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1.1.01

1.1.02

1.1.03

1.1.04
1.1.05

1.1.06

1.1.07

1.1.08

1.1.09

1.1.10

11m

1112

1113

1114

1115

1116

1117

1118

Yl 1: G552t il 214 AlSSa ulda
(Induction Training & Welding Process)

AcsIAL esHi auRLdl Ho(l43l (Reel (Demonstration of machinery used in
welding trades)

fgeau ALl Bt A1 A< GuRidL AdlR., (Identification to safety equipment )
 and their use etc., (QR Code PG. No. 5)*

&5 A9, 5165(Ad1 AR g SIUA-RI (Hack sawing, filing square to dimension)

MS W@z UR HI5 21Ge 2 Q[dL (Marking out on MS plate and punching)
s AR Acslot AterAll 208, et (Eat 24 sl 20sasll
(Setting of oxy-acetylene welding equipment lighting and setting of flame)
AUl RAMHI 2 {lH{l 8l A2 2(le UR (BetR S (AL 4931 2 5L (OAW 01)
(Perform fusion run without filler rod on MS sheet 2mm thick in flat position
(OAW-01))
L5 AL HR(lA A AAALN 93 Al 24 2415 U5 (SMAW-071) (Setting of
arc welding machine & accessories and striking an arc (SMAW-01))
AuLe RAAHL AHARU @2 UR ALell vuil Hais) 4L s (Deposit straight line bead
on MS plate in flat position)
AUl RAMHI 2 {ll st AHAA 2(le UR (BER AS UL HRIS| WHL SA (OAW - 02)
(Depositing bead with filler rod on MS sheet 2mm thick in flat position (OAW - 02))
(3eR As (0AW-03) [A-L qute RAQHE MS 2(le 2mm SLUR A A2
(Edge joint on MS sheet 2mm thick in flat position without filler rod (OAW-03))
AuLe RA(AHI 10 {1l st AMARA A2 uR AL RutiAL HRISL(SMAW - 02)
(Straight line beads on MS plate 10mm thick in flat position (SMAW - 02))
AUl RAAHI 10 HlH{l st AHARA WA2 YR dRUAGL HRISL (SMAW-03) (Weaved beads
on MS plate 10mm thick in flat position (SMAW-03))
HUSAL - AR{ENll1 sAH A2t 5L 41 §l &5 gl {1l se 5 (Setting up of
Oxy - Acetylene and make straight cuts (free hand))
€ A ALSALE GlRL10 HIHL oSt AHAR W@ HUEL 24 ALl Ruit sEBL
$+2mm (OAGL - 02) (Perform marking straight line cutting of MS plate 10mm
thick by gas accuracy within + 2mm (OAGL - 02))
10 {1l 2151 AHAA @2 AL, (221 gLl UM llAAS 2SR
AN A U5 RAL A5 51Ul (OAGC - 03) (Beveling of MS plates 10mm thick
cutting regular geometrical shapes and irregular shapes cutting chamfers by
gas cutting (OAGC - 03))
A5 ARUREA A (231 (OAGC) Al BuLL 5311 (B st ABUEA 52 RUE 5L
1 521 - 04 (Marking and perform radial cuts, cutting out holes using oxy-
acetylene gascutting (OAGC) - 04))
SELLUB{IAL N0 - FH 5 - (3121 - Yos aiell araial laREle se - Aol
SIS RA INOUSR &R YRAURl a0l & & (RADL) (Idenitify cutting defects - viz -
distrotion - grooved fluted or ragged cuts - poor draglines rounded edges tightly
adhering (slag))

(Ms 2ll2 uR 53R oi2 AG-2 2 HlHl st A2 WB2A-4Hi (1G) (OAW-04) (Square
butt joint on MS sheet 2 mm thick in flat position (1G) (OAW-04)

\(QR Code PG. No. 59)*
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1.219

1.2.20

1.2.21

1.2.22

1.2.23

1.2.24

1.2.25

Hisejel 2: AlC3aL 2s-{ls) (Welding Techniques)

[ sA2 B2l (1F)-(SMAW-04)Hi 10mm A8 MS Qe U2 BAe “T” RiYysd
(Fillet “T” joint on MS plate 10mm thick in flat position (1F)-(SMAW-04)
| (QR Code PG. No. 62)* )

M.S UR {1 S1R 2. 2lle 2 {lHl 8l eute RALAHI (1F) - (OAW-05)
(Open corner joint on M.S.sheet 2 mm thick in flat position (1F)-(OAW-05))

[ 5Q2 WDl (TF)-(SMAW-05)1i 10mm Al Ms Q2 u2 BAe Au AS-2 (Fillet Iap\
joint on MS plate 10mm thick in flat position (1F)-(SMAW-05)
| (OR Code PG. No. 68)* )

M.S UR Fillet ‘T’ AS-2. sQ2 (B2l (1F)-(OAW-06) Hi 2mm Sl 20le
(Fillet ‘T’ joint on M.S. sheet 2mm thick in flat position (1F)-(OAW-06))
\(QR Code PG. No. 71)*

[ 5Q2 B2l (1F)-(SMAW-06)Hi 10mm 1St MS Qe U2 ilu- 512 A2
(Open corner joint on MS plate 10mm thick in flat position (1F)-(SMAW-06))
\(QR Code PG. No. 74)*

[ sQ2 WBel (1F)-(0AW-07) Hi MS 202 2mm 1sLuR BA2 AU AS-2 (Fillet lap
\joint on MS sheet 2mm thick in flat position (1F)-(OAW-07)(QR Code PG. No. 78}

~|

Ms W2 uR R “v” o2 Ag-2 12 {ldl st sA2 W(B2-ui (1G)-(SMAW-07)
(Single “V” butt joint on MS plate 12mm thick in flat position (1G)-(SMAW-07)
| (QR Code PG. No. 81)* )

3

6,7

63

66

69

72

75

79

82

1.3.26

1.3.27

1.3.28

1.3.29

1.3.30

1.3.31

1.3.32

1.3.33

1.3.34

1.3.35

HIsyd 3 : Rl AB[AAEL (SMAW, | & T) (Weldability of Steels (OAW, SMAW)
g2 [Adlatal gl Aes Aiel udlatal (1I&T-01) (Testing of weld joint by visual
inspection (I&T-01))

Aes A GUALL 531 Aese (ASlatl (I&T-01) (Inspection of welds using weld
gauges (I&T-01))

MS 2l uR AR ¢ie A2 A1l RA[AHI 2mm %1SL (2G)-(OAW-08) (Square butt joint
on MS sheet 2mm thick in horizontal position (2G)-(OAW-08)

M.S UR ALl JutiAL HinuL A1 HIR-AUR Vs, 2118l RA(AHI w@e 10mm 18l

(SMAW-08) (Straight line beads and multi layer practice on M.S. plate 10mm
thick in horizontal position (SMAW-08))

(BAe - 2ufl R 10 11 s AHRNU Q2 R “EV /AYstl (2F)-(SMAW-09)
(Fillet - ‘T’ joint on MS plate 10mm thick in horizontal position (2F)-(SMAW-09))
\(QR Code PG. No. 93)*

A2 - 2418l RAAHI 2 {1l 251 AHAA 2(l2 uR AU A2 (2F)-(OAW-09) (Fillet - lap
joint on MS sheet 2mm thick in horizontal position (2F)-(OAW-09))

18] RA(AHI (2F)-(SMAW-10) Hi MS @2 10mm ASLUR (3Ae AU A2 (Fillet lap
joint on MS plate 10mm thick in horizontal position (2F)-(SMAW-10))

2mm A8 MS 2(le (0AW-10) UR BLe{l RA(AHI (BER AS A1 2408 A (Fusion run
with filler rod in vertical position on 2mm thick MS sheet (OAW -10)

MS 2(le UR 5AR vt A2 2 HIHl st Qlell RALAMI (3G)-(OAW-11) (Square butt
joint on MS sheet 2mm thick in vertical position (3G)-(OAW-11))

(28l RAMAU 12 {1l 5L AMARA Q2 U2 RPLE “V” 6ie A2 (2G)-(SMAW 11)
(Single “v” butt joint on MS plate 12mm thick in horizontal position

\(2G)—(SMAW-11)) (QR Code PG. No. 105)*

7,8

9,10

11,12

13,14

85

87

90

92

94

97

99

101

104

106
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1.3.36

1.3.37

1.3.38

1.3.39

1.3.40

1.3.41

1.3.42

1.3.43

1.3.44

1.3.45

1.3.46

1.3.47

1.3.48

1.3.49

1.3.50

1.3.51

1.3.52

1.3.53

Ms 2(le uR §lade ‘T A2 2 HIHl st Qlell RALAMI (3F)-(0OAW-12) (Fillet ‘T’ joint
on MS sheet 2mm thick in vertical position (3F)-(OAW-12))

(BAz - Ms Qe u“T” AYsd 10 HIHL st Qrell RALAMI (3F)-(SMAW-13)
(Fillet - “T” joint on MS plate 10mm thick in vertical position (3F)-(SMAW-13))
\(QR Code PG. No. 109)*

1G (RAUAL) W (B2 (OAW-13) Hi MS WEU p50mm x 3mm EalE-l SSLE UR R sACEA
Weu AesloL o A2 (Structural pipe welding butt joint on MS pipe 50mm x
3mm wall thickness in 1G (Rolling) position (OAW-13))

Az - MS W@e uR Au -2 10mm Glell RALAHI (3G)-(SMAW-14) (Fillet - lap
joint on MS plate 10mm in vertical position (3G)-(SMAW-14))

Gle{l RALAHL (3F)-(SMAW- 15)41 10mm 1SL MS Y@2 UR yieell YRl &2
(Open corner joint on MS plate 10mm thick in vertical position (3F)-(SMAW-15))

ey AES1oL - MS ULESU ¢50mm 41 (1G)- (OAW-14) Hi 3mm (el SLeS uR
Jleoll A2 (Pipe welding - Elbow joint on MS pipe $50mm and 3mm wall
thickness in flat position (1G)-(OAW-14))

MS WIEU UR UL AT A2 50mm A Aue RAIAHE 3mm Eata-l st
(1G) - (OAW-15) (Pipe welding ‘T’ joint on MS pipe ¢50mm and 3mm wall
thickness in flat position (1G) - (OAW-15)

(At Q2 w2 R “V” o2 A-2 12 {1l st Qell RARMI (36)-(SMAW-16)
(Single “V” butt joint on MS plate 12mm thick in vertical position (3G)

G (SMAW-16)) (QR Code PG. No. 124)*

M.S 4R WY AES1aL 450 5181 e 2 UEU 050mm 4 3mm (auetl st (16)-
(OAW-16) (Pipe welding 45° angle joint on M.S. pipe 50mm and 3mm wall
thickness (1G) - (OAW-16))

A\ ARES UURB2UA (SMAW-17)Hi 10mm ASLMS @2 U ALell Jutl-Al HaLsL
(Straight line beads on MS plate 10mm thick in over head position (SMAW-17))

MS ULEU ¢50mm x 3mm (L@l ASLE (1F) (SMAW-18) A1 MS W@2 UR Ul

5A%¥ Y (Pipe flange joint on MS plate with MS pipe 50mm x 3mm wall

thickness (1F) (SMAW-18))

(BA2 - 20aR &S LB (4F)-(SMAW-19) Hi 10mm HSL AHAY WA2 UR “T” Y5l

(Fillet - “T” joint on MS plate 10mm thick in over head position (4F) - (SMAW-19))
(16 B2l (SMAW-20) Hi MS UISU 950mm 3 5mm Rata-l Asts U2 uigy

QeSlaL ol AL-2 (Pipe welding butt joint on MS pipe 50mm and 5mm wall
\thickness in 1G position (SMAW-20)) (QR Code PG. No. 140)*

(3Ae - 2aR &5 WUB2AAHL 10 HIHl 1St AHAA W@e UR AU RS2 (4G) - (SMAW-21)

(Fillet - lap joint on MS plate 10mm thick in over head position (4G) - (SMAW- 21))
(lar &5 \B2L (4G)-(SMAW 22) Hi 10mm S AHAR} Q2 U Rd1E “v” ol2

Ad-2 (Single “v” butt joint on MS plate 10mm thick in over head position
\(4G)—(SMAW-22)) (QR Code PG. No. 145)*

MS LY UR ULEY ol AeS-2 ¢50mm Rala-l s1SLe 6mm (1G es) W2l

(SMAW-23) (Pipe butt joint on MS pipe $50mm wall thickness 6mm (1G Rolled)

position (SMAW-23))

55214 A5 42l OAW-17 glRL ASlPL U(BUL glRL SWUR WIS 1/27l ¢le &2 (Butt

joint of copper pipe 1/2” by brazing process by induction welding machine OAW-17

RAAY %\ 2(le UR 354 ofe RS2 2 {1l st sAe VB 2AAHL (1G) (SMAW-24)

|

|

(Square butt joint on stainless steel sheet 2mm thick in flat position (1G) (SMAW-24

I~

15

108

110
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116

18

121

123

125

128

131

134

138

141

144

146

149

150

152
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eALR 3. ety 2ls @al | yes-:i
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1.3.54 1/2” A ciolls 75mm (OAW-18) -l S1UR WEU-AL S11R/EL A2 A SIUR 20t 1/27 UR
013 &l A2 1 75mm collef (Corner /Tee joint of copper pipe of 1/2” and of
length 75mm (OAW-18) and Braze tee joint on copper tube 1/2” and of length
75mm) 154
13.55 M.S UR AR e A AU AE-2. AuLe RRAMAHL ADIdL gk 2mm 8l 2(le (OAW-19)
(Square butt and lap joint on M.S.sheet 2mm thick by brazing in flat position
(OAW-19)) 157
1.3.56 siRe AR W@e uR Rda “v” ole -2 6 Hldl st sAz WlB L1 (1G) (SMAW 25)
(Single “v” butt joint on cast iron plate 6mm thick in flat position (1G) (SMAW-25)) 159
1.3.57 MS w@e 10mm SL (AG-01) UR 2415 2B (Arc gouging on MS plate 10mm
thick (AG-01)) 162
e . .
1.3.58 Aute RAAUI 3 Il st AR 2Ale uR AR ol QYSd (OAW-20)
(Square butt joint on aluminium sheet 3mm thick in flat position (OAW-20))
\(QR Code PG. No. 165)* 164
1.3.59 siRke AR w@e 6 HIHl 18l \@e (1G) (0OAW-21) UR RdIA “V” e A2 ¢il-03 AesldL
(Bronze welding of single “V” butt joint on cast iron plate 6mm thick plate (1G)
(OAW-21)) 166
1.3.60 SRUU[A2-2 22 (Dye penetrant test) 169
1.3.61 AARs W(Esd 2R (I&T) (Magnetic particle test (1&T)) 170
H\Srgc'l 4 : (Adla1aeL 217 ydlaal (Inspection and Testing)
1.4.62 (As-As 222 (I&T) 04 (Nick-break test (1 & T) 04)) 15 172
1.4.63 $l A5 222 (I&T) 03 (Free bend test (1 &T) 03)) 174
1.4.64 (3Ae §suR 222 (I&T) 04 (Fillet fracture test (I & T) 04)) 175
HISRYEL 5 : AU ASE 1R5dl A3 (Gas Metal Arc Welding)
1.5.65 Y& ALELAL A AHAL GUALL AR WRAU. GMAW-011 (Introduction to safety
equipment and their use etc. GMAW-011)) 177
1.5.66 GMAW QG511 HRl 1 AALN8 A2 241 ARC GMAW-02 UR UEIR (Setting up
of GMAW welding machine & Accessories and striking an ARC GMAW-02) 177
1.5.67 GMAW-02 glRL ¥UL2 RA[AHI MS vA2 10mm UR ALEll duit HausL L sRAA]
(Depositing straight line beads on MS plate 10mm in flat position by GMAW-03) 181
1.5.68 SlU 2118 1F (GMAW 03) glRL $@2 W(B2L4Hi MS @2 10mm SLUR (3Ae des &l
-2 (Fillet weld Tee joint on MS plate 10mm thick in flat position by dip transfer 16
1F (GMAW 02)) 183
1.5.69 (3@e Aes - Slu 2lRuSR 1F (GMAW - 03) glRL sA2 RA(AHI 3 HIHl 2S5l 1A 2lle uR
AU A2 (Fillet weld - Lap joint on MS sheet 3mm thick in flat position by dip
transfer 1F (GMAN - 03)) 186
1.5.70 (3Ae Aes - Slu 21482 1F (GMAW - 04) glRL sA2 W[B24Hi 3mm ASLM.S 2(le uR
‘T A2 (Fillet weld - ‘T’ joint on M.S sheet 3mm thick in flat position by dip
transfer IF (GMAW - 04) 188
1.5.71 (3Ae Aes - Slu 2lRusR 1F (GMAW - 05) glRL 1ule RA[AHI 3mm 1St M.S 2(le uR
sIR N2 (Fillet weld - Corner joint on M.S sheet 3mm thick in flat position by dip
transfer 1F (GMAW - 05)) 190
1.5.72 [ 01z Acs - sA2 WB2A4 1% (GMAW 06) Hi M.S 2(12 3mm ASLUR AR 62 A2
(Butt weld - Square butt joint on M.S sheet 3mm thick in flat position 1G
9 \(GMAW-OG) (QR Code PG. No. 194)* ) 192
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1.5.73

1.5.74

1.5.75

1.5.76

1.5.77

1.5.78

1.5.79

1.5.80

1.5.81

1.5.82

M.S wA2 UR ¢ig des [Rdlet v e g2 10 HIHL st sAz W32l 19 (GMAW - 07)

Hi SlU 21=4§R glRL (Butt weld single V Butt joint on M.S plate 10mm thick by dip
transfer in flat position 1G (GMAW - 07))

SIU 211gR 2F (GMAW 08) glRL A8l RA[AHI M.S WAz 10mm S UR [(Ae des &l
*A\&-2 (Fillet weld Tee joint on M.S plate 10mm thick in horizontal position by

dip transfer 2F (GMAW 08))

SIU 211$R (2F) (GMAW - 09) glRL 418l RA(AHI M.S w@e UR 10mm st (5Ae Aes
s1R &2 (Fillet weld corner joint on M.S plate 10mm thick in horizontal position
by dip transfer (2F) (GMAW - 09))

SUS1 2LRUSR 2F (GMAW - 10) glRL ALl RA(AHE 3mm st M.S 212 uR (BAe des T’
/Ysd (Fillet weld ‘T’ joint on M.S sheet 3mm thick in horizontal position by dip
transfer 2F (GMAW - 10))

(BAe Aes - UL 2F 2lUSR (GMAW - 11) gRL S RAAHI 3mm 8L M.S 2(le uR
SR NS (Fillet weld - corner joint on M.S sheet 3mm thick in horizontal position
by dip 2F transfer (GMAW - 11))

(3@e des - M.S w2 uR &l -2 10 HIHl st Glell RAAHI (Bledl GuR) SlU 211sR 3F
(GMAW - 12) glRLFillet weld - Tee joint on M.S plate 10mm thick in vertical position
by (vertical up) dip transfer 3F (GMAW - 12))

$lu 211§ 3F (GMAW - 13) glL MS A2 10mm dscl VB2t GUR-L vjRL-il
Aieul ole1R (3Ae Acs (Fillet weld outside corner joints on MS plate 10mm
vertical position upward by dip transfer 3F (GMAW - 13)) (QR Code PG. No. 210)j

(3Ae Aes - Slu 2lR4SR 3F (GMAW - 14) glL G\l RA(AHI 3mm 1sL M.S 2[le uR

QU A2 (Fillet weld - Lap joint on M.S sheet 3mm thick in vertical position

by dip transfer 3F (GMAW - 14))

(BAe Aes - Slu 2L45R 3F (GMAW - 15) gRRL Blodl RALAHI M.S 2(le 3mm uR sl
&2 (Fillet weld - corner joint on M.S sheet 3mm in vertical position by dip
transfer 3F (GMAW - 15))

SIU 211 4F (GMAW - 16) glRL 3H\dRES WU(B2LAHi M.S 2(le 3mm sl uR (3Ae Aes
- QU A ‘T’ Y5l (Fillet weld - lap and T’ joint on M.S sheet 3mm thick in over
head position by dip transfer 4F (GMAW - 16))

194

197

200

202

204

206

209

21

213

215

1.6.83

1.6.84

1.6.85

1.6.86

1.6.87

1.6.88

I-ﬂ&gc-l 6 : A 232 VlIRsd Al (Gas Tungstan Arc Welding)

M.S ULESY YR 8l ULEUSI60 mm OD x 3mm WT 1G YR (ARC Sl=e-e A(Ad1)
GMAW-17 (Tee joints on M.S pipe f60 mm OD x 3mm WT 1G position (ARC constant
rolling) GMAW-17))

AuLe RAlAHI s.S 2lle uR Hulsl ¥HL sl (GMAW - 18) (Depositing bead on S.S
sheet in flat position (GMAW - 18))

SUL8] 2145R glRL UULR RAAHI RAAXU e 2 Il 98] 212 uR e A2

(GMAW - 19) (Butt joint on stainless steel 2mm thick sheet in flat position by dip
transfer (GMAW - 19))

2 Ml st AYAAun 2lle uR Hisl ¥HL sl - AuLe RAlA (GMAW - 01)
(Depositing bead on aluminium sheet 2mm thick - position flat (GMAW - 01))

AYMAUH 212 uR o1z Aes 5AR ¢i2 A2 1.6mm - WlB2 sA2 (GTAW - 02)
(Butt weld square butt joint on aluminium sheet 1.6mm - position flat
(GTAW - 02) (QR Code PG. No. 227)*

(3Ae Acs - ARYAAUH 2e uR &l A2 1.6mm - B2 (1F) (GTAW - 03)
(Fillet weld - Tee joint on aluminium sheet 1.6mm - position (1F) (GTAW - 03))
(OR Code PG. No. 229)*

17,18

218

220

223

224

227

229
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1.6.89 A}IMAuUH 20l uR s11R A2l verR BAe Ades 2 HIHl - Aute RALAUI AL (1F)
(GTAW - 04) (Fillet weld outside corner joint on aluminium sheet 2mm - thick
in postion flat (1F) (GTAW - 04)) (QR Code PG. No. 231)* 231
1.6.90 YOI (1G) (GTAW - 05) U1 RAQU KNG 1.6mm SL $A UR 01 AES AR 2
&2 (Butt weld square butt joint on stainless steel 1.6mm thick flat with purging | 19,20
Gas (1G) (GTAW - 05)) 233
1.6.91 RAAA AN 2lle uR Az Aes &l N2 1.6mm - UB2U4 sA2 1F (GTAW - 06)
(Fillet weld Tee joint on stainless steel sheet 1.6mm - position flat 1F (GTAW - 06)) 238
1.6.92 A AAUH WU UR UL vl A2 sls@e D21l ¢50mmx3mm WT 1G
(GTAW - 07) (1G) (Pipe butt joint on Aluminium pipe $50mmx3mm WT in flat
position 1G (GTAW - 07) (1G)) 240
1.6.93 BHJRA ULGY UR &L 4YS5ciSl $p50mm OD x 3mm WT WU(B21 5A2 1F (GTAW - 08)
(Tee joint on MS pipe $50mm OD x 3mm WT position flat 1F (GTAW - 08)) 242
1.6.94 50U A Al-54 Hed UR WEldsHL ke 5EL (PAC - 01) (Plasma straight cutting on
ferrous and non-ferrous metal (PAC - 01)) 245
1.6.95 AP 1dle AL glRL AU RNd 2(le uR Au -2 (R.W - 01) (Lap joint on
stainless steel sheet by Resistance spot welding (R.W - 01)) 21 248
1.6.96 AR ABReA A2 AcsloL gL 2(le ASLE (R.W - 02) (M.S. Sheet Joining by
Resistance spot welding (R.W - 02)) 250
1.6.97 AuLe RAAHI (1G) (OAW 01) Hi 2 HIHL 21SL S1UR 2(le uR 5AR vie A2 (Square Butt
Joint on Copper sheet 2mm thick in Flat position (1G) (OAW 01) 251
Hlsrgc-l 7 : AMIRSIH A4 nae(l (Repair and Maintenance)
1.7.98 1F (OAW 02) glRL AuLe RALAHI diotiell M.S 2(l2 2mm 1S UR ‘T’ AYsd (‘T joint on
copper to M.S sheet 2mm thick in flat position by brazing 1F (OAW 02)) 253
1.7.99 diou{l 2lle ‘T’ AYsd (OAW - 03) A1A S.S. 2(le U Ricar A(FL (Silver brazing on
S.S.sheet with copper sheet ‘T’ joint (OAW - 03)) 22 255
1.7.100 SIUR eyl g 2Yul UR (AR Q3oL (OAW - 04) (Silver brazing on copper tube to
tube (OAW - 04)) 257
1.7.01 Cl A1 6l-38 (3ER AS (OAW-05) U3 251 AR{E Al Acslat gl geet €I Hell-it
L AHRSIH (Repair welding of broken Cl machine parts by oxy acetylene
welding with Cl and bronze filler rod (OAW-05)) 260
1.7.102 Cl 8AS52S glRL ¢eal CI Holl4-L ¢allg AHRSIH. SMAW-01 (Repair welding of
broken Cl machine parts by Cl electrode. SMAW-01) 263
1.7.03 wiRes AcSLHR(lA glRLARRS L el (Nl HAAL LUl AHRSIH SR
(Repair plastic broken parts or pipes by plastic welding machine) 265
1.7.104 YIdlR{l sruid-ei- 150x100x100-1 wetiRes 2l A1 weiResl eisl et
\_ (Make a plastic tank with plastic sheet of PVC dimension 150x100x100) 267 )
[ 2lluiaidl / 2ustrell s4l 2tsiu dq ulReun ]
L Yds yul 2t ur di 14 g2l
{ 5.1, @aie uReu EALR 2. ’
1 Set the gas welding plant and join MS sheet in different position following safety
precautions. [Different position: - 1F, 2F, 3F, 1G, 2G, 3G.] 1.1.01-1.1.04
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10

11

12

13

14

15

16

17

18
19

20
21

22

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

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

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

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

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

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

Set the SMAW machine and perform different type of joints on MS in different
position observing standard procedure. [different types of joints Fillet ( T-joint, lap &
Corner), Butt (Square & V); different position - 1F, 2F,3F,4F, 1G, 2G, 3G, 4G]
Perform welding in different types of MS pipe joints by Gas welding (OAW). [Different
types of MS pipe joints - Butt, Elbow, T-joint, angle (45) joint, flange joint]

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

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

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

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

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

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

Set GMAW machine and perform welding in different types of joints on MS sheet/plate
by GMAW in various positions by dip mode of metal transfer. [different types of
joints- Fillet (T-joint, lap, Corner), Butt (Square & V); various positions- 1F, 2F, 3F,4F,
1G, 2G, 3G]

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

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

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

Set the resistance spot welding machine and join MS & SS sheet

Perform joining of different similar and dissimilar metals by brazing operation as per
standard procedure. [different similar and dissimilar metals- Copper, MS, SS]

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

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

1.1.05-1.1.08

1.1.09-1.1.10

1.1.11-1.1.12

1.1.13-1.1.17

1.1.18-1.2.20

1.2.21-1.3.37

1.3.38 - 1.3.41

1.3.42-1.3.45

1.3.46 - 1.3.49

1.3.50 - 1.3.51

1.3.52-1.3.54

1.3.55-1.3.57

1.3.58 - 1.3.59

1.3.60 - 1.4.64

1.5.65-1.6.85

1.6.86 - 1.6.91
1.6.92

1.6.93-1.6.94
1.6.95 - 161.96

1.6.97 -1.7.100

1.7.101-1.7.104

(xiii)




SYLLABUS

Duration

Ref. Learning
Outcome

Process
Code

Professional Skills
(Trade Practical)

with Indicative hours

Professional Knowledge
(Trade Theory)

Professional
Skill 47Hrs;
Professional
Knowledge
11Hrs

Set the gas welding plant and

join MS sheet in different

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

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

OAW-01

SMAW-01

Demonstration of Machinery
used in the trade

Identification to safety
equipment and their use etc.
Hack sawing, filing square
to dimensions

Marking out on MS plate and
punching

- Importance of Trade
Training

- General discipline in the
Institute

- Elementary First Aid

- Importance of welding in
industry

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

Setting of oxy-acetylene
welding equipment, Lighting
and setting of flame.
Perform fusion run without
filler rod on MS sheet 2mm
thick in flat position.

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

Deposit straight line bead on
MS plate in flat position.

Introduction and definition
of welding.

Arc and Gas Welding
Equipments, tools and
accessories.

Various Welding
Processes and its
applications.

Arc and Gas Welding
terms and definitions.

Professional
Skill 21Hrs;
Professional
Knowledge
05Hrs

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

OAW-02

OAW-03

Depositing bead with filler rod
on M.S. sheet 2 mm thick in flat
position.

10 Edge joint on MS sheet 2 mm

thick in flat position without filler
rod.

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

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

Surface Cleaning

Professional
Skill 23Hrs;
Professional
Knowledge

05Hrs

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

SMAW-02

SMAW-03

11 Straight line beads on M.S.

plate 10 mm thick in flat
position.

12 Weaved bead on M. S plate

10mm thick in flat position.

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

Heat and temperature and
its terms related to weld-
ing

Principle of arc welding.
And characteristics of arc.

Professional
Skill
23Hrs;
Professional
Knowledge
05Hrs

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

OAGC-01

OAGC-02

OAGC-03

13 Setting up of oxy-acetylene and

make straight cuts (freehand)

14 Perform marking and straight

line cutting of MS plate 10 mm
thick by gas. Accuracy within
*2mm.

15 Beveling of MS plates 10 mm

thick, cutting regular
geometrical shapes and
irregular shapes, cutting

chamfers by gas cutting.

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

Types of oxy-acetylene
flames and uses.

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

(xiv)




OAGC-04

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

17 Identify cutting defects viz., distortion,

Professional
Skill
126Hrs;
Professional
Knowledge
31Hrs

OAGC-05 grooved, fluted or ragged cuts; poor
draglines; rounded edges; tightly
adhering slag.
OAGC-06
Set the gas welding | OAW-04 | 18 Square butt joint on M.S. sheet 2 mm Arc welding power

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

3G]
Set the SMAW
machine and

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

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

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

SMAW-04

OAW-05

thick in flat Position. (1G)

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

20.0Open corner joint on MS sheet 2 mm
thick in flat Position (1F)

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

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

SMAW-05

OAW-06

SMAW-06

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

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

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

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

Weld slope and rotation.

Welding symbols as per
BIS & AWS.

OAW-07

SMAW-07

1&T-01

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

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

26 Testing of weld joints by visual
inspection.

27 Inspection of welds by using weld
gauges.

Arc length - types - effects
of arc length.

Polarity: Types and appli-
cations.

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

Weld gauges & its uses.

OAW-08

SMAW-08

SMAW-09

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

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

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

Calcium carbide uses
and hazard.

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

OAW-09

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

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

Charging process of oxy-
gen and acetylene gases

SMAW-10

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

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

Uses of single and
double stage Gas
regulators.

(xv)




OAW-10

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

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

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

Difference between gas

OAW-11 | 35 Single Vee Butt joint on M.S. plate 12 welding blow pipe(LP
mm thick in horizontal position (2G). &HP) and gas cutting
blow pipe
SMAW-11 Gas welding techniques.
Rightward and Leftward
techniques.
SMAW-12 |36 Fillet "T" joint on M.S sheet 2 mm thick in Arc blow - causes and
o vertical position. (3F) methods of controlling.
AW-12 37 Fillet"T" joint on M.S. plate 10 mm thick in Distortion in arc & gas
SMAW-13 vertical position. (3F) welding and methods
employed to minimize
distortion
Arc Welding defects,
causes and Remedies.
Professional| S€t  the  SMAW | OAW-13 138 Structural pipe welding butt joint on MS Specification of pipes,
) machine and pipe @ 50 and 3mm WT in 1G position. various types of pipe
Skill 80| perform differenttype | .\ . |39 Fillet Lap joint on M.S. Plate 10 mm in | oints, pipe welding all po-
Hrs; of joints on M.S. in vertical position. (3G) sitions, and procedure.
___|different position Difference between pipe
Professional obser(\j/mg s[(tﬁfrf\dardt welding and plate
proceaure. |airieren welding.
Knowledge| . s of joints- Fillet ( g
17Hrs | T-joint, lap & Corner), | SMAW-15 |40 Open Corner joint on MS plate 10 mm Pipe development for El-
Butt (Square & V); thick in vertical position. (2F) bow joint, "T" joint, Y joint
different position - 1F, OAW-14 |41 Pipe welding - Elbow joint on MS pipe @ and branch joint
2F, 3F4F, 1G, 2G, 3G, 50 and 3mm WT. (1G) Brief use of Manifold
4G] system
Perform welding in
different types of MS OAW-15 |42 Pipe welding "T" joint on MS pipe @ 50 Gas welding filler rods,
ine ioi and 3mm WT. (1G specifications and sizes.
pipe joints by Gas| g\ 16 (1G) P .
welding  (OAW). Gas welding fluxes - types
[Different types of MS and functions.
pipe joints - Butt,
Elbow, T-joint, angle 43 Single "V" Butt joint on MS plate12 mm Gas Brazing & Soldering :
(45°) joint, flange thick in vertical position (3G). principles, types fluxes &
joint] uses
Gas welding defects,
causes and remedies
OAW-16 |44 Pipe welding 45 ° angle joint on MS pipe Electrode : types, func-
@ 50 and 3mm WT. (1G) tions of flux, coating fac-
SMAW-17 |49 Straight line beads on M.S. plate 10mm tor, SlzeSpecﬁ!catlons of
thick in over head position. electrode, Coding of elec-
trode as per BIS, AWS,
Effects of moisture pick
up.
Storage and baking of
electrodes.
Professional | S€t the SMAW/| SMAW-18 |46 Pipe Flange joint on M.S plate with MS Weldability of metals,
] machine and pipe @ 50 mm X 3mm WT (1F) importance of pre heating,
Skill | perform different type 47 Fillet "T" joint on M.S. plate 10 mm thick | Post heating  and
61Hrs; of joints on MS in| o\ 1o in over head position. (4F) maintenance of inter pass
different position temperature.
Professional | observing standard
Knowled procedure. [different
types of joints- Fillet
06Hrs
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( T+joint, lap & Corner),
Butt (Square & V);
different position - 1F,
2F, 3F,4F, 1G, 2G, 3G,

SMAW-20

SMAW-21

48 Pipe welding butt joint on MS pipe &
50 and 5 mm WT. in 1G position.

49 Fillet Lap joint on M.S. plate 10 mm
thick in over head position. (4G).

Welding of low, medium
and high carbon steel
and alloy steels.

4G]
Setthe SMAW machine | sMAw-22| 50 Single "V" Butt joint on MS plate Stainless steel types-
and perform welding in 10mm  thick inover head weld decay and
different types of MS SMAw.3|  Position(4G) weldability.
pipe joints by SMAW. 51 Pipe butt jointon M. S. pipe @ 50mm
[Different types of MS WT 6mm (1G Rolled)
pipe joints - Butt, Elbow, ’
T-joint, angle (45 ) joint,
flange joint]
Professional | CNoose appropriate| OAW-17 52 Butt joint of copper pipe 2 inch by Induction welding,
welding process and brazing process by induction brazing of copper tubes.
Skill 25 |perform joining of|SMAW-24 welding machine Brass - types - proper-
Hrs; different types of metals| | .\ .o | 53 Square Buttjointon S.S. Sheet 2 mm ties and welding
. and check its thick in flat position. (1G) methods.
Professional correctness. - . :
[appropriate welding 54 Corner/T joint of copper pipe of % Copper - types - proper-
Knowledge process - OAW, SMAW: inch and of length 75 mm ties and welding
04Hrs Different metal - SS, Cl, glhods.
Brass, Aluminium] Brazing cutting tools.
Professional| Choose appropriate | OAW-19 | 55 Square Butt & Lap joint on M.S. sheet Aluminium properties and
] welding process and SMAW.2 2 mm thick by brazing in flat position. weldability, Welding meth-
Skill |perform joining of 25| 56 Single "V" buttjoint C.I. plate 6mm thick |  ©ds
21Hrs; g'rf]fgre”t tzﬁzscﬁf met?tlz AG-01 in flat position. (1G) Arc cutting & gouging,
Professionallc o rrectness 57 Arc gouging on MS plate 10 mm thick.
[appropriate welding
Knowledge process - OAW, SMAW;
04Hrs |Different metal - SS, ClI,
Brass, Aluminium]
Demonstrate arc
gauging operation to
rectify the weld joints.
Professional| Choose appropriate| OAW-20 |58 Square Butt joint on Aluminium sheet. Cast iron and its proper-
] welding process and oan® 3 mm thick in flat position. ties types.
Skill perform joining of ) 59 Bronze welding of cast iron (Single "V" Welding methods of cast
20Hrs; dlffgrent typ;\es Ef metgtls butt joint) 6mm thick plate (1G). iron.
an chec its
Professionallcorrectness.
[appropriate welding
Knowledge process - OAW, SMAW;
04Hrs Different metal - SS, Cl,
Brass, Aluminium]
Professional | 1€St welded joints by 1&T-02 60 Dye penetrant test. Types of Inspection meth-
different methods of 61 Magnetic particle test ods
i i i I&T- :
Skill 25 teStlng- [d_lfferent &1-03 62 Nick- break test. Classification of destruc-
Hrs; |methods of testing- Dye| ..., tive and NDT methods
, penetration test, - 63 Free bend test. Welding economics and
Professional |Magnetic particle test,| |g1.05 |64 Fillet fracture test. 9 scor
. Cost estimation.
Knowledae Nick break test, Free| |&T-06
9€ |band test, Fillet fracture
04Hrs |test]
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Professional
Skill
166Hrs;
Professional
Knowledge
32Hrs

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

GMAW-01| 65 Introduction to safety equipment and Safety precautions in Gas

their use etc. Metal Arc Welding and

GMAW-02| g Setting up of GMAW welding machine Gas Tungsten Arc

& accessories and striking an arc. welding.
67 Depositing straight line beads on M.S Introduction to GMAW -
Plate. equipment - accessories.
68 Fillet weld - "T" joint on M.S plate Various other names of
10mm thick in flat position by Dip the process. (MIG/MAG/
transfer. (1F) CO, welding.)

