T urgdd (Welding Metallurgy) - aes a-1d (Weld Stress)

IeRY: 3T UIS & 3 H 317 Ig S Tl

» giaTdl urgend S
o YTGHH Pt YT Bt TSI HY

u1q fag urgell &1 fage ik sreog B, fadiy = ¥ afw
M Bl 9@ 1 q Uga 9ot Y gl urg fagme s
R AfET B THY, MY I WA B! d&d Javd ¢ 1o TR
3T B IR @ T 3R TV Ufdpd =0 § GHIfdd IR I8 &1 T
35T ISTERN LAY ¢ ot 39 ST feRiedt 91 & forg shifergw
& 1y T 8T &, 3R 39 FOR §9H & fore fiswd giar &
Ife; 3T AT IR THY HIPH H Ld I 5 3d 8, O I
ST T ST | TG FraeT=it et sRdl T df ooy ot ge 9 9gd
ST & fagsd g Smerm | afed T urg fagm & engait & Imafs,
gifte ok Wifde o Wi 9 €1 IS
oTq fOgM &1 Ue =u St 9t 3 A1 § 98 S g1 S ATg &
3TeRfiepRuT &, a1 e SffaRiior ard # iyt 3 ik 39 Henfka
H B I S +ff § ST aTaTaRuT T Bl el R SaT 31 3R
AT A gH FeId I TS &, 57 rad §U TR ¥ iferfior &t
BCH ¢ | Fifie - Fifes urg fagm & a8 aier wnfia § o org
TG 3R YR & dgd B el g

AT Mg B! U 2 a1 3 AR P WY T ST 8 7 ST Ut
F vl a7f <o s ot I i o arar 8 | 7= Wi e Wi
S T faRIY B B &1 §1 B3 SAT-3ATHT HR 3R a1 &
3R 3= T &1 Hifaes - g fagm & oifaes i & ergaf &
Toff & gTfad oo o X1 8, ST 3 b1 MR ergsit H gy
@ IR BT 8, 3R I BT SHMBR & Yebell B AT PR
TG YUIAd BT T 3 deex Bl 39 UIg Bt ardig aradhT,
TEHid 3R gF &I [IRArs &1 S B SAazgehdl gidl g,
o R 3 3@ T o W@ 71 AT g fag wh a H SR
IS SN §H aTell UTqHH Uioharst & Ue Y& oiTd &1
U BT § S HISHReaR, o 3R defaferct & uuifaa
FT 31 iR AfeET ufsharail ¥ St dig arg 3R faeH
R F DR IR, UTgHH UAlHa SRR &, TR-Tda
fufcrt & dgd gt 5 |

e &R 3R IS TR IS JYad b AIZHREIRR Bl
U BT 81 IS S F TifAe Tur AFRET gRT IAed
AEHReFER W MR &vd § fUaes ok Sawur urged
Ufehard fFae SR faer @R gRads erema 3R TR
AUV TARREAT 3R I fIHRT dRefiarur d Iqoiq ya
IR, Gpa SR SfafRiy d-ra Ye TR &3 ¥ i 8 Taveit
2 T 303 R ARHICRER | &7 BT I8 0N WR T JHIT
RO

Fig 1
FUSION ZONE

|

—

BASE METAL

HEAT-AFFECTED ZONE

HEAT-AFFECTED

PARTIALLY MEITED
ZONE

UNMIXED XONE

WP20N169811

3ee &1 & o I8 ke A o mr @ ik R A S e @
TS REFRR T 3R oA &t fRUfd R AR v g

a1 § R fafdedrt Ics & o= &3 @ e
T &= BT ue=H #Y T@d & (May exhibit three regions)

«  gH¥ &9 (Composite zone)

« b &7 (Transition zone)

. 33T &3 (Unmixed zone)

Wifaw faRwaTd (Material properties)
T (Melting point)

« S Ar@a®dr (Thermal conductivity)
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» ¥dg d-Id (Surface tension)
ORI 94Td (Marangoni effect)

uftear Refte - die 39Ye (Process parameters - Heat
input)

T &1 (A (Travel speed)

a1y yarg o1 fRfd (Heat flow conditions)
- 2-D (qof Ug=)

* 3-D (iR TgRH)

Fig 2

@ @
(U

WP20N169812

Ffiea 159 & GBI (CG&M)

3T 1.6.99-100 I grifid Rigid

desv (ursu) Welder (Pipe) - GTAW & GMAW

fa=yur 3z fizrur (Distortion and Control)

IeRY: 3T UIS & 3fd H 319 g o bl
« faEgu & RN Ft TR B
. fapfa & ypRI &1 gufa B¢
« f=UU B AP & DI B ARSI B
- fapfa @1 e F & TS| 3t TR B

15 1.2.33 39

Ffiea 159 & AgHaRT (CG&M)

39T 1.6.101-107 I Gwifyd Rigia

desv (Ursu) Welder (Pipe) - GTAW & GMAW

IR PIS 3TH ST (FCAW) (FI$ux Cored Arc Welding) (FCAW)

IeRY: 3T UIS & 3fd H 319 g S bl

o TR BIRS 3ATH AfeeT iR =) A9 IfRT ufshar 31 sarem 3

o TITH Pis 3T AT | YT RITTORY & YHR B ARSI B

o Y HIRS dRI BT Giffe o

TR HIRS 3T afes™T (FCAW) Fig1 T 3 afes™ uferar
7 oo afed & fore mif vaiy FRE cgaeR IuHId Saas
R 3R gbul & dig R 3Mh gRI e B &l 2

UfohaT & Gl T TR g, 37T WG-UNRR e UaR (e varg
RRemr & Tt I IR ) SR T Ul uerR, foraas forg
SifaRa 1 uRRe0T B Sa<gehar gl |

9 UfRAEd PR FCAW &T0% &1 ¥ Tie, &fae o fiaves
fufaat # S W, $9 Ay u1g STd 3R Ty LId &t
afedT & forg Frifor &1

BTaifep, W-URRA UHR FCAW T U § HIe- Wid afeeT
¥ fo IuanT faar ST B SR 39 SR gRT IIfed acs &
TUTE AR TR 19 URRfAd TR ¥ 59 e 9 HH 8l 6

200

IUHIUT (Equipment): GMAW 3R FCAW & forg Iught
foU oM aTal IuaRUl # @ 37 A SR afeT e iR wig
Jad & Ao A B

W-RRfEd IR & o ISUaiT &t S arelt afee™ erd fmfor o
95 WA ¢ Hifh 397 A9 Aoid &1 FIS ATa=gbaT e gt
21 T Y IR BRS IRI F AU ITGNT by o a1t B
R BT Y YR dR R Jgd e Ta1d STl fo1 dR Bt
THRIAS BT AT -1 it g

FCAW ¥ Hed ¢igwr (Metal transfer in FCAW): FCAW
H Aed TR GMAW TR ¥ ST 3eT 81 FCAW Ufesan
YTq BEATARUT & &l S-S T Bl UGRid Fat 7, srufq



ISH MR & T4 H aiffepd fbar T 81 FCAW Ufehar 1|
AR GMAW &1 R T fRR f&U B &1 Id1e 78l dHdl
21 91 §g WM % adqH diees A0E W gt 81 3=
JAAM dieesl Xof §, TRIR ATS BT §g SRIR & 96d offdT 8|
FCAW Hcd gt & GRM &1 o aTel U Hgayqu g,
31T BIeH & T § "Tia Uiel B SURIR B, oY 3mh & Terr
T3 | 'O Ul $hadt ST <I8U e HRS aRR & 1Y
AT & IRMA fearg A1 B 1 Fig.2 (a) &Tdifeh, Tesd dr &
Y TR U el gl § 3R UTg BT RIFIRU W YHR BT
g1 g1 FIG 2(b)000000

TART HRS dRI T B0 (Classification of flux
cored wires): SR daRR & iR ffgd waed & ga sl
H I ol IR QRATAS W UGH FA, HTa=dd By org et
IR SreffafiorRey &1 Ies gd & MHA AT 3R 31 Bi
FRRAT UeM =1 A §, TP ST IS IUTG 3T
3R ICE gl Bt & & forg ufReror mreqd |

AR HR 1A dR 3§ @ Hle- Wi, @ Tard Tie 3R LAy
e Bt AT & forw 3R 8T HBRAT gy & forw f Suasy
B TR Bl TP P SMYR W 39 dRI B Tersd 19 Mees,
IR T Ms, Hed HRS R I Mes & T § Fiffea
T ST gebell 21

wergd g URRfd dRT A 9gd st 311 Ta arelt fawary,
ISPy R AT amamd $fiR 3/ T §eM SR i o
ok

& foU Ipy AW 3R §gd 3= T 01 e HRd B

o1 & R a1d dRI & Sgd A Gl UdTe Bl 8, U Heh
e ot SR B el Urg B §1 A IR smi/CO, i frsor F &)
BT AT Y RAFTIR HR § | FATH YT ST B g 3R
THigpd AT Sy & fore Iuged § | W-ufRigd arR wm=a
e & forg i g1y 3fcd & forg Iuas B

TR RS TR I 3R Blees gHl UHR § IUdasy ¢ |
HIeRY YR SMHAR TR did 3 1Y Af e B, Sfafes 43 gU

UHR & IR (T 95 g 3R sifaaardt ysR) & o=y it
F TIY A fHaT ST B

Fig 1

CONTACT TUBE

1 l J NOZZLE

[~—— FLUX CORED WIRE

g:gELDING\‘_{ \\ \\

/ + \ SLAG COVERING
‘ \
\ |

WELD METAL
FLUX CORED ARC WELDING

WP20N1610111

felgur gv 3R g&rdT (Deposition rate and efficiency):
A0 R B U SHTS THa T T U1 & Io b =0 | TR
& STa 81 a0 gerr oY A U1 & a9 & SUTd & T
o oy fosa ST & St @ud T 10 aR & aor & forg purdt
YUY TH A1

GMAW afedT & SHTd gefar | dR R 93% ¥ 97% & &9
Bt & 3R FCAW & T 3isT 80% ¥ 86% & & gidl
21 T AF WeR A 3R T BiHH gr1 Hufia fee s g1
FCAW & AT H H STHT g&fdT WlT 716 & HRUT G|

M AR W CO, ¥ & I 3WH/CO, it 9 &1 Iwan
PP Bl b JHUH Bl HH BT o TheT |

Fig 2 METAL
SHEATH
FLUX CORE
FLUX POLE ARC

) BASIC WIRE (b) RUTILE WIRE
APPEARANCE OF FLUX POLE

WP20N1610112
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GMAW 3R T PIXS 3P AT SUBUI, TP SUHIUl BT Ufvad (Introduction to

GMAW & Flex cored arc welding, equipment accessories)

IERY: 3T UIS & 3 H 319 Ig S Tl

« URRIE uTg 31 AT 3R Co, IR & ot g& 3w Farg

* Co, 3feE™ 1 Rrzia samd|

Coza'%ﬂiﬁqﬁ?m (Introduction to Co, welding): 71
DI @l 3R TR BT Jaud AT urgst & e &1 Jay
3BT RIPT § TP 39 uftha & IS Sis | MUR o1 &
T T[0T 3R e gt

T @RE ¥ U 3 3R el gu uRR & fa 1, argreea
SfTefior 3R Argero el g8 ot gRT Sa=ifya g Smef|
3T TRUTH HHSIR 3R FRERT AT BT

TS Aed 31dh AT (SMAW) & 311 3R et g3 urg &t
TAdCIS IR AT T & STe § Iad 11 gRT WRa/aRRféd
fpar ST 2|

ST3-HIaISS Bl AfeET el & HIwH § Ydifed HRab fbal
S Tl g1 < & H1ed ¥ TR AT o aret SR 41g
3R TP A7 IR IUHIT SATIS P &1 3HTch BT IATGH BT g |

GMA 3f&T &1 Rygid (Principle of GMA welding):
39 afcET ufshan o, T FRER RIa oM arel Uiy =7 R
TS R o Hed & oF Th ol TP [T ol ¢l TH
YR o1g, frarar gan w19 urg SR o afcg efd / T ¥
TR aTelt 3ifeha / aifehd T % vaTg I uRRed 81d &1 (FIG1)

e T IUHIST U1 SAdeIS GRT IS 31T B JRET & farg
TS SHfohd T BT IUANT o1 Sl ©, <l 39 Ul &l Hed 3¢
19 A& (MIG) 8T ST & |

W BIe-SZ3aRIgS BT IUANT URR&T I2ea} & forw fvan
ST 8, I U8 O avE I Ffena 781 g1t B oiR I8 S T 9§
T Tfpd 19 99 S ¥ 39T Co, AT &Y fea Tfded i
(MAG) afe&T +ft g1 SraT B |

Fig 1

CO, GAS CONTACT TIP

NOZZLE

/SHIELDING GAS

ELECTRODE WIRE
WELD METAL

WELD POOL

\— WORK

PRINCIPLE OF CO, WELDING

WP20N1610121

MIG/MAG 3f&ET ara & 3Ie=d & g IuahT &t
WA arelt 9 & e # ue A 8
T 3R A Aed 3 AT [T A g

% faflkly GMAW Ifte-eiifes desu & g gi-mmd
JUHUT (Basic Equipment for a Typical GMAW Semiau-
Tomatic Setup) (Fig 2)

- AT e o1 Hid - AT et T F=ar gl

« TR BIER - @ T & dR BT oyfcd & g srar g

.+ IAHIS IR B TYf|

.+ IR T - I URR T 3aaeS aRR R RET T B
3MYfd Bt & |

. =fifET T R - ond &) T 1 B omyfef uem
AT B

GMAW ar’R WIS gf-c (GMAW wire feed unit)

IERY: Y UIS & 3fd T 319 Ig S Faod!

* IR WIS 3R AT v & gr3a Aexd & Fraf &) qand|

IR Wisx (Wire Feeder) (Fig 1)
IR WIER MIG/MAG 3T I 310 &1 98 HIT & o

i IR gACrS B TR I i BRaT § 3R 59 AR $ BieR
Q3R e & HremH § gh Y db Yl g

i BieR 3R bR AfcET o & foIu SexapnfaeT diie & Hred

9 3T UreR id F UIRd g1 a7l afed T e & forg I
UG BT g

i TS dTed & HILH T 7Y a8 a0 UeH Har g | 19
DI T W[eex § aee & § BieR ¢k fR MIG af& efd &
e A A R S |
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IR WIS B3 ATH-3THT AT 3R MMBR H 1A € APT I WIS SHelT-3ielT i2ed) ¥ o9 81 &, FoFd & udd Pt 3HeT-
Tt & g gd Br it AUId 1 il &I fooret Fd & 3rer Yfiresr gl B
3T T off Feban © a1 faoiel 9id & € o=/ S Jebar 21

Fig 2
1
y
11
¥
10 —=
2 >
3 ‘ ~—| 7
4
5 /
\ A"
9
C'?/ \ 1. CONSTANT VOLTAGE (CV) POWER SOURCE
A 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 g
11.GAS REGULATOR WITH FLOW METER z
z

R TW gles¥ (Wire spool holder) I8 HIS R ¥gl TR o1
CENTRE GUIDE

THR & W P! T & forg fSuire far mar § anfe a8 masrr GEAR BOX

T o S b fob grga e o fofg R Setecrs Het INPUT GUIDE

INSERT

$YE HI0 WR ¢ Al 98 U1 BT 31 I HR T |

$Tsa Hiex (Drive Motor) MIG/MAG 3fET faat iR ‘o) | O - O .
R TR wis R Rk wrcft B 1 AR g1ed Hiex # gred Aad e 220 E-

WIRE FEED
/ ROLLER

PRESSURE
ADJUSTING SCREW
A ——L 7
(1
i

1 A BT PTH BId § (T8 Aerd b Teb A1 31feep A & Jabdl nevroune! | Sonee

%) SieTaTgs g1gd Hied & URUTHERY MIG 3feET ofd & hosEvELY puEmcEan = || Pomescas’

F IR SRS B TRIE BT 8 Thell | ey 3134 Riew e g
areit 13 3t qa o MIG T30 & 999 UeIH & SU-AFH A SIMPLIFIED WIRE FEED MECHANISM FOR GMAW §
1 BT YHTE 1T
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Fig 2
WIRE SIZES WIRE SIZES WIRE SIZES SMALL
UPTO .035" 1/16" (1.6mm) 1/16" (1.6mm) DIAMETER g
(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 g

WIRES WIRES g

$13d Wad (Drive Rollers): $13d el a”R 3adcis dI
ThSd & 3R TAR IR BT MIG fd & =1 AT 81 (FIG 2
& 2A) T Wi R & | AT PY 39P §RT AT ST AT

i IR PIATHPR

i ™IS fPT I 9 IR & UPR TS UHR & dR B AcR
ATelt Pt U 3T el B STIDH T 51 Toball § - IGTeR0 B
ferg

T 3R 3 HR IRl & forg v e
Fluxcored dR & faT V-knurled
T iR 37 TRE dRY & e U-Ies

TE! AR BT ITINT T3 BT fdaR dR &1 Fad o1 T 3T
IR 159 BT 8| AR O & Ve A & T IR AeR @

ot 3XATE foba ST 81 R Saaers & faam & fo 9 gate
TaId & 1Y AT a1 ST 91T, dfd aR & $aa- & fag
Igd i q1a el g TIfeT

e & 3Ye 3R 33eye Wgs W It arR Mgs g =T
i YA § IR STaA & forg @t

i TP e I Ufdaes § e I8 AT 8 9 o R g1=a
Ao T Wi & 1Y dfades §

Fig 3

WP20N1610133

i IR & Sl @1 U I Ab & e T2t TRE grga AeR
& foraeT ¥ya g1 Ia1 B9 gl FIfeul

qRR Wis (40T (Wire Feed Controls)