GMAW-03 |69 Fillet weld - Lap joint on M.S. sheet Advantages of GMAW
3mm thick in flat position by Dip welding over SMAW
transfer. (1F) limitations and applica-

GMAW-04 . . i

70 Fillet weld - "T" joint on M.S. sheet tions
3mm thick in flat position by Dip Process variables of
GMAW-05 transfer. (1F) GMAW.

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

GMAW-06

GMAW-07

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

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

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

GMAW-08

GMAW-09

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

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

Name of shielding gases
used in GMAW and its
applications.

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

GMAW-10

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

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

GMAW-11
77 Fillet weld - corner joint on M.S. GMAW defects, causes
sheet 3mm thick in Horizontal and remedies
position by Dip transfer. (2F)
GMAW-12 | 78 Fillet weld - "T" joint on M.S plate Heat input and tech-

GMAW-13

10mm thick in vertical position by
Dip transfer. (3F)

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

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

GMAW-14

GMAW-15

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

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

Pre heating & Post Weld
Heat Treatment

Use of temperature indi-
cating crayons.

GMAW-16

GMAW-17

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

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

Submerged arc welding
process -principles,
equipment, advantages
and limitations
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GMAW-18 | 84 Depositing bead on S.S sheet in flat Thermit welding
position. process- types,
GMAW-19| 85 Butt joint on Stainless steel 2 mm thick principles, equipments,
sheet in flat position by Dip transfer. Thermit mixture types and
applications.
Use of backing strips and
backing bars
Professional |S€t the GTAW machine| GMAW-01| 86 Depositing bead on Aluminium sheet GTAW process - brief de-
SKill 80 and perform welding by 2 mm thick in flat position. scription. Difference be-
! GfTAW Itn d'ﬁergf}tf typest GMAW-02| 87 Square butt joint on Aluminium sheet tween AC and DC weld-
Hrs;  [O' JoInis on arreren 1.6mm thick in flat position. ing, equipments, polari-
) metals in different ties and applications.
Professional |position and check
Power sources for GTAW
Knowledae correctness of the weld. -AC &DC
9 [different types of joints-
14H Fillet T-joint, lap, , " .
rs CL)rier)( But{czgquar:%‘ GMAW-03 | 88 Fillet weld - "T" joint on Aluminium Tungsten electrodes -
g d'%f t tals- sheet 1.6 mm thick in flat position. types & uses, sizes and
; diiterent metals-| gmaw-o4 (1F) preparation
Aluminium, Stainless
Steel; different position- 89 Fillet weld - Outside corner joint on GTAW Torches- types,
1F & 1G] Aluminium sheet 2 mm thick in flat parts and their functions
position. (1F) GTAW filler rods and
selection criteria.
GMAW-05 | 90 Butt weld - Square butt joint on Edge preparation and fit
Stainless steel sheet 1.6 mm thick in up-
flat position with purging gas (1G) GTAW parameters for
welding of different
thickness of metals
GMAW-06 (91 Fillet weld - "T" joint on Stainless steel Argon / Helium gas prop-
sheet 1.6 mm thick in flat position. (1F) erties - uses.
GTAW Defects, causes
and remedy.
Professional Perform Aluminium &| GMAW-07 |92 Pipe butt joint on Aluminium pipe & 50 Friction welding process-
MS pipe joint by GTAW mm x 3 mm WT in Flat position. (1G) equipment and
Skill 20Hrs; | in flat position. application
Professional Laser beam welding
(LBW).
Knowledge
04Hrs
Professional P€rform Aluminium & |GMAW-08 |93 "T" Joints on MS Pipe @ 50 mm OD x 3 Plasma Arc Welding (PAW)
MS pipe joint by GTAW mm WT, position - Flat (1F) and cutting (PAC) process
Skill 20Hrs; PAC-01

Professional

in flat position.

Set the Plasma Arc
cutting machine and cut

94 Straight cutting on ferrous and non
ferrous

- equipments and prin-
ciples of operation.
Types of Plasma arc,

Knowledge to1ous & non-ferrous advantages and
03Hrs |metals. applications.
Professional | S€t the resistance spot| RW-01 195 Lap joint on Stainless steel sheet by Resistance welding pro-
welding machine and Resistance Spot welding. cess -types, principles,
Skill  |join MS & SS sheet. RW-02 155 1S sheets joining by Resistance Spot power sources and weld-
20Hrs; welding ing parameters.
. Applications and
Professional limitations.
Knowledge
02Hrs

(xix)




Ex. No. 1.2.19

Professional |P€rform joining  of OAW-01 97 Square butt joint on Copper sheet | - Metalizing - types of met-
] different similar and 2mm thick in flat position. (1G) alizing principles.
Skill 41 dissimilar metals by OAW-0Z | 98 *T" joint on Copper to MS sheet - Manual Oxy - acetylene
Hrs; brazing operation as 2mm thick in flat position by powder coating
. per standard . process- principles of
Professional |procedure. [different Brazing (1F) operation and
similar and dissimilar applications
Knowledge metals- Copper, MS, PP
10Hrs  |SS] OAW-03 | 99 Silver brazing on S.S Sheet with |- Reading of assembly
copper sheet "T" joint. drawing
OAW-04 100 Silver brazing on copper tube totube. |- Welding Procedure
Specification (WPS) and
Procedure Qualification
Record ( PQR)
Professional| R€Pair  Cast  Iron OAW-05 | 101Repair welding of broken C.I. |- Hard facing/ surfacing
machine parts by machine parts by oxy-acetylene necessity, surface pre
Skill 24Hrs;| selecting appropriate SMAW-01 welding with C.1 and bronze filler rod. paration, various hard
Professional| €!ding  process. 102 Repair welding of broken C.I machine facing alloys and a
[Appropriate welding| gy aw-02 parts by C.I. electrode. dvantages of hard facing.
Knowledge| process- OAW, SMAW] 103 Repair plastic broken parts or pipes |~ Plastic welding machine
01Hrs |Hardfacing of alloy steel by plastic welding machine. with. hot air gun and
3(;rir:]ponerr:;srijMSf;0§:y 104.Make a plastic tank with plastic sheet REgR = erial:
Cloctinde 9 of PVC. Dimensions 150*100*100 Polypropylene (PP)
' Polyethylene (PE)
Polyvinylchloride (PVC)
4 )
QR CODE
MODULE 1 MODULE 5
Ex. No. 1.1.02 Ex. No. 1.1.18 Ex. No 1.5.72
MODULE 2

Ex. No. 1.2.21

Ex. No. 1.2.24

Ex.No.1.2.22  Ex. No.1.2.23 Ex. No. 1.2.25

Ex. No1330 Ex. No.1.3.35 Ex.No.1.3.37 Ex.No.1.3.43 Ex.No.1.3.48 Ex. No1350 Ex. No1358

MODULE 3

Ex. No. 1687

MODULE 6

Ex. No. 1.6.88 Ex. No1689

(xx)



5Mect s i1 Getled (CG& M) W SARALE 1.1.01
Aes? (Welder) - 875521 dilelli & A5 Bt

AeSlat-L sHi auridl #2148l (g2l (Demonstration of machinery used in welding
trades)

G2\ ; L AsURULSNH(Exercise)l i dR 2(lvll 21s2ll.
o AL 20Ul auRLdl 1048l Qe
o ANA slresHi €35 Halldd A A d-il Gullai-l e 5.

Fig 2
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5Med s 1 Bauled (CG& M)

QG5 (Welder) - 85521 diefli & AcslaL wlEat

SAURALSS 1.1.02

YRl ALl 2Nenvt At AL GudL AdR,, (Identification of safety equipment and

their use etc.,)

G el : AL ASARULESTR(Exercise)-ll 1 dA e[lvll eisel.
o LI e Yrau uE-l-l 20aut 5A
« slwesHi AoiAd YRau Aer--l GuIAl Aler 53,

Fig 1

Fig 4

Fig 5

Fig 6

Fig 7

Fig 8

Fig 9

Fig 10
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a3 8.

Aot RAsa~4 (Job Sequence)
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2
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5Mec s vt Belle (CG& M)
AcesR (Welder) - 85521 dlelli & Aes ubat

ISAURULE S 1.1.03

&s A2, 518(Ad1 AR ¢ siuA-1 (Hack sawing, filing square to dimension)

Gl : AL ASAURRULSA(Exercise)-l id A 2(lull 21s20l.
o QAL LA GUAL S

. 3s APl ugladg ai sA
o ARYUL 5L5E 5 A URHIRL Al gAvid..

TASK : 1 HACK SAWING

=0

HACK SAWING,FILING SQUARE TO DIMENSION

‘ F
M)
< [a] X
[o0]
10 82 (B)
TASK : 2 FILING SQUARE TO DIMENSION
‘ F
M)
< [a] Py
«©
10 80 (B)
1 100ISF x 10-100 Fe310 1.1.03
NO.OFF STOCK SIZE SEMI-PRODUCT MATERIAL PROJECT NO. PART NO. EX. NO.
SCALE 1:1 DEVIATIONS 0.5 TIME
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RUEA uiL 11 sl
3 % Sl ofly el veL s,
$1RAS RAsHI 0tlaL @ld] 53\
e 2\sHi gotial 18l
sad sl auid o@sHl iyel cend-l Gurilat s
Al [QRuu sl HMY dud.
o AR SIRAU-ASAA AFAIR SMUALAL SIHA SARY 5.
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Fig 1
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Fig 1
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Fig 2
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Fig 3
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Fig 4
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Fig 5
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Fig 7

REFERENCE SURFACE
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5Mec s vt Belle (CG& M)
AcesR (Welder) - 85521 dlclld & AeSo ubBat

ASARALTM 1.1.04

MS A2 YR Hi5 21Ge Vi1 UL (Marking out on MS plate and punching)
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ot Rsa~4 (Job Sequence)
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o Sl ye e MS 2leq SE dulRdl.

o SlUR ACk2/AULS ULASR A2 ALYf 5 A1 A Ysadl

o a5 A A HIS UR W2 AL sA2 Aul (g A, B,
C, D, E 1 F 4 A1,B1,C1,D1,ET 24 F1 ot Q&AL UR
Gt YRR Yol

o (Gl A A A1, B 241 B1 491 F 41 F1 Jell Asdl 6
uAl €RL

AISAUE A AMidAReAL HE REA vl gfRAL dld
ALl

Sle UL 4 gHRAL GuNloL 5317 4 {1l Q1 11 dxm
GULES A UR YL (AoUA et-La).

=70

AND PUNCHING

1 100 ISF 3x150 Fe 310 - - 1.1.04
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slelca su (Skill Sequence)

MS A2 UR Hi5 2162 Vi1 UL (Marking out on MS plate and punching)
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Fig 1
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Fig 2
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LA 3d A BLSoRAL GUAL 5917, AA vl €11, oflofly,
A{RAl, 8181, Se51& FF1.

AuisA sl 2l Al A1 dHIdl dRs €1 (31 3)

Fig 3

INCLINE THE SCRIBER IN THE
= DIRECTION OF STROKE AND
OOO DRAW TOWARDS YOU

HOLD FIRMLY

WL20N1104H3

Sl U A EHRAL BUAIL 5917, 6 ARAL UR Il (olgadlA U
SR, (3914 A (391 5) 8208 1Rl cawtd 241 usSl vl -5c-L
ALRi(AS DS\,

Fig 4

WL20N1104H4

(Glgal 9 @aedL 4mm-l QA Aadl. QA A Add A (Glgail
aRq R 8.

el 2EAl GUABL 531 Al ALE 21 AHIAR & 5 54 d
AULRAL 4 UAAL (AUl U2 4 gUMIA &,

Fig 5

LINES SCRIBED JOINING AA,, BB,
CC,, DDy, EE, & FF, AND THEN
PUNCH MARKED

p = PITCH OF THE DOT (4mm)

WL20N1104H5

12 Al & AH : A5 (NSQF - A A 2022) ASARALSA 1.1.04



5Mec s vt Belled (CG& M) ASAURALSNS 1.1.05

Acs? (Welder) - 875521 dlell & AcSL ulbaul
AsA-ARREAA AcsdL el s0saell, et v wsAld-l s20saill (Setting of

oxy-acetylene welding equipment, lighting and setting of flame)

G2l : AL SARCAAL i A A 820

o dHId 8251 ASIA AHLSRA-ARAREAlA Ny AGS1L wele A2y 53
o dHIM ASIRI YR AU [A3% HI2 udlail

o YA UR ¥3¥ AU N2IR Ae s:A.

REGULATORS

HOSES

EICISIISER TORCH OXYGEN
\\|\‘ T
\ \I\
\\\-\\l\— it
-g

\/f '

\/

ot Rsa~4 (Job Sequence)

WL20N1105E1

. AR ol YAR? dicad o JA WA Bs 2w 6 Sl E-set .
8IGAU A Als 5. 2R &-sc AL 53
aled 5. o AdilA A A As).
1VYAeR geld 5. cls As 211 9 54,
qstit 1L 40l B(2a1 (Adlatel s 244 AR As). ild wateld.

A RUASR, 2SR 2 ARl vl

A5 UHA A, A Yol Y A2R dledq A9 Sl vilelld oid
440lA A5 s2A.

deRel ald Anddl Hi SR FHRIRA 53,
il Qe Aacls s

USASIS (oL A Al HI SR AHRIEZA S3.

13



A\l Ne-d qacls 2.

S10JRAE (oL At Al HIE AL AHRNBA 52,

slelca su (Skill Sequence)

A\l Ve qHacls 2.
RUCIEARECEERE

Rrexuiell eottaln vigl 531 A4A ocls s

AIsA-ARREAA AcsdL Ate-AlAl s0sar(l, ctsEar v A d-l 20saill (Setting of

oxy-acetylene welding equipment, lighting and setting of flame)

GEA:L A HEE 529

o QY sH WOl ANSAL-ARR AL N AESdL Lz vied 5

o 2 HUSASISDF1 11 s16YRAGBFoL WA Ae 53A.

HUSA-ARRALA wl-e 20sdl 61 1A (3911

AUSAYA v ARREAA RASAN St A RWRMiell )
QcS1oL [QRclRM WS,

2

Fig 1
GOGGLE
\ g
OXYGEN GAS :
REGULATOR S SPARK
) ;‘% LIGHTER
CYLINDER KEY }}) @ A5k
=1 ~
=) l/

OXYGEN GAS
CYLINDER

ACETYLENE GAS
REGULATOR

CHAINING

ATTACHMENT

DISSOLVED
ACETYLENE
GAS CYLINDER

|/~ WELDING
BLOW PIPE

/ OXYGEN RUBBER
HOSE PIPE

TS

‘ |- ACETYLENERUBBER
HOSE PIPE

] S
&

CYLINDER TROLLY

SETTING OF OXY-ACETYLENE PLANT

WL20N1105H1

UESA%A RASR AL YR €lRaAIML dcl stal 3L
glRL ANV 8. ARRAA RA-SR A-l uR elRaAi
BAGL H34 DL gRL v B, AUy AUEA%-
R@-s: A4 sl Gy eAR@-S w1
U EA%Y - ARRAAS5 AR Al QA5 cat
Sl O\ 82,

wlddl s2A 5 Ayel RA-s widl RAsA=Al et AuaAHi
214 8.

A RAA-5AA 2LEAlHi Y51 241 A Aisnell YR (&Ad 2.

RAsA1 221 RASR R-SHY/SAR UR la/Gell vl
(Bar2)

Fig 2

U ®
2 (C(.%

G

7

WL20N1105H2

get-ed sl auq, A1 RA-5RA Glell RAMAHL uEY adg
UG ASA 24 HleseR Fu-l Guailol sRaMi 2419 8. RA-s
aled 45l 2Ll (321 3)

Fig 3

WL20N1105H3

14 Al & VA : A5 (NSQF - 20N Ad 2022) A SARALS A 1.1.05



RA-s: 3w g2 5. RAUASR Sl GuaAL 5311 A
R[A-s-1 atean 3sudl wlcll 21 oigd s8A A 35
s o 4.

RA-sR 5wt g2 5L RAA-SR Sl GuLaL 5914 A RAA-S2-L
atedq syl Widla 47 oied 5317 QA 55 s3. (3oL 4.

Fig 4 BLOW OUT THE CYLINDER VALVE
SOCKET BEFORE CONNECTING

THE REGULATOR CRACKING OPEN
THE CYLINDER VALVE MOMENTARILY

KEEP CYLINDER UPRIGHT POSITION

WL20N1105H4

RUA-5R alea A5euHiell diesl ¢4 gar-tl skl RA-s alead
55 5314 ALS SAML A B. 1L (A5 el RA-sR aleal
RY 6165 SREL A Al SRIA AUHASRIHE uad2ldl
2sladl Hi B [RUHASIRA sl uglusl 25 8.

RUAs? 55 sdl autd &A21 dled x1GeAel U GLedL 28\,
(Bas)

WL20N1105H5

VLA 52 & dHIRL el2L 1 vaat dctell Ysd 8.

U SA% PYA2RA AUSAY U RUA-SR (¥HEUL &Ll AS))
AL A\

ARRHA YA ARURHA A4 RAUASR (SLedl &lat-iL AS))
A2 AsL.

AlY & A : A5 (NSQF - A0 Ad 2022) N SARALS A 1.1.05

viLddl 52 3 0id YA N2AR AsSREL g Acllos
RAQI B,

RA-sA uR AU WYAeRA sAse s AAEl AsieHi
Sloll slall el 81 & A S 81U & YHBUL slet-l AiLel.

{uRleq ANsdl AAEEAl YAz U As Ya se &2
(3521 6) 1A N2AR A% SIAC U3+ 11+ &9\,

Fig 6

LEFT HAND
ACETYLENE

RIGHT HAND
OXYGEN

WL20N1105H6

el QIS SASAAN 23VLAMI 8L U3 555 Sl 8l SRl AN
A Ul Hiot QAARAL GUAL SRAL ASA. L sl AS U
Aol LdHi HEE 59 B ASIA J5l RS €13 w2l

2ASIA 4SALA A 2ARL A HIS ER2AL ALY SEAL RARAL BUAWL 5.
(G217)

A AcSBL el A3s ARroicll2ui glas-2y
@) 59 AviHl 8 skeL S A 21 srReL ol a5 8.
(arsg)

Fig 7

WL20N1105H7

-
(3]



555 Scll dutd sy S1A 2101 ASIRA HIA Yl Elatl AT,

PYARRAAL B3 BlA 51521 A velulSu-l B3 elos-leseA
sl

Fig 8

WL20N1105H8

(RUSA% a4 v sloll A0llAl Gual 5 xRl
AL 11 U3 A0l GurilaL 5L.)

AL sASAAML Stoll &L AS 81U & Ui
BURN2AL SHR UR S 81U & FUR B (SA%-L SAS2AAML
BURLL &l 2112] 52 WIR 81U B.

SR VY AR 1BeAe U 6AS BlRU-ULSUAL A5 DS 4
JRALELEll R0yaeR iBede Al 131Ul sl-uiedu sl
(Bor9)

Fig 9

ATTACHING HOSE PIPES

WL20N1105H9

AL USS YR 5L 21 A [@5%A 2Lt HLe AUl (Al
GUALL 531 ALERAA Y(Ad 5. (3521 10)

Fig 10

USE HOSE CLIPS BEFORE
CONNECTING TO REGULATOR
AND BLOW PIPE

WL20N1105HA

AUl (SR USS SRAL HIZ GSISUR GULIL 53,
&Rl AU se AAl- (AR GullaL 5. (521 11)

HOSE CLIPS

WL20N1105HB

YAz N2R ARSI g AlG 5A Bl A 2 (sAY Bl
gy AsAd .

g AAALESIAL SR A ElA-WESU-AL iR AL AL Bl cll A
OEIR 51aAL MLE Y EGULRL 5 A UL 1S cUlRL AHRNR A
2

ARULREA A0l e veL d ¥ YRiadH 2.

ocluigy Asdl

BR-UESUAL ol B sellulSudl S+4Au A Asal-l 8.
((213)

oclULEUAL BSL UR AdTl-2ats\A bls s el uR Yo Al
40ll-2a15l U2 A 8 A el-weu A oeluteu-l
A{EEllA S1Ae A1 ASIAE B, 50l [A-ALAAL-815) AU (SA%-
SlR-WESY UR [AouAl AR sAM 1A & 1 oaluLeSu-l
AU SA- S1Ae Al ASAEL 8l 8. (531 14)

16 Al & VH : Aes (NSQF - A Ad 2022) ASURALS NS 1.1.05



ATTACHING BLOW PIPES

WL20N1105HD

Fig 14
BLOWPIPE

HOSE
PROTECTORS

OXYGEN
(BLACK COLOR)

ACETYLENE
(MARROON COLOR)

CYLINDERS

WL20N1105HE

Adil-a1s| oeluteuell Rl AARNML AL dndR Hdle AR
a1RL A B, AV Al e dlea ddls s s .

A et ansaq

USAYA A AR 0l HiAL A ectlal Alosel SE
AR (ARUHASIRA UR 2064g uSel. Aloselq SE Blot AHAL 444
ASLE AFAUR UAE SRAML 241 B.

ANRAAL EGILRLA UHRABA 5l UL, 6id R(ASAAL aleaq €l
eln As qaiisell WlEl 419 gollRlA HRNBA SRRL A 555
919, ALl SEAL Ao3E HIE i VYARR UR ECiLRL 0.15 kg/cm?2
d315 Ae 5. (531 15) viLdsl 52 5 A ecital Ae sl auid
0G| ULEY SSLEL AL VY CEL RAUAMT AL &,

A Y A2 SRISIEL g0l A% UR gcitRL diRfl st B,
(@3 wie udlaa
(@5 UL dMIH SASARA UL 5 LS B,

JRALEIEA sAsU1 HIE Al dle’ A2t A U sA%
$ASUA HIS it Wl GUaL 53 ((59116) BUSA%- ASIR0
UR 10§l UIR(A GUAL AHBLAL RUHL R 18] 215 8.

(A% 232 £MRULA S=URU A A2l SAH Gl GURL sR20
8.

Fig 15

WL20N1105HF

il watetadl

AL oAULSY A2 A & AABE A01R 3 ALt Alsetl etetnal
53¢ SE ASL AU RAUA-SA WAl AR RYALR UR GHLEAHRL SE
1Y NolRA UHRN B 53,

Fig 16

OXYGEN

WL20N1105HG

HUsAYA 2 ARl gettat 0.15kgs/cm B2 A0iR 3
Hie.

1YARR UR gudlal A2 sl duid, clulgu Seld dled ARl
Ao 1R yieall vl selusy uR ARell4 sgla alea 1/4
LG 5 1A AL algedl unoudl. (ot 17) A{Lélell4 st
gHISL A1 Al 2 sAM AUSA%YAA GUL 5311 G B,

AULS clgeR R AL A 1AL BURDlaL Al 2Loll.

Al & WM : AE5 (NSQF - A Ad 2022) ASURAS 1.1.05 17



Fig 17

ACETYLENE BURNS USING
OXYGEN IN THE ATMOSPHERIC AIR

SPARK LIGHTER

WL20N1105HH

AHRL 3 3 cdlslell g2 yjeell UMHT oeluleul YAAA
(euni el s

SLON GHIS) 2goY AL AU UL YEll ARUREA qeuRl. ((32118)

Fig 18 NO WHITE CONE

(

ACETYLENE FLAME IN ATMOSPHERIC AIR

WL20N1105HI

Al AUACSA 5 2 olUlgu-L AUSAY 52l dledq
Ul AUsAYA GARL A Aol 211 uR As A/l uS€ 2ig
guital @l 8. ((33119)

Fig 19
WHITE CONE STARTED APPEARING

ADDITION OF OXYGEN

WL20N1105HJ

QR4 usRAl HSA-ARRAA R0 A2 sl Ui $AH
AsH[RaL.

2R A AHRARBA 5L HI2, AUFE g JUR A dNAUSR
otladl Hie Yl A (sA% GARL. (391 20)

ouLSuHi(l AL MA2RME FUSAYA x4 ARRALA UM
yHRH] 8lu 8.

AUSASISDAL wAdd AHRARBA sal UL, derel wildell
ARRH wale a2 8.

A5E 2ig gst A dlat o2l

oA As (BRDL Ay Baud 52 A aA-l doud g5l sl
(B121)

Fig 20

WHITE CONE APPEARS CLEAR & ROUND

NEUTRAL FLAME WITH SUFFICIENT OXYGEN

WL20N1105HK

Fig 21
WHITE CONE SHORT & POINTED

y o2

OXIDISING FLAME WITH MORE OXYGEN

WL20N1105HL

ocfluLguH iRl AL A AA{LELEll st AUSAYA] UHIEL
ag el 8.

SL0JRUE (FoL RN AN AHRA R 5L HIZ, B\ AA e UR A0s4l
A ugl ARREA GARL

A5e 2ig Ul Bal a2l dARAA ol vial.

ol ag) cotle 112 2uildell vedl %9l (a1 22)

Fig 22

WHITE CONE WITH
ACETYLENE FEATHER

WL20N1105HM

CARBURISING FLAME WITH EXECESS ACETYLENE

ocfluLeuHiel - (ABRM U SA%A sl ARALELElA wHLaL
ag slu 8.

AESdL eAAULA 6l WEUAL Acdcd GuL sUl Ul Alaset ellg-l
SR Al WeR gRL AdRA@Ad A4S 25 &, At sell4Rl
GUALL 531 AL Actel UALE AOAAL HIE L HARNE R Sl
ysal. ((3a123)

18 Al & VH: Aes: (NSQF - 20Ad 2022) ASAURULSS 1.1.05



Fig 23

NOZZLE TIP
CLEANER

ALWAYS USE TIP CLEANERS

WL20N1105HN

Ul Yell R S1FURL ASSIRAR AAdL $ALU A AR wldA A2
50l A 4 5 Ul Yell sAH A1 yriruadA s

osRl\ld ileadl

ol Aleadl Hie, UEEL ARl S2l@ aled (calweu) 244
&Sl AUy xRl clea oiel 52

el oiel 53] RaEl YA
SIHAL A, {1 ML SHHI WElleA oied 5.

ARRAA RA-sR dled vigl 5. AU SA% RASR dleq oigl
s3\.

ocluLEY AR atea VLAl 24 dHiH SR eotlal elsl.
oClULEY HUSA% Al VILEL 24 LU dHIM EOULRL Y5 SR,
R0YARR URAL 6iA NRIR A% =L iUl ASA.

ARAElEll4 20y AR N2AR ASBREI g SIS\ AUSA%A VY AR
N2R AsHREL G B8\ vt olUSU ARREA alea.

AULESY USSR dled oiel $, rLds) s
AULELAAL AU 51 2101 A2l

A3 wIRlHi ollaiel A AYRuEl v A U &.

Al & WM : Ae5 (NSQF - A Ad 2022) ASURASA 1.1.05 19



5Mect 35U 1 Geuled (CG& M) ASAURALSN 1.1.06
Qs (Welder) - 85521 dlclli & AeSL uBaut

AuLe RAlAHI 2 {IHl 8 An1 212 R (BER s (AL 524031 2 5 (OAW 01) (Perform
fusion run without filler rod on MS sheet 2mm thick in flat position (OAW-01)

G2l : AL ASAURRULSA(Exercise)-l id A 2(lull 21s2il.

o SIS UHIEL SIH AAUIR 5A

o ALY sel ABE UiE 5A A e 5A

o AAEAL 5E UHIEAL R et A s2A

+ Agea$ 2(5As-) GuAldL 5411 sA2 RAAMI e As (AL 52y03- Al
o desie2 Als 5A 21 Aes vl 12 glRAl dut s2A.

01 ISST 150 x 2.0-50 N Fe310-W N N 1.1.06

NO.OFF STOCK SIZE SEMI-PRODUCT MATERIAL PROJECT NO. PART NO. EX. NO.

SCALE :NTS DEVIATIONS TIME :

PERFORM FUSION RUNS WITHOUT FILLER ROD ON

CODE NO. WL20N1106E1

@ 5 MS SHEET 2mm THICK IN FLAT POSITION (QAW-01)

20



Aot RAsa~4 (Job Sequence)

5y AUl RAMAHI Bar As A4 2d &

o MS A RBA SA AHA SN 85 (AR 202 GUrNlaL 53814
150 x 50 x 2mm S€-iL 2(le-lL gssL.

2luRa1 odsAl AiddflA g2 Avial 1 sty adl
AGA. Gt 2Ll Hi2 Hx ugA.

ARQL YR &2ALSL HIRIA s1Uel gsSiA flel s2A.
QLI Yoot 2leA uRHIRMI SLEE 5 A UHId SR,

202l AULELAL RRUR 34 YR UH IR RN RUBd s 1A
U s A A RAQHIE AclbL 2ete UR et Yl 4101 e
LR AL Ae s3A.

o OEULSY UL AL AL 5 UAE S 1A S

AcUHAl aal A Ay A1 NG UL,
o ARRCH ¢ (A eoual 015 BayAl2
(QRUHASRL YR Ae s3.

HUSA- AR a1l qodUAl A ded A\
AHRIR A 2.

AL UR GAULESUA AL YHRUL El2AL S %3] Rl UR ussl
RAul.

sletcu sH (Skill Sequence)

2lleAl ¥Rl St Ul AULélA ealuLleu UR ey a0 auld
AL 2RH 57l 23 5A A REA il uR Ybidal ya
olLa).

oAULESYA $HBL( stefl (Boumi WUAS) 4A A5 LA U 244
ol ULSUAL sl stand] joui.

SlSURL UHA RHI ag usdl Aigdl 2.

A Ellg vjoL ARH AE AN, dl ccluiguA Ybaide yaell
ALRLAIR HIS §R 5. GISSIAR A SAAAS 2lndl H2,
Yardat ya A1 2HidRs 2iga uel s20 &l

YRALSAL € AHRAUB 591 24 oEUEUA A& 2N0USIR
QA 2l YPIAEL YerA 09U SEHI AV

Steil 83 2ledl 24 235Ul GULS) AHA eElULESY 53,
sl ¢fo3Lell A oluLeuA wiRllui &g sRL.

R AR G2l U3 §2J08S AUULEIA AULG SA A 543 -l
ASIUAL HIZ AUl S2A.

A YaAsdl a1 2 calwugy 2ud ARl 8, dl
§3J031 1 A1 AU YElouS 2 adRui wat v,

ASAUIL §Jo3t 3 oall weudl ag il W2
Anadl 112 GuRlsd ag 4 quid Y-udldd s?A.

Btk Aldut [A-L 52493 UGl (Fusion run without filler rod)

GEoA:AL dMA HeE 59
o BeR As (AL s34 A 52A A &1 &R,

ASLY A Aot Yl Al

ARR 612l A AHS] AURAL BURAL 5311 A 516 8l dll s1e R
5L ARIR Glel UR GUIR EULRL AL &g &L SIS sl quid
GUSSLAL 5SLUR AAEL A3 AURAL GUAIL 53U,

M.S 2(l2q utdul elgQlselRs ARSAL glasHi goldla Ug-e,
Ad vl Al g2 s2A.

As gRell 10mm uR 20el dioll -l AMidR JuRAl €13\ A
Hfe (RS ddlS Al LAl HI2 URAL AL YL S3.

(3L SIHAL 2016 UR N §LUR (A5 UR vl (531 2) Rl ag
B SAL A SIHA AUl WAL HLL.

AL AIERLAL BUAIL SR

19U 5248 HIE GEULESY A SR\ U RAAHI (511 ussl
Au.

Fig 1

MARKING -OFF LINES

150

120

WL20N1106H1

Al & WM : AES (NSQF - AN (Ad 2022) ASARALSA 1.1.06 21



Fig 2 DIRECTION OF TRAVEL
L2
=
>

JOB PIECE

FIRE BRICK

WL20N1106H2

oeluleuA AL Sld RAd 53 5:
- 9fledl v sl Jutil AL 1Rl AMidR B (3L 3)

- UL sl ) 2ls ©

Fig 3

WL20N1106H3

- AESlaL AL U8 Alsel sl 600 - 700 {l AR 8, N E A
Aot AULEL AL 5181 90° 8l A4, (321 4)

FHR( ouyA Aot AUl UR YPLAGEL Yail il vielRRL
olA19dL HIE AedA §408 S,

Fig 4
DIRECTION OF TRAVEL

JOB PIECE
SUPPORT

FIRE BRICK

WL20N1106H4

ZeR UlRuL (A sy uclaq

ocQULESUA stoll Founi WS SIREL S AL AL wHRLL B Ul
SO ULt A B,

Yidel Yea v At uR Au. (3L 5)

Fig5
LEFT EDGE

DIRECTION OF TRAVEL
MOLTEN POOL

WIDTH CONSTANT

WL20N1106H5

RIGHT EDGE

OGULEY YR A& A0SR LA A1 HAUSIAL At A Al
pAU\. ((3a6)

SL6{l Al W cAlULegY 1A 1% AALO) S A S il 4

o {2 R el Al uLefl Wal.
Fig6 ABOUT 6mm
(1/4 in)
e E—
£
—1
£o
<
=2
=3 START
[a1]
<
ADVANCE
PER OVAL ABOUT
1.5 mm(1/16in) ©
QDDDD DIRECTION OF WELDING §
CIRCULAR MOVEMENT OF BLOW PIPE §
g
=

Y Ele Fye HIE AR ASSRIR 2ladl HI wR\ld-AL A5E 2ig
i1 2lel Autél gz 2-3 Ml Add idR Aad.

§J03-1 -1 (Aot (Adlara

AE5s Aot Al Auél uRel eflast g2 sRal Hie AWl [ld
Als sUl UL HRISL HIZ AHIA UBLOUS, GER A 543 (ML)

(B3 7) Al 0o QSIS widdl sl HI2 g2 udlall s s
8,

IRYU 51U Actadl duid AeR{l GuraL 53,

Fig 7 UNIFORM WIDTH & RIPPLES

50% DEPTH OF
FUSION

WL20N1106H7

22 Al & A : Aes5 (NSQF - M Ad 2022) ASARAULS S 1.1.06



5Mect s 211 Beuled (CG& M) ASARALS 1.1.07
Qs (Welder) - 8-5521 dlclli & sl ulEal

s AL Helld A AAAAxg AR 4 2ws @B (SMAW-01)

(Setting of arc welding machine & accessories and striking an arc
(SMAW-01)

G : VUL SURAAL A AN 1l 82l

o AL H(l, SASLS UIRS A Aot dA AL Fotaq s
o 521d 213 5A A U2 5 A AL HR(l sHMI vigd 52
« AcSlaL 532 RS A2 §A A A FAadl

o S AUIR 5 A Ae 53

o AU RAAHI LA ALl v HRIS) YUl 5A

o Aesl AULdlA Als SA A dwAl.

ELECTRODE
HOLDER

AC ORDC
CONSTANT
CURRENT ELECTRODE

SUPPLY — ﬂ

WELDING
ELECTRODE

c

GROUND
CLAMP
WORK LEAD

WL20N1107E1

Aot RAsa~4 (Job Sequence)

ALEAA JRAA ¥2URA Ae 52 AeSbL glugli g 53,

@ ULEALA GUAPL SRAM 241A & A 06 Hell w2 il YR o ey A2 52,
Qe85 M3 g58l Al 4 duiell A5 il wGes spy ¢ O A Al RaURRN 25 ell 50 Ml g2 Rt 5.

As\. o e B A 84 A AN HIRAL HIZ dUR B,
sleicu 54 (Skill Sequence)

L5 AeSIL Hall 1A AAA %3 Al 214 2u51 (Setting of Arc welding machine
and accessories and striking an arc)

GE2A:L A HEE SR9)
o M YR UEIR sl wglA AxM A

S Aeslaetel -t (a1 1)

B YY AESTL ULl A U AQAAULNS AULRAL Sl ¥R ;l;a zla 5 ﬂ:,:l «utc-gu ?qluq ?‘eﬂ;l[;md z.naz{
A2l ACS1oL AsesRAR (3oL 2) AcSlaL Hi2 A1l wale A & Hidlaia 8. w1 qese sldual salsgs 2uius

A AeSloL elus1HR (a1 3) Acdlor vz As(As wdle w41 B, 2. oLt

23



Fig 1

ELECTRODE HOLDER

WELDING POWER
AC or DC SOURCE ° )

ELECTRODE CABLE
EARTH CLAMP

WELDING TABLE

WELDING JOB

EARTH CABLE

WL20N1107H1

ARC WELDING PLANT

Fig 2
GENERATOR

POLARITY SWITCH

CURRENT
REGULATOR

OPEN CIRCUIT
VOLTAGE CONTROL

ELEVATED

A.C.MAIN
SUPPLY

WELDING LEAD

EARTH LEAD
D.C. WELDING GENERATOR

WL20N1107H2

AL 1ol AR e 118 RS,
RUER ALY 5.

AURD A4 WLAR] 5 5 SASLLS &URS A el Bolet s\uel ges
AsLeL AAAL sl QL .

ges Soic AsIRN WS, ARHL A AURAR sREL v
DA

e Foidq AesloL 2eie AL YRAULL AS) vHadl 2] sARL A1
gAs2S 8RS Al FASS Seictl GulaL 5914 s1M 5.

Fig 3

CURRENT REGULATOR

- |fo
o ="

WELDING LEAD

AC INPUT LEAD

EARTH LEAD
DC POWER SOURCE - RECTIFIER

WL20N1107H3

Fig 4

CURRENT REGULATOR
(FINE)

CURRENT REGULATOR
(COARSE)

A.C WELDING (OUTPUT)
FOR WELDING

PRIMARY CABLE FROM MAIN SUPPLY

WL20N1107H4

A.C WELDING TRANSFORMER

oA URL A GUALMHI 4 8l R AES1aL 2eel A%)S Al
et SYALS §5 UR FASLLS ellRsA cesldl €l 14 clslHl
Al 12 AesldL 2eiet{l AR NS 1L s\ (321 5)

YsIA 5 Aol AAAS 3 Bu 5 AWoL 3uR, slof ¥d R
612, 2 A RaL a0t sRIsEE) RAAHE 8.

WL SAL HI2 AR UAHAL dRA) (BH 3 AMSLAL A, Hlosl,
cflcos, AR, ¥5e, 9108 1A SU) . UlsAdLd UMl wuil.

1§ AeSlaL HR(lAlAL (ARl iuLa. (521 6)

s AeSL HollAlAl GurAloL Aeslol &gl Hi AU ydle
Aaaal Hie A1 8.

24 Al & Au: Aes (NSQF - 2N (Ad 2022) WSURALE 1.1.07



WL20N1107H5

Fig 6

ELECTRODE - HOLDER
/ MAIN SWITGH
) AC ORDC

WELDING POWER
SOURCE

HOOK FOR KEEPING
ELECTRODE HOLDER

EARTH CLAMP

STEEL WELDING TABL

GROUND

WL20N1107H6

A w1 Aot HollA Hua Yrasl A1 AS).

3 doissil Hud YRasldl 49s AcslL Helld gl s?,
R ALAURU Soiel 2ladl 12 215t deg g§ il salses
RICERENIER

Yo yrasl A sRHlL Astel Hie e AlsgRQuAd
ollelldl S1R3LES A WdRALS Sld B dlee eR1d 8.

ULARL 5L 5 Yuu 1L, 52408 A ULAR S0Ic SASELS RS, 42l
SAY A S01d A Y39 A[|AUR &L B.

A YA AR S5 WEdL USRY 811, dl desR Uld Hud
Y4611 NS 8. Hut 1l 200U s(IIL cdutdl.

12l rg/oier 2l 202 S1(1RL dutdl.

AL Rl AAL ddHA AQuHAS Rl 09U SIHALSL AU 47 3.15
1l Rt gAsels Hi2 110 AR UR ddHi- A2 53,

WARE Al s8] dwirdl, =5l Q S1{l AcsloL w32 adl
ASBSRR B,

Aeslol soiedl Guallal Aesll Helluiell gasgls ars Yel
AcsldL 522 de el Hie AL O 1A yedl Sota-il st (3L 7)
A2 A0 3 AU GIY ASIRACL 81U B.

Fig 7

CABLE ATTACHMENTS

WL20N1107H7

32l soiel As BsIA Hall-L wBeye efauiall As wd
YU AL

2] Fotal oflent dsiA AeSldL 2oid ALQ RS adl (331 6 Hi
il WHIQL el sQRUAL BUALL 591 YRAURL 51 53 24U
Yg QL (301 8 Hi oldtaami 2l 8.

gasels Soic-l As BsIA Hall4l oflet 2({a 1 244 oflant
85l gAsS eURS AL ASL.

Fig 8

WORK BENCH

AN

GROUND CABLE
BOLTED

TACK WELDED

WL20N1107H8

METHOD OF ATTACHING EARTH CABLES

1§ A8 vl 3L V1A i

Acslol elugliR

AESL 2LAGIHRAL YU YRaUSIA VA’ 53,
QB 2L uBHR (2-3 Auidl) AUlg 5 AAA vl 53
(4S5 5 1R

QS ASeSRURAL HUAU YRAGIA Ul 5.

Ho(l AL Ui BUAE A - U’ AL GuAlaL 5314 2-3
quid AES19L ASBS AR 213 5 AA oiE 53,

Seclls s, 21152 1A vy 2419 B, 211
Al 2ue 58 Hell4-l Gualat Sl Acslot Hell4
A3 vtaqal A1 AL H(A a5 s34 s .

AuLe RAAUI enal ¥Ele (M.S.) WA uR s Her

gaAsls alRsAL ¥Sull-l a2 315 mm SR HEUH S1eS &Nl
Kl As2\sA 8ls 5. (391 9).

Al & A : Aes (NSQF - M A 2022) ASARAULESS 1.1.07 25



Fig 9

WELDER ABOUT TO STRIKE AN ARC

WL20N1107H9

Ulddl 5 5 sEsU 5125 SAselS-l AsEH dARR S| SaAsas
EURSHI YRA ULSAHT AH1AE el /YAHT Hwod 3ld USSR .

315 ¢ gAsLS Hie 110 ARAUR Ae 53 viell FAsgls Ballesl
QR sel SASAASU HIR AcdHIA YA YA & B GUALL 52
Ae sl quid Hleels dils as 25 8.

SRR URL AesRA AESL 213 59 Bl AHAUL SASELS UEGAIHI
LA AL AWM 68 SAML A UR A5 UR UER SCl
Haeyd AesL (Bl 8.

A 1l S1{l AcSla Hell 8l dl AsglsA A2l sse 3.

AN B 2R Qe (af Yl AUl AL diiR 62l 9
ALS SA A Ad qaAdl AL, UIR(l AA U2, A S\ 8l dl AUls
SR,

ALY ALY Aes vl 5128 Aot [Agyd 2usl 214
AeoL ACS oA 8.

Aeslor 2ot uR af YA Aqute RALAHI Ae 5. §4ye Arclud
‘A’ 5 2 AeSlaL HRlA Al 52

Y3t aRall ugaAMi 214 a-l vidsl s. Bt 10.

gasglsA Aot Ylell @d1eiat 5 HIHl GuR As &3 des-l el
750 S1RLUR A w@e-l AUl UR 90° UR usSl AL, (321 11)

BRdLug@ (B 12)
Qo1 aele ua Aaudl dHis]l vl AR A(SSoaL (s aldl.

g5d sisil (Beuedl GurIdL s34 desdL Rot uR daselsd
suell 4 41212l WAlA 2415 UR UEIR 53,

gasglsA A5l Ass HIE AUl A1 6 mm R 5A 241 ugl
QY AL HIE A 24121 3 mm icR YEll 1A 52 (331 12)

L A 019 A 42151 AL Bl L ‘RAR dlaal s§9L aly 118
yslol-l [Qrsle’ a9

Gl 2151 dlsal HIEE SAselsA 35Ul Gulsl.
2UbLugla (a1 13)

Fig 10
HELMET

LEATHER
JACKET

LEATHER
GLOVES

LEATHER
APRON

SLEEVES

SHOES

WL20N1107HA

Fig 11

PLATE SURFACE

_

JOB
ELECTRODE ANGLE WITH PLATE SURFACE

DIRECTION OF WELDING
oooo)>

WELDING

WL20N1107HB

ELECTRODE ANGLE WITH WELD LINE

Aot AULEA snal2lefl xuel sRal HiR SAsASA AlA WASIA A
YR UER S

gaselsA adl As-sl 112 adledl 6 HIMl Fecl dR R GuR
@5l A Ul ARA A Al HI A AUl 112 3 H{lH{l
Jell 1A s,

UL ugla-Al {12 Lol (el saM 3Ud 8 sikaL S A Aot
RAULEL UR viLsiAL [(Reul ysdl ell.

A FAs2S w2 UR AlY AU B (AlsSl AU B), ll d-l g dJRH
2L AAL LSl eladl H dq sistl B3sUl dais glrL dRd

26 Al & A : Aes (NSQF - A A 2022) ASARAULESS 1.1.07



Fig 12

START F’OSITION\ /6
Vs
7/ 7/

Vs ~
7 //
/

ESTABLISH THE ARC

HOLD A NORMAL ARC

3.5mm GAP

WL20N1107HC

SCARTCH START METHOD

Fig 13
LOWER THE ELECTRODE

TO OBTAIN THE ARC GAP HOLD A LONG ARC
START BY TAPPING
H/AGANST THE PLATE

oo

DIRECTION OF TRAVEL

TAPPING METHOD OF STRIKING AN ARC

WL20N1107HD

% Y5l 54 RGN (31 14)
SR UG glRL S UsIR.

55 AcSoL 61/2(les qadl daleui Sle s (B2 2ei glrl
YA YA

UL FHRAL GuAAL s3I ¢st des BullBel 21 uRell AL
SAR2IA €2 5 A AR w2l s 5. (32115,

(3APM0L Aes sl awa AR aNte vadl UL K14l
GurAaL 53 (30115

B ACES A SEHL AL Bl dl 2R Aot usSL vl Hi ALRR{A
GuaDL 5R.

WU MS @2 UR AMA UER salg Yrrlad s wul Yell
gAs2Ss $1(Fo1 (AL €2 v AA AASI A 25112115 ASS]dL
e AAHAA 2R dlA

Red s A8l ML, HedA ElRaL ld - SAlses s
GLRLIRH A 52408 SAML 1A B, {lAAL AL Bl AR B,

- galses 2ius

- s A e

- gHISL A gHIS

- EleAdAe

- Ay A aRH A3 sRI

- 8l2 AN A 812 R AHIC AR B,

GURsd AuHlell desA ol v, ddl Sedls detndl
AR wad 5q usA B 552Ut Ad uR RdeilAld
RugldHi qHstacUH il .

Fig 14

WL20N1107HE

Fig 15

CLEAR SAFETY
GOGGLES

CHIPPING
HAMMER

WL20N1107HF

Al & A : Aes (NSQF - M A 2022) ASARAULESS 1.1.07 27



5Mect osA 21 Buled (CG& M) ASARALSS 1.1.08
AcesR (Welder) - 85521 dlclli & Acso ulEat

QUL RAAHT AU Ae uR Alell Jui 1 sl wHL 5A (Deposit straight line bead on
MS plate in flat position)

G2\ : L ASURAS B (Exercise)-l did dA 2[u{l 21520l

o QU WAL 51 AR 5 A Ae 5

. gAs2ls, ddHld v NARSE] uRie s

o 15 AL gLl At Al HBISIA AU RAMQHI sHL 52
o AeSl AULEA ALS SA A dAULA).

10

1 100ISF x 10-100 " Fe310 " " 1.1.08
NO.OFF STOCK SIZE SEMI-PRODUCT MATERIAL PROJECT NO. PART NO. EX. NO.
SCALE 1:1 DEVIATIONS 0.5 TIME

STRAIGHT LINE BEADS ON M.S PLATE

@ 5 10mm THICK IN FLAT POSITION. CODE NO.  WL20N1108E

28



Aot RAsa~4 (Job Sequence)

o &5 SEPL A WG SPL glRIARIA HIL UHIRL (LI Y0)
duR s

LAAU XA dlAR w12l 93 w@e-l HuLél (Blot) AULS SA 44
S1E(A1L 5911 1A g2 5.

Aot AUENL 6l Gl UR BA Y0l AHIAR il sl
4 HEUHT U ad Rad s

o @eA AeSla 2ule UR yule RAlaui Ae s?.

o UIdd] 5L 3 wAe AcSlaL 2ud U AR A AuS sl 8L
8 A A s af 2o AR Eldl A ANsret 2. .
alRlLeHSs sUST UCUHAL ara) us.

A(ESIL UYL BUAIL 52,

L3l 53\ 5 AL [AlesHl (Beer daixt A RAQHL 8.
As 4 mm ¢ M.S. dRsHI SAS2S.

A& AcdHI4 241212 150 2l 160 amps UR Ae s3.

gaAsels oiaA el-us1HR AcsloL He(l A1 NS S1{l AesloL
%2R AL ASTSIURAAL BRAUML, A AS RIS e(a w
Asl.

o Qot/as 2oL YHRIL ASEIH B3 Yol sAry s\,
o AcslrHel 23 s

o ZRUE HIR WpUAL G5SLUR AMUA UER 53 1A dclHi Alear
HqEls 5.

sletcu sH (Skill Sequence)

YARA 5A 5 SASES o[ UHIRA & 1A 415 1A 8.
&stAMAL GuRAdL SR,

Stotl L2l Bstell ofl dst Yell U ctef w1 as iy uR
el duitAL HasL ML S

gasglsd desl cle-Hi 700 2l 800 UR usSl uil. dA des-l
GULEA AL A4 AHLA (AN At dRg UAS).

AR UL (AARS el AU AR 0lsA 5312{l 2Ulg 5 24 viLs
eRalAL vitdl 5L

HRLS AL S uiLSL MR,

Aot gHRAL GuL 5311 Aes oflsHiell 2AL £ 52A A1
KA AlAR G2l a3 ALs S,

(5ABHL sAL autd AL 1) GulaL 5.
LAl HLE WHL AAE HIAML (A3l s:A:
U1 UBLOUE AA GLULS

el

AHI AdRul

AL UHIA2L

CRIAE wis

Balgdt

USeSeS

Aule RALAHI AHAU A2 uR el Iuit 1 LS| sl 52 (Deposit straight line bead on

MS plate in flat position)

GEA:L cHA HEE 59

o Add A dolld, SAsRS WA 2 YAL§LL (A nadl vl

M.S.xAe Ul 35 At s1SE Al GUAaL 534 ARUR S3A

ALell vl RBA SR, dRA 15mm iR ALl JulA b 53
(Bar)

Yy 5El quLél GuR-l s 8ld Adl Sla Aeslat 2ee UR o
AuLe RAlAui ysl. (Bau 1)

Rlot A AeSlL 2ot a AR [Qgld AuS Anaal 1 Aol
AR 1l Qyeluel :ae eldl A,

gAsELS BALES glRL SASLS USeHI AHUAM] AL SASS-L
QU AFAR 52 AR &R AP

BWY el 25SLUR At AHA SASZASAAL AU G HIS AU

gasglsA 70° 2l 80° AL YRl UR AES G/ e A1
usSl Al

Al & A : Aes (NSQF - M A 2022) VSARAULESS 1.1.08

Fig 1

WL20N1108H1
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Aol AL A 2UEAL SHRU DS 3 Soid B\sdl Sl aeslat
1l GUAL SRl A AR AES Aedd RS2l Y
YRR YHL SRAML HEE HN I,

aal HPleRst ddls ua sl Juudl A lell duqiAt
HloOw L SHL SR

HeUH AWM dolle (L) (Rled & qurida gasls-l Uil
RIGR (d). 8 Sl Aeslar Holld-Al GurlloL sRAM 41 dl
gst Al dotgl Gulal Ybidell eug-t d-l ggatal
Hfuiell Qua- aelsami Hee s9L.

Ha1g3 Rl o1 (e 150 HIHL wld MAe)
AY gAs2\s RAQ/s1eL. (3oL 2

Fig 2

WL20N1108H3

gasglsdl el xd el ya dadqg didR Aagdl Hie
gAselsA S dRs WASY AFA. (53t 3) AlSSL Bl AL
UDIAcl Ya 24 s cle HIS UR LS AS2A ldl HIS YRl
RARE Bl ANSA.

Acsldl sdl duid iS4l RAR dla’l ssal Ay AUietal. d
gasglsl ami ol[ryud .

Fig 3

WL20N1108H4

(L) ARC LENGTH = DIAMETER OF ELECTRODE (d)

SASSAL e €1 NS 2 ¥l A Ellg olladl Hi2
Ubrdet yeauiall azdl yaus3ll aldl aur0Rd s desl
cllgd A A Al dRs dasgls-l M Yusdll auld s
AHIA HRISL AN B,

BUR URL AM 8l AU B RUR 52R AHe (3R2l A5 g2
o & 3 AMA 591 213 Scll A AL VUS| UBEL (Rl US &,
A2l viLS] A5 52 A4 VL] SRl @dLEL 20 HIHL 2010 As AN
oLl 4 a4 35U €2 LLSL UR WiEsL L.

BulBe ot B2l d vis) e, ugl asglsA AR wWASL.
(301 4.

Fig 4

/|

ARC GENE ING POSITION

WL20N1108H5

Auy €25 Halst yel 21 ugl 1A wHidl viisl a1l (3L 5

Fig 5 i

~——— CUT THE ARC WHILE DRAWING
A ) RA
L ]

A SMALL CIRCLE

WL20N1108H6

WISl UR (SUl(Be otial B2ll A AES1aL HRLSL BG ¥ R B2

1Sl id Al dotef 201 aat €l 244 2 2l 3 quid i
ada €1

83 oleL 3 A UR Y1 5L uiLsl ¢l (3L 5

LI EHR A ARIR G2l GURAlAL 5914 desi-eHiell Q0L
3 W2 AA g2 521, B2l Hasl eug-l 2wl stustviell{l
dul 1R vjeell 28 (531 6)

GURlsd Aes wp{lAl HiAl SIRRN 455l R A ag ARl
GUAR/AdREL YgQalAl GULL 5.

AHL AAE HRISL AURLL A4 AL slETuRL (Al Alel:
Ae5 AL GUAdL 5317 usloue 4 Qe FaL 7.
53081l QSIS
el Alelleut

30 Al & A : Aes (NSQF - A A 2022) VSAURAULSA 1.1.08



Fig 6 - UL Wl HEE duR) BH 5 AL qHLALL, ARFAU
WRAR{LEL 2t-5252, 212092 HelsL WsLSe . (3218

Fig 8

UNDER CUT BEAD

DEFECT

N\ N

REMOVE ALL SLAG AND SPATTER

WL20N1108H8

Fig 7

WL20N1108HA

BEAD WIDTH

TEMPLATE FOR TESTING THE
BEAD CONTOUR OF WELDS

WL20N1108H9
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5Mect s 211 Beuled (CG& M)

Aces? (Welder) - 85521 dlcld & s Bl

D SURAULSS 1.1.09

quLe RAlAxi 2 {1l anst A2 2012 UR (Bar As A HBIS) SHL SCAL (OAW - 02)
(Depositing bead with filler rod on MS sheet 2mm thick in flat position

(OAW - 02)

G2\ : VL ASAURASB(Exercise)-l did dA 21u{l 21520l
o SIS WHIEL SIH AAUIR 53

o oAIULSU-AL 2R3 5 Vi Y A Ae 5A

o [B3ER As A A N2AR URiE 52

o (B3R Ned GRS Aes ¥HL s2A.

ot Rsa~4 (Job Sequence)

sA2 RAMAMI BaR AUl WA 5934 AcLdl

o Aloc] S€ 5 UE 5A A A1 8ls sA 2 ARRA A2
53\ /2 [5A%% gotel 0.15 Bay/RQH.

SIUR-512S HIESES KA (CCMS) (BER AS ¢1.6 mm URiE
S,

Y& AR A I ACSL ALY U

USA-ARU AL ARgAI HOPUAL A d2R A\l Ae

s3.

OGULESUA YHRIL L2 UR 60°L URIL UR UsSl Ruull-
Rot{l WS et A1 700 447 clleS-l gHell cuyA As

AL bl ya oAl

Rl g i Aot quiélell 2.0 2l 3.0 HHL Yel vl

1 ISSH 150 x 2 x 50

Fe310-W

1.1.09

NO.OFF STOCK SIZE SEMI-PRODUCT

MATERIAL

PROJECT NO.

PART NO.

EX. NO.

SCALE : NTS

DEPOSIT BEAD WITH FILLER ROD ON M.S SHEET
@ 5 2 mm THICK IN FLAT POSITION (OAW 02)

DEVIATIONS

TIME :

CODE NO. WL20N1109E1

32




Aes-l ale- a3 30° - 4001 yau A Ybidat ya-l s
g2URL 531 (BER UQRUA SLodL ELAHL USSL. « URS G-l
AHRUL &S A3 Nee YLUl €l A4 UPIAGL YE /YSE il

Yaidretl yerll Heuui gulslA e ARl Bs1A 5208 52U
A AES HRIS| oLl HIS Aot AULEL UR (BER Aed GRRL.

oIS A (BeR ARl ol celutsy UR 4z 20ISIR
1L A1 AL vt UL LA 2 AL SLofl dRs WAS).

o BaR AlRRA Add QA GUR A 1A (Qre ¥l aulq)
WS

GRS 1A UBlOUSHI A3 HRIS) ci-taal HI2 YdLAEL
YaHi Yrdl A(AR0 GAR.

sleteu sH (Skill Sequence)

HRISIL SE B 5ol Bagus gals/GsisA AR
sl Hie (aRr Al A ocugudl Hasdldl €4
AUHRN A 5.

AUsA32U elndl M2 BER AsAl Bs) wAlddl welrl
osllcel vieR Avl.

LS 09 Sl 1917 URS ELESA-L SLedl elel-dl DS s,
A oAl A AosEA g 52

Aes YU Als 5. Aes HaIsIl UHIA ABR AR 1ML
YEOUES/BLULE HI Ul S2.

ocll WU A BeR ARl ag A8l %1 slud sal
HR2 Sl 4 ag v sl cle- 1R L YrrlddH s3.

WD 2tni 2 HlHl st A2y 2(le uR (Bar As AL 1 Ls) ¥l s:d) (Depositing bead
with filler rod on MS sheet 2mm thick in the position)

GERU:L dHA HeE SR
o BaR As a3 HuEaL 93 1.

1Y AeSlaL 12 (RAuUB HIRIA N(seU sl 2laeus &:
oelULeuUA AU RAAHI us Sl vl
Y ocll WU Al @21l GUAL 5311 Aed sy(Fat

ocll WS A (3R UORUA AsAyLA 35 sl M1 ¢l
&lal Ao s Aaag

BB 5208t Aot Rl Bstell stew st Yell As Alell
uHi A 8.

Qs Hie 2llel dudl

e cuadl aua Hix-Al GuAlaL s3.

152 {1l ciotl x 52 Hl uglow x 2.0 {1l st et Yl Aonaal
Hie MS A 2R 53

ARELUR &2AL5 93 studl-l 5141 2llel vis(Edl g2 s?A.

50x2mm {1 2(12 AL AN HIS ER URAL 0R 4 AUH LA
€2 5RaL ML Aol AAARA (BASRAN sLEc 5.

AUSLE 21 Aot I AR

ARR 612l A AHZ QuURL GUAIL 5311 R A 516 8l dl €2
S, dlAR ¢l2l UR R el lell el 48l Asled sl auia
AUSSLAAL 5SLUR AAEL AHI AURAL GUAWL 5.

M.S A gouSlA g2, det A2dl A1 £ 5. Uldy] &lEQISARS
HRsl 2lle lerR. As aurell 10m uR 2llel aiell aRl uHidR
AU €121 A HPLE(RISL AR5 Al uat HI vl AL YA
5. (3311 S1HAAL 201 UR Aot 1R (G5 uR Al (391 2) a1l
agd ALY SAL A SIHA AUl AudL HL. ACSPL d0IIEIAL
GUALL 5.

Fig 1

MARKING -OFF LINES

150

WL20N1109H1

Fig 2 DIRECTION OF TRAVEL
Iz
N
>

JOB PIECE

FIRE BRICK

WL20N1108H2
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oseluleuq AL Sld RAd 53 5:
2le-l v sl Juiil Bue-l AHidR & (a1 3)

UI2R-AL LML ) 2AlSs &

Fig 3

WL20N1109H3

Aot @l AL Ase-l 513l 60° - 70° Hl 4R 8. e
A WloL YULEl dRA) 511 90° 8l RS, ((33L 4)

Fig 4

DIRECTION OF TRAVEL

JOB PIECE
SUPPORT

FIRE BRICK

WL20N1109H4

SHR(L ol Aot AULEL UR UPLAEL Yeil Al viedlRaL
olladl Hie H2EA §J03 SR

(3R As a3 54931 4 i-lag:0\ 4 Sl eR(MULA, HleL GLdLAL
RAEUAA AU SEL AES ANl A Ho{d Aiel Aaddl Hi
Bar Aeadl %32 ud 8. a2l HRUR RAd A Aead Ybia &,
QRUR A AL Ya 2Adl (3R eRaAl Hi2 (e ulhuiA val
Y1 8.

Ybidel yaui (e Reaq vastaal Hie @y gauadidl %32
el 8.

R0\ d glRUIRML Fye AYLELEIA 24 0 (5A%1 AA o1l
8 Al UR ALEUR AV B, ACL-AHAIL SE| A3 A HEOL
AR 242 AHA ElgA LAl HLR %3] 2R+ AlESaL saul-l
ellg{l ASLE UR HIEURA B, A2l A ALEURd URiE 5

A(EBaL sl HI2 Ao Ned-l st uR.

3.0mm S MS 20le HI2 AeR 5 ABE UE SA A A1 ocll
YU uR 8ls s?.

oElULESY AdIEA 60° - 70° AES ALeS- UL (FHR( dRS). (BAR s
AdLE 300- 40° AES AL AL (SLofl drs).((5a1 5)

Fig 5

WL20N1109H8

Lyl el vl R des-l el A1 WASAHI HeE
52 8 A bl yaall 2o Al ¥ 5 3, syl
ieSl adlRA €2 AV B, L ¥ &€ Yell 5243 (AL Al GlsleA
gl (RA 52 8. agi,dle ugeldl geudt ag Al 8.

oelULeY A (B A0RUA W@e-l Autél U 900 R qui), gl
ellg Rl i Rs el ol ouYRA AL I AL (531 6)

Fig 6

FILLER ROD

BN
BLOWPIPE NOZZLE

2703 PLATE SURFACE

Pyl

WL20N1109H9

Real AUl 5408 52, Ylrdetl Y sadl _ovl 44 09
afq A1 Be Aed GARL.

oeluLey Hie, Sl 20as IR Al 33 & A ek AlGrRLL 12,
Qe Bl ot (331 7) (BUR 1A A1) %331 B.

elg-l Auiélell R0\ d 2ig 2idR 2-3 {ldl ;ndl.

Fig 7

direction of ~ 2-3mm
weld

WL20N1109HA

desA P geRadl Hie, UA-RUEd lell v a1, oellutgu
A B AR stofl Roui wAsL. (a1 8)

34 Al & Vu: A5 (NSQF - A A 2022) ASARALEF3 1.1.09



Fig 8 FILLER ROD MELTS AT WELD POOL EDGE

FLAME COVERS WELD AREA

DIRECTION OF BLOWPIPE

UNIFORM WIDTH & HEIGHT

EACH ADDED DROPLET
INCREASES WELD POOL

AND REINFORCEMENT
WELD POOL

WL20N1109HB

oflel uiél Gur 0.5 2l 1 {1l des HydlsueL Anaal Hie
des yeHi e uldul GAR.

GAIULSY A ek A0 112 Al eI Add dU(Q, s\at
A ol ] gAuil.

AL AU(SAZ2UAA 2Ll Hie §AHAL ollel UR(ASIH] 2ieR (BeR
AsL BS\ AVAL

AGST YA UIRAL 1A 2Heslag
Y uReL 541 8] &

olULEY AlosEA 8001 vjRlL UR euilell Beet 3 Il des ofls
UR 2@ 5 ullsl drs (AEeL s2 8. (3219)

Fig 9

(a)
CORRECT HANDLING OF TORCH AND FILLER ROD
(MELT THE FILLER ROD IN A REDUCING FLAME
AND KEEP THE TIP AT A UNIFORM LEVEL)

IEVAWY,

(b)

WL20N1108HC

WRONG HANDLING OF TORCH AND FILLER ROD

YbLAat yet oiaat Hie 522 UR Aes oflsA g2l 200u0, (e
RS GARL A [(SUl(B 2l AL AL e,

As1E @] B

oY A BeR AU slaL A1) s sREL S desye o
g (RAA sl {2 sloll B3 Yeld 8. viisl uR YLidell aug-
2lst &l A{ld ydl (B Aect GAIA wisl oi-tdl. Rlldd
eflAefl €2 52U ug Aes yaA dldiareiell otuiadl Hie st
olLel URA(AS1YL Bs12ll i8] €1.Aes Ya Hyoyd AL A ugaides
Al (BER AALAL BSIA €2 5.

SHL AAE - [dlara
SHLHRLSL UR AlA-AL HLE YL

Hest WR (@@ (elgadl uR (BRelt. (L calugudl yuus3ll
S[AUL 325127 SRV B; (Bek AU ALY VRIS AU
WLEL SlA Yiuret sal; Yloidiell alga 2uldl alld-Al AidRs
1A s1RQA Ybidal ya-tt A @bL)

HRISIAL 6L UR t-5R852. (UL AL (oL gotlal 24
SR U AN6ddlA SIREL 8; selUleSu-l 20U 35FR; (B
UL AAY VRIS 2ALUd).)

{ful HRisll AULEL (UL 5EIR Rt A AL (A2l
gollll sRAl 8; Bar AR 2yRdl gls. VRRZL (21
el AU ASLEA SRR B; 512 AU B.)

AR HaLs) (32010 Hi oldladiHi e 8.

Uniform ripples
Good uniform bead

WL20N1109HD

Al & A : Aes (NSQF - A A 2022) ASARAULESS 1.1.09 35



5Mec s vt Belle (CG& M) ASARALEN 1.1.10
Acs? (Welder) - 875521 dlell & AcSlL ulBaul

BcR As (0AW-03) (A<t Aute RAAHI MS 202 2mm St YR A N2 (Edge joint on
MS sheet 2mm thick in flat position without filler rod (OAW-03)

G2l : UL AsARAEIA(Exercise)-il 2 dil 2(lvll eisell.
o U WHIEL S dAUIR 53A

o 18 yor el Bdlaa cail

o Aol AY A2 2 25 Aes Al Ae 52A

* 493 Ugla gl AieuA Aes s,

y)
o
o_)"\/
2 ISST 50 x 2-150 Fe 310-W 1.1.10
NO.OFF STOCK SIZE SEMI-PRODUCT MATERIAL PROJECT NO. PART NO. EX. NO.
SNTS EDGE JOINT ON M.S.SHEET 2mm IN FLAT POSITION | -0 neEs | THE
EF @ WITHOUT FILLER ROD I
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Aot RAsa~4 (Job Sequence)

SUEDL Hogot ot gsSIAl AAUR SR,

o ARUA BARIRA 515 5 VA AR ALs S vl
s3.

UULEl YR 90° YR sl HI wWAell (B8l aln.

qaisainl el cous wQedl nsts sdl smell
aldl ASA.

A ACSPL el Ae 52, ARBE A0R 7 8ls s A AR
0181 015 (Bu/RAH12 A2 s:A0iA Hie Ayl

derel oild Ae 53,

SSU AULS SA A AlSBaL 2otet UR Aule RAMAME, S1RIR (@S-l
BLEUR UR S1H A 53,

sleica 54 (Skill Sequence)

SIHAL SHBLL B3 AES 213 53,
oEULESUA 60° - 70° YR AU,

el A5uRu{l Sl 52403 5 A4 SLoll dRs AL el

el AuA AULEL Yl A Bl 52403 s3A.

o SLOL B3 AR, WLSL ¢ 244 des yul s2A.
o oRlldA oL, e WRlHi g s
o AE3s AT Al 5A 24 Al UL s
RIS AHA UBOUES A GLULSS,
AHIA @B,
A e Ybidil auey

MS @2 uR A% AsLg (Edge joining on MS plate)

GEU:L A HEE 59
o WA\ Bl ctenl.

AudL: 150x50x2mm= 2 o1 20AR2L 531 KA ug) sige s3I
AULSRBAL AN g5SIAL dUR SA AL 4 A(BoL:

@R\l (BdlaA atal.
o ACSDL2UE UR dUIR Aot g5SL AR 5 A 6l BS 25 53,
o 2saesdl doud 212 6 HIHL &.
o 2[Bauglolsarll durRd.
acslat
o AlEUALYHRU BS Aes 213 53A.
o AsyHIA HASAL A Al Al A A wasial.

o AR 6l2lAl GUAAL 53 YHL AAEL HRISIA AUl S,

AHIH Y3 AR A AA ACSPLINIGAAL BUlL S,

Afaa
glRLAesl yRiatil dutAl

sl A duRdl :g] 8.

seMi Aes Helsll uslous u1A QRIS As3udl durdl

adRul, 543 A Ayul sl As3udl durudl.

duig & Aes (Bgl, 2582, §YAl A AR YL

vl Ysd 8.

o) dlsAU. - A @e LI 2L,

Al & A : Aes (NSQF - AN A 2022) V1SARAULSA 1.1.10
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5Mect s 21 Bauled (CG& M) ASAYRALSAS 1.1.11
AcsR (Welder) - 85521 dielld & AcslaL wlBa

qule RAlAHI 10 {1Ml st AHAU @A e uR AlEll Judi-dL H_ISL(SMAW - 02) (Straight line
beads on MS plate 10mm thick in flat position (SMAW - 02))

G2l : VUL ASAURALST B (Exercise)-ll did dA 2u{l 2usell.

o U WHICL SIH AR 5 WA Ae 5

. gAs2ls, ddHld 2 WARE uRie 520

o A Alett HLs 1A AuLe RALAHI sHL 52

o Acd A dolls, FAsSLS BIE AN A5l A el evil
o SBHAULS SA A dURAL.

-l el el Gel. 1.1.08

o
~
1 100ISF x 10-100 N Fe310 " N 1.1.08
NO.OFF STOCK SIZE SEMI-PRODUCT MATERIAL PROJECT NO. PART NO. EX. NO.
SCALE 1:1 DEVIATIONS 0.5 TIME

STRAIGHT LINE BEADS ON M.S PLATE

CODE NO. WL20N1111E1

@ 5 10mm THICK IN FLAT POSITION (SMAW-02)

38



5Mect s 211 Buled (CG& M)
Qs (Welder) - 85521 dlclli & sl ulEal

ISAURALTMS 1.1.12

qute RAlAHI 10 H1{l st AHA} WA UR dRUAGL HRISL (SMAW-03) (Weaved beads
on MS plate 10mm thick in flat position (SMAW-03))

G2l : VL ASAURALST B (Exercise)-l 3id dA 2lu{l 2us2ll.
o SIS UHIEL SIH AU 5A
. gAsgls, 532, AR yie 5 1A A2 5

o Ui RAAHL arle SE1A VSAHIA HLNL BHL SA
o %38 A coud, sAs2ls eldd 1dls nadl uAvil.