IR BISR B1 3UHT i fa=or gomeht grft wiex § s
S aTd T ol R Wier & TR WR AR it e
a9 o §

i AR P (Wire speed) - 98 FE01 39 91d &1 SHESH
2 fr 3139 Ao fpat asht @ g7 SR ORI % ugw @an
T 8, YAF dR & MHR & o ar & e fa- ao
et fosTelt T Ia € 31l TR UeT | dR Bt
Tfq 0T @ dR @1 fd & U T d9d fear S 9
&, JaeR & AT ipm (390 9fd fFe) a1 mpm (+Hex wfd
o), ar g i ifa 9 ufisrd & 0 o 3 9 Sway i
100% BH T | AR W mpm 1 Hiex/fe ¥ 25 Hiew/
forTe &t S gt

IR 7Ifd fET gRT Feila fhT ST @ TR &1 UH1a amn
@1 A IR AR B SHIG &R (ITS UTg BT U W favait
ol STaT S X8 §) WR ot UHTIa U, & a1 & 9, e
3P RS BIdT &, ST ot A IRt & Jes fopar o
REI

ii usl f&= (Purge switch) & Wis! § Ul Raa g g
g IR BIS AeR D! 31 fovd e a1 foreht afcdeT urar &t
a1 fpT famT 79 vare AT &1 19 Fame R Je & Bt
3 37 & e B

iii f9® (Burnback) 5% &t &) A& R i IR sdcis
I & T 8F W a9 U U &t 3R frga s afg
¥gd 3P STo gidt § ) IR SAders AUy Jud oy wR
foee STe, Wyad: $§ JHaH Ugane | afe v SHew
e TEf B, O dR 3aides Iy J g -Te] freeh 3R deg
u1g ¥ U 38 gwar |

iii Wie eguR a1 e 7S (Spot timers or stitch
modes) $& B W d B &1 fOR Picaex & Ifba
B9 & §1¢ G154 AeR & A1 B & JHY DI Y 48301 Iy
U 9 Ffd #ra 71
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GMAW 3U&HRUT 3R I8P 3UHIT (GMAW equipment and accessories)

IERY: 3T UIS & 3 H 317 Ig ST ool
« GMAW & fere sifda oid sa1d |

MIG 3feET UTeR Hid Jd TR%IHR TSR & TR 9id 9 i
gAdee® SR URSHd YHR & T Teb oall TR a0 IR g &
Sl 3T BH aEd & |

"ot g MIG 3T &t da-iep 9ed T8 51, MIG TIaR 9id &
gl SeraR Al § T8 96t §1 0 UIeR 9id #9 TaR B
JUANT R & 3R ¥ B UiR & CV (AR dieewr), DC
(STRaE Hie) TR & uRkafdd wrd § St MIG 3feET ufsear &
oY Suger 8 |

MIG 3T IreR Hd dieew ! FEfid BRd € - 98 a1t dleet
ws g, fis gea a1 saae e ©u J fear srar g | faya I
ERT I TR P! IR FAdCIS P h1d JaHd & 3R IR
@ T gRT FEfd fosan S @, srufd Tde R SR & for
R &t T forait eifres gifl, ifad Aid I &t Sifie TR
I B

Fifdh MIG UTeR HId &7 313ege DC (SRREE FE) 8, I &
=fifa # 3r3eye wgs R + uifvifed ik Afifea ghm i safaes
Tfdhe & Rigid sara § f5 70% i goen uifsifea v & 81t 21

U1 HAAd I8 ¢ % TR & THRIAS et A JaT
g s oo Sut (1) smseye 1 70% o Sre

diee, TR 956 (A & B) FIG 1 § fe@g Tu 1

Fd A (SMAW & f1T) (Curve A) ( For SMAW): 3M3cye
WY 7 FEIMERR $d A |, 20 die ¥ 25 diee ¥ d&d1d &
URUMAGREY TR # 135 TR ¥ 126 TRRR 96 &1 S
T | 1Y dleest H 25 Ufa=d &1 uladH, &d A & afcgT aie
H %ad 6.7 Ufa=Td 1 URadH 5idl 5| 39 TR AfG IeeX M1

B ATS I g5 o, Forad diecst & UiRadH gidl g, af die &
§gd $Y IRTdH 1T 3R dcg Bt e §+l et | 39 TR &
e, gldiies Ig et fird giar 8, fRR T oI 71

Y STt faRiva wifdd S Fe1 ol 8 | FARaR 3 (CC) wfad
i i e S 8|

SMAW & GTAW UfhaT § 39 UHR & Wfad Iid BT ST
GG

%d B (GMAW & 1) (Curve B (For GMAW)): TfiH R
50 diee BT feT & oY oo Ffdhe diees &d &1 fot 1 & &d
B & =u H foxarar o 8 | A diees # agt 20 diee ¥ 25 diee
(25 gfa=rd) aRad & TRUMRGEY $Hee § 142 TR ¥ 124
TR A1 13.3 ufaRrd &1 fRrae et ag it eam ara diee
TR &4 3M3TYE diecs & JHM BIe URad- & 1 TR o
IS SCaTd Bl HRUT T ¢ | Teb Jeex 39 e G (3Mmehea)
Flec-THIR $T3TYE Fd &1 $51 B Idhdl |

=Y e faRvar Wfda id w8l 91T 81 39 fFARAER dieet (CV)
fed I ot ST ST B

GMAW & SAW Ufthar # 39 TR & fad Aid o1 STaNT fhar
SIS

TH HIT IATE e & Y I 3D &) als J Bic
FEAd P fUHd §U g 3R Fadeis faeH & R &I Fafa
IR vl g1 Afa, Taad iR sfaves Rufaat & afedT axa
T foee g ga SR gaders fUrae & o} &1 R qad
HEaqu gar g

Fig 1

OPEN CIRCUIT
VO'—Tf/ (NOT WELDING)
VOLTAGE B

80—

70—

60—

50—

40—

30—

20 I

|
o
|

T T [ I T
25 50 75 100 125 150 175 200

AMPERES
CONSTANT CURRENT TYPE

VOLTS

70 OPEN CIRCUIT
n (NOT WELDING)
o0 VOLTAGE A

T T T T T
25 50 75 100 125 150 175 200
AMPERES
CONSTANT VOLTAGE TYPE

WP20N1610141
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SMAW ufssar 3R 3w 'k GMAW & &1y, g1f=ar (Advantages, disadvantages of
GMAW over SMAW process and applications)

IeRY: 3T UIS & 3 H 319 Ig S Tl

« URRIE UTg 3 AT ufshan 31 ga1 § Co, IfET F BTG 3R THHH FaTg

* Co, AfET F SrIwaTl Y FaTd |

Y (Advantages): 3T &1 fHR @1 FURY 3R B wq
T & HROT B 5|

T UACTH & 1Y et T FAAT0r v | udalt 3R At
IR T e fobaT o gohdT B

DT SUANT HIeH I, e o1 32T, WA id, e
3R g iy urgell, Tegifay SR gae! iy urgaft &t
AfeET & o fopan o T 8|

Toft uel W AfET > o1 Thdll 71 FHauur @R 3ifde g1

3G U418 BT IUTNT T8} b1 ST 8 | SHIE U 39 &b §I
TN 1 TS B S el g

$H fadid]

I (Disadvantages)
AT IUBRYT HE, i wfewt 3R HH Uidaa B

e g1 1 SETd LI 714 P Yo UaTe ! Sied B Gebell
2, GMAW T8<! afee™ # 3=l ag q TH ] R gepel 2

VAT (Applications): 39 U &7 IUART AfcET HTeH,
Wa iy ug ¥iew, R Wi, Tegifagd, dfer, fAed sik
I iy o1, s onfe & fore fovan o o g1

BT 3R Y fAufor |

T UfohdT BT ST STgTe Fmior # GaTa arfgaralt ok
SfferAtaTga I & Fufor § gwearydes faar ST 8 |

GMAW & forg ufiveiur 19 (Shielding gases for GMAW)

ST T UG & 3id F MY I8 o Gl

« 19 Aeq A1d AT (GMAW) ufshar & wgad fafta yerR @1 uRkRer 7 & aR & gard
« g 3R 3reite urgsit wR fafir ufiwfée A v i fryon & gural & gam
« UTg gAY & fAfT TS &1 ST e fafir argait #Y Afdw & g siftra 1 a1 7 fryor &1 99 #3
* TG $+ & Co, AT wiie & 14 glex o1 IuanT =i 3 rar 31

GMAW & e i R ot uRRerur TG &1 IuanT faar i
213 i T, ufafparehar T ok I fiysion €1

3fehT A (Inert gases): 31, UTd 3ACIS 3R IS YT B
T ¥ T & fore Y ol iR giferm i Sy 81 3
3R GHferT BT ITANT SR W 37elE U1l & GMAW

& for fopan St B 1 feram & wgd ot TTaidhar g1l € iR
3T | FgaR THY T TaTer Hdl § | ufeny giferam &l At
Tl & WTY-WTY die SR TegHif-am Sl 3= aradr arat
YTgsit & forg g1 e g1

gael UTg afesT & T, &1 aradhdT o 9gaR faded g

TG 3(QTdT, 3F BT TN SRR HH AU Dbl b BRI
fRUfS T arex AfET & for foan Sirar 81 = g Siferaw g

Y ger 7 10 T 4 St B, gfere Sferam % g
T 3BT Had YGH B & (04 HH AT 79 Bt Srazgad
I &l

IS o1 HeR AR UAeTH ff ST BI 7S T J yHIId Bt
21 31T q o 3o H AR R Tedt e gt 31 b
I fRI R Ferdt B & ugia | gt 31 Sferam ¥ &=
Ics § 1S SR IS Tt 81 81 fory 1 fafrar Tt ofR T fhvsyort
J T IE & NHR P! AT & |

T Aed 3MTh B TRIHR UfehaT & 1Y ST a1 ST ara
3T st @ S YT & AT W TERT TN FHRa 5 | gifery &
T B 3 T W RIATR ¥ S § g g
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Fig 1

HRERENE

' '
Y

NN

l

DEEP PENETRATION

ARGON-OXYGEN ARGON

GMAW BEAD SHAPES AND DEPTH OF PENETRATION FOR VARIOUS GASES AND GAS COMBINATIONS.
THESE SHAPES ARE TYPICAL FOR DCEP (DCRP).

HELIUM-ARGON HELIUM

CARBON DIOXIDE

WP20N1610151

GMAW ¥ wyaa ufafsrarsita A o A9 fygor| (Reactive

gases and gas mixtures used in GMAW)

P ST33ATHITSS (Carbondioxide): HTe- SEIHFZS
(CO,) # 3R &I gorT # I= dIdg adiy araisdn it ol
T T B 3T F 3fF qees Bt Ha=gevan it 81 Ifd T8
Yt B, T8 IS 1 37! aRE V R Bl 8| T HH 79
&R gt gl

CO, T 31 ¥ Uil 7 | I8 Hed SR fafet Rl F SreT-31erT
2RI CO, A 57 S15H &1 X 5gd 3BT T | e NS AT
3R e YT Bt § SR Pl 3Sp T TeT gl B

CO,, ATATaRYT & 3 SRR Bl § 3R I 1P Bie usd ¢ |
T BITT 3 UHSHR HH b o1l ¢ | TegHifgd, HIie ar
ferepa oY SleaiieEeR 3R IUAIT fPU o B

Srefrilesor des UTg ¥ SIS &I ged &l Y& CO, B
JUINT HRA THY 3= dfeaRA 1 SATaRgewar il g1 3 o
CO,, BT AT 7-12 YfA=Id CO (bTa HISHTRIES) & STl
21 3MH B ARTE b 1Y IR Tl B

3 T Gifera 1 el # CO, & WY 25% 3ifdeh Bic Bl
JUTNT T ST 81 98 96 URR & 3HfYH 3ficia &1 BRI
ST 8, 3URT Tl g% 719 3 ! Ide dob 3ad! 8, 39T BH
IS fogl

3T FTa STgeHTRIES (Argon carbondioxide): 3
T H CO, 3116 Hex § el g3 g 1 ifire R a1 1
Tg GMA 3T BT Ko & HSIBICT DI @H PR | Hea
FRATR

CO, Ht 31 B RR BT 3, Bic HH Hal § 3R 3Mh P HeEH
T U et T (s1eft) oTg §RATaRYT Bl FeTaT ol §

SMTH-3iTRAS (Argon-Oxygen): 3TH-3faRfieH 79 fiysor
BT IUTNT HH Iy 41g PHTa 3R RATY Wi TR 31 S g
T 1-5 Ufc=Id SHIRTSH B30 U, 8 STl & DR, Y=
& 1Y HIfadl BT I BT | SHeite deg g § o gur
FAI 6, TS U B SIS dRA F1dT § SR SSBICT Bl T
FRAT |

SHTRfIST 31Teh B FRR A 3R BTe HH B3 AIaT 8| i
& IUANT ¥ YT BT Gg UIST Siaiigpd Bl ST | g SfaRiHRor
IR W IcE B! T a1 IufRUfT Y sl TR b HH
TeT BT | TG B 8l U1 STUTA & A1 2% H AP SHTRAeH
H1 IUANT far S B, af sifalkad SteiRiteser ard it
T 3ATRIS IR BT IUTNT b ST =nfeu |

Y YaT8 &t IS &R SARIS dR & YHR, STANT B ST areit
T SR IAHM 3R UTg TR0 Ars W AR Fwft

& 99 & =0 ¥ B¢ de8 gdt 10 L/min
e dcs gd 15 Ta/fie
3R 98 W ae gd 20-25 L/min

9gd 3% T UaTg I &1 §RT 81 Tobal g foram fob ot =
BIFTI 3P BRU 8 & & afe 79 &1 yare 9gd 31fiew gl
98 MIG Torch ¥ dTgR 311 STET |
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GMAW T Tiaw? § IUaNT & g Goime 1T 719 3R 7 frgror

uTg FRET HRA qTedt AT H
TegHifay 3 0.1 39 (2.5 mm) TYeT, oy 4Tg RITARU 3R 3T R,
FH Y HH WX
75% giferaH 1-3 €9 (25-76 mm) HIeT; 31 &I Ja-1 § 3= a9 37Ye
25% 3
PR, Fwd 3 3T AT UeH &Y, 1/8 $9 (3.2 mm) I& &t AIeTs & g
3R fry S Y BT 3T =
Jrferay 3mfa I TS Tl
3BT 37k FRRT; 31 5 3R Fd=itg des UeT Fvar @
HTe Tl 3 URER; 33T Ygaaror 3R i T, SIS & HH Bl
5-8% CO, ®; 3T B} g H S I BT SRS AT B
%Y fory urg ©a 3 EHICT B! HH TRl §; D! SR U BT §
2% 3Tt
A ©d 3 3BT 3MTeh FRRT; T 31 5a 3R FAg=fia aes gg, st
1% SfTerftor TGO 3R oS FH Ual Il &, HRT WA €Ied |R
Heldl Bl BH BT §
3 Tad R W It & g 1% siiariter fiysor &t ger o
2% Sffater YER 31T FRRAT, TgTaeH SR AT 7Ifd Ue & 8
Ty o, 3T 3R 3 giferay 3fte 4Tg TR T o SHFiH-giferd Hich }ffe o1 =R
riiRem, Mo e T ST 8
RECAEE RIS
HIE Wd 3 1/8 Z9 (3.2 mm) ¥ & Hler; fom et 3= afeg™ fa;
20-25% CO, I oo SR B1e; gl TexH
TTERT U-I¢ =M ; ool afed T Tfd; A AnTd
R0 T 90% giferad TeRur GfeR1Y BT AT THTAT &5 TR HIg UHTT e, BIs
7.5% 3mfA SIHIET e,
2.5% CO, GAGH e, 31T 3T R

Co, 1 st 3k WRIeX (Co, gas cylinder and
regulator): GMAW/Co, 3fcd & R sa=aes ffesT 4
@1 MTgfel 3MIede ared IR Taex & 1 § 79 Reler 9
I AT B

7 vl HieX (Gas flow meter): I8 U 3H1s ¢ forH T
SE IR AU fafed 81 81 vaTg Hier & fore Mefid ue vars
R AR dTed Ufd e dter o afed™ 1 & forg sifora g/
CO, 1 & UdTg B! & HIFfAT Bl 1 Fig 2
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Fig 3

FLOW METER

CYLINDER VALVE

REGULATOR

______

ooooo

HEATER /

WP20N1610153
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CO, 3f®w & farg AW WEiex (Gas Preheater for CO,
welding )(Fig 3): e SE3HTES &I Rd w9 § Ryaiet &
WRT ST 1 I HTR F ATIHH 3R 3 G61d |R CO, TRA T
% gufd g1 Sl ¥1 39 afeT ava wHa @ CO, 1 i
w0 # g1 1feT Fife 3 AT o & vaw vd §1 CO, R
ITAdT § 3IR 19 | Tetdl § Fiifes I8 e ¥ Tordl 81 399
T ST 8 ST B 1 afe Waiex 3ee # A HiNpe 8, df U8 WeeR
H ufd 3k 5 Sem, R g arf sraeg 8 Sie | g9t
3UST g ¥ g & forg Ricier ¥ e arelt 19 &1 amou=
oM & fore 71 giex &) Rydiex A et S 31 34ferg afn &
SR T 9 79 YdTg ST T offal g |

Ffiea 159 & A=ghaafir - e (W) (NSQF - W 2022) - 31919 1.6.101-107 A r&fia Rygia

Fig 2

| — WHITE SCALE

FLOW RATE
10 ADJUSTMENT VALVE

FLOW METER

WP20N1610152
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Filea Te9 & AT (CG&M)

3T 1.6.108-109 I wfYd Rigid

Jesv (u1su) Welder (Pipe) - GTAW & GMAW

GMAW ¥ e TR 3R afedT tnfles & s (Types of Metal Transfer and Welding

Parameters in GMAW)

IeRY: 3T UIS & 3fd H 317 Ig S Faod!