CENTERLINE OF

WEAVED BEAW\
/| | |
| | | | |

2 I
=
225 ' 15 | 15 | |
-~ =1 | |
100
1 100 ISF 10 - 150 Fe 310-W 1.1.12
NO.OFF STOCK SIZE SEMI-PRODUCT MATERIAL PROJECT NO. PART NO. EX. NO.

SCALE
NTS

&

WEAVED BEADS ON M.S PLATE
10mm THICK IN FLAT POSITION.

TOLERANCE *1

TIME

CODE NO. WL20N1112E1
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Aot RAsa~4 (Job Sequence)

o A SLEI HYAOL R0t HIU UHIRL AUIR S,
o WSl R 5 Aot Yl dd, AL, 01,205 adlRel Ysd &.

o Q0L QULEA el AR wlotell AHA Bl siget sl
ULS S,

ARLLE HRLSL A UL BHL SAL HLS S YA A AULEL YR
AHIAR Al RUlEd s:A.

a§ Ul (2Al0) A AL 2ee uR yule RAQHi Ae s?.

RaRULAS qRA (Y3 arall) Ul

o WRR HIZ VA AU 9IS A0iR HIR ACSL B UL (A3latal
5.

4mm ¢ HEIH 5125 M.S SASELS URE 5. (BIScode:ER4211)
A(EB1 522 150 - 160 amps 42 Ae S3.

o BUALZSSLUR 8AS2S CAld1 2 A5 5 24 A w34
8l dl, dcduidA s3lell allsal.

As B3 ol st Yell A set Al 9 ab Yl uR
ARG HRISL %HL S,

sletcu sH (Skill Sequence)

AR URL AM, 0{8 SAMI 241 A2l As2LS vectdl auid
A AHRUAL AESA YA HRE SR,

«  id des sql] olel SA A uLS) Gl

o fI[aL HRAL GUAL 5311 Aes ollsA (3A0L 5 A el
ARIR ¢eLell Als s.

(5ARL gAML AL ANLERY 44 ALRLR{AL BURAL 5.
o LALHER WML AAE ARIAEL HRISIL dulR s:A:

M1 UBLOUE A QUL

HeLsil el

AHIA 3Rl

AesHl cuyil uR AaRAY

ol1el Aes vl B 5 w552, WRAREL, AL qHdel
QIW.

CRAAEL wLS)

YU wiHlAL

MS A2 10mm 151 UR dRUAGL Hlul (Weaved beads on MS plat 10mm thick)

GEoU:VIL dMA HEE 59
o %38l A cloud, sAsas 21dd 1Uls nadl gAvil
o AES Bl AL 5A A AU\

3@ WAR2 4 WU AESa1L sl aurd BuNdIML Adldl Sluyd
AUiel A v u BAe des AlBa sdl auad uslal 2+2Ldl
ArUAEL 1 IS %33 8.

AUl RAAHL a.Lle Hauslg wHL g

M.S AR §3L. ARUAEL HIOWL AWl HIZ URS ELe A wAe Ulu
150x100x10mm. ((331 1)

Fig 1

9
9

>§%\

160
1()0

WL20N1112H1

4,00 mm ¢ Hl[3uH sl2s M.S gasls Hie 150 - 160 amps
A AR wid3l 52A. SAssAL (A[AE USIRL 44 SE HIZ
GUAIMI Aaldl ddHIA URiE sRal HI2, SAsels Use- decl
@l & Bl UR (Al i 20l 8.

gAsLSA AES GLES A1 75° - 80°L YR UR RAd 52 (531 2.

Fig 2

WL20N1112H2

40 Al & VH: Ae5 (NSQF - 20 (Ad 2022) VUSAURALEIS 1.1.12



el [Baruadl GualdL 5911 cuy-2ll-ouy asuie U Al
gasglsq Aau el quLél A1 9001 vjell uR RAd 5.
gasels aeue Hie sisil [Bauie-l GuradL salq Lol

dlRlal HaislA U sl uiRAl 9 L 5 gAsIsA AU
3ld RA 531 (5oL 2 Hi ccdicul YRl SAsLsA cuy-2ll-oly
qalte s2A. ((3a13)

Fig 3
GOOD POOR

WHOLE ARM WRIST ONLY

WEAVING OPERATION

WL20N1112H3

ague-laldq SAsLs UL AR AA 5 4mm ¢ SASLS
HIR2 10 Yell HullRd 3.

€35 dRle UR HRlslA 2 2l 3 HlHl2l ag 48l 21 aaurdl, B2l
gadl, uldal, YAl A2 &12L augHl el yeell g2
M 419, (oL 4.

HRISIA Yol AP deRAll QDAL AL A & A ViRIoL
gulaHi uRemel.

Fig 4
SLAG
PITCH 2 TO 3mm
A
JYANERN! \ % ol 1
ARMoOL)/r\InzDS%L%VNliK‘G LESS THAN THREE
POINTS TIMES OF THE CORE

DIAMETER

1) KEEP THE ELECTRODE AT 90° AGAINST
THE BASE METAL AND 75 TO 80° AGAINST
THE WELDING DIRECTION.

2)  MOVE THE ELECTRODE FROM SIDE TO SIDE
AND STOP FOR A SHORT MOMENT AT EACH
SIDE.

a.THE WEAVING WIDTH SHOULD BE WITH
IN THREE TIMES OF THE CORE WIRE
DIAMETER.

b.MOVE THE ELECTRODE AT A CONSTANT
PITCH BY USING THE WHOLE ARM

WL20N1112H4

H LS| 541 213 531 24U KA

AT YA URHAL W3] 50 HI2, AU §2J33 4 VUS| UR GHR),
A w18l 240100 dell. viLsI-L idell @atetat 10-15 Hldl ot
€2 5.

uisiHl a1l &R uR diefl Ad a3 Y-:uRed 520591 5)
YA e[1N 1N 2R U wAS) A AL cotlss eetSlA vLs) el

HEAH AU GOLLES UL AHIRL €2 AHPLAL HA153] 213 5.

5 i .
T (\%
| /

ARC GENERATING
POINT

Fig 5

20

1) CLEAN THE CRATER

2) INITIATE AN ARC AT ABOUT 20mm
AHEAD OF THE CRATER AND RETURN
TO THE CRATER

3) BUILD THE DEPOSIT SO THAT IT

WL20N1112H5

NEARLY FILLS THE CRATER, THEN PROGRESS

HERLS| AHA
€35 Aes HRISIAL A {1 wHIRl viLs) 1R\,

&5l vidHi gasalsl Apia-l [Eauie As. (521 6)

Fig 6 OFF AND ON THE ARC

DEPOSITED METAL

FILL THE CRATER

1) REPEAT OFF AND ON THE ARC AT THE END.
2) BUILD THE DEPOSIT SO THAT IT FILLS
THE CRATER AS THE SAME LEVEL AS THE
WELDING BEAD.

WL20N1112H6

gasglsl slal vedl.
A2L9L 15-20 Il des 11 uiesL 5.

LSl eRal 112 2 2l 3 As+s HI2 usSl Avil.

Al & Au : AEs (NSQF - A (Add 2022) ASURAENS 1.1.12 41



syl A AL Al (321 7)

Fig 7

7
[ 1]
I

/ b
WNERAANY
| |
| |

/

WL20N1112H7

HRISIA dUlRd,
HI2 USIRAL

- HEslg a3y (uelas, HyoldlsReL a1 da istda). (318

- A5G A ARAY (Bgl)cil, RAAL AHALL A AHI.

(3a8

Fig 8

BEAD WAVE PROFILE

STARTING END

FINISHING END

/ OVERLAP

T ]

)

WL20N1112H8

42 Al & WH : Ae5 (NSQF - A2 (Ad 2022) VASAURALE 1.1.12




5Mect s 11 Beuled (CG& M)
AcesR (Welder) - 85521 dlcld & Aesa wBal

DSARALTMS 1.1.13

AUSAL - ARAE Al sAHG AU 5A At 4l &5 gl Alew se sA (Setting up of

Oxy - Acetylene flame and make straight cuts by free hand)

G2\ ; AL AsAURULSAH(Exercise)l id dR 2(lull 21521l

o Y sudl HIR HSAU-ARRAL e Ae 5A

o a§ YluA e s&brui Ae sA

« 581 sAH Ae 5A

o Alell Jvu sélaL

ot

o SPRAS SA A dAULRA.

1

100 ISF 10x200mm

Fe310-W

1.1.13

NO.OFF

STOCK SIZE

SEMI-PRODUCT

MATERIAL

PROJECT NO.

PART NO.

EX. NO.

SCALE 1:2

10

SETTING UP OF OXY - ACETYLENE PLANT AND
STRAIGHT CUTTING BY FREE HAND (OAGC-01)

DEVIATIONS

TIME

CODE NO.

WL20N1113E1
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Aot RAsa~4 (Job Sequence)

o Ryl vcHdl ara ugRl.
o AR ALl sEPL eAluLgy a3 Ae s
o Hedl AUSLE AUFRAR AU AL A\

o gl ASLE A 5EPL AABE AR AJLELEl 244 58U
BS|-YtAL A N2ARA AHRNERA $RA. » studldl quiéld
Al 5.

As ALl vy,
QY &L sAU AL AHRARA 52

sl saUISUA 90 UR us$l RgAullose Alsd A el
AULEL R

A3 25 Ele Yell U Al uR vde-L As 83 ussl vl

slelcu su (Skill Sequence)

a$ Yl 2 Ao a2 @d1LeiL 5 HIHl vidr qwvil.

SELL B SAYA OS5 A4 5L (Bl A S 5.
o UBAL AL AU 5L oeluleua ol B3 vRAS).

Al ARN 235U A JidR Wadl.

SELLAUSAY vt 53 A4 52 Yl Al uR *Ald 0ieL 5.
s AlS SA VA WHl ao1R Al AU 1L AUl 53,

U YEll AR 24 AR 52 4 21 AUl Yl sARde YR
3.

&l a3 Alg sélat (Straight cutting along by hand)

GEHU:L A HEE 59
o Al aAdl2 2acls s:A
o 5811 AlE A A N2AR URAE 53,

A sELL wle-l RAMALVNSA-ARREA welle Ae 5RA 414
5ELL oAQIWESUA B8 sMal HI2 At A2 sl (321 1)

Fig 1 CUTTING OXYGEN
CONTROL LEVER

FUEL GAS
oooo

oooo
OXYGEN

CUTTING JOB SET ON SUPPORTS

WL20N1113H1

AL AULEL UR StuaL HL SIH Ae s
AREIN UELA 5 B2l 5911 (ALl g5SL usal HIE Y5t &l
ULl 531 5 52 alg -l (1A cugy slurt 2aeael yYsd 8.

A sl autd AetHdl el ug.

5ELL WAL AHRAN(Bct 581 8] B

sEL Aloset URe 5 A s(EaL Aotll ASLE Hyod g gotal
Ae s (sles 1) oclulguni sEPL Alasan 0 3ld Ae s
(212)

sles 1
studL Hiz- Set
AUSA%A Hlet@edl | 2llsA-g eouat
ARGBAU Alse-l st €l21sq
QR
(1) ) 3)
{1 L kg/cm?2
0.8 3-6 1.0-1.4
1.2 6-19 14-21
16 19-100 21-4.2
2.0 100-150 4.2-4.6
2.4 150-200 4.6-4.9
2.8 200-250 4955
3.2 250-300 & 5.5-5.6

44 Al & Au : Aes (NSQF - f20Add 2022) ASAURALE 1113



Fig 2
PRE-HEAT-
ORIFICES

END OF NOZZLE

CUTTING OXYGEN ORIFICES

PRE-HEAT ORIFICES

HOLES ON THE CUTTING BLOWPIPE NOZZLE

WL20N1113H2

YIESL HIE derel oRAldA AR 53 (591 3)

L

WHITE CONES CLEAR AND ROUND

Fig 3

WL20N1113H3

CORRECT FLAME ADJUSTMENT FOR CUTTING

viddl 52 & NESAY stuaL v seld [@ar uciadl
quid SAH As¥RN2Hl WA 2l.

Alg sélat

s8loL oeluLeSuA W@l AuLél AL 900 UR UsSL vl A vl
A1 sl (301 4)

Fig 4

STARTING OF CUT

WL20N1113H4

UR(AS (BlgA cltet ARl u ugaell oy 5. (a1 4)

AsglRAR elndl HI2 a5 I 3 A3d 4 didR
adteiat 5 {1 uvil. (Ba14)

QaRIA AUSAYA O15), sEPL AsAA] AAASt SA 2
A5Au{| 2350 YA ELe A1 YRALSIL sl 23 5A((3dL 5)

A 58151 5l auia viLddl s

ouy-2ll-ouyl Faua @ séld oclwgu-l el
Y1153 A sEPL SR dlea QYR A vjeg
A Ui Yell v@el Auiél A Al 00 RAQ.

Fig 5

WL20N1113H5

CUT IN PROGRESS

A 25 8l ), vA2l ALell ©RA 8ls 53, 21 e se (531 6)
A YR sAL 24 AU ABE AR Al HI2 RS qULéA
uaL &ls s

Fig 6

SPADE SUPPORT
CLAMP STRAIGHT
EDGE SECURELY

WL20N1113H6

A seq (Allaat (ot 7)

Fig 7

WL20N1113H7

A1 g2018), 1Rl A AL ol d3 A 52 ALS SR,
d1gLdeL Hie du 52U

o AN 52 AL VIR uiRAl

o sedlflellat

«  sedl dlaia

. sedluglous.

AlY & W : A5 (NSQF - AN A 2022) VISARALSS 1.1.13 45



5Med s 1 Bauled (CG& M) ASARAT 1.1.14
AGSR (Welder) - 85521 diefli & AcslaL izt

J{ER AU AU gLl 10 HIH] st AHAA W@ HUEL 214 Alell vt €L A + 2mm
(OAGL - 02) (Perform marking and straight line cutting of MS plate 10mm thick

by gas accuracy within * 2mm (OAGL - 02)

G2 : AL ASARRUSN(Exercise)-l 2id dA 2(lull 2us20l.
o SlHAL gsSIA Alew séldL e Ae sA

o AN 521 5AU Ae 52A

o siualdl vl AL 5A B dutdl

o &l a3 Alell Jut vt-udl.

N
01 100 ISF 10-200 - Fe310-W - - 1114
NO.OFF STOCK SIZE SEMI-PRODUCT MATERIAL PROJECT NO. PART NO. EX. NO.
SCALE 12 PERFORM MARKING AND STRAIGHT LINE CUTTING | obeviations TIME
OF M.S. PLATE 10mmTHICKNESS BY GAS
JEL @ ACCURACY WITH IN +2mm (OAGC-02) CODE NO.  WL20N1114E1
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Aot RAsa~ (Job Sequence)

Alau se otaat
ol el gl ugll.
oY ALl sl sclulsu 93 Ae s,

stual-{l eug{l ASLE AFAIR AU sELLAE §le 5A (A,
A @2 1 10 HHL astg 1.2 {4l Guallal s?l. Bt
AR (B 5L Aa)

SEDL AEAL SE AR AUSAYA 4 JR{LELEAlA AL
EOURL i UHRNRA sRA. (WRlAR] 1.6 kg/sq.cm 1A
ANAEl- 0.15 kg/sq.cm)

g61R AURNRBA 5l quid, séldL sellwgu alcd
CElL AU

o A ACSIoLAL AN UBR.
o derelosild Ae s,

«  200x100x10 1Sl W@e c, w@e uR 25 HlHlAL 2id? el
UL ALS S, RlEd SRA i Uy 53,

o sl ag aA sEPLAs e &t A A Aose 2 w2l
AULEL AR 9001 U{RIL UR AULEUA UsSL RAul.

sletcu sH (Skill Sequence)

A 58131 (Gas cutting)

YA 5RE GALES AL AS BSIA AIL RS &le 55121 Yell oM 52,
a$ YIR4 211 Qosetl 1 a2 iR G164 5mm RAvL.
el GuR 1212 1.6 {IML l(Ee s\ ysl.

A (Ul S€ sl 28] HIEl aduni WASL UR &g
QI IS UR IR SAML 419, RUR U vAel €11R U WS\,

SElaL AUSAYA AldRA dRcl % UGl A4 séloL [Foumi el
e[ 211 WS\

o sedlid el @l Auiél 24 Adset 4 oy L auld
A 2R ol Al

o Adiol @l siudl gl dl, ULl el 1t se Auél Angal
yi2, sel a4l iR el aRatull sAe sAny s 1A
se-(3a1 21 AL As1Aet 1S HPleRsIl Gurllal 5. 21l
sAns sA2-l A1 A sAe-l AR WS 2ueFsA A5y dd
eetlcfld wAs)

se Yel 2l ugl st A5 flar &1S1 A Al vied
52l

sEl &R UR A2EL SISURLRADA UL AtuuL Y es) auR 612l
q3 se JULElA AULS S3A

GEU:L A HEE 59
o AA a3 sudl quid Acindly sadls- sA
o S YR s Alell vl sl

AY &1L wl-el RUUALAS{-ARREA R 5811 wleq
AcSaL HIE ¥ 3l sRAMi A &q A dld A2 sA A sEbL
olULSSUA AL oyl %A NS\, (3oL 1) A5y
5EAL YA AL AUSAYA AL RYARR URL HEA.

Fig 1 CUTTING OXYGEN
CONTROL LEVEF\;/

FUEL GAS
<oooo
f (| T <{|oooo
OXYGEN

CUTTING JOB SET ON SUPPORTS

WL20N1114H1

ALl v stua e Aot Ae s (Ba12) : wibs@e u 7 Alell
uAl A5 lell vt stuat 12 15 HlHlAL AR 249 ofly) &R uR
Add stual 1ie 3 24 25 Hl{lAL 2id.

SEL A UR Aot A sA VAL [Aelu-Al gsSl usatHie Ysd B2

uLddl 52 5 5E1L el DA oty e & 2t 51
sad-20la AHAl A9 sui udel -2l

§EPL AL AHRAR A 529 : sEPL Aosel uRie 52A 211 s(Eat
Aot ASLE Hot A eolltl A2 sA. Adat se Hie Adetdl
ASLE g &9, AR AHIA ASLEAL AR/ 52 A AuuHe(l
SAML 214 @\l dHiH AL Hie AALElell eotal 015
kg/cm2 8lg AA.

10 Hl1Hl 18l W@e stual 12 ¢ 1.2 {IHl (RULSRY sélot Alxset
URie 53,

5L AUSAX HI2 1.6 kg/sq.cm €0l w ARRHLA 12
0.15kg/sq.cm €GIRL A2 S

AR WLl 5 5 Aettcll arsll ugaHi 2414 8.

Al & Wu: Aes (NSQF - A Add 2022) WSAURALSN 1.1.14 47



Fig 2

JOB

BEVEL CUT LINE

SUPPORT

STRAIGHT

CUTLINE
UNDERSIDE OF

THE cUT
(CLEAR)

PARTING PIECE

SUPPORT
CUTTING JOB SET ON SUPPORTS

WL20N1114H2

sELL eSS UHI S0 Al A9 A Els s (5oL 3)

Fig 3
END OF NOZZLE
PREHEAT ORIFICES /
CUTTING OXYGEN

ORIFICE

PREHEAT ORIFICES

PREHEATING ORIFICES (HOLES) ON CUT LINE
SETTING OF CUTTING NOZZLE

WL20N1114H3

U (SAYA 41 ARAREAlA Y AL AL cAAULESY SASAAHL IS
H(2 dAULR(L

YIEEL 11 derel sRildA AHRNE A 53 (591 4)

AAS LA SR llaRA B0uRe sl david sAH A5 A2
WA 4 uel a-l vitddl s?.

Fig 4

C

WHITE CONES CLEAR AND ROUND

WL20N1114H4

ALell vt sEL: sl 5811 ecluleguA WAa-l AUl A1 900l
VIRLL UR AUl A ALEl Ruit sttt 213 sA. (391 5)

5ELL AUsAY llaRA eotlddl UsEl HR(AS (AgA alet a1l
UR ugalel oM 52\, (321 5)

AsSRIR eladl {2 4 Yl 447 Aose aA 2idR @dleidL 5 {l{l
vl (531 5)

Fig 5

STARTING OF CUT

WL20N1114H5

5L AUSAN s2let clarA gotidld 811 AUSAX S| 24
SS9l A591 213 5 A sl ULSUA AsuU{] 235U UL S vl
AL WAL (321 6)

Fig 6

CUT IN PROGRESS

WL20N1114H6

slgfuel oly-2ll-oly-l Berud @ Alell Juigll viddl s:A.
se yul 2t i Yell v@el quél A1 Axse-l sleL9oe 8.
5EL AUSAY alea QY LUl vilel.

A 215 8l dl W@e-l flell ar vaal 2deq 8ls s:A A4
5L ANAEA 25\ Els 5 B2l Al FicdR YA 591 s

QA 21 1A @l ULl AR A A5 U el 52 sl
Aul. (BaL7)

HL2 5EBL AUl
AHIA A AR 52 AL 391 Gl
el dlasidt
seluglous (55) (3o18

48 Al & VH : Ae5 (NSQF - 20 (Ad 2022) ASARALE 1.1.14



Fig 7

CLAMP STRAIGHT
EDGE SECURELY

Fig 8

DRAG LINES

WL20N1114H8

WL20N1114H7

Al & A : Aes (NSQF - AN A 2022) SARAULS 1.1.14



5Mect s 11 Beuled (CG& M) ASURAEN 1.1.15
Aes? (Welder) - 875521 el & AcSL ulBal

10 {1l 2nst AxAA WAz AdlEdl, A 5221 grrL AR cllAAs sRAL AR A
ISRAL AisAA sl (OAGC - 03) (Beveling of MS plates 10mm thick, cutting
regular geometrical shapes irregular shapes chamfers by gas cutting

(OAGC - 03))

G2 : L ASARUSA(Exercise)-l 2id dA 2flul 21s2il.

o a5l 1821 Yot Ae sA

« Aqd QU ellAQS A1LS1R A HAAR A 2SI 1 A5 S
o SBAUS SA.

10
45°
150
30
50 ISF 10-100
2 100 ISF 10-150 - Fe310-W - - 1.1.15
NO.OFF STOCK SIZE SEMI-PRODUCT MATERIAL PROJECT NO. PART NO. EX. NO.
SCALE :NTS BEVELING OF M.S PLATE 10mm THICK CUTTING REGULAR | DEVIATIONS TIME
GEOMETRICAL SHAPES AND IRRUGULAR SHAPES
@ 5 CUTTING CHAMPERS BY GAS CUTTING OAGC-03 CODE NO. WL20N1115E1

50



Aot RAsa~4 (Job Sequence)

YRatl ARl UgRl.
studll AULELA uLs s

Il Sl Ae 5 A 5211 oeluLesSuA Sls s?.

viLddl 521 3 5811 Aozt Aeadl ASLES AR .

Al 21A 5811 BNSAYAAL NUAL EALRA HHRIRA
s3.

QY 5811 A A% 5.

sl HI SEPL oAlULEUA A Adet AdIE UR usS Ruuil.
Q2L AS B3 U Al U ASL RS gle Yell a1u 52,
SEPLAHUSAYA OS], 24 5EPL (Bl AHACS SR,

331 vl uR ellA €l A RAR 1A U sR¢et vt A8l
5L qEAAULESUA ol BSL dRs WS

elg-l NSt 2 sébL Aol 83 WA NerR
ARA vl s2.

o @2 %33 Aad Ad1E YR RMRd SA A U 53,

sleicu su (Skill Sequence)

Al ARN 235U A JidR WAl

5EPLAUSAY vitl 5L A4 52 Yl Al UR A\ ofosill.

s AlS 5A A Al ASAULES I AUl 53,

8l glrl Add sélaL (AsA-ARREA) (Bevel cutting by hand (Oxy-acetylene)

GE2A:L A HEE SR9)

. Aqc QAR RS 2US1R 21 AAURA AUSIR HA A5 S

o 2289 (Adlatel 5 3 s Al

Aot Ae 53l e SIA (a1 1)

Fig 1 JOoB

A

WL20N1115H1

’ SUPPORTS

SETTING JOB ON SUPPORTS

Ao AUt 2eE UR Ae S

uLddl 53 5 se ctg--l A cusy ure .

sElL Al 08Bl
aad-l doits Yot sElL e uie s2A(312)

5ELL AlEA ocluguHi A2 5 A W-El(Ea1 1 Yget saH
AU 5.

sEPL (S Add e sl auld sAH JsyReA2HI
WA 4 Ul Al widsl s?.

Aqd sélat
s8L sAQlUSY (ABE) A %39 AAEIE UR Us S gAuil. ([521 3)

UR(AS (g A3] el dH ugeell 2RH 5.

Fig 2

FOR SQUARE CUTS

FOR BEVEL CUTS

WL20N1115H2

Fig 3

BEVEL ANGLE

\
WL20N1115H3

AsglRAR 2ladl M1 a5 Yl A Al flu adq
JidR GILEPL 5mm 81g AFA. (331 3)

AeRIA AUSAYA ©1S), sEPL AsAA AHAAS A A4
AsA{L2UA (B3 4) 2 RAR &l ad Us e A1 Yus3l
57l 213 5.

AMLA AL 12 Ala se v séldL s ¥34 sl
) B\l AS).

Al & Au: Aes (NSQF - f20UAd 2022) ASURALEA 1.1.15 51



Fig 4

REQUIRED BEVEL
ANGLE

S
QQQ DIRECTION OF CUT
<

WL20N1115H4

A st 8l dl, SEPL Aot UR AU ALell uglaAl 8ls s2A B2l
5311 L&l 52 211 slaL Maaami 2. (531 5)

Aqd seq (Adlata
52 AlS 5A A sEPLYRIATL ARl

AL yiatiiatdll se el 212l R 21 ARUd URW1-52 AUBRU
RL YAAAM] 21Q 8. ([53L 6a) AU 5[ otdll driariiay]
AN A AL WL 8. (591 6b) 4L Al AU AL Yot ¥
el 24 Al 5120 21 B.

sil-2

o« sRALHIEAL 241é1 100 ISF100 - 10mm Rl§ S

o Aotdl Heu vt RUE 5 241 I Yo U 52

o [Qous ((5o11) Al GulaL 5914 100 HIHl U ada avll.

Fig 1

I}
o
WL20N1115J1

o« 50 HHl QL 5g A 012 AuA Lo 5 ((3211) adad
SR, (3oL 1 Hi oldictl YHIRL AMA cuidl HI2 54 B A1
yiRladA 52l

AC, CE, EB, BF, DF 44 DA d35 astal #12 clélAl etvl(3at
2 4, 50 25N HI2 ALE eUR A 10Ul GUAAL 531

o weslelaisRA Yel srat Hie el REl Y s

o i elldet uRHIaL Yol RSl weslemi RlEd s
i Asla yel seal Hi2 el RalA v s,

Fig 5

BLOWPIPE STEADIED AND CUTTING
ANGLE MAINTAINED BY USING
TWO SUITABLE BARS

WL20N1115H5

Fig 6

WL20N1115H6

Fig 2

WL20N1115J2

56 RE U2 96mm  Bg (et 5.

HlAQSs 3uduRAA A1 Ace sRdl HIZ s{-RARRAA
Gl A sEPL seluLsy e s

ellg -l ASLE AFAUR A 521 1L AU Alose AS.

siudldl augdl st agguR ARRAA 21 séla
BUSAY AL N HUA AHRAR A 52,

ALY sélol AU AsyRe 53, A 5EPL seAlUsu ussl
AU190° UR (1115 UR sl2lc sH- iee! &l).

stiucl auid Qascl AR 235U A JidR WAl

5ELLAUSAY vt 5L A4 52 Yl Al UR Al ofosiall.
A5 1M &g AAL U], 52 Als SA.

UZU sl As3Udl Hie AUl 53,

52 ALY & A : Aes5 (NSQF - A A 2022) ASARAULS 1.1.15




sil-3

o sudLHIR gl AUl ALs SR

o Sl e2ulAdd WsLESE Yol HIS 2 U 5.
o AR sEPLELRA 5EPL oAl WY a3 Ae 3.

o elgll ANSLE AURAR AU 5EPLAAE S

o 5[ M A HYA AHRNR 52,

QY 531 SAH ASH S A oeluLeSuA A RA(AxL
vl

o gl AU WR(MS (g e/l a1RH sRaL HIE d1RM 83,

o 5EL ol WSUA oflst BSL dRs WASMA Sl a4
e[lNe(l 44 RAR dlA 10l s:Al.

sl aua Alosetdl AR( 35U 241 iR Al
o SELLNSAYA vitl 5A AA s ALy Rl AdL UR A\ dA ojsLal.

o 52 AUS SA A Al ALSULES HIZ AU SR

A 581 weleq Alell 53 (Straight the gas cutting plant)

G UL cHA HeE SR
« AslRusIR 211 wesleL AR Sl

Astausik 2usR (3ot 1) Al Alell Jvit stuat 12 Aot Ae
§GA2 UR AlEl il RUEd 5 2 Y 2.

JOB

UNDERSIDE OF
THE CUT
(CLEAR)

SUPPORT

CUTTING JOB SET ON SUPPORTS

WL20N1115X1

sELLEUE UR Bt A2 5 B2l (AL g5SLusAL HIE Y5t Bl

vLddl 52 5 5EBL Al 1A oy e B 1 518
osdc2lle Al 4% sHi udcll 2l

SEPL WA AHRDARA 59:5E1L Al uRie sA 241 5[t
Alotl ASLE Yot A eotlal Ae 5. (s1wes 1)

A2l dH st Hie ARALEE eewat 015 kgf/em? &lg
ASA.

6 Ml 08l @2 swual we 0.8 Yl ¢ sélor HUsAN-
(RAIAS1) e URie s,

5L AUSA% HI2 1.4 kg/sq.cm E6URL A AR N4 HI2
0.13 kg/sq.cm €cilaL A2 s3.

SEPL WA AHRIARA 59:5E1L A uRie sA 21 5[t
Aot{l ASLE Yoot R eetlal Ae s (slwes 1) \@ell dun
ASLE HIE ARl otieL 0.15 kgf/cm? 8l A4,

6 Il %8l W@ed swual vz 0.8 HlHl ¢ sélol (5%
(RIS e URie s3.

SEPL SR HI2 1.4 kg/sq.cm E0URLAHA ARl N HIe
0.13 kg/sq.cm €oileLAe s,

WIS 5L 5 Actimcdl dRall udami 2419 8.
sELL seUSUHT SEL AsEA Ao A 8ls 5301 2)

Fig 2

PREHEAT ORIFICES

END OF NOZZLE
/ CUTTING OXYGEN

ORIFICE

PREHEAT ORIFICES

PREHEATING ORIFICES (HOLES) ON CUT LINE
SETTING OF CUTTING NOZZLE

WL20N1115X2

SRy 1 ARR LA Y LS AL sl ULESY SASAAHL el 3
HI2 AU,

YIEEDL IR derel aAldA AH RN s3. (391 3)

Fig 3

C

WHITE CONES CLEAR AND ROUND

WL20N1115X3

s3oL BUEA%A AllaR due sl ard sAH s\
WA 4 U8l a-l widsl s?.

Al & A : A5 (NSQF - M Ad 2022) ASAURAULSA 1.1.15 53



lell uu sébuala sEbL selugun W@el Autél A1 9001
VIRLLUR RAull A4 ALl duit stualy 213 s2A. (531 4)

5ELL 2 sA% ellar ottt el WR(Ms (AgA eud 2Rl
uR ugctel au 3. (591 4)

As§RAR 2ldl M2 a5 Y11 47 A3t AR 2idR edtedL 5 HlH{l
AW (33t 4)

Fig 4

UNDERSIDE OF
THE CUT
(CLEAR)

SUPPORT

WL20N1115X4

581 2 (SA% selet cllarA goticllA 5EL A (SA% S1S) 24
SE1oL RS2 213 SR A 6Ell WISUA UL SIE AL AL HHIA
(AR wRASL. (2u15(A 5)

Fig 5

UNDERSIDE OF
THE CUT
(CLEAR)

SUPPORT

CUT IN PROGRESS

WL20N1115X5

sty ouy-2ll-olyl Berud @t Alell Yuis3ll vitddl s2A.
se yul 2t Ui Yell vAel quidl A1 Ase-l sleL9oe 8.
581 A (SAY alead AY LUl vl

A 2sU el dl W@el el aR 2l 2udeq s s 41
sEL Qe 251 8ls 52 B2l Axsa-dl 2l v W@el qutél
AR Al AR YR 53] 2SR 24 As AL A1l 52 Al
s (301 6)

Fig 6

UNDERSIDE OF
THE cUT
(CLEAR)

WL20N1115X6

SUPPORT

o U™ SEL UHAU AL 5181 HI GeeHi oldldet stual He yel
53l

yzsleL sélt

o (3317 i otclcul WHIRL Aot Ae SR,

Fig 7

UNDERSIDE OF
THE CUT
(CLEAR)

SUPPORT

WL20N1115X7

54 Al & A : A5 (NSQF - M A 2022) ASARALS 1.1.15



5EPL S WU (NAE) A 900 ¥3S LI UR USSL AU,

Al vl A1 weslel sl

Hi2 s dulAl
AHLA A AR 52 AL J9L &L
el dlasidt

HI2 SEAL duRAl
AHLA A AR 52 AL J9L &AL
el dlaait
se-l uglous (55) (3218

Fig 8

DRAG LINES

WL20N1115X8

Al & VA : A5 (NSQF - M Ad 2022) ASAURAULSA 1.1.15 55



5Med s 1 Bauled (CG& M) A SAURUTA 1.1.16
AGSR (Welder) - 85521 diefli & AcslaL izt

USAL-ARRAA A s(E31 (0AGC) Al GUALL S3A BGl sl IBuA sed Rlzd
s A sA - 04 (Marking and perform radial cuts, cutting out holes using

oxy - acetylene gas cutting (OAGC) - 04)

G2 : AL ASARRUSN(Exercise)-l 2id dA 2(lull 2us20l.
o A sEPLHRAA A 5A

o ANE AeR A BNSAY-A N2AR YA€ 5

o LYo (Bl 3 IBUA 5@ AL 24 i1l

« S AL Y.

@20mm RADIAL CUT
!
40 x 40mm PROFILE CUT 700
220mm HOLES CUT
Z
180
1 100 ISF 10-150 Fe310-W 1.1.16
NO.OFF STOCK SIZE SEMI-PRODUCT MATERIAL PROJECT NO. PART NO. EX. NO.
NS MARKING AND PERFORM RADIAL CUTS ,CUTTING | |NEARTOLERANCE =1 | g

OUT HOLES USING OXY-ACETYLENE GAS CUTTING

@ 5 (OAGC-04) CODE NO. WL20N1116E1

56



Aot RAsa~ (Job Sequence)

sZar vl Ae 52 A B (SA%¥ 411 ARR A RA-sR),
YA HE-llAAL Al A1 AS) 2 02U 581 AdseA
8ls s3.

studl v Aeet el AuélA AUls s?.
stual{l vzl AaSLe Yot A1oset UAE A 3 A Els 5.

AACEAL SE AARAR AUSAYA 21 AR %341 eoual
de s,

Qo3 AL QLU UR N6 3 Y[R EDL SAHA Aid RS auaL
stual Hiel eugl auiélell 5 {i{l el

sleica su (Skill Sequence)

LUl A deRel sUld Ae 53,

i Yl w2 yrala(l ), 4Q uedl SRl
g2 ‘A’ 53,

Y 52 Aol 8.5 scll quia ARl GuaL s3\.

YRR sA 5 Ud1drel @01 SIE[AdL 5EWLAHA 5L UL AU
2 e 2RY AL 2ol@Al 1A euari 2del As{swHi
us 8,

AW 5811 BARIRAA Als 5A A A sEL vl
HLR s2q (Adlatal s

Adud se A (B R 59 (Marking radial cuts and holes)

GE2A:L dHA HEE SR9)
« Adud s2 2 BA Aldd 529,

AR sélat el 2L 1 ASAUIA A A0 S1UL AL A €1RA WL,
SIHA ABUE 52 UR A2 5G A B s Auid. 2 asdluslaus (s5)
Aoselq 5€ 1 Ao EotlRL URiE 52 (02 & C2H2)) 3 ullddl 5 3 ada-l vielk ds A0 D

AlY & A : A5 (NSQF - AN A 2022) VSARULS A 1.1.16 57



5Mec s 11 Buled (CG& M) ASARASN 1.1.17
AcsR (Welder) - 85521 dlelli & AcSaL ulal

sEL vIHIAL AU - BH 5 - (32121 - Y5 dindil 2l AT2ARE1E Se - Aotdl Jarcud
ANOUSIR &R YRAURL amd(l 28 & (A1) (Idenitify cutting defects - viz - distrotion -
grooved fluted or ragged cuts -poor draglines rounded edges tightly adhering

(slag)

B : AL ASURUSAH(Exercise)-dl i d 2(ull 21s2ll.
o A A8 5EL vl Bl
o AN sl vl S128L A AHARAA 3518 53,

K 45°
-
150

220mm RADIAL CUT.