« URRf&a urg 3 AT ufshan 1 ga-T & Co, ST F B1S 3R TP FaTg

* Co, AfET & SrIwANT Y T |

Ted SiIWR & UHR (Types of metal transfer): GMAW/
Co, dfcST Ufsha #, des Hed &I Feiaeis aRR I 99 Hed |
fafte aiei/mrs & wFiaRd fvar s 81 Fe &% fafl §,
Fad fFgfafed IR et I & Ao Tu ¥ Iugi o
St €1

- B TR (T ISH)

- TOIgER TR (SeRHITSTe)

- ¢ gidhe a1 f&u gram

ST UPR &1 4Tg RIMIGRUI T &, 98 3AaIS dR P PR,
TRRE0T 19, 311dh e MR AfcE™ Fe W Ak FHam|

Tl W (Spray transfer): T gWR T Sddgis dR &
I5d HEIF §al B 3T & AT ¥ SATIS & 3fd Y IhUY db
Joit & yafd foar ST 81 (Fig 1) B TiawR & g S=1 UrT
T (28 § 32V) BI A=l gieil g1

Fig 1
GUN NOZZLE
STREAM OF
ELECTRODE METAL SPRAY
WIRE ~ A DROPLETS
G e
77NN
GAS SHIELD IS SN
N7 SN
CUL == L
% A N
©
BASE METAL %
SPRAY TRANSFER OF METAL. g

ANET BT T 3BT W TS U A o oY 31 & fsyor arat
ORREOT T HT ITANT faa ST 81 UTg gRaiaRol B B fafYy
BT IUANT ST AT AT dR AIS (G geob X1,
TegHifEH, Reg W) & Ty fpar o g 31

fed T TR & B §

i IATHIR
i 33 g At
i 33T fow arell acs Suffa

210

iv ST aTs WeR

VDT deS RIS

vi YIS T TR §gd 3T

WS JHIH

i I &l AT Sl Hid B SaRahdl

i Jee FRUf Tde 3R Afs ufgesr ae A

iii - offe FEh fAfda 9 & Suam #t arTd

iv I IR0 ST Sae gidl & saien sifafvad gRaf &1

STITTHA Bl &

TAIGeR ¢iMWR (Globular transfer): TGeR TR H, bad
TS 4ol P! Ufd Jhs HH HIc deg W RHR BT 91 g,
Tdh B ST B 8IS BRe deg W B a1 Sl §1 TS
TRIWR 79 BT & 9 AfeET F¥e FH BI1 711 (Fig 2) dreeel ¥
23 ¥ 27V |

T AR H U1 8H ard &ie oifie gia § 9k 3o s
HH gHG foba a1 g | Afd CO, 19 1 uRRE0T 19 & &0
UGN B & 70 I8 U o] RIFTRY fAfd g1

Fig 2
GUN NOZZLE

ELECTRODE DROP OF

ELEC : MOLTEN METAL
/= AN GAS SHIELD
=\ve
/ . PR

il

% % N\ W

BASE METAL 7
GLOBULAR TRANSFER OF METAL.

WP20N 1610812

¢ Tfdhe B (DIP THEWR) (Short circuit transfer
(DIP transfer)): ¢ Tfdhe TR &, S & e gam ar
I8 W RIFTARA 81T 8, T g a6 TR 1 Fall 8, T99 U8
f 98 3117 9g aTd Saide s AR I (T 81 ST | URYY HI BieT
R T ST § $iR 311dh Y =0 fan Sman 81 (Fig 3) dieest ¥
16 422V B



Fig 3 ELECTRODE
WIRE
\BASE METAL
1. CONTACT 2. MELTING 3. SEPARATION ARC

SHORT CIRCUIT FORMING A DROP

4. FLATTENING
BY ARC FORCE

RE-IGNITION

5.RE-CONTACT SEQUENCE
REPEATED BETWEEN 40 AND 250
TIMES PER SECOND

WP20N1610813

I8 3 ST A U a7l Bl AfeET B BT AN 3T &,
3R guft fRufert 7 afc™ & o S8 eI B

wiea I TN®R (Fig 4) (Pulsed Spray Transfer )
(Fig 4)

Tied W TR | afeST 3id HI UR R gU U1 i §al PI
T RRR YR g1 7| Wifed e wia AfcET o1 &1 &l UhR &
AT Hic FI yfef Fxar 7

Fig 4
PULSE MEAN
CURRENT SURRENT
BACK BACK
PULSE GROUND GROUND
TIME TIME:ls CURRENT

DROPLETS DETACHED DURING PULSE

WP20N1610814

1 % ®ie (Peak current) - T8 $Hc U PI §ai o AT
B 3 IaT 7 o O AT 31 &l IR IR B

2 IPURES Hie (Background current) - IHUES HiC
3T B I W, Afb faredt off I Hed gawR &t
3Af T8 < B

Tied W TR 968 URaR &1 g8YH & JdqH 9% W ST
SR T A ST 8, S SrgHfd a1 ¥

i 9% gd &1 3ifee =

i 9% Ud & M W A & o syfsdl & o s awa
S IRUTHREET Fefi7R 3R Aoigd 9cs §d B

oTYH (Advantages)

i Tda urgsft & fvedia e B gem
i P BICgIYC

i TAogd des

iv SffYe des

v 3MT3C-3Tth-Uiferer afedt

vi Bledie

I (Disadvantages)

i 3w RIUAT dRTd

i SfTIRC UTRI& BT A=Al §
i &0 R BH

GMAW ¥ fpaR araR 9t §+1-31Tw faRiwart (Burn-off characteristics of filler wire in

GMAW)

IERY: Y UIS & 3fd T 319 Ig S Fao!

« faftra wRTa RY ok ufReror A% & arR o oifes faiwarait & ufvfera
*+ GMAW/Co, 3f&T # 311eh g @1 W-Rafrafha w3 & Rigial & saren 31

IR §4-3T% fIRAETE (Wire burn-off characteristics):
TS YET TR 39 @R & o9 HoG i § o | dR &I 31
¥ e Sl 3R U RR 31 ovalTs &g 3@ & oy g8
fraam & forT sma=as URTl 39 84 it faRmars & w0 &
ST 7T 8, 3R I8 fafis 4R1d IR W1 3R 3 & fore g

gargl

3 1 3R 2 a2 CO, H 3 ok €a # vegrifom &
fafy o sife fadiwarsit &) gxifar 31 U8 sfiwsT I @ o
T ¢ 3 AT a1 &1 Fgaq & fo dR wie R H Siuifas
3 B Sa<gear gt 81 31 gRT Wi T2 4RI Y AT dR &
I, IR IRt SR Ble @R R AR vt B

fpdt for U IR grElt & forg, I dR Bis R R, Bl A &
IR 98 19 $ dRI B o § HH 4RI T g

Ffiea 159 & A=HaafiT - esT (W) (NSQF - W 2022) - 39T 1.6.108-109 A Tt Rygia 211



Fig 1

500

2 (mm DIA)
400 —
ALUMINIUM IN ARGON
12 ELECTRODE POSITIVE

%)
£ 300 —
<
Z
e
=z
i
& 200 (—
=)
Q

100 — 0.6

GLOBULAR
| | | | | |
0 5 10 15 20 25 30

WIRE FEED SPEED m/min
TYPICAL BURN-OFF CHARACTERISCTIC OF ALUMINIUM ARGON

WP20N1610821

Fig 2

500 [—

1.6 (mm DIA)

400
&
o
=
<300
z 0.8
=
Zz
w
['4
5
3200 -

STEEL IN (ARGON + 2% O,)
ELECTRODE POSITIVE
100
GLOBULAR
L L L L L L
0 5 10 15 20 25 30

WIRE FEED SPEED m/min
TYPICAL BURN-OFF CHARACTERISTIC OF STEEL IN CO,

WP20N1610822

GMAW/CO, 3T # w-ffae= s wwrd & Risia
(Principles of self regulating arc length in GMAW/
CO, welding): R fige @1 a3 AfcET 2 BT T 1 3
3YPT T ¢ b dR & faem &1 a2 & geen & forg, af@
PR P A-TT BT AMGY| HRE & Y TR Afed T T &l
FaaTd fARAR e uraR id &) ol § FRaR dieesl 9id o gad
ST BT gl

FRR diees e A e a1 § 3h Pt TS Bl @Y
faframm fot 3 oY Teffa TR THgma S bl g1 SR
Urge fotell Tid @t 3faeye faRraratt 3R 3nd fa=arai grr
fReffea fasam Sran 81 SareRur & forg, afe onds &t awars wer &
St ®, o uRom ¢fiwdt fa § Sed § ok g3 uRumasy
3T B AHITS Jd WR IR JARINT g1 el gent 3R afg
3T B TS BT Blel fHa1 SI1dT § o SHBT GRUTH Jaae §
3 SR IS I ofa B &R | Bial § 3R 3% &I awls g

TR W FERINT g1 S| I8 W-GaReH Shadgded aqt
TaIferd R o9 dleest AT gRT Iad URT § uRad i
U Y §37 8! Y 4 341 Ye # 971 yRad 8 I |

GMAW tRTfier / TR (GMAW parameters/variables)
GMA 3T ufspar Wrfie? / TR (GMA welding process

Fig 3 NORMAL
OPERATING POINT

VOLTAGE

ARC
CHARACTERISTIC

POWER SOURCE
OuUT PUT
CHARACTERISTIC

CURRENT
PRINCIPLE OF SELF REGULATING OF THE ARC LENGTH

WP20N1610823

parameters/variables)

GMAW/Co, 3 1 afegw wfsran & Fafafad mueust w
[CERACRISIBIGHTHY

TARIS BT HTHR

TR BIS B &R (AT A1)

3T qecol

& 3m3e

AT UeiRE

T

caq Wi

soragrs fRfd

3AFEIS (Electrode): 38 &I ofF aTel U1 &I Hiers 3R
IfcET Y o arelt Rufd & forg Ifea SR & aR &1 IuanT
FRP Jarad gRomT U fag S & |

TAICIS ARI BI WA 9t g g 1T oRft IS @ o e
ardt 3 g B

TA IR AN 0.8 mm, 1.0 mm, 1.2 mm, 1.6 mm & 2.4 mm
gl

AfET Fe (Welding current): IR HIg WS He &I
a3 Sl Td® IR AN & Y adH@H A1 &) Ud fawgd
4T BT SUANT {351 ST TebelT & | T8 TR AT Bl IGa P o1
faftr Hiers Bt AfET urg Bt 3 < B aifesd YewH Y
e FA & faw gafd adam st sifie g1 a1fge 3R
3ER-HT T oe A §H & fore vaifed 9 g1 A

GMA 3T & Thadl 3aaers fcd R 3= addH T Bi
THTIAT & BRI

A TG R I ST - &) 7 ooe § fear mar g

IR BIS P IGAd 81 Bec geadl gl

212  Ffea 159 & AYHFNTT - AT (U13Y) (NSQF - TRNRIA 2022) - 31a1=T 1.6.108-109 A wrafira Rygia



CO, afeST # aTR Wis YT 1 ¥

(e BIgP A R@mr T f)
TR WIS 7Ifd, m/min
AR BT ™ (mm) T} 23T 3R (28 - 32V) e afdbfe smwf (16-22v)
0.8 5.0-15 (150-250 THRR) 2.5-7.5 (60-160 THRR)
1.2 5.0-15 (200-350 THIRR) 2.0-3.8 (100-175 THIRR)
1.6 5.0-8.8 (350-500 THIIAR) 1.5-2.0 (120-180 THRR)

TS qee (Arc voltage): I8 GMAW/Co,, 3™ ufshar &
T% §gd & FedyU =R ¢, Jo7 =0 J Fiifep Tg 3M1h #R H Siel
FaI & TR BT &R B GHIIT ISP YT SR & UHR
&1 FYiRT a1 g1 ITIANT BT T aTet 3T dlecst SHTYR g
DI TS, SIS & UHR, Taals TaT 3R SATHR, TRRE0T 1
TR, AT fRUF, 368 & UBR 3IR 39 HRabT R FR et
H

faa=ur & forg afcE™ wraf & forg Iy Tgs &t Tad & |

3Td 3ad P I (Arc travel speed): IW® 3R G W 31
Sie & 1Y gadt 8, B 3 2ad TIfd el oIl §, 97 dis
THR 3R YA B THIfad HRa g

g 31 ¢ad BI T HH 81 ol 8, df dcs I §87 3R Syal
B ST 31 HA-S 29 Bl 7T TGt B, 3MTh Bl ST ITYC R
HH Bl ST B; Tdiiolad BH Y3 3R bl IS oIS 81 o
299 B T SR Bl 8, A Ice d1S F Y SHERBIeT Bt
2, FIfeh WRT9 YT T STAIG 3M7eh GRT T gU I Y 4R &
e gate 5 g & |

@ 33T (Stick out): I8 TuH g F 3fd 3R ARG B
T & s Bt g 71 (Fig 1)

g T I dP [P I deR Hdad & IRURGEY
ffaRad Ieg urg HH 31 gle W S 8 St 8, o wRre

Fig 4
GAS NOZZLE \
WIRE ELECTRODE
ACTUAL
TIP-TO-WORK \ / STICK OUT
DISTANCE AVERAGE ARC
V LENGTH
X
&
8
v/ g
] g
CORRECT WIRE STICK OUT IS IMPORTANT TO ACHIEVE SOUND WELDS g
THR & dee 3R Iy 7w H 3 gt 51

e e 313e 9gd Blel gl 8, Y Sy BT e R ST 8l
ST 8, S URRE0T T & UaTg & fasfid &R Javd § 3R aes
T ReT U R T 7 |

T1é wiPbfen amdb & forg orgeifira fess amse 6 4
13 mm 3R T TABR 3MH F T 13 § 25 mm g1

gdacls A (Electrode position): Wt dfcgT uferarsit
¥, oiie & Tray § 7 SIR Sadere 3! U 3w S oeR iR
e B UM Bl 81 AT 1 A BRES/BRAS bl
BT ITANT IR I Shes/dhas db-id Bl ITANT HReb b
ST T € | 79 BHI0T AR TR 10 F 15 f&3ft & iR sme wan
ST § ST o Fig 2 # feamar mar g

Fea 59 & AYHaENTT - ITST (UISU) (NSQF - RN 2022) - 3aTd 1.6.108-109 A wwafta Rigid 213



Ffiecd 159 & AGH AT (CG&M)

3T 1.6.110 T I Rrgia

Jeev (u1su) Welder (Pipe) - GTAW & GMAW

AT 3 & YHR HRT 3R ITER (Types of Welding defects cause and Remedies)

IeRY: 3T UIS & 3id H 317 Ig S Faod!

+ o< Y IATY, HIRUN $ RS S 3R G 1 T SUTT HY

o R-frEre Y wemn ARy &Y Fard |

Af® Bie (Excesswe Spatter)

Fig 1

0)))))))))))

WP20N1611011

YD BIc: e §T YT & HUN BT fSERTG Sff des s & U
31 =0 H 3UST gl ST 81

TATRIS TEeTH (RReanae) 9gd awl gl

TiaT U

AfET 3 o sruafed ulRemor i

TieT afed T dr

HyTfad ST GURTETS PIRATS
IR WIS i 9gd i 31 IR IRR Bis W IH|
g4 31 e $H diecsl JUR &1 T B

BIC FaaeS THICIM (RePh3M3e) &1 TNl He |

IfET I Ugd &1 &t Iag I g Wi, e, 74, o, U,
3SHIET 3R TigTh Y geT S|

WAeR/adHIe IR RAfET 719 3 UaTg &1 96Td SR/ afceT
3T & I STHE 1 A |

T, G ST dR &1 YA i |

PIeX IT A3-R Y ST dR R dd T Wedh & [UH3HT B gel
=y

TS (Porosity)

Fig 2

EADTIHEND

WP20N1611012

TR - IS YT B Y Urebe I I B 3% a1 32|

214




HHTfAd ST GURTETS PIRATS

ST URRET T FHave | Ifard 19 UaTe R B SAd He|

T Aord ¥ Bie gerd|

TP & fore 19 S0 &1 &g 1|
AfeET 311h & U ST HI geT S|

Tad 91 IeE P 3fd T i & U T &I Il b &Y W o dob b fecht g5
Tig] AfeT ar| &7 o1 A S|

AR U TRRE0T 1Y T ITART &Y 31elT 719 B geal |

1%, T AT IR BT YA B

WIeR I AR I AT dR W A AT WEH B! g

Tiel Sile geuy 3feET A yge g § Wt 7, A, T, S, de, Sifew o e @

gar gl
3w Srafiie Sterfrersioim afcdT ar &1 IuaT HI |

T IR Tgd R b e gan g AT o 5 AT IR Toa T 3 (13 mm) 34 = 8Y1 b |

SIERT WS (Incomplete Fusion)

SHERT AT - IS YT BT 9 Hed 1 Ydad| dcs ais & a1 T

Fig 3
’ TRE Y Wgul A | fawad|

B

7

WP20N1611013

"YTfaa RO FYRTHD HRATS

TieT gy GV Ugd oiid oI Jdg T I+ M9, da, T, 5, e, Hifer 3R et o ger |

I e AT BT T B SR/ AR Wi T ) FHEIT B3 | ST & SR Sige R
TR s &1 Ifd ”H WG|

s e g7ge AfET & SRA -2 d Uga- & foIT Siia & D107 B! AT B a1 Wi Bl ST B
3rfere AfeET e TS T BT STUNT I THY @I BT 3R B AIRT W 341 P IS |
3T ) IS URAR & 307 AR TR IG | 0 ¥ 15 St & TY 71 P07 67 UgeT e |