40 x 40mm PROFILE CUT.
@20mm HOLES CUT

PREVIOUS MODELS Fe310-W 1.1.17
STOCK SIZE SEMI-PRODUCT MATERIAL PROJECT NO. PART NO. EX. NO.
SCALE
e IDENTIFICATION OF GAS CUTTING DEFECTS PEVIATIONS x4 | TME

@ S (OAGC_os) CODE NO. WL20N1117E1

58




Aot RAsa~4 (Job Sequence)

o e2uldet vpdlAlg 2Hacls- s2A.

sl 1 H vl A 21 WEHlRA HiZ SIREL A AR

351§ 52

slwes 1

ulAats, dicli @S] glrt adl dui squdl.

GeL -UH

se-l tulla

GurA

AlY & A : A5 (NSQF - AN A 2022) SARULES 1.1.17

59




5Mect s 211 Beuled (CG& M) ASARASN 1118
AcSR (Welder) - 85521 dielld & AcslaL wlEat

MS 2(le UR 25AR vie AG-2 2 HlHl st sAe2 Ul(B2A4Hi (1G) (0AW-04) (Square butt joint
on MS sheet 2 mm thick in flat position (1G) (OAW-04)

G2l : VUL ASAURALST B (Exercise)-il 3id dA 2[lul 2us2ll.
o UL UHLA SIH AR 5

o W@el Bl AR/_UL 5L5e 5A

o ARY ¢ N2 Aule RAlAHI Aes sA

o SBHAULG SA VA duRAl

o ALY 32 Y A 25 Aes 1A Aot Ae 5A.

-

60
N
[ ] [ ]
2 ISST 50 x 2-150 Fe 310-W 1.2.18
NO.OFF STOCK SIZE SEMI-PRODUCT MATERIAL PROJECT NO. PART NO. EX. NO.
SCALE
NTS TOLERANCE *1 TIME
SQUARE BUTT JOINT ON M.S SHEET2mm THICK IN
@ EL FLAT POSITION (1G) (OAW-04) COBE NO. WLAON 12181

60



Aot RAsa~4 (Job Sequence)

SUEDL {0 Aot s SIAL dAUR SR,

o BAURAA AL s16A 5 A ASLAl Bl Riywl
3la AuLs sAL viLddl 5.

AotL g5SIA AL 2otE UR 2 HIHlAL e AU 12 AR ¢l
A2 vtladl Hie Ae s

A AcSldL e A2 52, AAE 40k 7 8ls S A A
goL’L ol Ayl 12 015 Buy/AH2 Ae s:A.

o C.C.M.S URie 5. 2(ZoL A AL 12 BER S 3 mm 6.

AcH Al a4l A Ny A1 0GR UL,

derel oild Ae 53,

FHRIL B 2 mm 2 U A Sledl BS 3mm 2 AU U2 1.6
mm ¢ BER Al GUALL 5311 6l B3 AR Sl gssiil

cl.gs AL A AsAct elal NS 211 gl sl NS
A iy sdl AL cuyA sAL ASA.

AU A e AY AU A4 9L %38 814 ) Qe 53,

SSUAULS SA AN AL 2oie UR Hule RAMAME, SRIR (As-L
LR UR SIH Ae S

25 des oy 1A s

sleica 54 (Skill Sequence)

ARY 612 RiYstd (Square butt joint)

o SIHALYHBL B3 AES 213 S,

o ¥HR[l dRS 60° - 70° Al YRU UR calulsu Adset ad |
(AL AULE )l AFALAHT SR (E2uHLA 5.

o (BeR UlqAA 300 - 4001 vl UR 1M A1 SLofl drs ussl
RAuil.

(581201 Asuu{l Sld 52498 52 A GUR A A ([QRe
Rl) atld gLt e Nect GRRL A stofl ds des saL iR
LA el

o Y3y IN0USIR AUA A1 ceAULSUAL AL aU[A sad] el
o SLOAL B3 AL, WIS ¢HR 244 des yul s2A.

o A AL, ABEA UIRlHi &g 5L A A RA-SR glell
YR vl

AESS AU ALs 5A 241 [As(A g2 2.
AL HIE gou (A3ataL glrL Y s (A3laal s

{5252 AR HRLSIAL ML UBLAULE 44 QLULE AL ABY
o(Equidl.

Balyydl QAL qHIA ABR.
ASAHIA YA U8,

R YEll dHA AR URRIM A HA UL YeEl SRR YR
53l

GEU:L A HEE 59
o 5l 8ld ugla glrL ARA ol ANF-2 ot

Au1:150x50x2.0mm Se-AL Not 1A 202 804 414 ugd)
slget 531 duUIR s3.

Ao1 1A 2(Zo1:AcsL 2ete UR ¥ UL Y 2 {1l 1A slow B3 3
1AL >e Ay A1 A dNsdRML dautR ot Yl Ae s ((Ba1 1)

2 Ay xRl Bsiel steit dst Yell aell @0 & skeL 5 Ao
He -l (AR S1RB) AES SLetl BSL dRS VLN deldi Y Giel
2§ 2.

v Al AHA A5 USSL uuldl HIZ UHIA BdRIE UR
2s-des s ((3a11)

WLl sA 5 &
2s-Aes A vidr 75 HIH 8.
2s-aesl dotlss 6 {1l .

QG521 sRAL HIR 25 AEes AYSd-l weya-l ol 244 Aiel
YRAdLd Blal A,

Fig 1

WL20N1218H1

2Bt ugl a0sa(l dutAl 49 A e ARutll vglR el dl
s3lell Az 52 (321 2)

AeshriyRl udel Hi2 AYsd 8601 viLell L vl (391 3)

RAY Sl ¥HRU S Aes 213 5. (531 4)

Al & A : A5 (NSQF - A Ad 2022) ASARAULLS 1.1.18 61



Fig 2
WMW}
2 o
OUT OF ®
24‘ ‘% ALIGNMENT £
g
Fig 3

| v

SUPPORT BLOCKS

WL20N1218H3

stofl iyl 2sAsAl GuadlaL 531 Ayel grds i Al ld
§J03 SE AHIA HIAWIA AE5 3. (531 4)

Fig 4 FILLER ROD

MOTION OF BLOW PIPE

\ N
DIRECTION OF 0
WELD

2
2>
e

WL20N1218H4

sAlUISY A (BER UL A Uiy 3 BaR ARl
CLEUMBL 5 5114 %331 21 saal Hie oeluteu-l 852 s2.

HRALSIAL A1 LA Al v AHA A 24 e ARt
uwasldl.

Slelan Hadl B U ASd AW & & G UL HAAL AR
A @] & B dg AR A Hardt A2 YR 52 8. (a1 5)

ARIR G121 GURAL 531 ¥HL AL HRISIA Al S3.

Fig 5 KEY HOLE

/ 3mm DIA. HOLE

(«

WL20N1218H5

AL gRLAesL il durdl:
sl - duRdl :g] &
RAUEL dAURAl g & (A %33 el dl [As(A €2 5
semi Aes ofls-l uglous 212 QrRUS As3udl durudl
(ore)

Fig 6 S
QUAL VV|D
T
&

HEIQHT

Al

v

UPPER SIDE

WL20N1218H6

aB R, 534031 41 2iyel ndedl Aszudl durdl (a1 7)

dwdg 5 des vie{lpiell ysd & FH 5 [Balydl, 2x1-sse,
53408l G, HRIAGH VLS. AR,

Fig 7
Qu
AL V"'DT
Ny e
IQHT

w
PENETRATION S *
/Y [

ROOT SIDE

WL20N1218H7

62 AlY & A : A5 (NSQF - AN A 2022) SARALESA 1.1.18



5Mect s i1 Betled (CG& M) ASARALES 1.2.19
AesR (Welder) - Acslat 2s-ls)

sA2 WA (1F)-(SMAW-04)Hi 10mm NSl MS \@e UR (BAe “T” :iYs (Fillet “T” joint
on MS plate 10mm thick in flat position (1F)-(SMAW-04)

GEoall : VUL AsARALST B (Exercise)-l i d 20ul 2usell.
. RA A5 AAsA-l MEAd duR 5A

o Ao Aue RAAHI A2 sA

« BUlBe 32 A saRat 4

o QUL w{l0A 415 5 4 AUl

2 50 ISF 10 - 150 - Fe310-W - - 12.19
NO.OFF STOCK SIZE SEMI-PRODUCT MATERIAL PROJECT NO. PART NO. EX. NO.
SCALE
NTS TOLERANGCE *1 TIME
FILLET "T" JOINT ON M.S PLATE 10mm THICK IN
S @ FLAT POSITION.(1F) - (SMAW-04) CODE NO. WLZON1219E

63



Aot RAsa~4 (Job Sequence)

o YOI 5ELI/ESA 5EPL LR @A S

o Bl AR slee s2A.

o @Rl ASAl BRI 24 AU 1S 5.

o AURUMS dRA U

o oA B3 QLA 25-AE5 Yol ElALRATUHL g5 SIAL AL 5R.

o @edl AUl 9 920 2l 930 slaL &l d ML ¢SSRl
lAe 53 (3oL 1) Aed 5 2 2l 304 [As(d ei2gf 2.

o ElARSeq qule RAfQHi de s2A.

o 6As2S 50i@A AsRIds elAda U NS, SRl Hell-A
GuALL AR D

o HEUH SIS 315mm U M.S. §AsELS 41 110 amps
AESL 52 BUAL 5311 (BUl(Be 32 - 52

o ASUHUIA D2 gAUS A w@el AR 45° A AEs Al A1
80°l AsLS 1L & A-{l wid3l 3.

T [RETRNBISIRIEER)

o AR gHR a3 HaHiedl AL R SRA A ARR vl dd
Als 3.

sleica su (Skill Sequence)

Fig 1

FINAL POSITION OF
THE WELDING

PRESET ;
2T03°

WL20N1219H1

BU@e saBal 4 {1l sl Guat 5317 e auld U8l
YA B, HeUH 5125 M.S. AS2S A 160 AAHYIARY AESloL
S22,

(A HEwsHil AL R 5L 1A AesA AL 5.

AESAL UL SEA dulAdl HIE AES Al GUrAL 52N, Aes
BUDBe-L 2 -HL %3981 10 Hl{l Qat dottss A ugsl ol
€lS HI2 AHUAIAAH] ALAE] AqHIA dSlSl GuloL 5314 A1
R YHL 52,

wHlRA HEe &l §lae desq [Adlaal s,

sAe WlB2u-ui Ae ‘T’ iysd (1F) (Fillet ‘T’ joint in flat position (1F)

G UL dHA HEE 529
o AUIR RAQHIT AY S AR A A vt

&l A G2 Ao 24 20521 (Ban1)

@2l 4 9201 NsarlHi gssiil Ae sA. (331 1. AR Aes
BUlBe &3 Al & RUR AsIUA €0l AHA4RA AR tualL 12
1920 U YA sRaMi 21d B.

Fig 1

92°

TACK WELDING

SETTING AND TACKING A TEE JOINT

WL20N1219J1

315 Il siuAl GuALL s3lA &l A2l ol B gsSilA
25-9Es 5 HEUH 5125 M.S. §ASES A4 110/120 amps AcS1oL
§-2.

ULl s 5 S5 Yol AL A Asdal 8. 25aL ugl &l
iysa-lansae(l durdl.

s 8l (Ae :iysd AlSaL
AYSei AuLe RALAMI ysal HIR A-et-l GullaL 5. (3521 2)

450) gAsgls oA 0i w2 AHI I §Y SAML HEE
59 1 800l YRl YoMl AU A udel SAML HEE S9L.
ASAHIA S8t 3t 22 Al Anddl Hie AHIA sl
A 24 &5t A AL ACSDL G AR APLA Qe A2 22
Rtuiell Ayeul g2 sal{l %32 & Y2l 531 2110l 2-3i AL
Aol vl 2wl aisia. Agy ouy-2l-ouy asue aua-l
GulLL 5. (531 3) qrue-l uelaue 10mm -l QoL 18 24udl
A

64 Al & AU : A5 (NSQF - A Ad 2022) ASARAEFAS 1.2.19



WL20N1219J2

22 HRISIHl BH AHIA FAsLS slaLAad] guil.

%l WL S€ 10mm Sl ALY 8, dl ofly) €ls Hi2 GuAlI
Qdldl uMid dslsAl GurNdL s Al 4 ML S3. A
ARRIAL HRLS LA AULL] A ULs S,

Fig 3
LINE OF WELD

s

SIDE TO SIDE
WEAVING
MOTION

COVERING
BEAD

WL20N1219J3

{252 elnndl HIe AESL 6L UR AS &Rl HIE SAsglsA Rl
57l Gl&L 5. HRISAL A VLS GHRL.

(3Ae desq Aflaal
vl 1 (BAe desud (Adlatal s?.

Slael AU ISR A SE 2 A5l ol Uiy AHIA waL{l
colles YRl

Al & AH : AE5 (NSQF - A @Ad 2022) ASURASAS 1.2.19 65



3Mec s vt Belled (CG& M) A SURALSNS 1.2.20
AcsR (Welder) - AcslaL 2s-ls)

M.S YR 2 SR Ng-2. 2lle 2 {l{l n$l uue RAlAMI (1F) - (OAW-05) (Open corner
joint on M.S. sheet 2 mm thick in flat position (1F) - (OAW-05)

G2l : AL ASAURRULSA(Exercise)-l id A 2lull 21s2il.

o U WHIEL S dAUIR 5A

o QY 2 Y Vi 25 AEs YRUA

o ALY AR AS VU ABA UHE 5 A e A\ Ae §A
« As2d$ 2[5A5-\ GuAldL 5419 Nt Aes 53

o AeSs VAl ALS DA dURAl.

2 ISST 50 x 2-150 - Fe 310-W - - 1.2.20
NO.OFF STOCK SIZE SEMI-PRODUCT MATERIAL PROJECT NO. PART NO. EX. NO.
SCALE
NTS OPEN CORNER JOINT ON M.S. SHEET 2mm THICK | TOFRANCE™S THE

S @ IN FLAT POSITION (1F) - (OAW-OS) CODE NO. WL20N1220E1
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Aot RAsa~4 (Job Sequence)

o131 Asat w2 20l Bl duR s?.

G531 =) 1.5 HHlAL UHIA e Y U1 AeRA 9R) 90°
SIRLUR RAu{lA 212 LB RAL VRLLAL Y S S Ae 52,

ABE AGIR 5 A 8ls 5 U AL EALRIA 0.15kg/sq.cm UR
RAHRIRA 5. 0iA ARy HLL.

C.C.M.S URie 52\ (3R s 1.6 Ml .
oledl Y AUHAL Aol U 1A A1 Aot a0t GURLaL SR,

gedl R Ae 52, Ber AL GAIIA BASlRAN 52403
591 AYSlel 0l B A SgHi s 5.

21 5AR A2 AYSdl g5SIRAL AU dN6aR( dulRl, 251
ALS 521 24 A %34 el dl gdlell Ae s,

IARH 551 Auidl HIS AULRR{IAL GulL 3.

AL 201 UR 25 S UielA uuLe RAlAui juuil.

oClULEY A BER ARUA 1457 60° 2l 70° 244 30° 2l
40041 YRLL YR Aes g2l usSl v, il Rl &Ll
elRell AcsloL 213 5, stofl oliyel ds-lsl Guailol 5314 stell
oLy RS AL

sleteu sH (Skill Sequence)

Rl AF2Al AHD Aul, ol (Bl AsuRull 3ld
5493 52\, ugdl (BaR AluA Ybidel yaui, Qe alds’
oAl BH, AU WUASL A seluLSuq sndl 20ALsIR L
.

AssiaR2l ciudl HIE §AH S1 i UPIAGL YA 9 1
2l 1.5 mm o didR NNl 21 Yo AP Azl Aaqal
HI2 S1-8ld 25(As-l GurAlaL s2.

aes oladl Hie %32 Yol Y ya-ll ladl awr
YR (3eR Ned GARL.

ALY YAl gads A1 A1) oilEfui Hasl Aaqar w2
YRAL§3-L €2 A (3R Aeci-il GARA RS9 5.

o Sl Gl UL, Ry sl stofl ol A(SSo1 vie 5.

o A Yoslall, NAEA b 53 A oAU UA YRAAA YU
RAudl.

AGSS UEL ALS SA AN AU
ALy dutl st
HELs (AL AHLA UBloUS AHA GLULES

YAl 45 Aleu{l won-l ol HaisiAl AsAHIA
A2l (e §J AL 5dl).

AuLe RALAHI Q) RiYsd vildl (Open corner joint in flat position)

GEAU:L cHA HEE 59
o YA SR NF2 dAR 5 24 AEs 53,

Al AL QUEAL GUAL s AR™ BN A durR
SREL N0t g5SIRAA AU RA(AMI A 5. (5oL 1)

Fig 1

/ TACK WELD

1.5mm

WL20N1220H1

ROOT GAP

1.5 {1l 32 AU A1, A1 sHHI AU WARNE UR gSSIHA es-
des s3.

25 52l g5SIRAN6AR( AUl 24 A %34 &l dl g3lell A2
SR, NS UAURL ARA ALl (521 2)

Fig 2
CHECK ALIGNMENT
WITH TRYSQUARE

TRY SQUARE

TACK WELD /

WL20N1220H2

Al & Au : AES (NSQF - d2UAd 2022) ASARALEAS 1.2.20 67



Y CELL {RUAL AY ST UR 5431 AeSlaL
AL GLRL AU GAUS AUL& AH LA HRIS oiLl:

- oAU A BaR AlRA AU RALAHL usdl Rug
(RAYR 3 2 4)

Fig 3

WELD LINE

WL20N1220H3

Fig 4

ROD
NOZZLE

45° 45°

APPR 1.5mm DISTANCE
( BETWEEN
CONE AND ROOT

WL20N1220H4

- AsHIA YRAUSIHL A nad] el

- Riyel wael Angal 12 Slelell AL A1A BRI §2403
s2l.((591 5)

- ellgl 2lul (BedlAl agy usdl 20100l 4 2 Al viddl
sdl.

UL HIE YCEL YRUAL AE3S iYsd [Alatar s

- AU INEAR( A ALY gAUS U HRisIl AEBS AYSsdA
A8 3L s sul ugl As3udl

- HRIsIL A UBlOUE 41 GIULE U AHIA @R (321 6)

Fig 5

KEY HOLE

WL20N1220H5

Fig 6

EQUAL WIDTH AND HEIGHT

FINISHED WELD SIDE

WL20N1220H6

AEUAL YU Aes s UL A& cllEdu Hualsl. (5oL 7)

Fig 7

CORRECT PENETRATION

SLIGHT CONVEX
BEAD CONTOUR

WL20N1220H7

68 Al & WM : AE5 (NSQF - A Ad 2022) ASARASA 1.2.20




5Mec s i1 Betled (CG& M)
AesR (Welder) - Acslat s-ls\

ASAURULSM 1.2.21

sA2 UUB2 (1F)-(SMAW-05)Hi 10mm Sl MS \@e UR (3A2 AU A< (Fillet lap joint
on MS plate 10mm thick in flat position (1F)-(SMAW-05)

G : VUL ASURUSH(Exercise)dl i dA 20ull 21s2ll.
o U 5EPL gRIWARAL g5SL AUIR 5
e AR\ AU AT dfl3 Ae 5A uAA 6iA DS 25 Aes s2A

o AU AS2 Aute RAMHI Ys)
o 2i[AH A 5ARL A WHL SRAAL

o A0 AULEL {120 ALs 5A A AU\

50 ISF 10-150

Fe 310-W

1.2.21

NO.OFF

STOCK SIZE

SEMI-PRODUCT MATERIAL

PROJECT NO.

PART NO.

EX. NO.

SCALE
NTS

FILLET LAP JOINT ON M.S PLATE 10mm THICKIIN

FLAT POSITION (1F)-(SMAW-05)

TOLERANCE *1

TIME

WL20N1221E1
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Aot RAsa~4 (Job Sequence)

o QA YOI SEPL gRLARAL gSSLSIUL.

o AR-52 (BARIRAA ARAMI 515 52A.

o ASSPLORA £R 5A AU ALAR 612l a3 UUIERAL AL 5.
o QUM gsSIRAN AU A2 3uMi Ae 3.

o DC H2lA-L BUH, DCEN NARA] Uit 53,

ARULHS AR U2,

o BSLUR 25-d6s.
AU A2 AUl RAfAHi Ae s?.

«  315mm SR HEUH §12S M.S. 100 110 amps S22 A1
gasgls UL 5914 (SullBe >e AciadiHi 2419 8.

BAe s\ wA 45° A AcSPL G4 A 80°-AL
gasals sle & a-l vidadl s2A.

sletcu sH (Skill Sequence)

YUQIL EHR A3 AL §R SR A AR 6loL U3 ALS 3.
SIH UsSl ual HI2 ULRIR{L GulaL 53,
A {ulL &1L 12 AL oL v,

4,00 mm SR HEUH 5125 M.S.150 160 amps AL 52
A gAsLs GUALL 531 dla {2l a3 vildx saRat sl
3.

el GURHl &rRA Ll viestdl.

2{(AH AesHi2ll A2 £R 52 A AU A Als 3.

§lAeq s€ dwal Hie Aes Ayl GualdL s2A.

AULEL vl 211 s€ HIe QU (3Ae des (Adlatal s,

AuLe RAlAxHI Au $lAe RiYysd (Lap fillet joint in flat position)

GEU:VAL dMA HEE 59
o QU BAe NS Aue RAMQHUI AR 5 A Aes s,

QAU AS-2 A1 1A 2(Za (a1 1)

Fig 1

WL20N1221H1

SETTING TACKING A LAP JOINT.

25mm AL ANARAY A1 AU RS2 Ae S2A.

el ASIESAL AR BNARAY GLEALES 25 B, 6l DSLUR 25-
aes. (3L 1) viddl 53 5 2 AL AUR-FA YR Al & A4
Al Asollat A 02U Ad AquS 52 8. (521 HI2 120amp 522
A1 3.15mme MS SAS2LSL GUAL 5. A1t AU (591 2)
Al GURAL 5319 AY Sl AuLe RAlAHI Ae s?.

Qu (3A2 AYsda Aute RAlAHi AlSSat

3.15mmg HI&IH s1es MS gasgls (SUl(Be 32 100 110 amp
AR 52 AA B,

AesHl el 80° slaL A AEsHL ABA AR 4501 R0
Aadl. (321 2)

10°

[

TRAVEL ANGLE

ANGLE IRON
SUPPORT

WL20N1221H2

ASAHIA §J 031 1A 22 W2l Aadl Hie gsL AN M.

gasglsl cuggell cuyl Raua el

HAAL HRISIA AR Sl (3A2L 53 24 s S:A.

4amme HISlUH 5125 AHJA SASELS i1 160 amp S22 A
slEE sARdL ML 5. SASZLSA d-l SIRIL Sl 2.5 1R Sl
ag) 18l ougell oyl (Berud 2l

22ofls HIE AURRE UM FASS SlRIA GUALL 53,

QA GuRHl &R UR ag el 3(Bd saldl Hydl
A Qe GurHl &RA 2anarel s1estal.

70 Al & VH : Aes (NSQF - M (Ad 2022) ASAURULSS 1.2.21



UL EHR aS AL §R 5. Al§ SA Fig 3

L Al oL 1A Aes,

QA (3Ae Aesq (ASlatal 52\ (591 3) 4 vitddl sA:

A AEY oUEuidl A1 AHIA WLl ol 81 &

Qel GurHl euR 2oLl 42l
A AUl vl ysd &

CORRECT SIZE FILLET
WITHOUT MELTING OFF EDGE
AND EQUAL LEG LENGTH

INSPECTION OF LAP FILLET WELD

WL20N1221H3

Al & AH : AE5 (NSQF - A Ad 2022) SURASAS 1.2.21
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5Mect s 21 Beuled (CG& M)
AcesR (Welder) - AcslaL 2sls)

ISAURALTS 1.2.22

M.S UR Fillet ‘T’ 2. sA2 WU[B2L- (1F)-(OAW-06) Hi 2mm 181 2(le (Fillet ‘T’ joint on
M.S. sheet 2mm thick in flat position (1F)-(OAW-06)

G2l : VL ASAURALST B (Exercise)-l 3id dA 2lu{l 2us2ll.
o SIS UHIEL SIH AU 5A
o J2 A 25 Aes A

o BeR As v Ascid 5€ uRie 53
o SIHA YU RAlAHI Aes s
o w20 112 AesA2A AL SA A AUl

&7

FLAT POSITION (1F)-(OAW-06)

2
[ ]
2 ISST 50 x 2-150 Fe 310-W 1.2.22
NO.OFF STOCK SIZE SEMI-PRODUCT MATERIAL PROJECT NO. PART NO. EX. NO.
SCALE
NTS FILLET "T" JOINT ON M.S. SHEET 2mm THICK IN TOLERANCE*0S ) TIME

CODE NO. WL20N1222E1

72




Aot RAsa~4 (Job Sequence)

o QUERLYNOL N0 gsSIR AUR SR,

o AlSBo1 sRal HIR AleAAl AUl A 1814 uLs s,
o Aeslleue UR lguA ‘T Slefe-l 3uni Ae s2.

o 0lsdes Ul 2l 5ARAL GUAIL 581 Aoi3Udl dulRdl.
o YRel dRall A A AESLIANIERY UBRL.

o IR ALl Ae 5, ABE AR 5 (B3SU 5 34 6iA Y
HI2 0.15 Ba/AH uR ol Ae s3A.

o Y2 SAH A2 52, 1.6 mm C.C.M.S GUISSL A1 HEUHT UL
AYsclll oil B3 25 53,

211 5AR A1 A2l 20sar(l AUl A 25 SEL L
AlS 52,

AeSdL 201E UR et uuLe RALAHI JAull.

Ased$ 2(5s dd AL 2A3 S A AUiElAL ¥HRLL slU-L
BstA Ylowuil €.

sleteu sH (Skill Sequence)

A(ES2L 5L HiAL (ARARA 58 52 (AAed 5 2118l 2le 41
alEset 2leAl A eual) A4 Ybrde yaui Ber Auldud
AYsd UR (3Ae Aes v-laal Hie @) 5.

YASIAAL AR A nadl uvll, As A4 des Halsl
ol-Ladl 112 oelULSY DA (BER Asl 852 53

AEsAL VidHi viLS) ¢l ugl AysaL Stoll slai-l 83 desq
As\.

o RAdA oA, e &3 SA 2 velWeuA A-{l woURA
ysl.

destee ALS 5A A (BAe AesHi vl HI2 dut s3.
G2 (Adlaret

o A olEuldl, AHIA UBLOUE, UM @R A8l des Huus)
YA B, 582, NARAY, WRIR{LEL adlR adrrq des Akl
9jetatit-{l des-l vitddl s22l.

ag NseA Hie AYsd-l efly oty Aes sA.

sAe UlB2Hi MS 202 2.00mm U (3Ae Acs ‘T’ A+ (Fillet weld ‘T’ joint on MS

sheet 2.00mm in flat position)

GEA:L cHA HEE 59
o QUL RAQUL 8l A2 dAR §A 24 A 5.

T Slde Alau-Al Gelomi cuusuLl GuAldL ARl & Aed 3,
{sEH 5(A5e1, dd w1 well-l s=4R HIR AlRsd Al
A AR YHIA HIOWISIRL S,

A yjot % ) aRAl dutdl wAA 2Rs AeYsd & uRg Wl
Yell 2uReRA AU N[5 A HA UL YEN vl (Ae@ & A+eHIA
WU cells, 25282 AIR) 2R AEs 5G Hose 8.

2 gals Ayeual Anadl 2aus & A Ausse 2ldl
ASA.

Aot gssiA A2 11 251

2551l ACSL 2HE UR ‘T’ A2 ddl5 ysl.

JUERAL BUAIL 5319 gSSIAA RALAMT vl (531 1)

ULASL 5 5 GLedl gSS| AUieUAL iR AR HISL HPIA EHAZU B,
GO3UAL HIS YHRAL AR} UL AU

Y sl As ol 6id BsL (331 2) UR AYSdd des s,

Fig 1
SUPPORT

TEE JOINT IN
POSITION
FOR TACK
WELDING

/

WL20N1222H1

Al & AM : AES (NSQF - AN @Ad 2022) ASURASS 1.2.22 73



Fig 2

TACK

o
B\

WL20N1222H2

TACK WELDING A TEE JOINT

sA2 WB2l-ui §lae ‘T A2 Acsbu(3a1 3)
AE3S 251 (22 5317 A 251 A Aute RAlAHI ys). (a1 3.

Fig 3 FILLER ROD

BLOWPIPE

6

‘%\/

30°-40°

45°

WL20N1222H3

Yidell ya oi-iadl Hie 25 Aes 2 W2 HedA §3J938 5311
RAYScAL SHRUL Bla-AL BS AcSoL 213 5L vellutefuA stofl (Eeuni
60° 2l 7001 V&L UR A1 (e AlARUA 3041 YRIL UR AuL
HRASIL cllegi© 2l 400, ol WU AR (R RAS AYsd-l 2
RAULELRAL AR 450 UR AUAL NS, 4L e U VLt 59, ¢
gsSIAl AsARuil YbIA & Al wid3l sat Hie il eugl
1952l YL AN g5SIA AsAuiL YLl 4 81U dl celuLeSu-l
s\l GleEl. AR Yidel yerdll L AR AR e yell
HEUH (BER AL GARL sAH (ocluLeu) A A&y ouy-2ll-eiy
SEAUC VU A (BER AU UR QAReA Bl 2t .

Ui A BeRr AUl HAsSAL €1 deHi w0l
Ql2uHi AHIA FAUSA YRAAA sl 3 WLl AL ol
(3Ae des oilaal Hid AHRAB 5.

goy [Adlaay(BaL 4)
Qs ULS SA AN dAUR(L:

AHIA AES SE A HRISIA AISIR (HYOAlSWL 44 AR~
As%y cAlEu)

AHLA WL Gels, AEsL 249151 UR S1ES 15252 8L

S\ (Balq)dl, 20aRAy 2l

Fig 4

SLIGHTLY

CONVEX
NO UNDER
CcuTt

,_
WL20N1222H4

74 Al & AH: A5 (NSQF - A A 2022) NSARAESS 1.2.22



5Mect sy A Gelled (CG& M) ASARALS 1.2.23
AcsR (Welder) - AcslaL 25-ls)

sA2 WU[AB 21 (1F)-(SMAW-06)Hi 10mm 1St MS @2 U Ul Sl A2 (Open corner
joint on MS plate 10mm thick in flat position (1F)-(SMAW-06)

G220\ : V1L AsARASB(Exercise)-tl 2id dA (vl 2usell.

« Q211 Aule RALAHI As5A e AU A A 5A

o 251 g5SIA i 3 Aes s

o Slaladl - 1A BUlBe 32 WA &

o SASASL A LAl GUAVL S AHIA AULARL AR YHL 5

o AU, HBo)dlsaL 17 Aoudl ¢ sie Hi2 Ac3s Aitlg latal sA.

S D

AN

2 50I1SF10 - 150 - Fe 310-W - - 1.2.23
NO.OFF STOCK SIZE SEMI-PRODUCT MATERIAL PROJECT NO. PART NO. EX. NO.
SCALE
NTS OPEN CORNER JOINT ON M.S PLATE 10mm THICK TOLERANGE =1 TIME
EF @ IN FLAT POSITION (1F)-(SMAW-06)
CODE NO. WL20N1223E1

75



Aot RAsa~4 (Job Sequence)

o QUL UMIRL HIY UML) Aot WA dUIR 5.
o ARl RSl BALRlAL AA AULELRALA ULS SR

o A BRI WAl GuAaL 5917 2.5 Ll e A wd
@21 AU S\HR RS2 ddlS Ae 5.

%l DC 2Rl GUAL SAMI 1A dl DCEN WAREL uRie
s3.

¢ 315 {1l HISlaH sles AHARA FAss A ANF-e-l
{ERL GRIHI 100-110 AAHIAY 520 GUAL 531 6l
B3 AleU-AL g5SIA 25 5.

o VLAl 5A 5 YRl ARl ugami 1A 8. [Ag(dl RiAd
SAL HI2 AU Ugla-dl GuAaL S

2S5 ALS 5, N6AR( AUl AR A ¥33] 8l dl A2
s3lell Ae 52

AEB1 20Et UR RAYSeiA Aule RA[AHI Ae s

BUBe e Slelet otdlA AYSci WA & 41 jyel udel
20d 8.

o 22 R (3RA 5 A AULS 5A A 2L udelg ([dlaia
53

sleica su (Skill Sequence)

wilddl 5 3 s i 1.6 {2l ag Qs -2l

A %33 &1 cll, 2 el ABAA AL S 5 A J4 5.

4mm ¢ I 5125 M.S Sas2\s Hie AcsloL sRe 160 amps
Ae s

Heuddl R ML 5 Aed 5 4mme SAs2S GullaL 531
U2y drLe U AL 32 A UR AS+S

o YUl R AL A Als SA A Wl HIZ duid S
Ul A 516 el ll YeuRl.

oflost R HI2 GUALIHIE Adldl AqMIA ddHi AL, As2S
A quie afddl GUAdL sl (AU R AesAL seHi
UL 53,

o [Adlater IR VildH R AULs 53,
« sl Bae desq A3l s
RAHLA 4 AU HyodlsRaul vitd3l sa

YARAAsALHLE 5 AcsAAERA (Bglgdl, AN 4HIALL,
RGN UiLS), N4RAY A W@el alR el Lol
2yl nsiefell ysd &.

Aqute oAl 2 S1-HR ANg2 dAR sA A ol (Prepare and make open

corner joint in flat positon)

GEU:AL dHA HEE 59
o YuLe RAAHI vjcell vjRuAL el o,

A Sl4R A2 (321 1) 12 WAe-tt gsst ARt 24 2[5t

A2l 201G UR YCEl YRLLAL YSd dfl5 2.5 {1l AmidR »e
Y AL UHAU AYSsdHi A2 5. [Ag(Al AR sal Hie el
A 5181 87° UR A A1 8.

Fig 1

s,

T
i
I
|
|
|
|
|
|
|
|
|
|
|
|
(i
I
Ll
WL20N1223H1

s\Rl @As (A AL AlA 4 El6 10 S5 QaHi 1A 8. 35 WAL
AR AL AY sl 20sar(l dutdl. ((Bau 1)

Qs RIA sRall ol ugld 8, 51R1A 90° UR Ae 53 41
Qs aaisal e seslella i BsuRAL GualaL s

(301 3.

MS gAS2S ¢ 315mm A 100 - 110 amps AcHld -0
GURDL 5917 1R A2 2vieRell 25 Aes 5. €35 20mm -l
HeTiH Colle AL ol B3 25 Aes 5. ((3aL2)

sl [Ag(A A1 3A - €16 10 ddlS AauMi 2419 8. A5 HAR
AR A2 Y sl da0sar(l cutdl. ((5a11)

@Qs(An (RIA sRall olly ugld 8, slaid 90° U Ae A 241
@Qglan sewsal Hi? steslRlla 2R [BsRAMA GuldL 5.

(3ar3.

M RAseS ¢ 3.15mm 344 100 - 110 amps dcdHld ¥
GURAL 5317 S1R N2 2ieell 25 Aes 5. €35 20mm -l
HetH colle AL ¢id B3 25 Aes 5. (321 2)

76 Al & VH : Aes: (NSQF - M (Ad 2022) VSAURULES3 1.2.23



Fig 2

WL20N1223H2

SET UP PLATES AND TACK WELD THE JOINT

VLl 5 3 Astatdl Bl yeiudl a2 & uq
YRatl arall ugauii 2ud B,

Fig 3
TACK WELDS (20mm LONG)

OUTSIDE - CORNER JOINT SETUP, FLAT POSITION

WL20N1223H3

I [Wo BHR A QRIR G2l GUAIL S8l 25 (3A2L 5 A
AULS S

22 e ALggotl
AYsd AuLe RAAHI L.
GRLYEL (AR gL e Actdl

315 ¢ M.S gAs2LS A AL 52 110 2l 120 amps-l
GuAlaL s91A.