Ffiea 159 & AYHNT - IesT (U3U) (NSQF - TR 2022) - 31aRT 1.6.110 W Trafa Rrgia 215



3rfire USRI (Excessive Penetration)
. SHIYH YA - Ice Hed a9 Hed & A1y 3 fuadr g iR
Fig4 e 3 AR T e 31
-\
| | <
W g || g
EXCESSIVE PENETRATION GOOD PENETRATION §
TYTfad RO FYRTHS HRATS
gty T 3Age IR e 391 BT I B 3R IR BIs WS HH B | 2ad $I 7fd T |

USRI HT 3T (Lack of Penetration)

C ) L

LACK OF PENETRATION GOOD PENETRATION

Fig5 TAICRM BT 371G - 3T YT SR & s IYTAT HAd YR 1|

|

WP20N1611015

TYTfaa FRUT FYRTHS HRATS

Sfd Tgad dar | Iyl aga At | 3o AfeE T aR AR iR o fa=araft & §H1E ad gU e darRy
3R fEog & Wi & =i % Ugd UeH HRAt ATl

HIYDHTH YA Ut A & 1w 0 ¥ 15 F&t 1 Jramg 719 107 §H1Y T |

TTed des a1 |
3T B Ics URIR & 3oft fr R IR 37|
GHTEd X fob afeST AR Aioid ¥ 3T (13 mm) ¥ 3HTYH T 811 I IR BIS T BT 999 B
3R/ I deest Aol 1 99 B

3 7 3Ye | 29 P T HH B

EFf-?{\(Burn Through)

- -y - Ic Bed o9 Hed & A1y ¥ Ot aRe 9 fUad S g
% forrep TRuImTRG=y &3 gId § &Tg1 $1s U1g 8! a1 o
Tyifaa SR GURTHP HIRATS
3fafiye T $Age | IR dlecsl IS BT T Y 3R TRR B8 WIS HH B | d BI A FgTE SR/ 1Y G |

216 Ffiea 159 & AYHaafiT - e (U15T) (NSQF - TR 2022) - 3amH 1.6.110 | Wwifta Rgia



a1 &1 @81 (Waviness of Bead)

g7 SIS BT 3T - Ic8 Aed o FHMIGR Tl & 3R 99 Hed gR]
ig ))))j))) T SIS &) PR e BT B
:
Tyrfaa sROT FURTHAP HIATS
3R BTY| 319 g W g1 &I BRI < TT 31 8T} BT IUTNT B |
fa=yur (Distortion)

fa=Tur - AT & IR IS YT BT YHo o 3MUR T B

Fig 8
RYFIARA A b oY ASTR T 2|
BASE METAL
/l<7MOVES IN

THE DIRECTION
OF THE WELD BEAD

WP20N1611018

TYifaa sRUT FYRTHD HRATS
SHIfYP Bl ITYC| YR YT B! U T T & g Taw (T &7 T e |

AT TR Y& HA W UG OIS & 1Y Bidd Acs | g diecst ¥o1 &1 99 B 3R/
TR B3 T Bl HH B

FEREIRIEE
BR T3 & Ies Y ORI F =SS ER B

Sftea T & AYHIT - dee? (Ur3U) (NSQF - WM 2022) - 3 1.6.110 A Wil fRgia 547



Ffiea 159 & AgHFERT (CG&M)

31T 1.6.111-112 & gwifid Rigia

Jeev (u1su) Welder (Pipe) - GTAW & GMAW

dcs &1 fA¥teur (NDT) - &=a fA=iervr (Inspection of Weld (NDT) - Visual Inspection)

IERY: Y UIS & 3fd H 319 Ig o Faod!

« 3cs & Feror 3R Tdierur &Y AT Bt ARSI Y
o =g e & fafira TR &1 quie &%

« =g g & i fagsi ot amen o3

* IS F T S UHR FaTC |

frteror @t smawaddr (Necessity of inspection): FRiermr
P Ie AT AV B UPR, HOg(! 3R 1§ B 0GR
BRI BT TUrGT BT a1 T SR FeffRd S g

TN & PR (Types of tests)
- IR-famRIeRY wiemn (NDT)

- faATRre Rt e

- 39 faTRre TR wtaror

IR B 8 BT fom I ot o &1 Ryl Ha1 te R-
faTrRret wdemr (NDT) Fgard 31 Thewl & aTe wig &
IUGNT fH T S Tobdl 81 STd Y BIea 3R T8 B I b
T FHA R BT S arel TRl o fAIRIeRY uieiur &gl Sl
&1 qiau & S1e Siie BT IUTIT ALY fbar o Wbl 2 |

RIS, aRHRedRR 3fe WieH & fau Fi-st te des
SIS 1 T[UTaT BT URTeur i, 3T, Taer=h, wrsfent snfe gr
forar ST 81 379 uiero o1 sref-fammRiet ulieror Fgt S |
TE0T & TR &TRd BIC &7 B fhR I HRIR a0 & 1%
TR0 T BT SN foban S avell B

fagera sReRM (A-fevgfaea aw) (Visual inspection)
(non-destructive test): [AY3d SWHRM T YR B1Y &
SISTRY SR TS T JUTNT b dTE<T U 9§ des T fAreqor fawan
ST § 1 U8 Ul Id b [ Bls aTedl IS a1V § a1 -6l I8
T SaTeT Wd & Heayu! fRiemr faftet & 9 ue 71 e 3t
Y Ugld & e o oiadle &g, te ¥a oy, Tnier SR
Icg N B HMIIHAT BNl o1 = Ao i wRon & fasan
GI'I?IT%:

- IfET A Uga
- AfETH IRA
- i@ F g

218

AT | usd =g A& (Visual inspection before
welding)

(SRR BT FH F IR, 3aidcrs 3R AT 7= ¥ uRkfaa
GEELIHY)

frafafad wRe! & g fear S gl

30 B M aTelt TR e B A ore B B |

We Bt Ales & AIER PRI & afdT & e e ¥ TR
fear T g

I Aed Bt Ifyd IwTs | I e T 3} R

fafa @ Ffa s & forg Ifea ufshar &1 ure fasar s
Gy

1 U18Y AeTd SR fheR e, ey 3R Tl &1 3ferd ToA|
DC 3f&T ®ie & AT H Iadcie &t ydiaan &1 dad
FHARA AT G|

TARIS & MHR 3R AfET B UM F SR Fdam A

Fig 1

EDGE JOINT OF
SHEETMETAL
TO BE WELDED

'C' CLAMP

CLAMPING PIECES BETWEEN HEAVY
BLOCKS WILL KEEP THEM STRAIGHT.

WP20N1611111

T 3T W@ AT FH F [T B O R FeIR
3a%a g1 (Fig 1)



Fig 2

WP20N1611112

ELECTRODE DRYING OVAN

gddcle & YUSRU SR YEM & fou Ifa gfaemd dsg gt
91fgTl (Fig 2)

AR F R == &1 (Visual inspection during
welding)

frafafad figst @ Sfa & SFT 81 A o9 & SFHT &I
3T BT

139 AT & 3FTA1 T §919 9 Ugd I8 S f Ul dcs
D) U U J A1 fobar T @ a1 e

frafafad FRe! & gFfE fear S gl

R Tievi & a8 (Methods of non-destructive tests)

IeRY: 3T UIS & 3fd H 319 Ig S Tao!

o R-fFreTt wteron faftry ot amen ¢

o G R-FaATRre) faftrat & Suah #t aren w3
o faRy R-FAmRer wdiemr & IuahN & e 1|

R-faTRIeTY Tteror At &t g gfteror iR faRy adteror
faftrnt & =0 & affed foran mar 31

T R-FAAIHRY udierur (Common non-destructive
testing)

- T fAfeo

- e a1 gera w’iam

- XU IU® giem (@)

faRiy R-faAmerert ufieror (Special non-destructive
tests)

- DY HU IR

- ORA Yo URIEo

- ST (TE-Y) usteror

- T faRor ukterur

- SIS TR

Tzg fAfierr (Visual inspection): 3@s & & ¥dg W
SN &7 gar @ & e gy FARIeor 9o WRd, 999 a9,
frpradt SR e 3ifies gxamTe faar o aTar udier 31 des
DI gdg 3R TS Bt 1l it § HRAF: U 3iaefs o9 o

Heg J S 1 S B 1 =<0 TRYen 3cs &1 ade R Hgfafad gt
1 Udl T § Heg B Jobd! g

- IRyl
arett g, frafene, fagfa enfel

- Sfeepe
- 3rfud UivTsd SR Smardt wdtean
- WS 9TS JURRIFA

- 31T OCR|

e a1 gara ufiaror (Leak or pressure test): I8 TR0
IS TaId dlfgah1af, Shl 3R 3T ATl o1 Uterur A & forg
TN {5 ST € drfes ag FuiRa fasan o 9 fos <fies e
g 1 el IS Ui, 3 it efr3eaie § A & &1, U,
Ta1 41 T} & Q1 1 SUANT I SR Ta1d & el g g
TR Ta1d Siig & gad R Rk FHRar § O IS Sl &t
AT TSl 8| 3fidikep SaTd 1 Uid & bIHebS gad J &1 1
TP T o Yaball § | TS BT UIe0 TR fosan o ahar g1

1 TS IR T914 AR gald A B & qid 916 3R 12 ¥ 24
Hel & 91 bR I e fa1 o a1 g1 Ga1d UgH | &Is Y
fiRTae frara &1 ddd ad 1

2 ¥ H 591 &7 <a1d U1 IR & dTe, dcs T WR TG BT
Il ST ST bl § 3TR gagal & (o YraurFigdes e
foran o1 T § St RTa &1 Taed S|

TR URDIU® (taf) Tdierr (Stethoscopic (sound) test):
39 UfieT 1 Rigid 98 § & 39 Rd I Ui 3de ¥ ARA
R TP 3t R e 3cft § STafep 3y gad 3es U1 U [T
@ 3t 3

91 BT TS B 3R YgaH & folT Uop qreRvr fafeas &
WYY 3R T gUIS BT ITTNT 61 o Jobell B |
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9 UG BT STANT I Gad aligadls H TS deg 3R
IS BT AT TRIe0T fobam T &1

IEAIh® 3% (Radiographic test): 39 ¢ &1 TaH-3 AT
T % Wt FHET ST 8|

TRIX ¥ (X-ray test): 3T ¢ ¥ I P 3fidR® qw@R ol
STt ¥ 1 Oteror AT TRX g iR b & e B @ T
21 (Fig 1) AR TagX ur fopam oaT B 1 3R w18 ot g8 @it
g, @ U fawRa e fred o 31 Sum| 3y 3l It kg
fears 2a § O vag-X hed! & 0w &1 831 & Thar faars 3
21 TR fored & 0 Ta-X tefur TR 9 1 TeX & YAt
DI Ab & forg uep ofis wte Tt ot 31

i
@l\. N
< Ve N\
X-RAY TUBE
DIAPHRAGM Y
( -. )
i

Fig 1

SPECIMEM

X-RAY FILM

SHEET OF LEAD DEFECT

X-RAY TEST

WP20N1611121

T fHRur Ufieur (Gamma ray test): ST 3R YeTH
Pl I PlaTee 60 e F e arc BT ey fHvot
T fR0) Fgard g | 3 [0l o &1 go 1 8§ K 3T o
et # y3% el 8 3R S fthar 1 e Y YaTRw 81 T8
TEIor 3 STEY W fIT o Wepell § gt el Iuesy g 1
S G0N BT IUANT I T[UTa aTell Siied ol S1aeR 3R 3a
gdId ardl SgTell SR U-eldh Urgy 3R TR SeTel WR famar
EIGIE

TP HUT W& (Magnetic particle test): 3 TR0l
BT IUANT g AR & g & ol & IY-[1 IU-Jdg (6 mm
TGRS deb) SIS} ST Ual T & forg febart ST g1

&1 fbT S aTed Sl UR Ugd 3R UI8eR god avdl &l
fsgaTa o ST 31 S 39 Ter & TS B grifhd fopar
ST 8, Y dig & HUI SN (SRR T 2IW) P BRI IR 33T & ol
& 3R 7 3G A B 1 @ B U S T H 3@ o Fbd
g1 (Fig 2 & 3)

T TAP TREIUT (Liquid penetrant test): T8 TRI&U1 34
Rrgid W smemid 8 f TiF TRa 18 3R TRNIE dRd &xRI

Fig 2

MAGNETIC FLUID

MAGNETIC PARTICLE TEST

WP20N1611122

Fig 3

WP20N1611123

IRON PARTICLES ON THE CRACK

o 43 $Rd § 3R U1, @i, RRMA% R &7 o a8 &
3N B ST F RoTT ITART fFT o &1 1% e fPu U ol W
T 8715 & Od &1 fvso1a fohar ST § 3R IRaq fear Srar g
AR U FlFR BT IUUNT B ST P ENT ST ©, 3R g D
oA $US & JE@AT S 2|

TH R STAR (e T H) FI R Ie R fFSHT oIt g
Tihe, SAAWR HIFET H FiH ST8 Ydg T & PR H e g1
SN I YepTe H Y A1 J <1 o bl 21 (Fig 4)

ST UReur (Ultrasonic test): 39 T30 & 3=
gY@ R T ITNT o AT 8 | 39 U&7 BT SuaT
Jeste o sRiqdarsit &1 udr = & o foar Sirar 81 eaf
T 9gd BT Hicls &1 ©e ¥ 6 ¥ 10 Hiex ¥d d® & U= R
el gl

T i TR I PR Tl STEHICR BTH TR @ Sl g | @i
T BT faea Y sreeife e sHTE I ISt Biewes
W IR fears o 71 (Fig 5)
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LIQUID PENETRANT TEST

WP20N1611124
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Fig 5
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WELDING | |
DIRECTION ‘ ‘
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WELDING
DIRECTION
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FOREHAND TECHNIQUE BACKHAND TECHNIQUE

ELECTRODE ANGLE AND ITS EFFECTS ON WELD BEAD

WP20N 1610825
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FiUed T & AgHaafaT (CG&M)

3 1.6.113 I gwafta Rigia

dcev (UrsU) Welder (Pipe) - GTAW & GMAW

wife® afeS T (PP, PE & pvc) fora IRmied 3k 3% &1 U= (Introduction to Plastic
Welding (PP, PE & pvc) lib Parametal & Check)

IERY: 3T UIS & 3 H 317 Ig S Faod!
o e afed T ufsharsit &t amre &3
o A Ufthar & SANT BT 9 H¥

« WIfe® AfRET H1 ATUCUS FaTd |

W d AT yrfenfRedy & af ghal & T oaRm & 3R
I TgAD HU3N & hIg-[ifh T & IRUTHGRY U Gad o
ST &t UfehdT 81 BT & ghe HR1d ARl & W1y a1 a1 T
Y IS gU &1 Ggad Y I §d & o T B Sifgheai
UiferiR & foTd 7 SehHur aruer ¥ =i a7 fohke et ifereR o
e & areE ¥ R de1 fhar S g1

YR YA I & i fRufa  aes 7Y favan o1 wah
8, Fifer I My 1 whra-feifeh 1 [ 8t T B

W AT ufhad (Plastics welding processes)

T |

+ gic We afedT

o SfTNIMG afedT

. fFafET

o A afET

T A9 AfRET (Hot Gas Welding)

Bic T AfeET uep wnfiees afcs™ wfshan 8, ot i 71 ey ) et
BT TN T 3 | T 3R W AT T F iR o1 3afdesd
BT It g1 T Bt ST B 1 @ AfesT T W T Bl gbdi
1 el SR HR1E WA B TP TS B SR MG Rd Bl 61 9
HIT & fPART 3R HR19 IS IRl &1 U 1Y et ol § 3R
SETIT ST § | S5 U] h19-10198 BId § oid olid & ghs 68
&I §1d &, U Holgel oS 1d g

gl T AfeET A=gard U § Tanferd ufehar @ /g fow 3=
TR & 3R DI Bt ATTIHAT Bl §1 $S IR (S
% g Giened= (LDPE), 3= ¥ Uieiidi< (HDPE)) ¢ ¢
AIHH TR SHRITBRU Fd & SHR I TH A3IoH gRT IS
RG]

f 7 AfRT & AgUAT (Applications of Hot Gas
Welding)

o HEW
o YUSRUITRA! & forg b

222

* QU

o TRWd Y

e & fore gael & ot 3l 78 T wWie 31 €ie BT ST it
2 Sg P The, W A EU TR g, THEId & SR RAGA S T
ud Fuiika T9g & 91¢ We &1 geT fear sirar 8, yiil &) 9udh &
T ST §, SET o1l 8 3R U 91y SISl Sidl g1 o Sie &
THS 38 B WA B, Y 31 Sgae 31U hig-fofes g1 o &, Fored
T Holgd WS ST 2|

T @i 7 T Q TegHitaH iy argai o 81t 81 ue
Wie T f3Yd a1 I 3R U YHiem e ¥ JUfeid § S Wie &I
g P AUH G101 UM Sl 31

glc We afR&T & W (Applications of Hot Plate
Welding)

o W AYyd IupRul & uee (FEEiRR, A #sfH, degA
FIR)

oUW

o 3ffmfed g (AT, $eH T, AR, de )

gl Wie AfRT & @ (Advantages of Hot Plate Welding)
o SN I

o TS R SIfed U Bt IS foran S e §

o T YTt TS el & ST UG BT g

glc Wi Af&T & JH9M (Disadvantages of Hot Plate
Welding)

. o1 AT Ioh: 20 b I | DI U & foT 3R 30 fare
P, g few & faw|

. SUATHA TS T H T (SHfaiRed SRl S B




JeETHI=® ST (Ultrasonic Welding)