28l g5l A xaadl

Aes Alg a5 FAsSA ER A4 60° - 70° 4 Gledl Sld
RAd 54, (314

Ayul guds YRR sal 12 25 desAl des 5eR wd
slelet ot-lag. (5o 5

flew Hawst 1 auRudl sy Bl ¥ sl aud Aadl
Ruidl. 22 AR A8l 3l AL 52A A gAUS AACS 5.
ULl 5 5 22 - UR 518 AL sRIL 4l el 2l €35
RetHi L] A2 A HRAMI 41 8.

1aRRL et youll

1l saRaL QuR %HL 52 Aed 5, ¢ 4.00 mm HISIH s1&s MS
SASLS 2 160 amp ACSL 52l GULIL 5311 ofly) €1s.Yani
Ydll &g wHL A1 & w1 W@zl ol (B8l 5208 2t & a-l
WLd3l sRal HIE 8asgls Hie artie-laud Al us 8.

YR 5A S SAsS AdUA (314 Hi clctiu UHIRL 8. xAs4Ru{l
HEUH AU GOLLES, AHLA AHLRL L3 U nadl A4,

Fig 4

60°-70° FOR FIRST RUN

TACK WELD

WL20N1223H4

Fig 5

3mm DIA.

HOLE

(@

THE KEYHOLE.

WL20N1223H5

YAH BUARRL clRHi2ll RAA AL SlA Als S2A. vidIl s2A 5
AUE ol vl YeuRls 218 8. 2% (vilan) saRol AuR
L 5A Ae@ 5 Al R ALl GUAloL S381A:

- ¢ 4 {I{l AR FASS 31 160 ARAHUIAY ACSL $R2
1R el oty uR [Qeumn avuie U
- YRAUSILAL lH €2 ¥ UAH ALARWRL R .

YaH AHARGL ML AU SASAS A A5 olleS-il
AHLA YRUAL GuLIL 5. (31 4.

s oyl elly drs aule-dl evs (Fale ay alg ML 529\,
3 d 4g AHA A B HRISIA AP I YA UIReL AR il sall
uLdl 5L

AEsAL ilAH AR URHAL AL ViHl ‘A WAe Ace Alls B, A
gasglsd w33l &€ Yell arue syl Hie 51y AAHD 1A dl
AA g2 591 251 D Rell BrASlA 52405 A . 215 As Q1AL
(AR UR 5ot 4 &ldl A A,

1R AFeui (BAz desq (ASlaial (oL 6)
desi2A AL A ALs s2A.

Al & Au: AES (NSQF - A (@Ad 2022) ASURASAS 1.2.23 77



@2l AR 5121 90° M1 ULl

A1 Aes clai@sdiRil HI2 €35 /AR AUl UslALe 4
GLALES: UM,

Bl A)Sl E@d U AR,

se: AL Hwojdlsel Q- qygl e,

Fig 6 UNIFORM RIPPLES

FINISHED WELD SIDE

WL20N1223H6

el ABR: > A A 1 el saRd1 AuUR AU, VilAH R
A& ol(Eul.

Qs BARLRAL AL 544, 516 -5R52 €L, NRAU A&

203 AR B A s B: (Bhelt A G 202l Ysd, viLsLAl
GLRCIL.

el ougy: YRl 241 AHI 6. (391 7)

U W@ AUElAL Bzl Ysd.

Fig 7

COMPLETE
AND UNIFORM
PENETRATION

BEAD CONTOUR

WL20N1223H7

78 Al & VH : Aes (NSQF - A2MAd 2022) VSARALESS 1.2.23



5Mec s vt Betled (CG& M)
AcsR (Welder) - AcSlat s-ls)

JSAURALTS 1.2.24

sA2 W[ 2l (1F)-(0AW-07) Hi MS 2(12 2mm Sl UR (3Ae AU A2 (Fillet lap joint on
MS sheet 2mm thick in flat position (1F)-(OAW-07)

G\ : VL ASsURAULS B (Exercise)-l id d 20lull 2usell.

o U WHIEL SIH AAUIR 53A
o qe 1 25 des Aot

o A2 U1 Y2d $AH A Alc

o Age dl§ ds-ls-l GuallaL 5314 s1MA des sA
o SIHAUS SA A dUIRAl
+ Aes vl B0l

50

DA

IS8T 50 x 2-150

Fe 310-W

1.2.24

NO.OFF

STOCK SIZE

SEMI-PRODUCT

MATERIAL

PROJECT NO.

PART NO. EX. NO.

SCALE
NTS

&

FILLET LAP JOINT ON M.S.SHEET 2mm THICK IN
FLAT POSITION (1F)-(OAW-07)

TOLERANCE *1 TIME

CODE NO. WL20N1224E1

79



Aot RAsa~4 (Job Sequence)

o N UHIRL SIH dAUR 5 A Bl uls 53
o QURAS2 olad] 112 ACSL 20E UR R A S3.

o Y ASPL L Ae 5, ABE AR 5 8l 5 A oA Y
112 015 (Bauy/2 Al eoatAe s

1.6 mm ¢ (5&R AS C.C.M.S (5L HI 249 2.00 mm ¢ ACSL
HI2 uRiE 5.

Y31 A7l UBR 1A A ACSL IR GuAL 52,

derel sRild Ae 5.

1.6 mm ¢ (5eR A(ARUA BUALL 531 g5SIAA ¢ B3 1A
HeUHi uaL 2s 5.

o gssRAlaN6AR( duRdl, 25 AL 5 A ACSPL ole WR
AuLe RAalAui ysl.

slelcu su (Skill Sequence)

o oEUWSY A 2mm @) BER AsAL AR st wd stell
AR5l ds-lsl GurLlaL 5314 AlSSaL 213 s

el A54u{1 31d 5248 53,019 22 §J 234 1A HyofdlsRaL
qadal 1 BaR e GAR AA stofl drs LN del. au
RAYSAHL 21AAL AU UR RN A S(Act 5220 €L

o AsAHIA des Halsl oidladl Hie Yssll qRll aufq,
oAlULSY 1 (BER Asl 85 nndl.

o uUSL Gl ugl Lot B3 2Ael 1A Aes yrl s,

o A oA, A wiellui &g s A veluigu -l
FURA RAASAL lel uR sl

XA AR ¢lol a3 AERS A2 AULS S2A.

gd [Adlata: Slae Aes-l AL SE, B olEuidl, As3yHId
YEAlNUE A QLULS, A% WA 20160l 2R vl 47 AudlAl
3R BHIRAL (AL AHIA @tER [Rdlata s?A.

A % WA AU 0l oiiggell Aotd des s3.

OAW gRLMS YR QU RiYsd ci-idl (Make the lap joint on MS by OAW)

GAL A HEE 529
o OAW GRLMS YR QY A2 oildl.

Z5SIlAL AU NARAMIL AL AU AN&AR(HE Aet-L g5sSl
A2 5A A 25 5. ((B3aL)

Fig 1

\ w |
\ |

OVERLAP

25 desn AU A YR sl (521 2)

WL20N1224H1

glRLAUULR RA[AHT As AL, UL A gL, 00 se-L §lde Au
desA des s

Y sl 2u RAA (o1 2)

Fig 2 ?

30 20 30

TACKING A LAP JOINT

WL20N1224H2

oIS A (BEAR A A9 5181 (iR 3 Vi 4)
oclULSY A (BER Asl A0 g5
SLAL] AeSloL ds-lsl Guilat s31A.

GuR-l el aRrdl 1¥s ol wgu sAu-l Bawua
2Ll v @edl Btdl 2det vild elnal.

Fig 3

WL20N1224H3

80 Al & AM : AES (NSQF - A (Ad 2022) ASURASA 1.2.24



S TERIRIE (RS IT)
- AESAL A UR SIS Birsese el

- Al sedi Rl W@edl arq sy(Fol 8l - Ak adRal
2ol

- oY WS MRAL.

Fig 5

SMOOTH REINFORCEMENT
AND CONTOUR

GOOD FUSION INTO LOWER

PLATE CONTOUR OF
LAP WELD

WL20N1224H4

- YA 1A AUA 41 §ls waag.

Aes2 AULS SA AN L HIE AU 5 (391 5)
- AYsd-l AHU dold (Mol A AHRRY) o UM AeS f“5
SE A VISR, ’

WL20N1224H5

Al & Au : AE5 (NSQF - A Ad 2022) ASARAES 1.2.24 81



3Mec s vt Belle (CG& M) ASURALSNS 1.2.25
AcsR (Welder) - AcslaL 2s-ls)

MS @2 YR Rd1d “v” oe Ag-e 12 HlHl ¥1st sA2 W(B2Hi (1G)-(SMAW-07) (Single
“V” butt joint on MS plate 12 mm thick in flat position (1G)-(SMAW-07)

G2l : AL ASAURRULSA(Exercise)-l id A 2lull 21s20l.
o U UHIEL SIH AAUIR 53

o AA 5311 gl @Al Bl Adda s

o A2\ ALY P2 AY A 25 AeS AU A §A

o BUlB@Be 32 - Heuadl 219 UL gBLe e

o SPHAULS SA A dUIA

o Aesl viHlAA 20Ul 2 YRl

FINAL COVERING OR
THIRD RUN

INTERMEDIATE OR
SECOND RUN

3
RQQ
| QA%
02 50 ISF 12 - 150 Fe 310-W 1.2.25

NO.OFF STOCK SIZE SEMI-PRODUCT MATERIAL PROJECT NO. PART NO. EX. NO.

SCALE

NTS SINGLE "V" BUTT JOINT M.S. PLATE 12mmTHICK IN | 'O NeE™ TIvE
@ EF POSITION FLAT POSITION (1G)-(SMAW-07) oo

82



Aot RAsa~ (Job Sequence)

AR 5L ARUR SLEAL glRL 12 HIMl A8l A @eq Alell sl
HIY UHIRL AULES SR,

o A 5EDL gIRL €35 W@l (5A1S1AA 30041 Wl Add A
A QL Yoot 32 FU Sl 5. AddA 51501\ Rigal al.

@2l diesl, will, dd, Ay, A2 adlell s s?.
Q2N A2 2 AU UIA K A2l Fumi Glell uuil.
Ysd-l £25 oy 1.50q [As(A ¢12gf Anadl quvil.
OLEL RAURBULAHS AR UER.

o 315 {lH{l 1Sl sles AHARA FAsLSAL GUALL 5A At
110 AR s Az s2A. SIR{ Aol Helld-l (Bl
gasels 5 Hell-l AsRiats 2({Hd A1 As\.

o BstwR @l weadl cuyA es des. 25l doue 20 Hl{l
eldl A

o 25965 (3RA0L S A AULS S,

sleteu sH (Skill Sequence)

SOLE UR 5 AEES Aot s Ul[BeLHi 35| (Rl v et
GuR-l drs)

o AcSPRSAR ole NS 1 aelg A Badsed BulRe s?A.

22 5 A Y-l udelq 09 Sld dLe sall vitddl s:at
HLR 1 8l Anddl HIR WA Sl @l

o 4mm ¢ HlBuH s12s FASAS A 150-160 AR s3e,
202 1S A FAssl oA qere-l GulaL s34 As-s
Rt/g2{le2 e YHL 5. A(AAUY dRULE 2LU AHA AHIRL
YRI5 Bsu-l vitddl s

o RALYIR BlAU RALULSL MR
o [A-eL

o 2% R HI2 GUALIMI Adldl AMlt QReHleR A 2s[As-Al
GURAL 581 Al 2-/scFot 4 ¥uL 5.1 2[ 1.5 HIMlAL 00U
10fdlsRRUAl ULl 5L A 15282 2L,

sl ULl Aes vl 12 dutdl.

MS U qule RA[AHI Rda ‘v’ vle g2 dUIR 52\ 1A ot (Prepare and make single

‘v’ butt joint on MS in flat position)

GEU:L cHA HEE 59
o AU RAQUL MS YR RDdIE VW’ ol A2 ol

gsstl-l dadl (Bau)

AL AR 5EPIAL GUAIL 5914 €35 gSSLUR 30° Add
st

Fig 1
ROOT FACE
APPROX. 1.5mm

PREPARATION OF BEVEL EDGES

30°
R
Y
N

PREPARE EDGES BY FILING, GRINDING OR MACHINING
AND SET PARALLEL 2mm APART

WL20N1225H1

Al & WM : Ae5 (NSQF - AN (Ad 2022) WASU1RASAS 1.2.25

AU URAL HSALES (SUlBeA g2 sal Hie Ade-l Bl
ALE-S 3.

ol ages BARIRA UR stga s3AA 1.5 Hl{l AsuHd e 54
daR s?L.

Rbdre dl o A2 211 5o Ae 59

2mm At 2 AU 1A Adell B8l Glell vl 247 3° Qs
o122l (391 2)00U LEURAL BUALL 5311 AeA 5 AYsl €35
ollgA 1.5°

Fig 2

/ ~ 1.5° DISTORTION
ALLOWANCE

SUPPORTING
PIECE

UPSIDE DOWN

SETTING THE SINGLE VEE BUTT
JOINT AND TACKING

WL20N1225H2

[0
w



oiq sLUR 2s-des. (20 HIHl aioll)

YRall aroll ugaAMi 219 -l vitddl sA.

2[5o1 ugl iYsd Aue RAMHI ys).
e Halslg ot (3oL 3)

315 SRUALM S $AS2LS 4 110 amps A5 52 GUAIL S31A
22 HRIS| WHL 53,

Fig 3
WHIPPING MOTION
OF ELECTRODE

WELD LINE

PLATE SURFACE

ELECTRODE ANGLE AND MOTION FOR
SINGLE VEE BUTT JOINT IN LAYING ROOT BEAD

WL20N1225H3

251 AMA USSIA AHIA AHIRL A A1 AL A8,

gasels Adlet (591 3 Hi otdlcul UMY A Aesl cg-Hi 80°
YR ruil.

A AU Hie Slela se adl uual Hie SasglsA Ales
HIRALAL AU L. P& HRIS| AL S, 24 AU AHACS 5.

le Wl ui agid HaisiA aisdl ((391.4)

Fig 4

SLIGHT MOTION
OF ELECTRODE
SIDE TO SIDE

ROOT BEAD

1st COVERING
BEAD

ELECTRODE MOTION IN DEPOSITING
1st COVERING BEAD

WL20N1225H4

4,00mm Sk HISluH s1eés M.S.electrode 44 160 amp
A1) GURL 5811 way sadlat ofls HL 5:A

it A5 A LA AL 41210 G, AMLRL AMA UsSL _Au
A gasglsA As ol ougHi asue dud Avll. YRR s2A 5
SAsISL S18L N HRISLHIE &cll AdL % 8.

HRISIA AR A ALS 5 AR &1 HelsHI 1]l &l (A e1xR
el dl).

252 WiHlRAL, 9 S\ Bl dl JeuRl.
J{[Au/saRaL Hatslq (RRiseL ((BaL5)

5.00mm M.S Al GUALL s3I AlAH LRl HRLsl ¥HL 3.
gasels, 220 ARAHAA AesldL 522, AR FAsAASA AS
(Qauo cug-2ll cuxy drtie Aud Ueld 52 8. AesL 6L UR
gasels agieq Aedl (As)) B2l x-sse vitdl g2 A L.

1L SARDL HRLSL HIRAL A UILAIRH 213,
AsLE A (AlataL
AE3ES A2 ol oyl A8l Aa Als 5.

desq s€, AU wiHlaA, yadl g6 214 [Aglaq (Rdlaia
52l

Fig 5
FINAL COVERING BEAD
— 1-1.5mm

WIDTH 18 REIN FORCEMAT
1-1.5mm J \\_// %
PENETRATION CROWN 180° &
=z
BASE LINE OF JOINT ;

84 Al & W : Ae5 (NSQF - AAM (A 2022) ASARALSAS 1.2.25



5Mec osA 1 Bauled (CG& M)

A SURULE S 1.3.26

AcSR (Welder) - 81l A3 ([A(AS (OAW, SMAW)

g2u (Adlatal gL Aes Aiaud udlatal (1&T-01) (‘Testing of weld joints by visual

inspection (1&T-01)

G2l : UL ASARULEIN(Exercise)-il A A 20l ausell.
+ A5 AYSci-ll AU YAl g[Rl 8lA 2acils sA

« ojgeeRls s1u-l GuAL 587 vi{l2AlA 20 aul

« ANd sleui A2l vaid dUrR 5.

sl 1: Aes vl [Rdlata

AEs Ayl AES HLAUIL YR AHAESL
Ayl 1
WELD SAMPLE - BEAD
Ayl 2
=2
aydt3 =

AleL: AEs HINUIL YR AAAS ISLS sl Hi2 el Aes Ayl i v ulas.

1 AEs N2l HUNE Ayl A 5.
2 AeS NG A AEARL 5 A WA B,

3 €35 Ayl AN Aes ASF2Hi WiHl A 281 5.

AleL: WRAaLS ACS AYARNUEL 53 D 1A ctcflutlAA
viHIA 38YS sRaL 53 B.

ALY UsLeL 8601 1S (AR SAL HIS HIEL 2A0E Ayl

AU 5.

Alet 4 1M1 ASPLUR SlSuL Qe (2-2.5) Hi2 ARSI

IR BUAL 5311 des ofls AHaclls s

L Aeds Are 1 Hi Aes ofls UR A §5¢ A A
Busl=R—y8l i3 Rauni 2udcl QA 2818 5.

AAES A (QaLcl U1l AFR2M Alell.

AYAL 2 UR, AG AL HA & § Huusl doud A Balyjdl,
Q2R AL, AesHL HRISL UL,

AL 3 UR, AG AAUHI 1A & 5 R (Bl A1 HRISIHI AU
2l

A wRats dirdlQs Ae3s Ayl Ueld 52 B, dl Al
Jiedl, o, AL Yse saAL HI2 ALAR gLl Alg 53
251U & B g2d udlau i 2uia-dl il 2R s34l
a3 9.

85



s11 2: Aes Ayl SlAe Aieud Adlaal

acs Al - (3Ae Ag-2

vl A

Ayl

el vl 351§ s2al.
1102
255
3[@Qq aug
4 5exl
5 s
6 VU-SRS5e
7 §4ost WAl

AleL:

1 desi-edl AN Ayl AAcS 5.

2 465 AYSri-ll AR 5 3 vl vl
3 €35 il AN AesHi vil A 3818 s?.

URLats AES A UELL 52 & A ctclluiefl0A vl
351§ s2aL 52 .

ALEL: Ag AUEALA HIS UGS GIRL YA dUclHi Ul

1 vl usRg (Rl skatHie ae N2 Hie Ad des

ALl 20U S,

2 (32 dces A2 AACS 5 21 AR G2l GULIL 591
0 41d Als el 511 Qogyud S10sAA dUR 53,

86

3 vadl 52 & s scll AuLél dies], g, AL adlRl Ysd &
B 62U U3latl Hie guila{l ofriariid AR 54l 215 8.

4 €35 GeAMd vl A 818 53 B AcEs Arud SlAe
AYsd .

5  AAESIA (Qatcl U8 AF2™ Alel

Al & Au : AES (NSQF - AN Ad 2022) ASURASA 1.3.26




5Mec osA 1 Bauled (CG& M)

JSURULS S 1.3.27

AcSR (Welder) - 81l A3 ([A(AS (OAW, SMAW)

des Al GuAL sdlA desq [Adlal (1&T-01) (‘Inspection of welds using weld

gauges (I1&T-01)

G2 : AL ASARRUSN(Exercise)-l 2id dA 2flull 21520
o Aesl duty HI2 AES A%l GUALAL SA

« (3Ae des Wista-l Bidyu / o@fui duil

o Wl cioud / Aesl wnste dutdl.

READ SIZE

OF CONVEX

FILLET HERE
0
I 10

—20

N

TO MEASURE THE SIZE OF AFILLET WELD

TO CHECK THE MAXIMUM PERMISSIBLE CONVEXITY

WL20N1327E1

Alel: uRatd Aes (Ae Ayl GuaAldL 581 AcsldL Alatal saL HIE AE3S AL Ul SAL A,

Aes AYAl GuALL s34 (ASlatel Hie AN AEs Al
QAR 5.

AR Giol-Al BUAL 53814 AES UULEIA LS S2A A dIES], g
A A1l Y5l 8L

des Ay uwl (12 {lll)g w391 s€ uie sA A (oL 1) Hi
ottt UHIGL AA des-l AR s,

Fig 1

WL20N1327H1

4 9%A eLds 53, B2l 21Ul BS| GQlell @21 sl
5 0l 85 6RI0R AL Adesl 1l &R gl d des AR

SE & ([531 2). %9 A% A Bl 24951 AR UL &1L dl A
sedLAes 50 B,

A Aes 2498l WASAML 1A dl, (531 3 Hi lclidl UHIRL
AHI AHAAL HLe ag %L B, Ul Qlell vt el d & 5
A 24918 %321 S€ (AR 5€) St Hl2l &,

Fig 2

TESTING FOR PROPER
LEG SIZE

12mm

A

WL20N1327H2

7 ol Aesq se 12 Ml el ige 8, dl A yeureu anl
ASLE (331 4) Hie el AR Aes HRIS AL vt 2iaal
o(EuL ABRA HIE AU 53 sRAML 1A . desl AR
YR (301 40l B A%y AA A VIR D, %91 el HIUA A
516 iR &1, cll (331 5 Hi vlcticul UHIRL Aes i u 8le 215
8. Ll 2] A & § AesHi A A0l AL Al 2l d
8. 33| 5€ U8l s€ 8601, A2l A “wllsiA 42ll”. A A eilEut
8l ukg dag g &l dl %33l wilg s uaL“clsid 2l
des 8. (3316 €21ld & 5 AES 2l A Ly HUdLAL ABA U
(sAURU 8.

87



Flg 3 THE CORRECT OF WELD
(REQUIRED SIZE)

12mm

LEG SIZE

L

WL20N1327H3

Fig 4

TESTING FOR
FLAT FACE

THROAT
THICKNESS

12mm

9.5

LEG SIZE

WL20N1327H4

Fig 5

CONCAVE WELD

THROAT
THICKNESS

12mm

WL20N1327H5

Fig 6

TESTING FOR PROPER
LEG SIZE

12mm

A

WL20N1327H6

sl 2: AWS-221-5§ (A2 A%<l GUAWL S BA2 ACS-L YdLL SEA MUl

1 (3901 Hi otdicul UHIRL AesHL 4951l AR A% ysl. Aol
ARl @2 U2 AR sl 1R WlF-2RA LS 5. §lae-l
U2l SE AL ARYARS BE UR AL HA B, 1L §lAe Aes
Wi s€ 8.

512 3: §lAe Aes-l s vl Hvat
1 $lde des N2l Qedl we-dl R Ay ys1 (Bat 2 Hi
Gl UML)

2 ulld3l 52 & 450 oLyl slAe Aes iYsd-l Qledl 1A (1Al
A2 ol AL AuSUL B.

3 AES UBA UR HRM 5L HIZ Wl =224 ¢SS 53,

Fig 1

READ SIZE

OF CONVEX
FILLET HERE
— 0
110

—20

N

TO MEASURE THE SIZE OF AFILLET WELD

WL20N1327J1

4 REULSS HIS A AL UR AYALS BEL UR HIUG AU
52l

5 des uyofdlsuul 1l seq eleal 12 Hiu4 3818 s?A.

88 Al & u: Aes (NSQF - 20UAd 2022) SARULESS 1.3.27



Fig 1

TO CHECK THE MAXIMUM PERMISSIBLE CONVEXITY

WL20N1327X1

st 4: §lde Aesl lsiA Bidyuiad Hival

1 [(3de des A2l Gell waedl am A ys1 (Bo 3 Hi Fig 1
Gl UHIQY).

2 ulld3l 5 5 450 iyl §lAe Aes AYsd-l QLedl 244 218l
Qe AL AusHL 8.

3 dul Aes ABA UR ARIM SAL HIR ULE-2R7 EUES S,

4 eSS 1S A Ay AN AAWL URAL MUY AAAS
3.

5 des Hyofdlsuil ellsid seq eeial HiE HiuA 818 s2A.

TO DETERMINE THE SIZE OF A CONCAVE FILLET

WL20N1327Y1

sl 5: 012 AEBs AYSsd uR uoydlsA Hival

1 A ysl B2l s3I (3314 Al FH W22 Aes AlH uR AL 2. Fig 1

2 HWUG AACS S, A d Yol AesL ddul ¢HL AAdl /_\
o (Bl ML AN RAQAHE Y511 2818 52

READ
BUTT WELD
REINFORCE-
MENT HERE 7
MAX ———

MIN. ———

2|%|3

CHECKING BUTT WELD FOR MAXIMUM AND MINIMUM CONVEXITY

WL20N13Z 2721

Al & WM : AES (NSQF - M (Ad 2022) WASURALEA 1.3.27 89



5Mect s 211 Bauled (CG& M) A SARALS 1.3.28
AcsR (Welder) - 8-l A3 (AlAdl (OAW, SMAW)

MS 2(le U ARY ole AS-2 218l RALAHI 2mm 1St (2G)-(OAW-08) (Square butt joint
on MS sheet 2mm thick in horizontal position (2G)-(OAW-08)

G : AL ASURUS B (Exercise)-l iad dA 2ull 2is2ll.
o QU UHIEL SIH AU 5A

o AU e AU Y2 $AH A 25 des Ae 52A

+ 218 RAAHI VB 2L-RuUI 51 8ls $A

« Ag2a$ (550 GuaAlal 5414 s1HA Ades s3A

o SBHAULS SA A dAURA

o Aes vl Bl

N
~
N
2 ISST 50 x 2-150 - Fe 310-W - - 1.3.28
NO.OFF STOCK SIZE SEMI-PRODUCT MATERIAL PROJECT NO. PART NO. EX. NO.
SCALE
NTS BUTT WELD - SQUARE BUTT JOINT ON M.S SHEET | 'CHFRANCE=0S TIME
E @ 2mm IN HORIZONTAL POSITION. N

90



Aot RAsa~4 (Job Sequence)

SLEIL Yyol Aot gsSIRAL dUR SR,

o gl g5SIRAAL BRI 24 AUEAA UL 5.
AotL g5SIRAA 1.5 HIMlAL 22 Y A2 AR ¢l A2 dls
Ae 52,

o AR A0R 5 31 C.CMS (5eR S dia.l.6mm URie 53

slelca su (Skill Sequence)

Sl RALAHE MS UR ARA ¢le iYSd ot-lldl (Make the square butt joint on MS in

horizontal position)

A 0ilRL 015 kg/cm2 A2 53A.

o 33l AcHAl AaAdRA wie s,
leAq Aes A WA AsAHIA e AU A1 d0sae(l Hie
UL

o RAYsd Rdie ad des s2A

GEA:L dHA HEE 529
o MS UR ARA ol NF-2 U8 RALAHI ot

WUB2UARAL SIACARA Uil R UR ysl. ((5211)

AUsAYA A ARURELAAL ECURIA 0.15 kg/cm2 UR UHRNR
3.

R4 dlerel il Ae 5.
2.5 {11 e U A1 6l B AA SgHi Aot 25-Aes 5.

Fig 1

CROSS BAR

WL20N1328H1

uiddl 53 3 514 A5 Q1AS uR 2118 RAQAU .

olULEUA 60° 2l 700 AA (BeR UUA 300 2l 40° uR des-l
GULSHT UsSL AVl celuigua d00UsIR AU A AYsd-l
R ASI2(l HRIS| BHL SR A SIGIL DS dRS VAL Y.

VLSl 52 § oi Budlail A3 217 AYsd-iL ya
Yell 2010 B.

Al & AU : A5 (NSQF - AN A 2022) AsARALFS 1.3.28

Ayl s A1 00U islEet HI2 Aes2 dulA.

oclULEY, (BER AL 1A 2llel AuLél aR 0o slerxanadly
8 (391 2). AR ALl AIARS 1191 ULELAL BURAL (BR usld
8 RUR (BeR AU GARAMT 1A 8. 1L Ysd-l 1A euRA

A USALILEAN LA HEE 59 A AES N2 EAAL HE L 2lael.

Fig 2

LEFTWARD BUTT WELD IN HORIZONTAL

FILLER ROD TILT
78

N

BLOWPIPE TILT

WL20N1328H2

91




5Mect s i1 Beuled (CG& M)

A SURAULE S 1.3.29

AcsR (Welder) - 81l A3 ([A(AL) (OAW, SMAW)

M.S UR fLEll Juit-dt HinviL 31 HIER-AAR N(seA. 218 RA[AML Qe 10mm S (SMAW-
08) (Straight line beads and multi-layer practice on M.S. plate 10mm thick in

horizontal position (SMAW-08)

G2\ : L ASARASNS(Exercise)-l 2id dA 2flul 2us2il.
o LI UHIEL SIH AU 53A

o Aot 208 RAlAHI A 52

o LS| RALAHT a1t ALEN vt Hiou wHL 5

o SBRALS SA A dAURAL.

Aot RAsa-1 (Job Sequence)
ddl

o L Yo @2 RUE 5A 1A S AR-F1 AUl S2A A
GAULSAA YA 5cll Ul BALSRA s1ee 53,

Aot QLI Y0 AL WL $ A U QB 52,

3.15mm gASLS URE 5 44 110 amps A SA 244 DCEN
Al GURNL 5. Rt A8 RALAHI e sRA

el aug ascdl elaal Hie, gst adl-l GulaL s,

ol[Eut HRLs) A2 s,

sleica su (Skill Sequence)

el stofl cuggAell 213 sASASS W[l Al uR 700
2l 80° AL yjRLl UR GuRAL dRSAULEUR &g AEs (B2 Hie 70°
2l 80° 21Ad A GuAaL 5.

UL EHR a3 AN §R S A AR G2l a3 AlS ALS S,
Haustdg [Qdlatal

25R-52, AL 5G4, 20aAY AR YA AUl l vl
HI2 HalslL des (ARlatel sRU.1

A8 RAMAHL MS A2 10mm UR Alell Juti-L HaisiA Aes s (Weld straight line bead
on MS plate 10mm in horizontal position)

GEA:L cHA HEE 529

o 218 RAMQAHI MS Y@2 10mm UR ALl JvtiAl HELsIA dAR § A4 AES S,

Qe Aes U LSl RAQAHI HaLs! of-ladl A dd e RA(AHI
ollaal 39 9.

URg SAsUSAL sleL AUENL VRl UR &l ANSA A (53 1 Hi
ol UHIRL YAl Uil dRs add el NSA.

sl &ss Aadal Hi 522 ) 5. AL @l 1Al iyl
Aes yYsed ag usdl dqesladiHi Hee 52 8. BsUl sl
2suUAl BUAL 52 A AEs Ysaq s€ gasglsl WSt u
SAL HIG A RAuAL.

(391 2 Hi clcticall WHISL AE ALoys HRALL ud 22at“c” auld
ad gasglsd ¥HR dRs WASL AL LelRY 21§ 65 saA],
a35ull HYo|d AL A HRISIAL BEAL 2LAAIM] HEE S B.
GUR stefl ol “C” U @A GUAPL sl aua “C” L.

(312

92

Fig 1

/’9—
Ik
\

WL20N1329H1




Fig 2

O\d\\%
N\
WHIPPING

SMAW
C MOTION o
WEAVE MOTIONS I
&
ELECTRODE ANGLE IN é
2

Al & WM : A5 (NSQF - A Ad 2022) NSARALESS 1.3.29

93



5Mec s 11 Bauled (CG& M) ASAURULEN 1.3.30
AcsR (Welder) - 81l A3 ([A[AS (OAW, SMAW)

Qe - 218l RALAHI 10 {1 st AHRA WAe uR &L iYstd (2F)-(SMAW-09) (Fillet - ‘T’
joint on MS plate 10mm thick in horizontal position (2F)-(SMAW-09)

G2 : AL ASARRUSNS(Exercise)-l vid dA 2flull 21520l

o U UHIEL SIH AU 5A

+ A5\ dduid, gdladl 219 cond uRie sA

o Ao al3lN2c B2 24 25 AeSHI A2 5A

o R ofls-l GudL 5811 BuUlBe 32 4 A5 1A A1 -4
o AES VA AL 5A A dAULAL.

30
10
2 50 ISF x 10-150 Fe 310-W 1.3.31
NO.OFF STOCK SIZE SEMI-PRODUCT MATERIAL PROJECT NO. PART NO. EX. NO.
SCALE
NTS FILLET 'T"- JOINT ON M.S PLATE 10mm THICK IN TOLERANCE =1 TIME
EF @ HORIZONTAL POSITION (2F)-(SMAW-09)
CODE NO. WLN1331E1

94



Aot RAsa~4 (Job Sequence)

Zot 1M AN @R dUR 5 A AULS 53,

QAL 25 AEs (331 1) Yot &l A2 Ae 52

RiYSd AULS] RAAML 8ls 52

A Sl Ml GUAdL SRAME A1 81, dl SAslsA
AR AL NS A 2115 oA RUAA saA HI 201E LS
GuAdL 5.

ASIAAA 51291 Ag(A elnal Hi w@2lA Ad] ld Ylde s2A 5
25 AE3Ss A2l 51l A1 ouyA 920 2fl 930 Yell adl.
ARLLR UIIR & e WHL.

AYSi-l ol SAsZSA usSl Avll A stefl o2l 213 5:A
3 w@el d(d ag usdl alg-l [Asian elnal Hie Ay
dsls-l GuallaL s.

3A2L A v A Uls.

yaal Al Halsl AiRls Id 4 wW@el AulélA gisld
Ra1R efls 25(As GuaNlaL 5319 ol 44 AlA e WML SR,
LS| RAlL A HRLs) Al sl vitdsl s?.

slae, Huasll Wstgd, des wiHlAld s€ dudl 24 dHA
YR\

slelca su (Skill Sequence)

Fig 1 VERTICAL PLATE

o
DIRECTION OF WELDING

o

\»'»‘\5<>

TILT 15° TOWARD
DIRECTION OF WELDING

A

TACK WELD

TACK WELD

(B)

(A) HOW TO HOLD AN ELECTRODE WHILE MAKING A
HORIZONTAL WELD BEAD ON A VERTICAL PLATE
(B) HOW TACK WELDS CAN BE USED TO HOLD AT JOINT
IN PLACE UNTIL IT IS FULLY WELDED

WL20N1330H1

218 RAAHL MS @2 10mm UR AlEll Juti-L HaisiA Aes sA (Weld straight line bead
on MS plate 10mm in horizontal position)

GEAL cHA HEE 529
« MS YR &l N2 218l RAQMI dUIR s3.

R{YSci 218l RAAHI &ls 2. 2t HLE A @ el iR
11 ol \@e cotzu udl ASA. (Bat .

A8l RAAHI AecsloL &l A2 (BAe):BURBe e 315 HlHl
QUA AU AQA 8. AS2LS A4 110 amps ACSL 592, des-l
ALSHI SAsLs Ad1e 700 2l 80° A dlEset \@e A $Ass
a2 40° 2l 500 Al AW & (3311 HD).

Fig 1

WL20N1330J1

Al & AU : A5 (NSQF - A Ad 2022) SURAESA 1.3.30

RAHIA 5403 i AU 2 UARL AL HI &SLAM SN,

YAl HRISIA AL Sld (3RA2L 5 4 AULs A AHivllA BScll
AL sl oruaat Hie (3RABL s auid ActuHdl 0d1e-L
GuAaL 5.

Fig 2

WL20N1330J2

©
(3}



4 mm $AS2LS A 160 amps ACS1L S22 ALY ASS A YHL SR,
AR @Aeui sAssAl s1al GQle{l v@eui 550 - 650 31 250 - 350
A Aesl eg-ui 700 2l 80° elcll RS, . ((Fo12 Al ¥u.)

Fig 2

WL20N1330J2

AL ol 1S Biolc: e A ALUI] Al 2 Biold: A W@e uR
HL 5L 8l 8. (531 3¢sL AMUAL GULIL 5311 AssA RAR
YN A,

Fig 3

WL20N1330J3

Aes HRISIA (3A21 5 Vi AL 5.

4 {1l U A1 Al 241 2i[AH €S UL 5. FASLLS 24 160
AAHUAY deblot acduiA. desl cd-Hi gasgls-l slal oia
Qe uR 70° [l 80° 1A 40°- 500 8. (531 3) Alsl 4 Al Il ¥t
5AAA] NSA 5 HRIS| Ai(RS Sl 22 4 AA 6{l2Y 4 1A i 2udt:
Glell @e ((3o1 4) 2] Q. QM % 338] atoul st sstoadl Hie
Al sl 1A 23811 ctrefmi vila 4 eldl AN A A W
2s[As vu-ALgaHi 21 dl ofl €ls astie dulaui sl AR,

(Ba5)

Fig 4

10mm

oo

OREDER OF MAKING STRINGER BEADS FOR A " T" JOINT IN HEAVY PLATE

WL20N1330J4

Fig 5 NP LAYER

ELECTRODE

1st PASS

DIRECTION OF
WELDING

WEAVING MOTION USED FOR 2"° RUN
OF FILLET WELDS
(HORIZONTAL POSITION)

WL20N1330J5

Aes HRISIA (3A1 5L 444 Als S2A.

gaAslsl AU sl A YAsAAL 2l Gula
§31 NAR-BUUB 21 V1 AL V15252 2L,

&l Riysdq (Rdlatal
YLl UM ol 241 00 s€ HIR §lAe Aesq [Rlatal s?A.

(Bae des Al WA uR 25282 2 agy usdl ARl ysd &
Al vitddl sal M2 AU s3.

96 Al & WAH : AE5 (NSQF - A Ad 2022) ASARALSA 1.3.30



5Mect s 11 Bauled (CG& M) ASAURALENS 1.3.31
AcSR (Welder) - 81l A3 ([A(AS (OAW, SMAW)

Qe - sl RAlAHI 2 {1l st A1AA 2(le U AU AS-2 (2F)-(0AW-09)-(Fillet - lap
joint on MS sheet 2mm thick in horizontal position (2F)-(OAW-09)

G2 : AL ASARRUSNS(Exercise)-l 2id dA 2flull 2us20l.
o LA UHIEL SIH AU 5A

o ALY HMY BAR AS A AL3E YRAE SA

o e, BAd Vi 25 Aes Ae sA

o Ao U8 RAMQMI Aes 53

o AES Bl ALs 5 A AUl

2 ISST 50 x 2 - 150 - Fe 310-W - - 1.3.31
NO.OFF STOCK SIZE SEMI-PRODUCT MATERIAL PROJECT NO. PART NO. EX. NO,
SCALE TOLERANCE 1 TIME
NTS FILLET WELD - LAP JOINT ON M.S.SHEET

S @ 2mm IN HORIZONTAL POSITION.
CODE NO. WL20N1331E1

97



Aot RAsa~4 (Job Sequence)

o QUEALYOL N0t gsSIR AUR SR, o ARid £11eL 0.15 kg/m A2 5312,

o &gl g5SIRAL BASl0 21 AUERAN 15 5. o %38 Actmdl el we s

o Aot gssil QU A2 ddl5 A s o 2llzud Aes 5 A dNsarll HIS duril

o Aose 40RR 5 31 3mmo. C.C.M.S. (BeR s urie s o S RAMQHT A5 % - A1 RiYSdA Aes 53,

AE3S (AR AULs 5A 2 vi{lAL Hie desq (ARlaaL s?A.

sletcu sH (Skill Sequence)

LS| RA[AUL AU RS2 duUIR 5 1A oi-ULel)l (prepare and make lap joint in horizontal
position)

G UL dHA HEE SR
« AsleusIR 1 uesleL AISIR S

WDt 514 cARA AiutAL R UR Hs. A5AHI AEs HRISL ol-ladl HiE HRAsILHL ARl aud, seluigu
AUsAYA 2 ARURELAAL ECURIA 0.15 kg/cm2 UR AHIRAR A frete Asll &42 nndl

5l AesA-2 ALG SA A dAULRAl:

Z5SIRAAL AU BARAMIL A1A 00 ANEARHE Rotdl gssid - - AYSell A ot (Hyodls@L A AHRR) o AHIA Aes
A2 5A A 25 53, SE A BUSIR. - UM LA WLl clets.

25 AE5UA AU AN UR ys\. - AESLVIYSLUR S8 At-sRse 2.

LS RALAHE WUB 2R 511 6l1R UR leiA 8ls s, - AR aeRui gua.

oelULEuA 60 2l 700 1A (3eR AUlAu1A 30 2l 40° uR desl - YWY WIS| GRAL

GLSHL usSl Aul. oclULSUA dN0USR LA A A3Ysd-il
RISl HRIS) ML S A SLolL BSL RS AL UEL.

98 Al & VH: Aes (NSQF - A2MAd 2022) SURULSS 1.3.31



5Mec s 11 Beuled (CG& M)

AcSR (Welder) - 81l A3 ([A[AS (OAW, SMAW)

A SURAUULE S 1.3.32

218 RALAMI (2F)-(SMAW-10) Hi MS ‘@2 10mm ASLUR (3Ae AU A -2 (Fillet lap joint
on MS plate 10mm thick in horizontal position (2F)-(SMAW-10)

B : AL ASURASAH(Exercise)-dl i d 20ull 2is2ll.

o SHA U8 RAQMIL AR $A A Ae sA
« A5\ aduid, gdladl 219 cond uie sA
o 202 S v 25 Aes A 5A

o RBR ofls 25[As-l GUAL S8 P2 2, As-S A AS 4 [Blofle 53
o AES Bl AL 5A A AU

SECOND RUN

50 ISF x 10-150

Fe 310-W

1.3.32

NO.OFF

STOCK SIZE

SEMI-PRODUCT

MATERIAL

PROJECT NO.

PART NO.

EX. NO.

SCALE
NTS

1O

FILLET WELD - LAP JOINT ON M.S PLATE 10mm
POSITION HORIZONTAL BY (SMAW-10)

TOLERANCE *1

TIME

CODE NO. WL20N1332E1

99



Aot RAsa~4 (Job Sequence)

o A URHIRD Ho @Rl AUIR 53 A s 5.
o AU A2 SIEA i 25 Aes UHILL Ae SR.
o RAYSda 28l RAAH Els SR

o A SR Hall4Al GURALL sRAML 2R 81, dl FaAsglsA
AR AL NS A 2415 6l R—AA sal HI2 201 15
GudL 52,

AslA4A 5101 [Ag(A elnal Hie w@eld Ad] ld Wlde s2A 5
25 4GS A2l sl el cuyA eéld 870 A .

o ARl IR D2 e YHL SR,

sletcu sH (Skill Sequence)

o FaAsglsA N2l HeaHi usSl Avll AA stofl ouell 213 s
A w2l d(QR ag usdl eug-t wHL aael ol Hie 00
2s(Asl GuALL 5.

22 4 (32A21 53 A AlS 53

REIR ofls 2slsAl GurdL 53l ofly ¢t AlY 4 XL
SAAL B UG AWNEL HRISIA AiRLS A 2 W@el qutéld
Al A 8.

WIS (HRAL AHA H LS LS sdlL Ll 5.

slae, olls Wlstget, des vl s& duRil 24 dHA YRl

3Ae des AU ANF2 MS A2 10mm &ldla-2d B2 (2F) (Fillet weld lap joint MS

plate 10mm horizontal position (2F)

GZ2A:L dHA HEE SR9)

« 18l RAMQHI MS A2 10mm YR QU N2 AUR S 4 AES 53,

Y 118 RALAHI Els 5. vt ML AlRA @ YAl AHictR
A ol W@e coizy gAud] A,

28] RAfAUI A(EBa1 QY QYsd (BAe)ZUDRBe >e 3.5 il
QUY A AQA &, FASLS A4 110 amps AcSL 53¢, Aesl
alg-Hi gasgls slal 70° 2l 80° A Gledl wW@e 1A gasgls
a22) 400 2l 50° Al g &,

Yol HRISIA AL Sld (3RAdL 5 A ALS A Al BScll
AL skl eugal 112 (3AP0L sAL quid AettHdl 0oLt
GUAL 53

4mm SAS2\S 3 160 amp AESIL 522 AL AS<S A YHL 53,
AR w@eui gAslsAl slal GQle{l vaeHi 550 - 650 ¥4 250 - 350
A desHl Al 700 &l 80° Bldl A4,

AL ofly) €S viold: e A A3 Al A gl (Al Qe
YR HL sl 8lU 8. &st AU BuldL 5311 gAsglsA RAR
AN AHULAES HRISIA (3A2L 5 4 LS 53,

4 {1l U A1 Al 241 i(AH €lS ¥HL 5. FASLLS 41 160
A1 AeSlaL ddui. desHl algHi gasalsl slat oid
e uR 700 21 80° 41 40° - 500 8. A1) €ls Al g2 L sal
&9 5 HRls| AilAs A 32 1 A ol 1 A it Gledll
e 14| A, U1 % %38 210U wadal 12 Al e 1Al
3|6l aleAHl gl A4 Bldl AR ASLS A A WA esls
AL A1 dl ofly) €ls AA[AaL HlolHL sl R SA. Aes
oflsA (3A( 52\ A1 Als s,

gasglsl AU sl A YA ald Gudat
$31 NAR-BUURB 21 V1A ALFS Vi-552 2L,

&l AYsd (Alawal
oLl LA GOl 211 AU s HLR Slae desq (Rlatal s?A.

(BAe Aes Al w2 uR 5252 A ag usdl Adiell yYsd &
Al vt sRalL HIE UL 53

100 Al & VH : Aes (NSQF - AAM(Add 2022) SAURALSS 1.3.32



D SURAULES S 1.3.33

8l §1H AUR 5A
« des QB alui alEsa VB 2t-Hi Noiq 8ls s

o A2c BER Asq S€ v A E0URL URAE 5
o GurHl Rauni Qrell RALAMT M LS ¥HL 5A

o HRISIA ALS SA A AUl

A~

2mm A8l Ms 2(le (0AW-10) uR Ql¢{l RALAHI (BaR As A $2J93 Aciidl (Fusion run
with filler rod in vertical position on 2mm thick MS sheet (OAW-10)

G2 : VUL AsURASA(Exercise)-dl id d 2(ull 2is2ll.

5Med s i Bauled (CG& M)
AcsR (Welder) - 8-l A3 (A (@S (OAW, SMAW)

o SlEar L

TIME
101

1.3.33
EX. NO.

CODE NO. WL20N1333E1

PART NO.
TOLERANCE *1

PROJECT NO.

Fe 310-W
MATERIAL

SEMI-PRODUCT

2 mm IN VERTICAL POSITION

aos

FUSION RUN WITH FILLER ROD ON M.S SHEET

ISST 100 x 2- 150
STOCK SIZE

SCALE

NO.OFF




Aot RAsa~4 (Job Sequence)

S\t Yot efle dauR s A Aflell vl @tull 214 B
Yool AHA VA RUlEd 2.

2lledl AutélA s s?.

R 20led Aes WB2AAR UR 2l 250 QU uR GQledl
RAlA uR 8ls s?.

A01R 5 ULl A URE 5 1A A ol UL UR 8ls S3.

1.6mm QU UAE 5. CCMS QS A R4 HI2 0.15 kg/sq.cm
N Ae s3.

%38 Al A0 ula- s2A.
GEIULESYA AN 1A deel ld Ae 3.

oEll WLEUA 75° A (BER ASA 30 - 40° UR Aesl algui
UsSl uuil. ol WY Asd A e As 1t 2lledl quiél
A yRIl 90° ldl NS,

slelcu su (Skill Sequence)

Aes oflsA v s3¢et clei-L Alell AL [Ggell 213 5914 244
AL A1 BUR RS ¥cll MLl

VLAl 52 & G103 el dle A § A (BER As 2ust deg
YeA M AVAHT 214 8.

ol WU A (BER s Hi 02 vl s,

ocll WISY 3 (BAR AsA GUAl Bouni AL aUdRA R
uiL A1 slgfuet oyl iyl eeuc (A wWAsL.

PR wual M2 wRAdAl AHidRs 2ign el aug
(utLelRAl1L) At AuSHi qtadl - €.

Aes oflsA 21 Yell wHL sRalg YRl 5 ict GLeS 24 viis
eRall viiedl s

ocll WY AR (BER As-l AU 332 sl u-sse il
eladidl vidsl s2.

HRLsl ALs sA A slguel Aulél/eial vl i gl
RUIETEER

BaR AR A1 5J3 -, Gle{l RALAME 2mm MS 2(le (Fusion run with filler rod,
2mm MS sheet in vertical position)

GEAU:L cHA HEE 529

+ Qell A 2mm MS 202Hi R As a3 Y93 4 AR 5

A &l YRLAUA IR0t QLe{l RAAHI 8ls 2. (A5l
1A {2dll B) dHI] QUL 241eR -2l et Aad,

Fig 1

MARKING LINE

/ /

¥
VERTICAL WELDING ﬁ

FIG 1-A FIG 1-B

WL20N1333H1

AAAE 4012 5 (35U 5 AHA CCMS S 1.6mme ULE 5.
AcSoL ds-ls:AesA Qell GuR-l RALAML L SR,

GEIULESUAL 5181 75° A (3ER ASA 300 - 40° UR AW\ (331 2)

oluLSuA slueL 20 Ul et (AL lidat yad (RiAd
s ((5213)

102

Fig 2

DIRECTION OF WELDING

WL20N1333H2

Al & Au : AES (NSQF - AW (Ad 2022) ASURALES 1.3.33



ALY s1AY Al & el ULSY 24 el At dHIRL sl {1
dRg W[l 4 1 AR Aes Aect BUl(B2ld GUR drg L ad,

AULELL vl 1ie Aes oflsq (AdlataL s Fu 5 25282, Aes
Nectrl BEdld SRR HRISIHL Eulld Aotol, ag) usdl usoydlsel,
Adl des (BUlBe adl?.

Fig 3

MOLTEN POOL

DIRECTION OF WELDING

WELDING ROD

AIM THE FLAME
AT THIS POINT

STRING BEAD

WL20N1333H3

Al & AH : A5 (NSQF - A Ad 2022) ASARAESS 1.3.33

103




5Mect s i1 Beuled (CG& M) ASARASN 1.3.34
AcsR (Welder) - 81l A3 (A[AS (OAW, SMAW)

MS 2(le U sAR vie N2 2 HIHl Ast Grell RAAHI (3G)-(0AW-11) (Square butt joint
on MS sheet 2mm thick in vertical position (3G)-(OAW-11)

G2 : AL ASARRUSNS(Exercise)-l 2id dA 2flull 2us20l.
o I UHIEL SIH AU 5A

o A e AU A A N2R AA Qlell RAfAHI A2 sA
o ALY AR ocl WISY A BAS uRie 53

o Gu-l uglA grrLalZsa Wofletui ot Aes 53

o SIHAS 5A A A Wl M duA s2.

a
Z
~ ~ 1.88
2 ISST 50 x 2- 150 - Fe 310-W - - 1.3.34
NO.OFF STOCK SIZE SEMI-PRODUCT MATERIAL PROJECT NO. PART NO. EX. NO.
SCALE
NTS BUTT WELD SQUARE BUTT JOINT M.S.SHEET TOLERANCE=05 | TIME
S @ 2mm IN VERTICAL POSITION.(OAW-11)

CODE NO. WL20N1334E1

104



Aot RAsa~4 (Job Sequence)

o wed 2R $A WA BARRAA s18a 52 Wla-l dRR
o121l ALl LS s W@ 1.5 HIHl 2 v w1 AR/} vl
315 Ae 52,

AR A40R 5 A 8ls SRA WA S A ARALRE AL
AL EXLRIA 0.15 kg/cm2 UR d0&dl.

o 2RI oIl AA dee wild Ae S
¢ 1.6 mm ¢ -l C.C.M.S (3eR UL Ui 53,

o Ol B3 i HEUH( 1.5 mm ASAMAL 22 AU A1 A gsSIA
25-Ae5 5.

o QYINSAR( ML AU,

o Aesl o1l QU uR 2lledl AR &R A ‘¢ sQrumi
20leq Grell Ala Sls s?.

slelca 54 (Skill Sequence)

25 A5 APIA A A2l A &R uR des ya uld
53l

o oAUESY AEA 21AEAL GLES AU 75° - 80° AU AA (BER
AS A1 30° 2l 400 Al WAAHT AUl AHA GURL dRs
AES AL HIZ LN .

adel yaui Ber Al 2l Add geitsl 2 GUR
dRs AL AS 4 A1 AE5 A2 5.

YR 5 5 oA elgAAL Bl it 3a 210
B2l 5911 iyl el und s3l eus L.

o RAYScll dld YRl wHRMi BeR Aed GARL A uisl ¢RL
(BsuRuiell Aot g2 sRalL HIE AR GuAoL 5.

AesA Als $A A QULEAL vl 214 YAl udel Hie
UL s,

Qe{l RALAHE MS uR AR o2 RiYsd (Square butt joint on MS in vertical position)

GEU:L cHA HEE 59
. Glell RAQME MS YR ARA 612 N2 AUR SIA.

A 2lleAq ARA ol AF2 dils AsA1A 25 5A wA aldsa
WBelHi Rt 8ls 5. ((5a11)

Fig 1

lal

90W°
‘ BLOW PIPE AND FILLER ROD

WL20N1334H1

2R ARA WAL AR WAS 244 Aes Ysa AN 53A. Ul
Yell i Slala (3oL 2) AL YA Ul Yell Wil R (Asiaal
Alg) vl B AYwl gaals yud B,

Fig 2 KEY HOLE

/ 1.5mm DIA. HOLE

@

WL20N1334H2

AR AR SRBA gAUs U 52, AR (BeR A GARAl] 213
5 3 BURAL drs AlEBaL L qell. (a1 1) AYSsal oid
(Bl AP YRR 54l HI ocl WEUHi Az iyl
olyg{l ague-l GulaL s2A.

HRAUSINAL AHLA €2 BURAL RS LA A A AR WSLEIE 24
UL AL AHIA Uelous -l HRLIs) Andal Hi (3R ed GARL.

Y5l 2124 UR AesA AH 5 A viLs) el vitdtdl 53

HRISL A5 53 A duRil 3 0.5 HIHl QsLS U2 AsuY YA
gj21U6,0.5 2l 1l des HwoydlsaL 21 516 552 AR 2ll.

Al & AH: AE5 (NSQF - AN Ad 2022) ASARAES 1.3.34 105



5Mect s i1 Beuled (CG& M)
AcsR (Welder) - 81l A3 ([A(AS (OAW, SMAW)

SAURULE S 1.3.35

Sl RAlAHL 12 {lHl 2ast AHAY W@e R RAd “V” o2 AF2 (2G)-(SMAW 11)
(Single “V” butt joint on MS plate 12mm thick in horizontal position

(2G)-(SMAW-11)

G2 : L ASARUSNS(Exercise)-l 2id dA 2flul 2us2il.
o LI UHIEL SIH AU 5A

o AU 5EPL gL Bl Ade s:A

o 1Sl RAAHL 2 M A1 Aot A2 §A

. gasgls, 532, Al coud-l NARS] uie s

o BUlRBe, 32 21, 2% 1 VA HBLS a.le

o QUIELL vl 112 a2e9 [AdlaiaL.

S

ot RAsa~ (Job Sequence)

MS @A 10mm SL 1Y WML S,
B30 Aad s3.

wQeHiell AsA AU s[EaL glrl 45° YR Add s
4 B.

ofl WA AL SEPL gLRL15° YR AAE AWM 414 B,

(51201 Al 5A A4 dAHIH oA g2 5.

Qs (RIA saLHe Rdie ‘v ilde s

A dl-i susi uz?.

Ades 1 @2l 2 Il e Ay 1A 25 s3.

Eﬁ @ M.S PLATE 12mm IN HORIZONTAL POSITION (2G)

2 50 ISF 12 - 150 Fe 310-W 1.3.35
NO.OFF STOCK SIZE SEMI-PRODUCT MATERIAL PROJECT NO. PART NO. EX. NO.
SCALE
NTS TOLERANCE *1 TIME
BUTT WELD - SINGLE VEE BUTT JOINT ON

CODE NO. WL20N1335E1

106




AYscd w8l RAAHL Els sA B2l 45° Aacaiol A6 o Sl RAMAMI AYSA YRl sAL HIZ 2%) 1A 2ilAH 3%) 4 ¥HL
2RUAL AUeA dlS A 15° Aaeainl AeAl 1A AeA dll5 53

el o €35 A (32A1 5 A HRIS Als 5.
GuR-l wAeell 213 2dl 324 UL 5 A Rl w@eq uwl o uellad 13 Acs et Afae 59
§2J08 5. UHAUHL AH I s Al )

sleica 54 (Skill Sequence)

ALSL RAAHL 12 {1H] st AU W@ R R ‘Al vle AS-2 (Single ‘V’ butt joint on
MS plate 12mm thick in horizontal position)

GE2A:L A HEE SR9)
« 28 RAMQHI MS YR R2LIE YV 12 N2 AUR S,

AR 5L A B(AdL glrL AA(EdL AR 53

@e dUIR S A GURAL UGAU HIS 45° AAE A dA(QULAL 16U
12 15° A4 1.5 {lHlAL @e S 11 M3 oA, (33t 1

el Add stge 5A A 22 54 1.5 {1l vl ((3aL 1) o 83 2
Yl 32 3y 1A 25 Aes ARl Aot Ae s3A.

Fig 2

Fig 1

PLATE PREPARATION 125°-115°

(¢
g
(
45° NPRUN
ROOT GAP f
2mm

ROOT FACE 1.6mm 150

WL20N1335H2

Fig 1

PLATE PREPARATION

WL20N1335H1

YcaisiRil AR AR el SHL saAL LS RAAHE Rbdiet v
012 A2 AL sl HIE AL USLRAL AA(AAL Wi GUALL oo
A1 8. 2mm

45°

qaie (A (Al 2 4 FHL 5A A gaAsls Ad1eA Glell WAaui

; ROOT FACE 1.6mm 15°
90° A AYsel-ll ELeS uR 65° 2l 750 usSl Auil.

AHIA g6 Aaaal Hie Sleld sadl.

AUz qrlte aAAl GuailaL 5314 550 2l 65° GUal dlse v@e uR
gaAsals AdIE LSl 2% 4 SHL 5. (531 2)

WL20N1335H1

Agx qulle A4 GuAlal s34 Gual Glell Weui dasals
3d1et 950 2l 1050 Ael3A 3%) - YHL S (591 3) GUEL 581
53l 6ULEL &R VA 299 AL FS2AA BHL SR,

Al & WM : AES (NSQF - 0 (Ad 2022) ASURALSA 1.3.35 107



5Mect s i1 Beuled (CG& M) ASARALEN 1.3.36
AcsR (Welder) - 81l A3 ([A[AS (OAW, SMAW)

MS 2(le uR SlAe ‘T A2 2 {l{l ¢nst Grefl RAAHI (3F)-(0AW-12) (Fillet ‘T’ joint on MS
sheet 2mm thick in vertical position (3F)-(OAW-12)

G2 : AL ASARRUSNS(Exercise)-l 2id dA 2flull 2us20l.
o I UHIEL SIH AU 5A

o A Qell RAlAHI A2 sA

o AR S, ABA 24 AY N2AR URHE 5

o deRel wild VA 25 des A2 5A

o A GuR-L (AZ2uui Aes 52

o AYSd AL 5A 2 AURAAC vl YR duie 5.

Aot Rsa~4 (Job Sequence)

o QUERL Y0l AMAL AUR 5 1A Bl AR
SLESE S, AR oLl AULdlA Auls SR,

AABE 40R 5 A4 1.5mm ¢ C.C.M.S UE 5. @lssl
derel oild Ae 53,

AR 01181 0.15 kg/cm2 UR Ae 3.
_{RILHS AMSIAL SUST A4 S o0IERL UsR\.
a§ YA ‘T A2 3 2s s

i3l s 5 Aiew GQell RALAHE Bsuui AU
3ld s sRAMI AR B 411 desl wuit ¥l uR
GO3U oA 8,

o ol WESY A BeR AR A0 A 2153 s8AA
GuR-l (Bauni {1A2fl Aieud AlSSo1 salq 213 s2A.

ol WS A BaR qldul w2 ofledl Auwélal
3 Aesl cg-ui AU vl Aadl B2l Yo 44
ASIAE AULELA A9 Sla A1 121

o Wddl 52 5 YblAg WIRRY syl skl
g usq A AU

2 ISST 50 x 2- 150 - Fe310-W - - 1336
NO.OFF STOCK SIZE SEMI-PRODUCT MATERIAL PROJECT NO. PART NO. EX. NO.
SCALE
NTS —_— TOLERANCE *0.5 TIVE
FILLET - "T' JOINT ON M.S SHEET 2mm

Er @ IN VERTICAL POSITION CODE NO. WL20N1336E1

108



RAY Sl i WIS! MR A4 des yel 3. o AHA WL coud, AHIA @dR ML Aes ofls (ARlataL s 214

ZsruRuiel ab UlUA g2 5 244 des oflsA uls s, uiteidl 821§ d il veliadlell y5d 6,

sletcu sH (Skill Sequence)

Sl RAMAHI QU iYsd Ms 20le duR s (prepare the ‘Tee’ joint MS sheet in
horizontal position)

GEA:LL A HEE 59
o A A2 AuAA 202A 2118 RAQHL AR s3.

As 2lled AL 2lle (321 1) &l 90° uR Gledl vl A A Fig 2
RRURH{ A HEUH{ AYSelAL B el Wi\l GUAIL 5411 25
aes s

Fig1  tackwelps

AN

WL20N1336H2

WL20N1336H1

oclULSuAL 5181 75-80° A (bR AsA 2ugsH 40° UR desl Fig 3

cAlgui GLell GuR-l Bouni wadl. (321 2) 20le-l ALl 4

4504 oelULEY W21 el sl uudl. (3oL 3)

LAl ya Add (RIA 5 34 oid AU AHIA 3ld

Asal Hie ULl 3o uR (BAe iyYsda Aes 52,

ZeR ABRUAL BSIA 1Al YaHi fdd FULSL A GURA dRs

A(EBat ulg Al

GURLSd WBAUL AYSdril H 247 6iA 2(lel Auél Asuull Sl
AsAML AHY ALEHT wHL 2AL (PIAE] Elg-t el (R
Hee 59,

ocULEY, A0l AR A S1RQ) L2l ccllsHRL WAL AR
Haual YRasll amu aUA- viddl s

WL20N1336H3

Al & AU : A5 (NSQF - A Ad 2022) ASARALESS 1.3.36 109



5Mec s 11 Bauled (CG& M) ASAURALSN 1.3.37
AcSR (Welder) - 81l A3 ([A[AS (OAW, SMAW)

A2 - MS @2 U “T” iyse 10 HIMl st Qell RAAxI (3F)-(SMAW-13) (Fillet - “T”
joint on MS plate 10mm thick in vertical position (3F)-(SMAW-13)

G2 : AL ASARRUSNS(Exercise)-l vid dA 2flull 21520l
o U UHIEL SIH AU 5A

o A Qell RAfAHI A sA

o 518 v 25 des Ae sA

o D2, A 2% qRlLE HRIS| WML S

o QUI8l Aes Wl ALS SA A dUiRAl.

<
N/
"
= )
N/
7
>
7
\_/
=
N~
S
=
7
\—/
\—
N~/ Q
\— X
\—/ N
=~ N
S
\— 2
\— 2
\— <
\—/
=~
=
\—
N\
\—/
N—/
/)
N—
N
\—
N~/
\—
\—
\—
N/
1
2 50 ISF 10 - 150 TO EX.NO.28 Fe 310-W 1.3.37
NO.OFF STOCK SIZE SEMI-PRODUCT MATERIAL PROJECT NO. PART NO. EX. NO.
SCALE
NTS FILLET WELD -'T' JOINT ON M.S PLATE 10mm TOLERANCE 1 TIME
E @ IN VERTICAL POSITION (UPWARD)
CODE NO. WL20N1337E1

110



Aot RAsa~4 (Job Sequence)

@2 HIY UHICL RUE A 5 A4 SLEL UHIEL sl
o QRAU BN AR s
o A5 YIRYAT NS ddls Ae 5.

« 315 mm D.M.Selectrode URi€ 3] i1 110 amps 522 A2
53

o SASAS 501 A ASRIMS (e A1 AS.
o SHALZSSIAA B3 2s5-des s,
Qg sty AatHi2 \@2lA 20y YA s2A

AL U (B2U1RM 2iYsci Glell RAAHI ys).

22 1 &sL AN clotts A1 4 SASASHI AU A S1G-
[AHE Bl ABLLE gIRL BHL S,

sleteu sH (Skill Sequence)

gasgls Hie ALes HRAL (il GurAbdL s:A

(3201 5\ A dIRAR Gi2L dd AL A Als 5.

$12ARNL s dutd AN GULL §3.

o 4 mm ¢ SASAS URAE 52 41 160 amps S22 Ae $3.

o qure allq A Aed BUlRettl i oAl Gullat s34
&SLAM AL 2%) - ¥HL S

o USRS 2l
o QY WIS) Rl vl 5.

o WUB2ldRMiell Aeds AieuA g2 53, vl HIE Als SA 24
duRAL.

Acslot e(RA %38 Acdl Al Wi s2A.

Qe - Qell RAlAHL AHAA W@ uR “8l” RiYsd (Fillet - “T” joint on MS plate in

vertical position)

GEU:L cHA HEE 59
« MS @2 UR Aol RAQUI T AT 2 AU 5.

qBsa AcSii des Nedui WA AMdeL, visse A
Ybide augn opaatell (ixemi ciadldl yo5ell g2 srami
A B, AL &S AM 4 AU FASS AdIE U1 AU drlle
ds-ls-l GullaL s91A elnciHi A 8. w@ed 1 UR YlAe s3.
slRfld Qs(A-l st Aat Hie (5211 Hi otdict I8l uld R-.
e 2 wHl sdl aud a§ Ul qlell AL eotell 213 s

(BaL)

Fig 1

N

PRE-SETTING THE VERTICAL
MEMBER OF A TEE JOINT
TO BE WELDED ON ONE SIDE
PROIR TO WELDING.

THE MEMBERS SHOULD BE SQUARE;
AFTER THE ANGULAR
DISTORTION HAS TAKEN PLACE

WL20N1337J1

32 HL 531 g 8:2al8l arte Ad A oid e uR des
Neal A BUulBDeAl vitddl s2.

gasels (5oL 3) e Alofs HRA{ Bl GuldL 5. Aloys
HRALAL (Bl e, SAselsA dieil Ad a3 Ybidet yaell
215 €2 BaladiMi A1 & 14 s3l2ll gsL a1 Yidal ya-l
495 alddiMi A1d 8, xR bidal yearidl gasgls Godl
SAML 1A B, AUR Aes Ned A8l 63 2 & A AilAs Sld
Hod ol § ¥ Ylidel des Aed-dl adl a1 aelsami
HEE SR B,

Fig 2

W ANANN
i

WL20N1337.J2

gasglsd As ogell efly) oty VWRASL A 245S2 eladl Hie
€35 ol 2AlSL alaL Hie As). gl el (AL AYSAHL AU
2L WHL saAL HL (531 4 Hi ol UHIR SASASAL S1aL AL

22 e AR 3 ALs 5, AHA WA 31 2i9)51 UR-L slEurl
RAL £R 5A AGFA.

%33l sl AsAHIA HR3LSL Andal HI2 ol A des s3.
(330 6 Hi otdlcul UHIRl Asglsl (Barddal vaal AsleusiR
(Beuadl GUDL 5. gSLAM Golld-l GUAL 52 A4 )61
YR AES (AL HIZ Gl UR 21| AHAU S| FaAsls Adiet (a1
4 A 208 A1 A lAd1 25ASAL GUAIA SRV GUR dRS
(AZ2l sl SAss (2u Aes Aecll HEdl w4 RALAL YHIAR(A

Al & A : A5 (NSQF - M A 2022) ASURAULSS 1.3.37 11



(RIA 522 a.ue-dl aldui As &l Hie AesHl sl UR
SASELS RNY 1-552¥A 2LAAHT HEE 59\,

Fig 3

WL20N1337J3

WHIPPING ACTIONS

Fig 5

VERTICAL ' T'FILLET

WL20N1337J5

Fig 4

VERTICAL 'T' FILLET ELECTRODE ANGLES

WL20N1337J4

Fig 6

WL20N1337J6

112 Al & A : A5 (NSQF - M A 2022) ASURAULSS 1.3.37




5Mect s 211 Beuled (CG& M) A SARALESS 1.3.38
AcsR (Welder) - 81l A3 (AlAdl (OAW, SMAW)

16 (RUAN) W31 (0OAW-13) Hi MS WY ¢50mm x 3mm (Raa-dl
ASIES U WSAGE WU AcSPL oz Age  (Structural pipe  welding
butt joint on MS pipe o 50mm x 3mm wall thickness in

1G (Rolling) position (OAW-13)

G2l : VL ASAURALST B (Exercise)-l 3id dA 2lu{l 2us2ll.
o L YgoL MS WSUA s AR 5

o WS Aule RAafAui Ae s?A

o AN, BAR AS LS, A N2AR YA SAH URIE 52

o 223U Ae 5 A UIFUlA des sA

« B\WBe 32 30 clock 2l 12’0 clock Yell A &

o QUL {120 1 ALS SA 2 dULA).

2 @50 x 3-75 - Fe 310-W - - 1.3.38
NO.OFF STOCK SIZE SEMI-PRODUCT MATERIAL PROJECT NO. PART NO. EX. NO.
Sis STRUCTURAL PIPE WELDING.PIPE BUTT JOINT TOLERANCE *1 TIME
ON M.S.PIPE @50 x 3mm WALL THICKNESS
S @ IN 1G (ROLLING)POSITION. CODE NO. WL20N1338€1

113



Aot RAsa~4 (Job Sequence)

o YWSUIA 850 A3 75mm GollegTHi sl 29 d-AL il AU
75mm GollsSHi s18E 5. WeSu-l olglR-l &R 30 - 350
YAl 52 5A AU WSUAL AR BAR 1.5mm- Yo AER)/
oHl 18] €.

o SloiRat sul ussl sl WSl igRl 247 otslRl AuLélA
ULS S,

4.5 AFBl AR (55U 5, 1.6mme CCMS (BER AS uie
50 A 6l R HI2 0.15 kg/cm2 2R Ae 52

QY e Y UL SISAAA ULSY o1 A2 oLl HIE 2
YIS Ad(E A2l AE (BSAR UR Ae S3.

o w3l AAHA AaAdlRAG e s:A.
o deelorild Ae 5.

YIS AR 1.5mm 2 AY Au{lA 3 %41A (120° A3 25
des s3.

o YESUALUREA AR LML (A S WISUA BSAR UR
L8] vl

AU GAULEY A [BER AS WAL GUAPL 5314 3 adi-l
RAA2A 12 aru{l RAMQ YE 213 adl 32 AR ¥HL SR, (&

slelcu su (Skill Sequence)

Qo-e)

iefu AeSee eldain-l [ouni 5l B2l | A2 2Hi e -
1AL s\ 3 Al RAAHI 414,

o oflag 5aéR Qa1 HIR 32 e AES SRalg ALY AV BH 5
YAH A2 HIe SRAML ALY &g

o A3, 3 yul 32 erduiq 4l

o AHU P R A e UR Slald wadl evlld Yo
udeil vitddl s,

LAl ARAR ¢l dS e Als S3.

40R 5 AUl e BsU 52, 2mme CCMS (e As
YR4E 5 1A 0.15 kg/cm2 R4 N2R Ae s,

deRel oAld A2 A A seluleU UR A&y dRlle-dl GURAaL
5914 2% R YL S3 V Yo R BV 24 22 A Al
YEA AU A 52408 AL

QY 1Sl SE, SIS A4 AesdlgsiNel vidsl s
A AL Aes vl o),

AL Als 5A A oL@l viHlRAL HI dulRe 5.

1G (A1) WB2A4HI MS A2 ¢ 50 x 3 mm Rl SIS uR R sARA WSU AL 012 A2
(Structural pipe welding butt joint on MS plate @ 50 x 3 mm wall thickness in

1G (Rolling) position)

GA:L cHA HEE 529
o 1G A[AA W(B2AAHI MS WSU YR 612 A2 AAIR S,

ULy Sl A ARid oL ACSL SIHI(1E] &, B UL 4L
3lad AAAE BASIRAL glrt A2 20N6AR( 1A A8 Sl udl-l
AL AL B, BH B AL dnisaloll AUULEL UR salg Bl1U &,
AH QM ocll WY AA (3R Asl RALA Acd eectidl &9\ s1aL
& AieuHi AcslaAl wotla &9l it sAL HIS dHIR ULESU A2
Ao sall (AN goLadl Anddl HIE 52CElS dEUR/AAL Ul
SAL YS9,

AL 24 AL AUIRA A WLSUIAL AL SEAL VLAl SALAM.S
AR 531 85 5E1L gLrL 50 {1l ¢ 1A 75 {1 aiofl uisul.
BSRAU GLRL SIUAML ALAE ULeSU-AL A B ULeyU 21a12(l 90°
U 4 818 215,90° s\l Acadl HIS ULeSu-AL vilAH ABA Sl
S 515A 53 WSUAL BSIA Aad s3.