FHPH B (SATID) B UM & 1Y TGard des UIT
TR T U aTd & URUTAGET &l Sifg & s o8 gl &1 T
YT SUSHRYT 814 GRT UA TS S, HIge ardt &
TS TR 3R U & s Uv0T &1 SR §aT B, o
RO U & & T 1Y RIHIG 19 & Iy & Jdg) &
1 e Tud BT 81 wifes Tudh &= § R 8, sgas
AT T T TTHT 1 Ybs T 8| e B Bt 3afy 20
I 70 kHz 3t 1 § St § S SR R 20-40 kHz BXelt 1
a1 HIIF BT S TTHT 0.002" (0.05 mm) § 1 IceS UIT
B HICTS 3feerGife SFReR B! Wi gRI Afed 81 3reerdie
IfeET BT ITANT T ¥U ¥ SADR IR (UTdRe A (PS),
AT d-SgeTeTsH-wesi) & Tyl & forg fosam S
21 (ABS)

SeERA® afedT & SIWANT (Applications of Ultrasonic
Welding)

. fafecn Sua (fthee, T 1R, dTed, HifedIic] Sarem)

«  JHicHIcT Uew (G Sl aram, fheey, dled, TORUAT
W)

.« JUHRT (JRIH AR, T SR, fETEeR ueh)
. fayd IuaR (R, e sl Haaey)
. fEam|

TP AfST & @Y (Advantages of Ultrasonic
Welding)

- g IfETTH
o M Y WEferd 3R FaEfig
. SHIETH T B

. Y S @Ud

RIS afeETdH I (Disadvantages of Ultrasonic
Welding)

«  PJd Bl 3R U HIT ) e fodm ol bl &
o IUDBI SR B AaIHT B
& af&Ew (Spin Welding)

o AT e wnfee afcgT ufsran B, R &) SeTeR Wi
! gYUT Ga1d gRT YUd § TR ST § 9d 39 § T ol 5|
YT & st IS0 & URUMIRGY 3 R 7TH 81 ofid & 1 T gd

ey T & 918 ACRE 9 B 911 § IR I & Ths! &
fgd gu &= &) U sl gaTd & d8d Ud T SieT ST § oia
T o Sirs da1 g1 51 ofrar | o e gvfor afedT (FRW) &
T 7| fA AT &1 Iuah W &1 S, Tale 3R 3
TR U & At & fo far ST §1

& af&&T & @Y (Advantages of Spin Welding)

o YO &

.« §S YT B IS b1 o bl ©

. I UG a8

. SRS U R o) e fovar o1 AT B

1 af&w & g (Disadvantages of Spin Welding)

« JcE fHU O ard YR § $9 9 $F U6 B § MABR
AFYT BIHT A1

o ATH HORAT B! ATTLGHT g

P Af&ET (Vibration Welding)

FHIH AT Wiieds @1 afee™ ufshar 8, o d & oifd & gohe

fAf3a amafty ok S W HT B §1 TS U G Bl g

A TTed B o 3! gael & o ool 8l 7, o it Saet

Bt 81 7THf & uRumIRaEy S &5 9gad fUgd ST § | S|

b THS TP Y IS §U S 3R U qd i wwa & ae s

G B OTd1 8| g 3] Sh19-foias Bld € od H1H & Ths o8
g1 d §, U Hoigd 18 S &

FHH AT 9% §gd 3lel (Adids) g1 @afie Hw= ot
Mg 100 | 500 TE (SMHAR W 100-240 §E) F P &
BIcit § 1 I T SATITH TIHT 0.02-0.2" (0.5-5 mm) B

YD gieR (SFTPR, Sreffpedia iR forvedtia) fafira
foymior fafer (i, vaage, SoraR Hifed, st MifeeT,
e TR, < AR P AT g
IS fbar oI Tpar B

HIO AT BT IUANT HIeR aled 3R TR, SUPBRUI SN o
o ST &1

I afeET & @M (Advantages of Vibration Welding)
. SffefteTsfonT Uit @ Ies fovan o wehar 8

o AT Y T

.« I IAGEHA

T8 R Tfed Ul &1 I e o Uahan 5

I Af®&T & JHIH (Disadvantages of Vibration
Welding)

. 3UETHd JgTl SUBRI
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«  AGH HORAT P! ATTGHT g

wife® AR F forg 3 Wrfter (The 3 Parameters for
Plastic Welding)

WIS 36 dIIHH, GaTd 3R JHG & forg i siazges tRteR
gl
dTYHTT (Temperature)

gurdt afedn & fow @it wmianies & ve fafdy aroae i
B B 1 TR T SRR MU ST At & fore afegT
ATIHH &1 T IUGad 907 ¢ Wbl § | gTetiies Ig ST He@yul
2 5 Iw & fow udt AfT arowm yaiaRoitg ufkfufaat
SR ATIEE A1 - & USTR & Jud & YR R T g qha
81 IeTeRY & forg, afe sy I araraReT § 38 ardaRor
WIRed AfET BRI € dl AU 3 AT agd= Bl st
TG B IS 81 Jobal ¢ BTY AT & o, Iy vare
AUHM R faeR &7 & fou veam Ry fog 81 teaged
IS & T §a1 & ATIHM 3R TRIESS P AU GHI & g
STHT-3fAT I Uige BId § | AfS 3MTudsT arayT= §gd 31 g, oY
3T RS 1 WRIG R 371 SR o § Ift S § v Ay
TET firet el ot oft ord &, iUt Ies e Heied WA
g

GdId (Pressure)

T% de8 &I didhd Wikedss dfeeT a1 fiheR s & Iy
s 99 AeRud & I IRy ¥ 31t 8, 3R gad
¥gd 3/ o1 9gd ®H ¢ dl U8 JHd T 3

BTY BT AT B THT Te! TaTd Aoy BT, 1T HIAT 3R
3fHT &b HTeEH | YT o ]

3R AT Y & fiT ybar ad wiiRedrsss fher & [eod
an forar S §1 S gara &Y AfT Y F Y ol
TR 3R i e T o faRivar 8| o garg
I F Il WRA B faRdwe § (3 I &F W1 T B, Al
39S U <o1d UM B & fol yahl &4 & g o i T2 R)
3R TR T Ya|

HHY (Time)

WRe® des & oY MTaRded 98 dfeeT &1 a4 Fuffed grar
21 9gd oo ¥ 3R IrEht & U wifeds M & forg gate gea
eI B 3R TaTd 9gd HH IHY & for agd et fy | v s
& 3R WRes TIET TRA 81 ST SR BRIS ST R 81 S|
FHT RO AT B & g afcET drd 909 T RR 71
G HE@qUl g |

wiRed AT Fra TH, i 39 &R ¥ Fuffed gl & v w®
Tl wifes 99 ot § ok g 3Ifea idle firerar 31 g1y

AT & forg, a5 /ya, SNam SR S[Yd & TTead F Wl
ST & | TS dfes T Rd 9HY, 59 U8 MYid #d ¢ o 4
fepg T1fer @ et Wigte et e § ofR bR 39 s ghfEa &
& T St TaTEe &R @1 garifod Xd § [ gH g fa @
ST g & vafd FUF R W |

AR W& ABS (TpalfeEd-sgee=-Eiq) &
AfET aruu (Welding temperatures of the individual
plastics ABS) (acrylonitrile-butadiene-styrene)
AT ABS forT fonddt e & d4d 81 ABS WRe® &l a8
FA & U ga1 &7 AUEM +270°C 3R +310°C & & g1
EINY

PS (uidieergfa ) (PS) (polystyrene)

UicieTs = &1 1 95 3! IR ¥ 7S b o Webdl 5| AfesT
difciiReTs i o fer gar o1 draw s g1 =gy

+270°C 3R +310°C

Fig 1

WP20N1611311

PE (ufeltfi) (PE) (polyethylene)

UiefigUTgele 1 URURS R & A1y g SieT o Jhd ¢,
ZYforT AfeET PE RT3 ]| Taiifeh, PE &Y 33t aRe
3R Tgd T ¥ I8 foan S Webel 21 PE A& H IS &
forg &a1 &1 A + 220°C 3R + 280°C & st g1 =1fRT

PP (uteityiurgeliT) (PP (polypropylene))

Uicli3uTgelld @1 R, Urauuga 1 Sier der 8t gl
BT, T8 TS B1 AfeET WR AN el 81T § 3R 3=
UIROIH a1 g | gTetiep, PP &Y 3fce™ #d IHY, droH W 3R
BT g IR I &4 fear ST @nfgu | wicividTSen §gd Sfeg!
IR § 3TR Sfelt g2 it Acs Y WRIE @R &dl 71 PP afeET
¥ forT a1 7 aTHT +230° 3R +280°C & & g1 AR T

PVC (ufefifaarsa «iR138) (PVC (polyvinyl chioride))

PVC 3fET &d IHT, doHH TR 3R gifeT g7 wR +ft e
A RN PVC i g4 STec! SIad 8, S8 s aale URIS &1
8 S 919 O R U Holgd diaT YuTd STadl ¢l St gs PVC

224 Fea 59 & AYHaETT - ITST (UI5U) (NSQF - TR 2022) - 33 1.6.113 | Wwiftra Rrsia



e s W P quradn 3R IUFRUFA B TR HRA B, i
S U PVC RA 8RR ¥ BT I & 8 9d | PVC afcdw
¥ foTe ga1 &1 A9 +250° 3R +280°C & dta g1 913 |

Fig 2

WP20N1611313

o -

WP20N1611312

VA

HOT AIR GUNKIT

WP20N1611314
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Ffiea TS & AYHT (CG&M)

34T 1.6.114-115 A gwfid Rigia

Jeev (u1sU) Welder (Pipe) - GTAW & GMAW

faftra dfgarsii & gvgar & foe smazasar (Requirement for Qualification in different

Codes)

IeRY: 3T UIS & 3fd T 317 Ig S Taod!
« IR TR F AT AP/ WSS HT quiH B |

Joe P ARG g1 P ATaLIHAT T 3?2 (Why Welder’s

need to be Qualified?)

RIS BIs (ASME 3IHIT IX, AWS D1.1, ASME B31.3)
3R TFH! (ISO 9606 4&dN) & fou IR &1 a7 g &t
{TIRTHT BIcil & 51a 9 FAT0r Hrf IR AT Hra & s Fmfor
DIS (IATERVT & oy ASME SHFT VIII) T UTe & g1 AT
AH® (S EN 15085, EN 1090)

TR afSET (Material Welding)

T IS 1 o Ies B Ot AT I I RR, Yag= &1 i,
TR St B S I Gad ¢l @l dce @1 o gl ar we
FHIITH SRt @Tferd & gad el B

S @R @ AR § Afdh dHad an] B 1 IS § 38
TS Wipfa Treus & Ay diar & iR

JsR ATl TR U a1 WQT ST {6 W o8l T g,
P IcE YIS B T P P! AGLGHdT & 3R I a1 a
dregAfes NDT TRi&ur (SR YfEammfthes usdteror o siegrife
Tfieron) a7 TRt gfierur S Ais usienr gRT Senfud fear
ST 8| TR URI&UT (e § WfchT ag et Fde! MR &
fre g1

Jee/ATRET AT GRgar & T H1s iR ATH® (Code and
standards for Welders/ Welding Operator Qualification)

Jee} el & o fAft SiaRIPh Bis IR AH®! &1 SUR

fopar oraT 1 9e 3 AT fohan ST aTa deeR divdn

e AWS D1.1 TFRA dfET - LIdt: JH0H: MRS afed™
et

« AWS D1.2, TdRd df@T @i - T JH0E:
AR afed™T Trarsct

«  ASME 3{uTT IX

IS0 9606-1, ISO 9606-2
« CSATF® W47.1
39 URE 7, 89 YaY HeayUl dRTSe &l Har b, i )R T

226

o= DI IR U B R IR B P aWHdl g 3R
I8 ASME Ia-M IX, AWS D1.1 & I1Y-T1 ISO 9606 dTER
gl R AR BT B

TSI PIATP DI ¢ P fo10 A R B Hd PICIPTS HY
(How to Qualify a Welder Steps for Welder Qualification
Test)

TSR ARG TRI&0T H=A H UG, 3HTUeh! (HferiRad afeg fRufaat
DI S P HTTIH T § Sl D! ISR D el U B &b
T W AFERH 3 & faw WQT & for fafie sma=ass @R
T & fore Anfe=

o It P TAT 3R UBR (I7 Al Wie a1 uTzy)
. ZAACIS qUTHRY, SHBT F TS

o T FRA & AT I Her

. ISt Rufa

.« I WA

IR JH WHex ardfae TRleR & S Aee B R U
HA O 3@ | 37 dRAfds Hedl & YR W, 319 A &1 F0ig
@IW%:

o IR

. St Rl

o A P HICRE IR ITS U ST HE
9T W

3§, g7 ASME IR IX H 37 HUgUsS! 3R I Iar I
P! fIR T TAd € O MU Jes) AadT Ufhar & IHsH |
TG BT dlfe 3T IS TG TRI&01 ST HR b |

TROT 1 - AfeST Ufghar ag H

AT T TEUr YF HRA F UG JaY TRl SR qad
AUl HTH g T DT § fob Tl UTed A & [Tl dee bt
T § AfeET BT YR AR

78 U1 e AT A1 TIG T GMAW 2, 3 3o+ 81 bl &
1 &) AET ufsharait 1 T gl IhdT g



o ORRE oTg S afedT a1 Rewp afcdT

o 79 TR 3T AT a7 W™l

« 9 ATd o AfET AT MIG- MAG

.« PRS D ST vae

. IS 3 AT

AfET YR a1 A3 a1 31ef-Tanferd a1 oo a9 He |

e g Agem, Yi-aifidifies, fpgs ok sidffes
AT

3/d, U R oId 31T et ufspar R Fofa & o €, o ol
ST 3 Bl STl § Nfp 3y St F ek arar uieror
¥ forg ST =RY &7 UdT &l Gahd & fofe ASME Ja=1 1X
A T ufsban & SnuR W arffepd fpar mar 21

¥ =R ASME 3(HTT X, Ts QW & Feleg 8-

350. ggf 3Mga! fafya ufgarsii & faw QW-352 ¥ QW-357
TP & ead Ha|

= & 7S 29 (QW-353) § SMAW 11 e afceT & forg

s ATTGH TR TR TH oK S |
<9d QW-353
ORI o1q - 311 afcETT (SMAW)
TTRH TR
RS R P wfera faawor
QW-402 I 4 -
QW-403 s HcE | .16 ¢ UTST T
18 ¢ PisR
QW-404 WRa gt | .15 O Th-eR
.30 ¢ <t des S|
QW-405 fRifc iy + fufq
3 o™ wrfes afeET

3T T8 & G 1T [ Ife; deex 3 AT HTaI® afeETT
INTI I & 916R AET Bl § ol Th a7 e Al
0T ST B

XY 3 - AP ST IHGI D

34, 3T Teh U ISR P! T g1 & forg el I R 1 3o
A& ufsean R fofa feran 8, =afa uftear & forg sraxaes =
|

ST BT ST SMIIHATSAT b MYR W ST THA HIAT §
(ST ST 7 FATEe-T1SS W B YHhdl 8)|

Jgl, dee} gRI grdfd® dfeeT # IUan fhu o= ara Jaft
TUEUS! &) YRUNTE B B MaTHdT &1 380 & g
IR & UBR 3T Had Bl Wi IRl a1 WAaY T a1
DI My urg 31| 3ufere FafaRad gt Arugust &1 Al &3

1 1S & YR (Type of joint) ATel aee a1 Ufg T dcg | ATl
3% & g, SMAW afe€T & folt QW402.4 & IR,
ST BT T SIS =R g | TEfYd AT @ ac a1 g
3R Trefiet & Ty 39 AT THR €,

ST afg 3 afeh T & A1y g IR §, dl o7 I IS
F & oI Iuah gt aR Fdhd fom Sfd I &) afe
3TRge B, 1 S fo1 Tl & WQT b1 ST b J:
T U 3 B A DHdl § Filfeh T8 Teh HTTIH TR
gl

2 3MYR ATER (Base Material)- 3MYR 4Tg, 3Ud UDR,
IS DI e B SR FaY AgaqUl § IUPT P. R (ASME
YT IX B 2 QW/QB-422) | Y Il & Uah gt
P. GBI & S ASME 3FIHTT IX §RT <1 7S 81 P. Number
1 BT § T & fore aret s &

ASME 4RT IX T fAf3a It & r arg aridl &1 U gaa
¥ foTe BTaT a1 81 I2TERY & oy, afe H1g deex P e 1 Irdt
% T ITE Hdl g, 1 a8 P-AR & ferg dma g1 1, 15F, 34 &R
P-No. 41 ¥ P- . QW 423.1 & 3fafd & 38R 49, Hid &
TS 29|

Y Aed (S) WexiA aigar & e IuahT far sirar 8 Y Aed PIfawEs
P.No.1 & #1egHq ¥ P.No.15F, P.N0.34, @ P.No.41 & P.No.1 ¥ P.No.15F, P.No.34, 3fR P.N0.41 & HI&7H I
T1eaHd ¥ P.N0.49 & Hrenyq ¥ P.N0.49

P.N0.21 P.N0.26 & ATsIH 4

P.N0.21 P.N0.26 & H1eTH I

P.N0.51 P.N0.53 I P.No.61 T P.N0.62 & A1egH I

P.No.51 & H1e9H J P.No. 53 3R P.N0.61 3R P.N0.62

forait oft arffdy erg 1 I ey erg & ferg

Y urg o

foradt it P- aR urg Y i RfEY erg

g Y1 & T H TS g PR & iy fopeht oft g &1 srame

et fopar T g

fepelt af=r STy urg 1 s +ft 3fAfdY urg

Tgelt AT e1g & gert 3fAfdy erg
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3 It & diers (39 Acd) &t 3 4vft 97 (Range of
material thickness (base Metal) qualified): SH%
1E, U] Sl | Y g1 TR 99 Hed &1 Hiers 3R U5y
& T BT FRI G R

HIeTS 3R U & 3MYR W 37 We & fag WQT Hiels &I
IRIHATS B T T &, AR QW-404.30 & T1Y UIZY
WQT a9 & AMa & Aiers 3R o™ g4 Jhd g

4 f%eR Aed F - &R (Filler Metal F- Number): Td&
PR IR T1 Soagie & ASME IRM IX § T F-AsR
faar oar g (@t F-AeR & fow ASME oM IX ¥ 29d
QW-432 ) | Th-TeR arg 1 I - e 18 3|

PR Aew & ol ASME F-AeR T €, U8 S & forw gt
faa® B2

5 dcs HIeTs 3 HHT (T) ST 3% (Range of Weld thick-
ness (t) deposit qualified): QW-404.30 & 3SR,
WQT ¥ 3¢S &1 AlcTs 368 STHT &1 HieTs & forg our g
T et A IR Il gl T A R e d TIRs §'T
A & YR W Agar H A 1S R

6 AfRT fAUfT 3R Aes wiIfa &1 Tu= (Selection of
Welding position & weld progression): ds? i dl

eror & foru afceT fRufar @ik 3 wifa sigwgs R €1

WQT & U Jee3 gRI1 SUaNT St o1 areh fRUfd a8 ag ol &

o a8 aRdfae Sife & fooe RufaaT & i o whar g1

ASME S HTT IX, T9d QW-461.9 UG afcdT usierm gud

fUfd & 3MYR IR i 3™ uei &f At U Har g

Qw-433

Table QW-432 for the F-Number assignments.

ALTERNATE F-NUMBERS FOR WELDER PERFORMANCE QUALIFICATION

The following tables identify the filler metal or electrode that the welder used during qualification testing as “Qualified
With,” and the electrodes or filler metals that the welder is qualified to use in production welding as “Qualified For.” See

Any F-No. 21 thmugh F-No. 26

Any F-No 31, F-No. 32, F-No. 33,
F-No 35, F-No 36, or F-No_ 37

F-Ho.34 or any F-No.41 through
F-No 46

Any F-No.51 thmugh F-No 55
Any F-No. 61
Any F-No. 71 thmugh F-No. 72

ROTE:

Oualified With — F-No.1l | FNe 1 | F-B 2 | F-Na 2 | F-Noo3 | FNo. 3 | F-Nee 4 | F-No 4 | F-No.5 | F-No. 5
With | Without | With | Without | With | Without | With | Withowt | With | Without
Qualified For | Backing | Backing | Backing | Backing | Backing | Backing | Backing | Backing | Backing | Backing
F-Mo 1 With Backing X X X X X X X X X X
F-No 1 Without Backing X
E-Mo 2 With Backing X X X X X X
F-No 2 Without Backing X
F-Mo 3 With Backing X X X X
F-No 3 Without Backing N
F-No 4 With Backing X X
F-No 4 Without Backing X
F-No 5 With Backing N N
F-No 5 Without Backing X
CruzliFed With uzlified For
Any F-No. & Al F-No & [Naote (1]]

(1) Depodted weld metal made uing a bare md not covered by an
SFA Specilication but which conforms to an analyzis listed in
Table OW-442 shall be considered to be classified as F-No. 6

AllF-No M through FNo. 26

Only the =me F-Number as was
used during the qualification
test

F-Ho_ 34 and all F-No. 41
through F-No 46

AllF-No 51 through F-No. 55
AllF-No 61

Only the =me F-Numher as was
used during the qualification
test
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Table QW-452.1(b)
Thickness of Weld Metal Qualified

Thickness, &, of Weld Metal in Thickness of Weld
the Coupon, in. (mm) Metal Qualified
|[Note (1]] and [Note [2]] [Note [3)]
All 2t
%, (13) and over with a Maximum to be
minimum of three layers welded

Table OW-461.9
Performance Qualification — Position and Diameter Limitations
(Within the Other Limitations of QW-303)

Position amd Type Weld Qualified [Note [1]]

Crucalifcation Test G e Fillet or Tack [Nobe [2]]
Flate and Pipe Over 24  Fipe £ 24 in (610 mm)
Weld Poesi o in (610 mm) CLDL Ok Plate and Pipe
1G F F [Mut= [3]] F
26 EH E H [Note [3]] EH
G FV F [Mot= [3]] M,V
Plate — Groows i E D F [Mot= [3]] F.H. 0O
3G and &G F. W, 0 F [Mute [3]] All
20z, 3 and 4G All F, H [Note [3]] All
Special Positions [SP) 5P, F 5P, F 5P, F
LF = F [Mote [3]]
IF _4 F.H [Note [3]]
3F . E H, ¥ [Not= [3]]
Plate — Fill=t
= o 5 F.H, O [Mute [3]]
3F and 4F = r All [Nete [3]]
Speecial Positions [SPF) 2 = 5P, F [Hot= [3]]
1G F F F
2G EH EH EH
SG F.W. 0 F W0 All
Mg — Gmrre e W) &G ATl Al ATl
2Gand 5G All Al Al
Special Poxitions [5F) 5P, F 5P, F 5P, F
LF — . F
2F i i F.H
2FR ¥ EH
Pipe — Fillet [Mobe [4]] o _ B FH, O
5F e Al
Special Positions [5F) - 5P F

KROTES:

[1] Positions of welding as Shown in W-461.1 amd QW -461.2.

F = Flat

H = Horizomntal
¥V = Vertical

0 = Orvertead
5 =

special Positions [See QW-3033)

[2) Tack welds are not limited by pipe o tube diameters when their aggregate ength does not exeeed 25% of the weld circumlersnce
[3] Pipe 270 i [73 mm) 0D and over
[4] See diameter restrictions in QW-452 3, QW-452. 4, amnd QW-4525.
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o= Tgar e #1 ARt F AT IR (Summary for

Welder Qualification Test preparation)

1
2

ISR BB ¥ & fore A afed ufshar g1

AT UHR T B IeSR AT Ueror & forg a1 o Agera
7 37ef-Taaterd |

U fbT o 9T WPS a1 AHe afesT ufsear fafde
(SWPS) &1 T8 ®1 |

IS gad YBR BT 90 B<, I7 a1 SfhT & 1Y T SfehT1 &
IERIGRER]

U HT UDHR 0 B | des? Aradl URIEf0T & e a1 ot wie
7 U185y 3R 3UHT |

WPS a1 WQT & 38R 99 Hed $T P--sR 1d HY|
WPS a1 WQT & 3R flheR aRR &1 F--eR J1d B |
WQT HIeT 3R Igad THR ¥ 3c8 $1 AT (T) STHIR TR,
quf G el 3es # 3MYR 41 B HICTS P SRIeR 8t &
TS BB B S & 1T AfeET USRI SR des URIRH
T BRI

WexF drgar wdievr $u ar WQT & f aard

(Preparation for the Performance Qualification Test
Coupon or WQT)

deex RYAl U&7 gHST ATHR (Welder Qualification

Test Piece Size)

e 3@ & g ASME YR X & 3HR des? dRgdl URIEfor
FUF & AW T MHR ST Iggadd & g gAdH 150
forefiriiex (6 <9) a8 X 100 fycieR (4 $9) ¥ sifdw ders
¥ gl

Ul ARG, ASME ¥aRM X & 38R UIZY ¢ HUA B desX
I & fol 3@ & UdS W ad daTs 150 fiyciiex (6
$9) gl =1fe Ul

UZT B pol GRfY ders BH F HH 150 frefitfier (6 <70) Brf,
BIc el Aeiud U & Y dcs faal SITE Wi URT &
38R 4 HUA Q 3ifies el g

a1 Ty & U wie ok gy S U & S A fieme
TR

Table QW-461.9
Performance Qualification — Position and Diameter Limitations
(Within the Other Limitations of OW-303)

Poxition amd Type Weld Qualified [Note [1])

Quali featicn Test G rsrve Fillet or Tack [Note [2]]
Flate and Pipe Over 24 Pipe < 24 in (610 mm)
Weld Posi i in (G100 nmem] OUDC (LN R Plat e and Pipe
1G F F [Note [3]] F
24 F H F. H [Not= [3]] F.H
G F.V F [Hot= [3]] FEH.V
Plate — Groowve i F. O F [Note [3]] F.H, 0
IGand 4G F ¥, D F [Muote [3]] All
206G, 3G, and 4G All F, H [Not= [3]] All
Special Positions [SP) 5P, F P, F SP.F
LF - F [Note (3]]
ZF F. H [Note [3]]
iF F. H, ¥ [Not= [3]]
Plate — Fillet
= 4F F.H, O [Noe [3]]
3F and 4F All [Note [3]]
Special Positions (5P = 5P, F [Note [37]
G F F F
26 EH EH EH
utH F.¥V. 0 F.W.0 Al
R e [t M) 66 Al Al Al
2Gand 5G Al Al Al
Special Positions [5F) 5F, F 5F, F 5F, F
LF F
ZF FH
2FR EH
Pipe — Fll=t [Note [4]] AF F 0
5F Al
Special Positions [5P) SP.F

NOTES:
(1] Positions of welding as shown in QW-461.1 and QW -461.2.

F = Fla

H = Horizental
W = Vertical
0 = Orverhead

5P = Special Positiens [See QW-I033)

[2) Pipe ?.".I': in [73 mm) OUD and over
[4] See diameter restrictions in QW-452 3, QW -452.4, and QW-4526_

[2) Tack wekds are ot limited by pipe or tube dizmeters when their aggregate length does not exceed 25% of the weld circum lerence
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Bewvel Angle= 45°

S0mm min

150mm min

/

=

Root Gap 2-4mim

For Butt Weld Performance gualification

150 mm

P

Dia D

%

Root Gap - 2-4 mm
h—

Pipe Full Penetration Joint

AT YU P aear (Validity of Welder Certification?)

TSR YHTUGS 1 39y &1 § 3¢ 87 T U8 AT B 38T 82 U
PS FaTd &, WTeTaR dee T Hiferc] Ui P Aead F 3|

TR P! fra-l TR Y: THIOM B &1 ATl gl 87

3MARET AfET TR (AWS) Th TR-TAHBRT IS § S
IR P o UHTUM UeH Hal 81 AWS i g i I1dd H aeeR
1 bR & Y10 A B1 SMILIHAT &t B

THIUM &l UbR P Bld o: afee?T UG didr iR afedT affex
B

I U= Irvgar ifed axdl § & 1o aeer My At
F SIUR @G 68 BT IUTGH P THT ¢ | T AT HToReR

T <Rl § o U AesR SUBRUN B JRf&rd 3R Hadr &
e &R gl g

U THT0H Heayul § 1o I8 Gferd Fral g fb deex Adad
JR&T AT 3R ufeharaii R srErfad g1

Ig el &) ag Janfid oA o ot srgmfa a1 R i 3%

FHARI IH BT BT B P A g fordeh 7T I8 HH W 3@
T T

TSR YHTUTUS Bt JUdT b IR H S & fore 9 fou 7w fofe
R o B

T SfET : ASME S uFT IX, AWS D1.1 3R I1SO 9606
F FTIR IS YHIUYS Pt JET |
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Ffiea 159 & AgHaaiiT (CG&M)

3T 1.6.116 A i Rigid

des¥ (U13Y) Welder (Pipe) - GTAW & GMAW

givgar desdce SR =g e fe ok e 7 =i faftr afiaror ik fAftaror (Different

tests and Inspectioninvolved in Qualification Weldments and Visual Inspection

kits and gauges)

IERY: Y UIS & 3id T 319 Ig o Faod!
* 78 UfEHT IS WX IUGRT &) SaRe H |
o AWS THR & 3¢S HIU I & YT &) AT Be |

IR TSR (Welding gauger): TIthISd aTdl STT-31eT Tt
H1 TS U, HOR 3R ¢S, U IR IR & 1Y WY I
I & AT, 9 BT IUANT dedegd B IS Yeeldrul & R &
THR B! A & oy far S &, (fraree & e & sraad
3R IA) ITER 3R W Jfaersfi & oy IeE et bt SRR
Sig @ A 8, WA & geh & MBR B aaHdl Bl GRT
T & fou IR Ies YA A F e S gwH At &
forg Frfteror fopam Sar B, =Rt Fdleror &t simaged g § 3R
ITS 751 BT IUANT B & oL T8 Iuge Aeor ufehan g,
SER UM HHS U HRA o (o1l | TS 719l des P PR deS
MERT 3R IUP IS MHR & 1S PI o B & oy
3cs frdteror &t Aot | wafRia B

o S Uil I (Fig 1)
+ AWS UHR de8 HIUH 719 (Fig 2)

Fig 1

WP20N1611611

N\ N

s o
( (CORRECT

ACCEPTABLE) SIZE
ACCECTABLE)

WP20N1611612

232

3es ufgdT A9 (Weld fillet gauge): Wierd diar & forg
e I MBTEA B g B & Y, I ISl I &7
ST H R & PR F AT UfeH1 aes B &g B oiielt &
T B! FHEING B aTet IS Bd B gl PP dcs Bd o
Sfadadn i freffed & s 81 (Fig 1)

f&@mar T Fig no 1 3t Ufe®dT I &1 Ue g, off Hfiew iR
THhE ST IS & a1y Rifgd § 1 7oA a1e sis RAad ¥ ¥
T BT 8 3R deIuR IR & SHTHR B g B 3R ISHY &
Iqd g1 & fog ofd i g1 (Fig 2)

& Th IR BT AHR Blel § af IS BT AHR Bl 8, 3R T8
Wer 76T 7, (Fig 3)

6mm
6mm
WELD (NOT

ACCEPTABLE) 1 ! D

Fig 3

GAP
CONCAVE
(NOT
ACCEPTABLE)

WP20N1611613

LESS THROAT (NOT
ACCEOTABLE)

1Y gl Y ITd AT S-G9 RaTes & o9 sidR i@ g
3R gg o Wil Tt 81

IR F U BT AICTS HH gH & SR wWierd 78 8|
g} 3 AU T

g 1151 IS Ufe el 7ol F 31feep Qfk=Ied ¢ | 39 deg #1Y 7l
& B Fafred ¢

1 XS fobT 7T firele &1 o wEw
2 IqAdl B WHH AR

3 THAA BT WD HR|

4 T IR R WHH YEeIhrul Hdls

ol 7 %1 B1d § o el Uged s des & forg Suai fvy
T st @) FRUTY & SR Iugad T ¥ Feal off 9ol g




ST IS BT & orehT TGV Aes s1S Holg & S8R FHAIS

fpar ST 8

T & THR & IR s o R UM & 91¢ &S dlfeh T ¥

S fo feRamar ma ® (Fig 1) 9ma fRaffva 7 & foe Sugea

FIY HIT3I

1 firde Ace HTAT IS (Leg size of fillet weld): fhae
TS AT WIS (AYTRa B & e wile &1 des & <l & I
T T & o b Fig 2 o feaman man g1

Fig 4 /‘\
o
i — . i
o —F - = <
= — — é w
Q — —
=z« — Q
fe) (@]
(@]
— E E
— /e ==
— — o
o/ — o W
— < do =
BUTT WELD — =y 3z
REINFORCEMENT — b g
=
&
o
=

Yo IS Bl 9 B 3R A 9 W, o1 b o & e man g,
3 UG T & Theldh UR A1 i 3R Bial o

USJURA ¥R &I Hg-GeT Ufedhl SIRT T AT BT GRHUTT HRcll
H

Fig 5 N\

2010 0

20100

20 10 0 wmax

ILLETWELDLEG CONVEXITY
LENGTH

BUTT WELD
REINFORCEMENT
\
——— O
/‘
T

K

o

FILLET LEG SIZE
MEASUREMENT

2

WP20N1611615

2 3IT@al &1 WH™ AMPHR (Acceptable size of
convexity): ST & WHMA MHR &1 YR HA & forg,
S T Wi U 45° HIU U I gidT & Forad siet & gl
T Y 3T ST § S b feaman mar § (Fig 3)

eS8 & By DI A & AT TSR =iS hHa W, Fedlhrur Bt
I Fuffd srar gl

3 3IUaal &1 WH™ AMPHR (Aceeptable size of
convexity): AT & WHR MHR B FAuiRa HA & forg
91 & Tl TR | 45 &3t 10 ver st & a1 Gaw! & gd
§U Fig 4 H fawaTU 71T S8R @1 T 6|

I P B DI F & AT TSR RIS B WSS PR IR A¢S IS
% I WRA & HRU S aTelt sfadarar o Ruffivd FHrar g S
& Fig 4 & feman mar 31

Fig 6

WP20N1611616

4 §¢ d® W WM Jedawul  Fuis (Acceptable
reinforcement height on butt weld): $37 & folT §¢ d@ R
GEAHR HATE & WHH HMHR BT YR 6%, I & W
UIT, Teie e &) 9¢ deg & fodlt t SR W e forar
Tl § ST f Fig 5  fearan T g, iser &€ &1 A &t
3R WEE TR WR I e Hul IR 4T T = o1 off Wb
T IS |

3[R d TR PI Y-UeT dcs 1S B Wb Yealdul Hars
fRuifa B 21

Fig7

WP20N1611617

Fig 8

0

20 10
MAX

20100
MM

MAX
CONCAVITY
‘\H‘W‘\Hl
20 10
FILLETWELD ~ CONVEXITY
— LEG LENGTH

BUTT WELD
REINFORCEMENT

WP20N1611618
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Ffieca 159 & AgHaaiiT (CG&M)

3T 1.6.117 A i Rigia

d%s¥ (UrsU) Welder (Pipe) - GTAW & GMAW

d¢s g 3R FAterorexa fAteror (Weld Qualify and Inspection Visual Inspections)

IeRY: 3T UIS & 3fd T 319 Ig o Faod!
o 3o Tgar 3R e Y mazadar aard

* AT AFET UfRTerp! uR ST UM & fore fore e aivgar fFieor &) saren &9

« I IR gyl Ice F IufRufa &1 quf ¥

9= (Introduction)

TF dee8 Wl (VN TF Jd) H IS Oig ¥ $© Ial Jaeh
Tl & IS e BT IHIE 1 IS SIS Bl 37 dR W
A TR & ST B A 91 &) Srazaedl gidt 8 S Al T
YR T Sifed Tl & a1 & 31efH giar €, o % a8 Tadg
R feErE S ol § 31 91 81 Il 3|

Afe g 3R fAteror (Welding qualify and inspection):

gifesa Tqont a1 farvarstt @t Iufufa gfda #=a & forg e
I T 3t ufgaral iR IdTE & Sacih & I BT 8

Fo amal § e I RE D OIS 8 Iha 8 SR s9H
eSS SISt 3fife & g aINl &1 had €T fqaidh- JMAd grdl
81 Safep o ama §, Fdenr & gg faffd o ¥ fow wfea
TRI&/0T T TGR RS 8l Yol § b STa=ad fafe= g1 gen
2 a7 €| gudt ok wdter, fadw w0 ¥ AHFpd I Fv ot
F TS A9 &1 Fuffed H7 & o offtRem (%) & Hifds
UaR B g3 Hd T & o a1e & SHema1 S |

Tiefur 1 Ie = Turaar Futia @A 8, srufd ufvomy & fAfgand
& IR H 99l & WIS B, Fafd FRiem 1 Igxg wiIftd
AMCUST & IUGNT & Hreqd & A &) Fafid B 8 3R gfear
IdE BI 3R o1 faar 2 g

1 URIRIE (Porosity): T8 3t Aed AlAlShd &b GRM
e arelt 19 &1 O §

2 T JURRHE (Slag inclusions): 3RES 3R R-
T o1 AT off des o1 & a1 SMTYR 41 3R Ugad oTg
& o9 By Sl 3

3 3flaRAY (Overlap): ST Hed &1 9dg TR WIS AT I W
Tl g8 IUTNT B T8 U1 T SHfafad a1 e JaTg |

4 A % (Toe crack): 37 Hed 3R IS Aed & AcE e
W IR F SIS & RIF W e gl 5| T§ SIS AT ST
FHId Bl ST PR THT |

5 TG BT AUTT (Lack of fusion): T8 des 4T BT 3HLRT
7 3HifRIP T 3R TaT B

234

6 ¥ A WR (Root crack): TR TN T gU oIS &1 ol
F gt 3

7 s %% ¥ d8d (Under bead crack): Ig THf uifaa
& ® Ugad UTg & 3T 8 & BRI S Bed & I g
g,

8 T @RI (Hot cracks): I8 fUach g8 /AR ¥ 38T 8H &
R $9 qOHH W g B

9 3f8¥®e (Undercut): T8 Te Wie a7 FRaR el §
IR F frR 9 Hed H foreemar oirar § $iR a6 Hed § WR1
ST B |

Fig 1
SLAG INCLUSIONS

POROSITY
UNDERCUT
OVERLAP

HOT CRACKS

TOE CRACK

LACK OF FUSION /\/

UNDERBEAD CRACK
ROOT CRACK

WP20N1611711

AT AT Tl (G1W) (Common welding mistakes)
(Defects)

10 3V IR (Transverse crack): YR 4T 3R I &
IS TS & WM W RR Bl 8, Ics dte 7 fafdy

Fig 2

TRANSVERSE

WP20N1611712

LACK OF FUSION




11 T (Crater): T8 &1 B! g § o dcs oIS H bl g3 ©
S o et o feaman T g

12 3geeHd w®IR (Longitudinal crack): 3 ¥H & B9 &
1Y STYR T 3R IS YT P dee T & VI IR GRIR Bl
HAR HAT &

13 HAZ - ST guTfad & (HAZ - Heat affected zone):
YR YT BT I8 & o fUaamn ST § iR e er
TR 07 AfeETT A9 § gUIfad 8id B

Fig 3

WP20N1611713

35S TIoRR 3R 9P SURT (Weld gauger and its uses)

IR : T UG & 3fd U 3119 g S Tl

« AR IS & YPR Fa1¢

* 58 UfEHT IS WX IUGNT ) SRS H1 |

+ AWS THR & d¢S HIUA 35 & SUANN B AT Be |

IR TSR (Welding gauger): 3/@T-3eT URRill &1 Th
AR & Y 1Y ITE Pt ST 8, 91 BT SUANT §¢ Ice H IS
IR0 & R & 3MHR Bl [0 & e far Srer ], (3radad
3R ITd@ & AW H) fhde @R o) I NSl & SRR
IWIad ghayrelt & fRre S Sdr 8, W1 & b b PR
DI HARIGAT B W A & ol Ifad deg AT B &
o < gre vt & fore Fteror fora s 8, =ror e a6t
TaGHT Bl § 3R AT BT ITANT HA & [T Fad ST
fteror ufsran § I, FgaR o I U d3 & Y| des
751 408 HT UHR 78 MBS 3R IUD HMaH HHR & A
B} 9 HA P o1 ST 7 3 &1 v Aol I Il g

+ de ufed1 A (Fig 1)

«  AWS TSR des AU I (Fig 2)

des ufg®dT I (Weld fillet gauge): W™ W1 & g
e I MBRA B! g B & AT, Ics TSl I &l
ST R R & PR F AT Ufe 1 deg 31 &g BT oIt &
9T &1 JHTARTT B a1l deg B B ga HRab deg By §
Srgaaar vt Rufa 1 S 81 (Fig 1)

Fig 1

7o
<
3/4°]  Stainless Steel

WELD FILLET GAUGE

WLN132811

f&ama a1 Fig no 1 368 UfesT I &1 Ve §, o Mifew &R
THHE ST TS & 1Y FRIfgd & | 7o a1e <0 RAaw Td
1 8 3R AGTIR R F SHTHR 3R IcS B B AIqcid] B o
& forg T g1 T B 1 (Fig 2)

I TP IR BT AHR BT § df ST BT HHR BIeT 8, 3R T8

Wierd 781 8, (Fig 3)
Y% ST HH I WY -9 R § 3 7 & o9
TS 3R fo@rar g ok ug ft Werd 78t 81
Fig 2
7’/&4 D)
A
\ N
- ]
LEG SIZE OF WELD
ACCECTABLE) %
=
Fig 3

6mm K
6mm GAP
UNDER SIZE CONCAVE
(NOT

WELD (NOT
ACCEPTABLE) \\\5 K[\ ACCEPTABLE)

LESS THROAT (NOT
ACCEOTABLE)

WLN132813
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38 & 9lIc I HieTs HH B S SRU HI Wb 781 &1
gt 95 WU T (All weld measurement gauge)

Tg T A el o F S1fies faaeme §1 39 des A e
& P Fafafad g1

1 WU ft Y fihdle &1 o I1gel.
2 IAAd BT WD HR

3 AT BT WhT AHR

4 T IT W WIHH YEeidhR0l SHals
5T 7 T 81 § 18 firdie vgad s¢ 3w ¥ foe Iua fg
T dfe &1 fRUM F AR UG FU I I&al o Thdl g |

TUH IS BT & ForepT TG0 3es oS Holg & S8R FH™IS
RIS

AU & THR & IR 968 a1 R UM & 918 =ie Al ¥
S o feaman mar ® (FIG 1) 1mg Ruffya o & fog Sugaa
FUJ P gl
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Fited T8 & AgHaafeT (CG&M)

3Ty 1.6.118 A Iwifa frgia

des¥ (U13Y) Welder (Pipe) - GTAW & GMAW

==y fAftemor fe o A (Visual Inspection Kits and Gauges)

IERY: Y UIS & 3fd T 310 Ig S Faod!
« 308 Trgar 3R e Y mazadar aard

o T AfET ufiered) R w1 UM & e fre e avaar e 3 smen $9

o 3=y 3R oyl Ies F IufRufa &1 guia B

fR¥sia (Principle)

T e & wnfira ga ufesar SR W ex9 8 | UeRl &
1Y TRIET T Bl A=A B

3P oY wieres ) Sfad =P @t off sirazgedr gt 81 e
T UEd U0 T B Yag P! WO T J T fHa1 S B,
ST URIEIUT T 1 TepIIRId fShaT ST § SR =19 gy (an) &1
TN R SHPdHd Ty ot guur, sasfes I, geaeei (am
S ETN-BRT BT FUHNT Beep (a7 fopart SiraT B

TG T STaRgHATg (Visual Testing Requirements)

o T U BT ATIWIHAN TH IR R i &7 R
Rk o &

. Mg o)

. g e & o fob e fear s Tt & Ftere & forg
ST © a1 7ET | "UepTr Hiex BT ST b T WR TS
e ThTR &1 AT P o B & Al |

Sl &1 ga1 @T (Defects Detected)
« R BT IuRRUF a1 UMY, &R0 IR, RRI &1 FRUf|
o oM R HeR 3R IS fpT T YT Bt U

.« Ydg YT 3R geh B! I U
o THQ-Se YT T TTaa SRl
=y frdteror ¥ wgaa siffdwd Tew (Optical Aids Used in

Visual Inspection)

PR, PP SREWIU CARDIU, BIAUTh! Iihe o
(CCTV) yuredt |

Fig 1

MIRROR MAGNIFYING

GLASS

WP20N1611811

METALLURGICAL MICROSCOPE

Fig 2 OBJECT

/ IMAGE BACK TO THE EYEPIECE

/
,/ / ENDOGRINS OPTICAL RELAY CARRIES

EYEPIECE AND
FOCUSING MOUNT

/
/
!
|
|
|
|
|  — (=1
I
|
|
L
|
\
\
\
\
\

\ SURROUNDING OPTICALFIBERS

TRANSMIT LIGHT TO THE OBJECT

LIGHT FROM IMAGE
FLASHLIGHT

FLASHLIGHT ADAPTER

WP20N1611812
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Fig 3

WP20N1611813
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FfUed 159 & AT (CG&M)

3T 1.7.119-120 & grfid Rigia

des? (UrsU) Welder (Pipe) - fAtemon 3ii udteor

<919 AT PIs 3R 7S (IBR, ASME 311fe) (Pressure Welding Codes and Standards)

(IBR, ASME etc.)

IERY: 3T UG & 3fd H 31U Tg S bl
* STOER 3R 419 Uid $IS P SRS B |

ASME sTaeR 3R 819 Uld $18 (BPVC) & YRTY (Sections
of ASME Boiler and Pressure vessel Codes) (BPVC)

frafafad gt # ASME gRT dOR 3R USRI fhT T $a
I TS ¥U J ITANT fhT I arad Siger 3R IR 39
HIs (BPVC) Wit 81

T | - faoreht araert & fmfo & fom
s |l - el

« WA drg A Ao

* YW B 3fciie IRl sz

« U C dfcET, gy, gAaIgy 3R fher Aoy & fog
wffrehe

o YFID T

W |l - URHATY] JaeT gedhi & Fafor & o)
TUFT 1 3R 2 & T Iuds NCA I Ta=gdany
f&disr 1 (Division 1)

*  JUYRINB 9 1 3/agd

+ JUYRTNC N 2 3d9d

« JUYRTND TN 3 3dd

» JUWE NE &I MC 3{aud

o ITGS NF gHeH Bl g

o IUWS NG PR gudT T4

JAd dTUHH a1 H Iues NH & 1 9eh
f&dier 2 (Division 2)

FHepic AGUH & [T HIs

s 3 (Division 3)

T U U A $o R IR Sl arEht sk
FHeR & UUSRUT 3R IRag Uabfoi & forg ez gomeft

YRT IV - AT Srger! & Hafor & fFHam|
YRV - 3ffamef e

WS VI - BT STaeRt &t THUTE SR TaTer & g Sr=ifyd
|

YRT VI - UTeR STIeR] &1 S@HTe & fo1g Srg=iRyd fmmfid

URT VIII - G319 arfgatstt & fmfor & Fad|

TS 1 - URR a9 |

TS 2 - TR-URR a9 & fAufur & forg dewfeuss fam

TS 3 - BTS-UIR a9 & fator & forg devfees fam

&RT 1X - AT 3R AT drveramd |

YR X - BIER-Yaferd Wifesd UIR a9

&R XI - TRHATY] Jrolt W & Jarebrei e & fFam

R XI1 - Ffor SR ufvase &t AR a1 & fore o

AP Y I ITN fHT 9 ard $© BPVC TUTT FT

Jféra ufe=a (Brief introduction of some of the widely

used BPVC sections)

@s | (Section ) - YT & 01 3 T Smazgedan a1 g

o fooreh STaeR, forsTel SieR, aY SR

. gl Rt & 9 ReR (HRSG)

- deHifed, GIdad 3R ¢aRM UHR & IudNT fby o ard
PRI

+ I dUHEF U S S1TeR

«  RR Jar3il & IuNT fhT 91 aTel & BIRR URR a9

s Il (Section Il) - TS Il fORY U ¥ wph ok I8

fafcs & fou guftfa 31 39 R & mmfe ok gifie

0T 3R 3T IR IR B SHTaTbaTt &1 ST IR HIT

3 HIT A, HITT B, HTT C 3R HIT D i B

YT A - &g aridt fafSd=n (Part A - Ferrous Material

Specifications)

S gaTa arfeeteii & fafor § IuanT & foe Iuged €1 59 U
# e feu U fafdr gifie TTur, 9v SUER, aM SR Idre
TS TR 3R fazawor, gtemor T 3R Ut & asie
UaH H3d gl d 'SA' el gRT AG & SR AStM fafd=if #
TSR TH a1 F9H § 1
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YRT B-3rcte 9reft fAfddievur (Part B-Nonferrous

Material Specifications)

Tg 3fefg It & fore fafe™r e ovaT B1 39 YR H U
fopu e fafcr Fifies 7o, gle IuaR, T SR Idre IS
TR AR faman, e T SR wdtenr & it B [y
HRA &1 I SB el gRT A § 3R ASTM fafad=n & yeiiRrd
" & GH IT GHH ¢ |

YT C - If&ET 5w, saaeiey iR fher A & forw
fafad=r (Part C - Specifications for Welding Rods,
Electrodes, and Filler Metals)

fazcivor, wieor E, 3R @ B, WG Urgsdl R ga@
qifgeprall & MU & ITANT fHT IH add Soiagrs & TRIa &
R YGH BT B

I¢ SFA SRl & Ty Aifdd fbar mr @ S eiRe afeg
Irarset (AWS) fafader & o gan g1

YRT  D-ur  (vaferasdfifes)
(Customary/Metric)

gg feIg a1a Hedl, a=gaT 3R IU d-1d Jedi 3R ifas
o & foTe eal Ue FRaT B

s Il (Section IlI) - T8 TRATY Jfaem gew! & fafor & forg
feanfacer uem oxar § iR 91y & 99T ft exar §, @S 11l
faftrer gumT 3R IuRds Wida g1

s IV (Section IV)- §ifeT sraeaRl & fEome=, fAufor, wimg=r
3R Fteror & fore Re=nfAdsr e wRar 8, U Siaert & g
= Y IUGNT fomaT SaT B

- Wi

o T Ot e AT

o ot Y emyff SfgeR

. PR A aeR feR

3 STAeR HH Ga1d B Ja1 & T g1 § SR WY e, e, 79,
fororelt 3nfe SR 31 a1 aRA S8 ¥ I & |

WUS V (Section V) - T8 QUs THT TR-FATRIaRY atero
(NDT) 81 98 TR-fFIeRt utemnt & fou sraxgeand iR
b e BT S| 3T 3ifepd Mlers] & faed sdod, i
B Wi B SR, SR Sl ot g, Feor sk uden
DI sazgeand of e €1 Il A iR TS gU Uew! |
AINE SRIdadran &l Ial i & forg 3 wster fafdrat Aecguf €1
3o ot Treifid wreal Bt Srsaraett ot e 21

(Part D-Properties)

WS VI (Section VI)- 4RT IV & 3OR fAftfa g siaert &
e 3R IWRET & fore fenfadsr uem e 81

YRT VI & Trefid o ok W@a: Sy oo & fore femnfdw
ot anfere g1

@s VIl (Section VII) - T1aR S1AR! & TaTeH, TWRAG 3R
fteron & forg fexnfder vem wrar 81 98 YeRd IUHRIT
3R IYHUT & T & oy siaaes fezndw +ft =nfia
g o e fooreht staert & QRfda iR faywig Tera & forg
iR g1

YRT VI & R & 319 aTat S1geR fRRR, Uidad 3R CaRH UHR
& STgeR 8, AT A IAifed 3R I ITaHH a1 Ut & S1aeR,
AT IR (FFA V1) 3R TRATY] St T Siaer (T X)
Tl

@s VIl (Section VIII) - g f&omega, fAafor, gdtemr & fo
foxga feen-Fd= uem oxar 31 FAfteun, 3R ara arfewreii &1
AR (ST FeTa faam SR SIusIRId) | 4rT 36 § dF
A §

fediom srufa fEdterm |1, fediem 1 8ik fEds= 11

f&disr 1 (Division 1) - f&disH 15 PSI (100 KPA) ¥ 31fid
3Tl 1 918t qaTal R Haferd gaTd sigTell & feogH, fafor,
fASteror, gteror SfiR ywUE % forw feenfAder vem wRar g1
f&dsM 2 (Division 2) - I8 ga1d arfg@rsil & e A,
&g 3R TR-fIeR) wien & fory smazgwarstt w1 ugM
BT ¢ | TS 2 A fEdior & 3ifiie FoR &

1 gTdiifer, T8 I a1d ciigrdl Hed! BT AR a1 81 3 Fraw
Aa AR gard arfgepraii iR o a8 eba & S b ST
I & IUGIT fbT o aral|

f&disr 3 (Division 3) - T8 3 a1 aE<! =4 ¥ 10,000
PS| (¥ &0 ¥) R a1 394 3HfUF gaTd a1l SgTell & fad
feenfes v wrar g1 IS 1 3R 2 & off 3ifiehaw gara A
o1 Fal 1t Prs H Icora el fpar mar g1
s IX (Section IX) - 39 TS # afT 3R afohT ufsrarai
T gEfd Savge femnfAdr iR et wftd § (30
BPVC AF®! & aadhdrsdl & I8R)| S8 deey, dfce
SHTRER 3R JRAT 3R BT TFgar 3R 3agHal & oy
feamfder off znfie €1 su AT ok i & fo smawgs
it 3fTaTah, TR-3MaWH R R A @R o e g
RT IX DY 3T IR YT A fqanfora fasan man g, srufq
1 YFT QG - ¥ Wt & for Iy siagdand e g
(3rufa AfET, AT SR wifees wfoi)

2 HFT QW - IfET & o srawgesart 2nfid &
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3 U QB - ST & for st e §
4 YT QF - WiiRes RfST & foT STazgesdTy miyd |

e - 4rT IX F e fovga ariw oy afcdy
uferar fafad=r (WPS) &Y dars, ufekar avvaar Rets
(PQR), ATs% USRI divgar ustemr, IJur iR IFwr
3Tfe & T SrenT A JHZmaT T 31

3T ufspan fafder foram & 2nfira =Roil & 994 & o, AR
TeR Irdl & THEH & g, ueR SR uftsan drgar & forg
HIeTs &) W B JHA & forul

YRT XII (Section XilI)- T8 gof I&H & 3000 PSI 3R 120
A S1fF AT & TEId R YRS Gl & IRde & forg
IUANT T ST aTet GaTd STgTalt o T SR FAReR Far & ferg
fe=nfder veM e 31

HIH IS FU I STANT fby 9 918 $©& ASME ATHDI
31 A (List of some of the most widely used ASME
Standards)

CSD -1 - WEferd ¥0 ¥ TeM ardl sraert & farg fsmr $ik
IRET SYHR |

B1.1 - ZAHTEE 3 TF 954 (UN 3R UNR 2T HIH)
B1.20.1 - UI3U 959, W TEieH (33)

B16.1 - Fod1 AIgT UISU Tl 1R Teivs i |

B16.3 - Fa-a s 9SS Ui, Fam 150 R 300
B16.4 - U 3R 9SS e, & 125 3R 250

B 16.5 - UISY G4 3IR Teivs fibfer

B16.9 - Bad)-fftfa e W seafcs fvfedw

B 16.11 - el e, Widhe-afedT iR 9SS

B 16.15 - BIRC-H1 Ig s fhieT, TN 125 3R 250
B16.20 - W UTsy Faii ¥ & fore Rer-Sifge e 3R o9
B16.24 - ®Re HIIR Y U1 UI3T Tl 3R Telts fibfe
B16.25 - ScafcsT gaG

B16.28 - ¢ Tid geafcd™ 2Te e v ok R
B16.34 - ferar g3 ared, fORYar g, 3R afegT sfa

B16.42 - a0 dIg UISY Moa g3 fFRT iR e gan
frT

fOpfe, oy 150 3R 300

B 16.47 - g o9 Wid Wi, NPS 26 NPS 60 & #1eqd ¥
B18.2.2 - IR 3IR g9 ¢ (39 UNIW)

B31.1 - UTeR UrsfuTT

B31.2 - S 79 UrsfuT

B31.3 - Ufshar ursfuT

B31.4 - IR IESIBTE 3R 37 aRa Uerf & fog urguang
CRCRERNISI]

B31.5 - Xpeer Ui 3R e TR puHey
B31.8 - 719 TaRvl 3R faaRor arsfif

B31.9 - fafc wfddw rsfif

B31.11 - TIRT URas UrgfiT

B36 .10M- Ics s SR Hireiy e Wiel ursy

QAI-1 - Ui d g & fore argar

PVHO-1 - URR 39 & [T GRE&T IS 9

Asme TRBIRAY ¢ HIE Ptc 25 - URR Refiws feargy

Hgaqul ASNT HTH®I &1 &t (List of important ASNT
Standards)

ACCP - &0 YU HHH
CP-189 - argdi & faw A 3R
ifgmeft werur ifife &1 yHOE

SNT-TC-1A - IR-fa =R} uteror & w1fties dvedn Sik g
& foTg Srg=ifya snary

e AUS U I ITART fHT 914 a0 $© AStM T=w1
Pt Gl (List of some of the most widely used AStM
standards)

A 126 - aTed, T 3R Urgy ffen & o o s eife &
fore o fafkryar|

B 139 - BIEOR-%1Y s, 9R 3R 3MHfadl & foaw A-s
faferyan

D 56 - <7 §< UI&d GRT Wi WIRE & oY AFE Tie
Uil

D 93 - UPI-AIEY TR ¢ gRT TI¥ WiEe & e AF®
Tlaror ugfd |

E8 - Td 9rft & d1d URI&I0T & Hi-dh URI&0T aiids |
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E83 - Tac-iieR & Ao 3R TR0 & i |
E125 - Ty ST R HIH 1 HUI obd & forg Jaf i |
E 140 - u1gaff & oI H3RdT Suiarur caerd |

E 186 - YRI €laR aTelt (2 ¥ 4- 1/2 $9) Wia SIRST & forg
AHS T ST |

E 208 - Bifed ¥ & e sfaeferd giftem TR Ruffea
HA & foIE $10 de < AT A &t fafd|

E 280 - YRI AR arelt (4-1/2 ¥ 12-89) WId HIReT & fog
AHS T ST

E 446 - AlciE § 2 39 d Td ST & g aFs <y

fegums
ugayi ASME fEwmgR

Designators)

ASME &1 fEWIER 3R ASME sieR 3R U=R d9d HIs &
TG U SUARTHT &1 gfaem & fog efes 71

T@s1-A, E,M, PP, S,V
WS Il - IS gl
YR - N, NA, NPT, NV

(Important ASME

s IV - H, HLW, HV
URT VIII - f&dH 1: U, UM, UV f&dte 2 - U2, UV
deH 3 - U3, UV3ARME XII - T, TD, TV
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FfUed 159 & A=gHaeT (CG&M)

3T 1.7.121-122 A gwfid Rigid

dcs? (UrsU) Welder (Pipe) - fAtemon i udtemr

WPS 3R PQR % ¢ &= ufekar (Writing Procedure for WPS and PQR)

IERY: Y UIS & 3fd T 319 Ig S Fao!
o SgeR 3R IR AT HIS BT ARSAT H1 |

afegT ufgran fafdsr (WPS) th fafd xamas § off awsR
(a1 AfET SffRex) o o= ver o g1 398 vt sawas
PWHT, 7 anfe 2nferer €1 (391 9, afe 1% &) Rga ded
IfeET ufesar &t ST A1fgu| 391 ATUeUs] &1 @R & &Y H ST
ST 8 (ASME TS IX & 38R) H18 & o UHR & =R HI
oo g T g, AR,

1 319g® =R (Essential Variable)
2 R 3199 R (Non essential Variable)
3 TP AP =R (Supplementary Essential variable)

AE™F R (WPS QG-105.1 3R QW-251.2 & o)
(Essential Variables) (For WPS QG-105.1 & QW-251.2)

TIRIS - TR & URaH &I s s I8 & TifAd IO (FRal &b
3{TaT) B gHIfad HRA & feIT W1 il § | 39T afe sawads
TR g5 a1 ST 8, df WPS 1 3aw0e =0 I a0 g
ElEY

R IS R (QG-105.3 3R QW-401.1) (Supplementary
Essential Variables) (QG-105.3 & QW-401.1)

RS MAGH R T IR Tgad, T gafaa &, a1 SR
It Bt HARAT IO B UG B | AT R ATIRAD
R 3 fufagt # sifafeq smaxgs @R &9 o1d € el ufshar
T & forT woRar ulerr @Y sawaddr i g1 5ia ufshan
Trgar § HiS-Tar URIeur &Y AT B B ATTRAHAT el 8t

SFTIRI® T (QG-105.4 3N QW-251.3) (Nonessential
Variables (QG-105.4 & QW-251.3)

SAIH IR J ¢ ford Higl WPS & azadsdT & o
URad frar ot Y B, wifer U8 Siis & difiiss Tun ! uuTiaa
HA & o 1 A1 STl & | BThifch AR @R o 9Gamd &
forT WPS &t Saxgerdl &t STaxgehdl -Te! §, aife b oft 39
AT ufsran fafac=r (WPS) & 3t 1 Taifad fasan s anfgul

WPS & a1 ® $© g-aTdl a4 (Some basic facts about
WPS)

TH AT ufsean fafdw & o0 ¥ 3 ARk s iR
3FIGLTD TR T gH off AfeET ufehan R a1 81 &1 o
Tiid Be, T, a1 fafde &) I Ugad &1 HARdT argdl
DI AIRIHT Bl &, A WPS & A b Ma<ddh =R off e
fep g

J T QW-252 F QW- a% @ caasi I Jaias o

257. AT &M ¢ b " YA afesT ufshan & g, T srem
cqa gt & fored it wR &t g g B 1 SaTeRur & forg, e
Hed 311 AfcET (SMAW) & ot IRTT (3Taxde, SHaRadh
IR R ATaF) F G dad QW-253 T &) 7 71 AfgT
gferaratt o) gft gt iR aRuae & forg It arafera Saaait
& forT Fuan i & TS <9 (¢9d -1) §& (ASME S/ 4T IX
& IIR)

| R AT gid &
8, Al ENNUE G N
Gk ST &Y ufewan e q

1 SRRt T AT (OF W) Qw-252 3R Qw-2521
2 TS e Bed 3 afcET (SMAW) Ow-253 3R OW-253.1
3 TAHY 31T afes T (SAW) QW-254 3R QW-254.1
4 T Hed - 317 AT (GMAW 3R FCAW) QW-255 3R QW-255.1
5 T TTReA - 31 AT (GTAW) QW-256 3R QW-256.1
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w34 Af 3t e ead
6 I - 311 AT (PAW) OW-257 3R QW-257.1
7 SAgE el AT (ESW) OW-258 3R QW-258.1
8 SAGIY AfET (EGW) QW-259
9 A o1 afeST (EBW) QW-260
10 ¢Tq SIS OW -261
11 ST 3R Id I13d YT AT OW -262
12 gfoRTY afegT OW 263
13 ToR o AT (LBW) OW-264 3fR OW-264.1
14 A-gTaR SR ToR &Y afeET (LLBW) QW-264.2
15 TR AfegT QW-265
16 TR afeET (DFW) QW-266
17 YU g9 afeaT (FSW) QW-267

WPS & darl & fiIT 3Mq=Te 91 a1d ®eH (Steps to be
followed for preparation of WPS)

T UgT g I AT Uikl B Uga B BT SATaRIDhdl §
ST SUTNRT o ST 3, IaTERVI & oY i 98 T SMAW
I GMAW I1 GTAW a1 $13 3 AfcT Ufehar § a1 I &l a1
3ty 3fcE™ ufthanst # ¥ U 1 Us IR afcdy ufshan ag &
T & d1E g8 IR 3 O G F o aweifia Tea (QW- 252
J QW-257) ST/ B ATTRIHdT 8 | ST DI TgTadT I §H U
WPS ¥ Ui fbu 9 arat 94t siiaxds aRuaw ! qdiag
CRE RS

T IR AdH =R (TGP, 3D AR Wb =R, TS DS
B)) T 8 I & 91g T RS WPS (T waifad WPS o/
pWPS & =0 # 4t ST Sf1aT B) JOR fbar s g1

TRATad WPS & 3TYR W, ¢ FHU (1 HU) R s S
%, 3R HUA B pWPS # Uar T 7T A (31 91f) & SgER
e foran Sman 8 | ot arafass geg Ser (Tieur $u Bt afed
F GRM <M M) oof T o1l & | bt TS & TG, TRIEA0r HU
(@1 ) faTr Y uier & 3refiF 81d €, 3R afe udteor pu=
(T FUF) YATH HIS HTTRIHT Bl T B § ol It pWPS
@1 3ifad T faar a1 § 3R 3 & B & forg srgefed fpar
T g | fareft oft uRad & e & 9 ufshar 99 9 clexTs it
8 99 d% UR1&01 HUAGATH BIS ISl BI I Ag! Bl |
TR0 HUF SR fRIBRY wteror fRuid et &t afcdn & gRM
Tt arafde® Ty Sl &I Uiehar argdr Rdbie (PQR) & &4
H ST S 81 PQR &1 9%d daRt & a7, 3ifdy WPS daR
T o 8 SR Sifam srgre & fere sifiigra afed fters &t
TR feb et SiTelT B

AfET Ul Mvaar N1 (PQR) FAT8? (What is Welding

Procedure Qualification Record) (PQR)?

g I ASME ®18 Ia=M IX &1 TaRgdwdlsfi & YR W
vfsear drgar Rale (PQR) & aR & o1d &l &1 WPS &
SR T R T ILT T8 © o Icre afed & for enfaray
SargfT ufehar &1 3R B & e Tifies Juft o1 srawadar
21 ST WPS Ve {3 o1l 8, dl Ueb URIei0r =T daR 3R 3w
fara S =nfeu afdn & SR mft afcdy afwea &t Rl
oo ST anfeu | Fuan e € fas WPS H $iTadhs Ui 31 & aifdet
U I PQR T Yo 7181 g1, 3R 3Mush! v Ffdy aRwaa
& 1T ueb 9 RepTS 3 ) Sazasbar 1 (Fig 1)

Fig 1

WP20N1712111

Jae & forg, et WPS igle araa™ &1 100 ¥ 160
&t BRgIEe & =U # T a1 g1 31T 3o TR T
IR Higle Ufehar JRE R @ § SR UISRHCR & 1Y 99 Hed
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AIHH B A9 IQ § 3R $2 FF $ a1g 39 Jgad aroaH
B 140 & BRAEEe & T H Rl I 8, 3R R 3y
WA §¢ R A § 3R 307 IR Pl AfET Y& HA &
U wed 81 Wi 140 S BRAgRC 8 9% oy 9l IR |
1] BHaT § oY Tgad fewgH, ek arr o, PWHT fRufa,
Il ot Mers, IRl U8 SR TSR, diees, TR, kg 79
a8 X 3R UBR, 31| 3MUD! Teh Tabd ST ALY U &
¥ fo 0wy, ok For wierf =gt gt ASME &l TaRH IX
A AfT ufshan divaar KT " RAe0T AT ISR SR S
ASME &Is YaRM IX & Uga™ U Jedi WR SR g1 A1fg U
AT 3R gle dedie (afe 3 81) & WIEH & §1g, s
i Tieror & fore Uieror T B ergey vanTRITem § Yo &
Jrazgerd ¢ | faft off fefiem & forg, sy dR R & ¢ T,
3 e By I8 ¢ 3R 3 Y I X P 3IRTHAT Bl

ASME &1s a9 X # Wil AFeUs UgH Py U &1 QW-
451 299 3! YLl B T 3R YR & IR | SIHBR
T SRl §| ISR & oY, IS SHTaesT TRefor 1 % <3
F 3fiep B Y 3T e 3R By I e T8 BR Tobd § 3R
TS TOTT ATUD! 4 WSS oS T TAH Bt IIHT g
19 T & U Wield AFeues QW-153.1 & UgH e
T &1 99 Hed 31 graaq iy 7 fad & = adieror
e geT A1eY, AP 3R I8 I &7 ¥ TeR I7 AT S

3 STeR ¢¢ I § <t U8 Wi g afe g <gAas My awa
qTHd T 5% F Mfiw T &1 IeTex0 & forw Ay ema wwh
SA 516 Gr 70 g, 3R U8 67 ksi TR 3¢ &= ¥ S8R g Sl
2 df wew ©ierd g 9 W F Ry Wefy AreTs
QW-163 & UgH T T § 31 dR IR 1S TRI&0 & a1G His
IR B 1T 3 ORW 1/8 Sa Sl =19 TR T 71T T | TRA&f0
FHUF F AET & IR 3R TLefor Hu= F IROMA & SRE T
g3 PQR &AWl PQR 3H1a%4d JiAd 0N o Rifdd 3R
AT o oY des 1 SUGHRIdl adll & | IH1d TR Qi bt
ST T B 3R s ufierr aieo cxifar 81 puar e &
o uforar Qrvaar Reapre o1 =N T8t fasan o Tavan § S
e Ffe a1 T Tt @ ARG HRA & AWEr PQR H
Jt MTaRg TR (SR P TReAT F IReAT A =1 PWHT) 3R R
IS TR (S g TeAT) MA g AT | TR-3MaTdH &R
PQR & fIT ®TS Maadhard gl ¢ oid ASME o fmior
DI HIe Ja=H VIl {37 | § siiae R 3t sz g
TuTa Ttef0T Y afeST ufshar aadt Rt adb-ia! adtemr o
et foa ST =T | STH TR UR 30! THTT TR0 & & i
ST B B SARAHAT Blell &, TP IC des Hed | SR Th
I ge yuIfad &= T ASME Ia-H IX UfRreror ursassH 2 =t
1 dif ST URRTerr ursushH § 3R iTeg SUdsy 8 3R o1 off
JHAdTgdd URIe 3ol ST g 1 16 6 & UfRI&r shfge & Iqry
141 SPHICGH! THTIIH U H1 |
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