LWL A5 5 241 A SIS Bl dl oA €2 5L (3oL 1 Hi otcliell
YHIRL YLSUA qute RALAHL 206l AS AUHIA 2 AU saddl
Hi 1.5 HIHl cidR Anfld des A2 25 s2A. (331 2a 244 2b)
WLl 52 5 25 AESSs WUl SISRUA 8. (A2 5, oid uteul-l
3] AHIA B.)

ULESUAL QU AHFAUR ADLE AU AL AE (55AR URE 5.
255 WU (5524 uR sl

Y Yl wAell widsl sRal Hie AlBE 4R 5 344 1.6 mm
C.C.M.S UR{E 5L 22 - HI ElsSL.

N

Fig 1

WL20N1338J1

114 Al & A : Aes (NSQF - AN A 2022) ASARAULSA 1.3.38



15 (AHT ot uHIEL AES1aL 213 5 A e Qa2 yel 52,
(RAYR 3 A 4) cAUSY A (BeER AL yeuRAl “desl
3UAH” (331 4 Hi oldlUl UHISL & AHA A “RIU AES” UR
gellaqi el yRUHD Add 24 el elN veaal-l 89
Aed 5 3 qul RAA2ll 12 aval R Yel des sA.

1 232 AE3S Yl 21 uedl, Il Ao | oAl RALAHI 4 211Q
UL Yl Wy Y sdq aldaiandl [euni 5dl.

| QoL B < 11 A2A2 UR 32 L YHL S3.

2L AGSIIL ULESUA 11T 24 IV QA2 5l sRaMi 414 8.

AL gAls N AWl Tuua W2 sl A
Al vl s2.

Fig 2

1.5mm DIA Wé

USE OF BENT WIRE OR SUITABLE SPACER TO SET ROOT GAP
(A)

(B)

TACK WELDS AT POINTS 1,2, AND 3

Fig 4 STOP OF

950

NP SEGMENT

ROTATION IN
SEGMENTS

S
>
I

»

m

@

=

m

z

=

WL20N1338J4

WL20N1338J2

TORCH POSITION AND TURNING THE PIPE

WLN1340J3

Alal yoi birdat ya-dl 2 slela saag vyl ¥
HEYRl & B YAl HA2u YRR 529 29UBL Ex.N0.G.29
(2.15) L Sl2lc sH-L (301 2 ) dge! @l

sl BsruRuiell as Ul €2 3.

AES HRISIA AlS SR A el WAl 1A Aes Wil 1R e
R (A3latel s

Yy Aefeq sl (BSAUR UR vl A (35U . 7 A, Ae
0.15 kg/cm2ayl HIe EOlLRL A1 3mme CCMS (e AsAl
GuRAL 53

d2Rel A\ dAl GUAPL 531 e A UR i[AM R ¥HL 5.

slalet adal Rart e A4 He GubHi Aaidl dcslar esAsd
AU, el WU 24 BeR Al 09 (Bauiet glrl e -4
AV Ya-l oyl (Raucll-t 20u Aseidl vitddl s2A.

ULl 5A 5 2isseA 2LOAHl 1A & A AU IS
WsLSE, s€ 3 HyofdlsaL A 21 8. AYSd Als 5A
3 Aes vl Hie dutdl.

AlY & WA : Aes (NSQF - AN A 2022) SARAULESA 1.3.38 115



5Mect s i1 Beuled (CG& M) ASAURALEN 1.3.39

AcsR (Welder) - ¥l A3 ([A(ALL (OAW, SMAW)

Qe - MS e U AU N2 10mm Gl RAlAMI (3G)-(SMAW-14) (Fillet - lap joint on
MS plate 10mm in vertical position (3G)-(SMAW-14)

G2 : AL ASARRUSNS(Exercise)-l 2id dA 2flull 2us20l.
« st Qlell RAMMI dutR 5 24 A2 5A

o gaAss, dduid 2« NARS] uRie sA

o &SLAM A 25 Aes Ae §RA.

. BUBe »e 21 ugul 2

o QUL vl AL 5 A dutAl

- ‘\70 ot RAsa~4 (Job Sequence)
o R QA Yo w2 HIUHL S
/ o ARABARRD QUi s
o AUAS- olAdladl 1R T A2 A2l e B Al 1Al
olly A Qe C wie/saQr s, ARPL VidR
d W@e C A AA l 1. ARPL i
j A=A,
¢ 315mm QU HEIH 5125 MS SASRS UAE SA. A
110 amps s22 A2 S2A.
o A AcSloL Hie SIl HRllAAl GualdL saMi 41 dl
z gasgls Wl a WAREA GullaL 5.
Aot Aot Aol 2oid UR Ae SA A W C
A duL B3 W@ B A1 des 53,
o U3l 5 5@z B A C Al AULElAL As ol AHidR
& A 2[5 ughl Au-ll a2 S1€5 vidR 2l
A §2 5 241 QoL RALAHI ASPL U (B 2LAR UR SIH
8ls s?.
gst Al dollef A1 24 yoL ¥ A& aule AU gLl
) 2 A SASSASHI ¥HL 5.
/’ o LA aig 211 A1 edl uestadl HiE SAsgIsA
1045 HRaAlL (a4
o AL EHR 93 AL §R 5 A KA AR Bl 9 Aiel
i HRISIA AR 3ld ALs 52, v 531 desAL 20961
R,
BRABHL sl quid ANdIEIAL GUAlaL S,
2 50 ISF 10 - 150 Fe 310-W 1.3.39
NO.OFF STOCK SIZE SEMI-PRODUCT MATERIAL PROJECT NO. PART NO. EX. NO.
SCALE
NTS FILLET LAP JOINT ON M.S PLATE 10mm TOLERANCE®0S | TIME
JEF @ IN VERTICAL POSITION (UPWARD) COBE NO. ViL2on1330E1

116



4Amm QU HEUH 5125, MS SAS2S UE 5. 44 150
2l 160 amp. -2 Ae 5.

o 20e 52 A 51Y(o1 1S A1 299 A RNR R,

o el ol 2 GuR-AL (Bouni Ayl aulQ xt aulaR eldl
AN,

slelcu su (Skill Sequence)

YR sA 5 AU Haisl 3uRul A1 SlAeq AU sE
Uikt 2y & 3t w@eofl{l euR 2Ll A2l A UL viLddl sA 5
A A2 C uR AE5L 3YSIHI S 24582 2l

uLS) ¢l uefl Wlofletuiell Aeds A2 g2 s2A.

ARR 62l GUAL 531 UEUA AlS 5 A S1SURL vllgl
WL dute s2A.

Acslot e %38 Al aaAdl2lg wie s2A.

AHAA W2 YR $lAe AU A2 10 HlHl st Qell RAAHi (Fillet lap joint on MS plate

10mm thick in vertical position)

GA:L dHA HEE 529

« Qlell R 10 I st AHAN A2 UR 5lA2 AU AT2 AUIR §3A 24 AEsS 53,

v A2 Qell RALAHI AL 5 &2l A5 UHRUL WL
8 - el GuR-l arRuiell As Kol WA & (elR LA ¥ ).
AU gAsLS Al GuALL 5317 2411 €2 531 2SI B,

AU A2 UR AlEset Hi Hasl ¥HL sal{l ugld
agiriH wale A2 53 B2l 531 AL brde yad sadl eusit.

BRI A1 32 e YHL SRAL HLE &S AWML BuAaL 5 2l
des Aedq Aedl 2:Aesldl s (391 1,2) 229 - e ad
AL ML 52 24 L YPIAE elgl Aadldg elnl. gasgls-l
s\_L 750 - 80° gldl AN, (321 3)

Fig 1

WHIPPING ACTIONS

WL20N1339J1

(a2 ui eoufdd s\SuRL gele oAl Gulal 3 2As B.
GuRl Zeoumi 21vtn aaldl aua A dlsell 48l
gasgls-laa aaue-l auq aldl A4,

gasgls ol desl uglae Yell HullEd wvll F2ll 5314 Guet
el &R AL A .

HRASILAL €2 AR EuLA ALE AHIA HRIS. Addl HIe uRL 8ldl
ASA.

Fig 2

N

o~

WL20N1339J2

Fig 3

75°-80°

WL20N1339J3

BNARAML VidR A3 Nec-l st sdi 3 2.l s2di
ag - elg A,

Al & A : Aes (NSQF - M A 2022) ASARAULESS 1.3.39 117



5Mec s 11 Bauled (CG& M) ASAURALSNS 1.3.40
AcsR (Welder) - 81l A3 ([A[AS (OAW, SMAW)

Gre{l RALAHI (3F)-(SMAW- 15)Hi 10mm %1SL MS ‘@2 UR vjcal y_ll A\&-2 (Open corner
joint on MS plate 10mm thick in vertical position (3F)-(SMAW-15)

G2 : AL ASARRUSNS(Exercise)-l vid dA 2flull 21520l
o U WHIQL SIH AUIR 5 A Ae 5

o gAs2s, 532 WA WARE urie s

o 202 215 A 25 Aes Ae s3A

. BUlBe »e2,2% 214 3% a.tie Gul Rauni wd &
o 3l AWEA w12 A1 2wl

%

-— ROOT BEAD

UPWARD
SN

.~ INTERMEDIATE|

BEAD [

FINAL COVER
BEAD

(
!

NG

{
k

Aot RAsa~4 (Job Sequence)

@2 HIY UHIRL RUEd 5 A Juis Y01 A 52 5. « 315mmo SASAS URIE 53 AA 110Amps DCEP A2 53
o ARRU BALA duR 5A 4 A SAALGPNAAUE  « 51 AM Colle AL 22 4 ¥HL 53

53, o (3A91 A A AR aroL ad A AA s S
2 g5SIRAA Yicell yRldl N2 dil5 A2 5A 44 1.5 .
ofl 2 AL A AL iR oaal HIS W4 (32aAPL sl quid 2Nd1eil GuaildL s3A.

GURAL 5. Ul AR\ ViERAL ABRA a4 870 yj_ll
olladL Hie A ¢Sl AsA1 Aes 52

YA g 5A A des B4R uR Qe RAldui

4mmo SAS2S URLE 53 24 160 amps Ae s,
BUlBe 2A1481gs1 AN 4 4% qgLLe dUfa-Al GurilaL

5317 Al
desi-e Ae s2A 2L 8ls 5.
2 50 ISF 10 - 150 - Fe 310-W - - 1.3.40
NO.OFF STOCK SIZE SEMI-PRODUCT MATERIAL PROJECT NO. PART NO. EX. NO.
SS/T%E OPEN CORNER JOINT TOLERANCE *1 TIME
ON M.S. PLATE 10mm THICK IN VERTICAL
EF @ POSITION (UPWARD) (SMAW-15) CODE NO. WL20N1340E

118



4mm dia.electrode 11 1ol 41 [AH 2 (3A1 S A4
UL 53,

sleica su (Skill Sequence)

U552 2loll.
AULEUA ALS 5 A w{lAL HIG dul SR

MS @e dZsc Ul(B 2l UR U s1R A2 (Open corner joint on MS plate vertical

position)

GEA:L A HEE 529
o MS @2 délsc B2 U 20U 514 AF-2 AR s2A.

$lAe -t S1R N A1 A 2(EoNA 5E1L glRL ARU
siual H12 W@l RUEA 5 A U 5L, ALES-S 5 AH2AdL SIS
sl

QRAUUIRL-52 Bl

AESEPL 6RAA g2 5A A sl S0 A AR vl 9
LULERAA s 53,

studl aua, Yldl aua PPE -l GulaL 5.

Qs(An RRAAA srat Hie w@e-l 2iga-l AuLdl2Al a 1.5 2l 2
mm 2 Y A4 87041 YRl AL §lAe 2 5l N2 Ae
53\ (a0,

0l BSLUR A2 l o ol uR 2s-Aes.

315 H{IH{l QU QAU FASS GUAL 5. 44 110 amps
52 A2 52A

AYsda QLe{l RALAHI Ys| 211 eota-dl 211 A1 desl el
511 90° Eldl ASA. (321 1)

Fig 1

WL20N1340J1

Glell RAAUI AlE21 SlAe A SR Ag-2 : 3.15 {1l uy
gAS2LS 1 110 amps ACSPL SR-2 AL 22 4 ¥HL 5. (591 2)

Aesl ee-ui 800l gasgls Aol HAdl pvll A1 gasglsl
(Betulet A& UM AV 241 Aes HRLs\A Al GuR Jell sl
5L A5 ALofs HIRALL (A A AHIA §J 34 Aaal He
&Sl AN AN 41 09U YAl A2 YR saL Hie Slela
RAuil.

1.6 {ll yofl gjaadls Gusies RAul.

Fig 2 N

W=1.5 TIMES DIA.
OF ELECTRODE %

MOVEMENT

WL20N1340J2

5L URAL HAAL HRLSIA AYRIURL (3RAL 5] 24 s S3; Aes
oflsA ueL (3A21 53 i LS s3.

AcHdl 201U v,

4 Ml u 1A ofly €ls ¥HL SA. AsLS 4 160 amps
AcsloL s-2. gasglsq slel Aesl duiell 80° elg NFA x4
AWl dots g8l eldll NFA. ASAEGN A01RML SRAML 1l
UHIAL SASELSA Al BUR A Gl RS WASL.

AL 5A A1 Aes Hausl Als sA : 4 ] i 18 Al 244
{[AH - WHL 52, FASLLS 241 160 amps ACSL 532 gSL AU
clolld x4 oyl (Bauie 412, (a1 3)

Aes HRIS\A (3A0L S A AULs 5.

AAR-F1R{A-2 GRS AA el vi-f 52al etoll,

Al & A : Aes5 (NSQF - AN A 2022) VISARULSA 1.3.40 119



Fig 3 U SR (BA2 AesA AL HIZ duRil:
ollgl des wilAl

&l1R ol(FoL 3 uodls2ail Qe
Yot wdel-l ISt

3RD RUN

=
W =3 TIMES DIA. OF ELECTRODE

MOVEMENT OF ELECTRODE

WL20N1340J3

120 AlyY & W : Aes (NSQF - AN A 2022) VSAURAULSA 1.3.40



5Mec osA 1 Bauled (CG& M)
AcsR (Welder) - 8-l A3 ([A[AS (OAW, SMAW)

JSAURALTS 1.3.41

YLy QeSlaL - MS UsY ¢50mm i1 (1G)- (OAW-14) Hi 3mm Rald-l anste u: Acoll
A2 (Pipe welding - Elbow joint on MS pipe 850mm and 3mm wall thickness

in (1G)-(OAW-14)

G2 : AL ASARRUSNS(Exercise)-l 2id dA 2flull 2us20l.
+ “ELBOW” ULEU Y scl 112 [AsiA ER

o Wl Qul Yol duR sA
o 2234 A 25 Aes Ae 52A
o 1L Aia quie RAfAHL Aes sA
o AcS Bl AL 5 AN AU

@50

100

@50

Aot RAsa~4 (Job Sequence)

yul se.

o LA SR S ULSULAL AU SEAL GURADL SRAH] AL B,
« “slell” 2Aysd Hie [@Ast €. Q1L 2lle ¥ve uR (Bau 1

Su&at efleniall wighu slell (AsidA st 44 A4 100
{1l et wiehu-l eid &sLuR URe s?.

o YSUL UR Sactuiel Wistsa A Uy RE) oi-tlcl A4
350 GUAL 53 Uy RS AL vy sl

se BRI stél Al A s BAlAul sisual

B (RAM AL YeuRal Hie dA sLga s2A.

=

250 x 3 - 100

Fe 310-W

1.3.41

NO.OFF

STOCK SIZE

SEMI-PRODUCT MATERIAL

PROJECT NO.

PART NO.

EX. NO.

SCALE
NTS

=

PIPE WELDING - ELBOW JOINT

ON M.S. PIPE @50 x 3mm WALL THICKNESS

IN (1G) POSITION.

TOLERANCE

TIME

CODE NO. WL20N1341E1

121



Fig 1
DEVELOPMENT
6 . 6'
5 5 -
71TN\¢’ 4
8 N A
9 .
) 2 . 2 10
100 Oy 1 " s
12
6|5 1 3 1]lo
78 9[10f112j0 1 2 3 4 5 6 7 8 9 10 1112
9
0
] 8 CIRCUMFERENCE OF PIPE
11
12
6
. f ELBOW PIPE JOINT
3 2\ @50 OD AND 3WT

WL20N1341J1

DEVELOPMENT OF ELBOW JOINT FOR 250 PIPE

SISURLAHSAULES 24 21 EARNAL WLESUAL AULE AL SRA.
o WLEUA 9001 YRIL UR A2 53 A AR (U 53

o ol AR HIZ 015 kg/cm2 EALRL A AOSE AG1R 7 4 63
mm CCMS (3R Qs uie 52

derel Rild Ae s3.
39l AetHdl AaddlAlg wed s:A.

1.6mm e AU AL 4 LA YielA AES A A Uied
ANsAR(ML vl 21t AR BUAL $31A ULSU el AR
90° S\ AUl

SLA3] A Gledl Aot dsls-l GulaL s

sleteu sH (Skill Sequence)

desA 4 QAeHl [Aeud s3d 3mme CCMS AUlARU-AL
GURAL SN celWSY A BAR UORUA AS ML 83
5319 AieA Aes s,

B AYS PN AIUHL &2 A 4 Ao2Hi AL 59
ysal. (3oL 2 AlSSal-L sH-Al s1 2 2l 6 (A2A=2 1) 8. 10 2l
12 (A2 3)10 2l 6 (A2 2) 34 2 2l 0 (A2A-2 4).
A(ESL sHAL AL $H 255 AY Sl AL 1A i HEE 59
5 AcSloL AiRls Sla Gledl Ad Gur-l drs A1 ifRls dla
Aule RAMAHI sRami 214,

o Sleld nnddidl A1 €35 o2l AesA AU Sld UM
Sl U2 el [Axsadl [A-L wdel Anadll viidsl s2A.

(oL guUs elol.
AE3S AYScl AlS 5 A Aes Wl HIS duL 5.

Fig 2

WL20N1341J2

SEGMENT 3

LY AES - 1Y) A(AIHI A1HAAU ULEU YR A cedl RiYsd (Pipe weld - Elbow joint on

MS pipe in IG rolling)

GEU:L A HEE 59

o 1G ALAMI MS WSY YR S1e0l-L Aieud AR 5 4 Aes s,

Bst . el i Bl (B 3 {1 AsLS ) A iysl Gisie
Yell 52408 SRAMHI HEE SAL HIE GAULEY UR 7 ALBE G 24
Yo 4181 Sld wdel s?.

AH B AULEUA AUSR CoPla 8l & dd 25 AESS WSUA 4
QoAeHl Aes sAML 1A dl ¥ AR AL A 5o 1A 32
U(Agel AR A9 Sld des s3l 2usiu 8.

A RsaA 601 (591 2 i olcicul UHISL 255 UlEU Acoll
A2 U A2 (AGUB SRaAM| AU B,

4 Qo2Ui L [AELS N %39 RALAMUL AW ALMi HEE SR
g2l Aol Ai(R1s A dZsa AeslaL 2s[As glrl A 4IRS A
sAe W2l glrl scHi 214,

agui, A S1REQL WY AYsdHi @QsA 1,3,2 2 4 suHi
Qo2 AcslaL gL (RIA 531 etslu .

ULEY 59012 N EF2H SAML 1A & A Actdt Slela waaaiel
youi ARl Sld wder sami Hee M@l AeSll e
25 AYEL A 548 5A A €35 AdA2AL AYSctAl Y 44
(Bl 00u Mseuel YRR s

Aol (0lg uR uels HIR 60 - 70° 1A 30 -40° AL 6l UIEY
U (BER AS AdEtL GUAL 5. 6AlULEUA Yol % 1Y ol
ot1g{l atfel AL

122 Al & A : Aes (NSQF - A A 2022) ASARAULSS 1.3.41



5Med s i1 Bauled (CG& M)
AcsR (Welder) - 81l A3 ([A(AS (OAW, SMAW)

SAUJ]AULESS 1.3.42

MS WLEY YR WISU ACSLT A2 950mm A Aute RA[AHE 3mm Rl 1sis (16) -
(OAW-15) (Pipe welding ‘T’ joint on MS pipe 850mm and 3mm wall thickness in

flat position (1G) - (OAW-15)

G : VUL ASURASAH(Exercise)-dl i d 20lull 2is2ll.

+ 90°T Uil HI2 [As1A €121
o {Y WIS WSWA st AR 53

o YSUA WU[B2AAHI A2 5 Vi 25 Aes 5

o AesA A LM 213 5A v yel s

o oL@l Aes vl M ALs A [Adlatar s?A.

@50
3
\
| |
| B - N —
| | il
| |
Te]
10 | |
| |
| |
[ap]
(e}
o o o o
)
1 @50 x 3-100 Fe 310-W B 1.342
1 @50x3-75 Fe 310-W A 1.342

NO.OFF

STOCK SIZE

SEMI-PRODUCT

MATERIAL

PROJECT NO.

PART NO.

EX. NO.

SCALE
NTS

PIPE WELDING -90° 'T' JOINT
ON M.S.PIPE @50 x 3 mm WALL THICKNESS
IN 1G POSITION.

TOLERANCE *1

TIME

CODE NO. WL20N1342E1

123



Aot RAsa~4 (Job Sequence)

o VLSl 5 5 WSULAL AU SEAL GUAWL SAML AL B,
90° 2Uluil HI2 9153t 2lle uR [Asit duIR 53\ (521 1)

YU Sl AR oall Ulgu A (BER Asl 3% s3ld
A2 des 5.

AU Qe MU Sleld Al 3 AYsd-dl oir
(B34 131 4lA YAl AL A 534 YRt saALHI
ocll wguA ouggell cuyel auQ .

Adl AseRl 230l U1 AESS H2UGAL AS2-L BULSIA 119
3ld 53493 sRall 511 .

Agea$ 2[5l BUAL S311 dnis AYsd A 4 As2R 1,2,
344 HidesA yel s (a2

(et guls 2l
AEsA Als 5A 24 wHlRAL HIE Aesie [A3latal s

Fig 2

Fig 1
. E
DEVELOPMENT OF o 1/\1' DE&/CE)tg%l\,/\I‘ETNHTEOF
THE BRANCH PIPE 2 MAIN PIPE
3 11 0] 1 2 3
c N .
2' 2
L
/\ T
A 1" 213"
E 3
1
‘0
\
]
GIjHO123210123210 -
3
DEVELOPMENT FOR 90° T JOINT "50 MM OD PIPES" §
§
=
A WSW YR s1A Qe 53,

of WSW UR Sactuie-l Wistsan vy HiS s Uy RGd
WISLEE UL UL ULESY SIUL A A1 s1EE 5. R4 sEL
gRLYUA UIEY UR RUEd 2de WISIEIEA SIUL 41 dA s18a

S3.
AR 5 (BAIIRAA Slo1RR 5 AA (BALR1AA s165et 53,

o SlITURL ASAESS A A LRI §R sl HIE Ulgu-dl

AULELA AULs SR,

QLA WIEUA 9001 VRIL UR YUl UIgY A1 A2 53 A

A3 5. ((Bat 2)

A0 URLE 5R1.7 Al3E, e3mm CCMS S A4 6{A AL HI

0.15 kg/cm2 G121 UL deel wd-Al GullaL 5.
o 33l AHA QA ulett 5.

2L Y21 YA saL HIE 90° {ARNE A1 AHA 2 mm

22 U AL AYSciA 4 FURA 25-AE5 SR,

o YARASAS 25 S WSU“T” AYSc AU 3l RAA & B2l
A oal WY A BAR AU SlFuel AHae QAL 852

SRAL HLE AY§A i1,

sletcu sH (Skill Sequence)

TACK WELD
HERE AND ON
THE OPP. SIDE

WELD HERE FIRST
& THEN ON THE
OPPOSITE SIDE
(SECTOR 1&2)

WELD HERE AND
ASSEMBLY IS ROTATED
THROUGH 180° TO WELD
ON THE OPPOSITE SIDE
(SECTOR 3 &4)

WL20N1342J2

MS WY UR WISU ACSDL T’ A2 50mm A AUl RA[AHT 3mm Rala-l st (Pipe
welding ‘T’ joint on MS pipe 50mm and 3mm wall thickness in flat position)

GEU:L cHA HEE 59
o 1G UE U MS LS YR ‘T’ N2 AALR S 3 AES s,

A Al Aee! dld. 1.3.41

124 Al & A : Aes (NSQF - A (A 2022) ASARAULSIS 1.3.42



5Mec osA 1 Bauled (CG& M)
AcSR (Welder) - 81l A3 ([A(AS (OAW, SMAW)

A SURAULE S 1.3.43

AHAY A2 U R “v” ol A2 12 HlHl «nsL Qell RAlAxHI (3G)-(SMAW-16) (Single
“V” butt joint on MS plate 12mm thick in vertical position (3G)-(SMAW-16)

G : VUL ASURASAH(Exercise)-dl id d 20ull 21s2ll.
o I UHIEL SIH AUIR 5A

o A 5811 glRLAR Aad sA

o 2234 A 25 A6s A Aot Ae 53
o o129 WA Al AR s WD 2AAHL e e WL 53,
o QUL w120 AL 5 A dutAl

/9

PV
30° - 35°

. <

60° - 70°

25 1.50 ROOT|
FACE
9
— | 2.0 ROOT GAP
JOINT PREPARATION DETAILS
E r
=
A
A
A
N A
A
L —
A
A
A
N A
N A
A
A a
N4 g
A <«
A
N A
N A
A
N A
A
A
A
N A
N A
A
N A
A
A
A
N A
N A
A
—
%
/L
I
2 50 ISF 12 x 150 Fe 310-W 1.343
NO.OFF STOCK SIZE SEMI-PRODUCT MATERIAL PROJECT NO. PART NO. EX. NO.

SCALE
NTS

M.S PLATE 12mm THICK IN VERTICAL

SINGLE VEE BUTT JOINT ON

TOLERANCE *1

TIME

POSITION 3G (UPWARD)

CODE NO. WL20N1343E1

125



Aot RAsa-4 (Job Sequence)

o 12 {1l 0S8l MS w@eA seui siul (2 Hd1).
o s Yol &Rk Adet sR.

oi W@eHi 30 2l 35° Ade AdIE A 1.5mm e 34 89\ i
B0 UR S\ aLsuLs 8l el

o ARYRAL GURNL S3A 2 Ml As UL U A A
@2\ Aes s,

@Rl Y sd-l o ey 1770 uR WlAe s?L.
25 AE3s A2 Glell RAAHI Ae 5

SlfldcsldoL Hie ¢315mm AHAAY FAsEls 3 DCEN
WARSEA GuriloL 53,

sletcu sH (Skill Sequence)

el dlAel 213 2dl ¥eq GURl dRs wHL 5A A As
UL el waolL s,

gsLAMAL GuAL 5.
RAL AR ER SR A ALAR vioL A4S AES ALS SR
p4mm MS As2LS A 150-amp s GUAL 5.

(BU(Re 2nd, 3rd AU qle dsls-l Guailal 811 ALl
A desA Qledl RAlAHI yel s?.

Y 22 GAUS A A 01L&l AES VAL dulRA.

AR UL 215U Bl RUR Wil JeuRal.

Ge{l RAAMI 12mm AsLAHARU AR UR R “V” o1 RiYsSel (Single “V” butt joint on
MS plate 12mm thick in vertical position)

BGEU:L A HEE 59
o MS A2 UR RV’ o2 RS2 AUR S 4 AES 5

g5SRA dusl

A SA-ARRHLA 58I Guilat 5314 (BUS120A 30 2l 350-1
V{RILUR Sl 241 AAd §R.

HSAUES g2 5 HI AAE-AL (B0 AL S 5 24 AN L
).

stiudl auid 21 YAl quid 20911 PPE Al GURDPL
s,

SLIEL SN AUHA AOULSHL 1.5mm 2 34 AR S3.
RV vie A2 Al 14 2(B3at

AL BAEIRAA 2.5mm 2 90U A& AHidR AL 2.5mm KISl
RUUR-AL GURNIL ALS AHLA A MR 2 U Andal HI2 ARL .

(Qs(AA (RIA sRat e 0 206aR(l 244 30 L 1AL 0
ol BSLUR 25-965. (5oL 1) Aed 5 Ho vl @l -l slal
177° eldl A\SA.

PREPARE PLATE AND TACK
VEE BUTT JOINT

WL20N1343J1

Aes W(3elR-l GUAaL 531 iYsdq Gell RAAHI ys\.
aes vl Youl

3.5 mm QUAAL UL 5311 3@ e YHL S AH AU, FASS
41 110 amp S22 FAsEsl A& oty (Baue w12 (331.2)

Fig 2

FIX PLATEIN
VERTICAL POSITION

START AT BOTTOM AND DEPOSIT .
ROOT RUN HOLD ELECTRODE
SLIGHTLY BELOW HORIZONTAL ( AT 100°)

WL20N1343J2

D2 2 £l SlalaAl vitddl 5.

aRsHI gAsglsHl s\l 1200 eldl ASA Y2l gAsglsA desl
GUESAHT 80° UR UsSl UG Aggn Bl AL doud g8l eldl
AN,

126 AlY & A : AR (NSQF - AA(Ad 2022) V1SARALSS 1.3.43



el §ls Gisie 1.6 {112l ag - Slll ASA.

RAIA £2 5 A LWL EHR A AR el GUALL 314 e
- ALS S,

4 Ml Ul GuallaL 53l ofly €ls wHL sA. AHAA. 160
amps 592 A2 & AU UR FASLLS A &% olYHl asglsl
e, (oL 3)

Fig 3

CLEAN SLAG
FROM 1sT RUN

WEAVING MOTION

ELECTRODE MOVEMENT
SLIGHTLY SIDEWAYS

DEPOSIT 2ND RUN USING
A SLIGHT WEAVING MOTION

WL20N1343J3

AL £R 5 A Aes oflsA AL A s s2A.

4 Ml R AHAA. SASLS 1A 160 amps $22 GURAL
5911 AEsL 5L UR QAR AU (AR e ALt A wHL 5L

(Bor4)

Fig 4

ELECTRODE
WEAVING MOTION

MOVE THE ELECTRODE
IN SIDEWAYS & UPWARD

CLEAN SLAG OFF 2ND RUN MAKE 3AND FINAL
RUN USING A MORE RAPID WEAVE

WL20N1343J4

gaselsl aruelaud (3213 241 (5914 Hi gauldet s deHial
siguaL el 215 8. Al clous sl aldl AR ¥ des Aeattl
Reldl [(RIARIMI HEE 52 &,

552 A A eilEuidy, Bidudl 21l

Ao R 93 AU £ SR A AR vlel 93 Aes oflsA AR
3lA A5 5. >e gAUS, 2158, el Bl A ag HYofcdlsRaL
HIS dul SR

Al & A : A5 (NSQF - (A 2022) ASARAULSS 1.3.43 127



5Mect s i1 Beuled (CG& M)
AcsR (Welder) - 81l A3 ([A[AS (OAW, SMAW)

JSAURALTS 1.3.44

M.S UR uLgfu AcSIdL 45° S1eL A2 WU 50mm 2 3mm [Raia-l st (1G)- (OAW-
16) (Pipe welding 45° angle joint on M.S. pipe 250mm and 3mm wall thickness

(1G)-(OAW-16)

G : AL ASURUSAH(Exercise)-dl i d 2(lull 2is2ll.
¢ 45° YL NS HIZ ULSU-AL [ASIA AR §A

o Y WHIAL WSWA s1{1A AR 5

« A A (BeR As-l 232 5414 ASIA 25 52A 2t Y&l 52,

o AULEL w0 LS SA 3 AUl

A
@50
1 @50 x 3-100 Fe310-W A 1.3.44
1 @50%3-75 Fe310-W B 1344
NO.OFF STOCK SIZE SEMI-PRODUCT MATERIAL PROJECT NO. PART NO. EX. NO.
SCALE
NTS TOLERANCE *1 TIME

PIPE WELDING 45° ANGLE JOINT ON M.S PIPE

@ 50 & 3mm WT BY OAW.

CODE NO. WL20N1344E1

128




Aot RAsa~4 (Job Sequence)

45° 1A YLSU-AL Q51 vl wZaL: 2ice! Boau 1. 1eu vl
AB €\,

Fig 1

DEVELOPMENT FOR 45° BRANCH JOINT

"50 mm OD PIPES"

SHAPE OF 45° BRANCH
PIPE DEVELOPMENT

\

MAIN PIPE HOLE DEVELOPMENT

WL20N1344J1

56 QUL AB A1 (AL 247 AN WU ciouts Al (gl
C,D,E A F A 2ige! il ddld REA 5L

“CD” AL UR 45° oi=_ULeu-(l RA(A 20l :41“G” &82\.
(0lg “G” uR 45° 5131 €L

Ao QLU URAE 5 A il Wy (GI) Al Qrue G (@igall
450 UM R 53

I 2l, i ou A8 il €A (XX). This XX A QléaL
SAcuA-e HI2 A3 Al &9

I 2ll, AL XX UR 2UUL WLESU-AL olelR-l Ul welle S3.

QUL ULEY HIS HEY UL ERL. AL AL Hu gyl Hea
UL AB A K UR sLu2l.

GK Hi SRl K UR GK UR Gol UL £1RL % CD H UR HAL B,
KH Hi S 8 IGKH) 2Ll WLESUAL ALS IR (3Uil) 82

AL GEIR UL WY ML Aelada ERL.

AHeAJnA 0-1 ddl5 6 UMl PN Qoud 53 1-2; 2-3;
3-4;4-5 3 5-6.

L (Agalell QLe{l uudl €1R11,2,3,4,5. udctell < (Aig 6 2l
A QLe{l RUIRALIG 4 (Ag 0 &l JH &2l 2L QLe{l uitAl 2utuit
YWY AL GK A KH’ A sl 4w W S2 6,5, 47,37, 2, 1
UHAO”. AU Al 5 WS 2 641 G AHY WS4 O’ A H AHIA
Y2 8. 013 cleS- XX wlleHio,1,2,3,4,5,6,5,4,3,2,1,0 d3l5
0-1 AL ARl clR1eR 13 WI-e.

1 13 (BlgalHiell XX uR Gledl RuiAdl €11

W2 6,5,4,3,2, 1,0 uell XXl qHidR 28l vl
E1RL. AL 7 AU U A cleSHiell 13 W2 uR 13 Glell
JuqAL 5149,

AR AR antis UL 13 5L UL AL ANSIRAL 8Q 45°
QUL UL HI2 %33 [As1L duR &S 2. Qs B8l
UR 3 2l 5 {1l e12gf 2. (3oL 1)

A WguHi (B¢ QsAtaal Hi2: GUHWL WSux7 €
3,2,1,0,1,2,31 A€ dd@ U 0-1 AL iRl ¢iRUGHR.

0,1,2,3,4,5,6 Hiell Qlell Juidl 1L 211 Glell vl
7 LSl WA sl RS ASs AR dalis UL
AaRels (Glgl. 38 [Bg I [Asi &9 dUR &.

VL] S 5 WSULAL 19U SEAL GUAIL SRAMI AR B,
SLEaL 2le uR 450 uuil M2 @A dAIR 5.
A WUl UR sl Qe 53,

ol WS UR Sacuie-l Wistgen dd His s Uy RQEd
WSS AL 2L WSY Sl A A s185A 5. Ay sEBL
gRLYUA UIEY UR REd 2det WA sl 249 dA slga
s,

AL s BAIIRAA Slo1RR 5 AA (B s165e S53.

SIEURL AHSALES A 24 EHRNA €2 sl Hie weul
AULEA 15 5.

QULUL WLEUA U WU AL 45041 BRI UR A2 SR 1A
M 5.

A01R UR{E 5.7 L&, e3mm CCMS AS 4R 6{A AR HI2
0.15 kg/cm2 €181 U1 e -l GUAlaL 5.

%33l Al Aaddl2Al uia- s:A.

2L A2 YA saL HIE 45° {dRAEA UA 244 2 mm
22 U UL AYSei 4 WIURA AE5 5.

L]l S § 25 WS “ollR1” A2 AU Id RAd & gell
A ol WY AA BER AsA s18uL A4aRel (AL 352 sl
HIE AYgA i1,

WU 3Rl [QAL ol WS 44 (3eR Asl 8% s3lA
Q2 Aes s,

Al & A : Ae5 (NSQF - 0 Ad 2022) NSARASYS 1.3.44 129



AHA AcSPL A Slelet MAd A AYSd-l ol
(U314 131 31A HOHI WAL A 5S4 Y (AR AL HIR
ocl utghu oyl otiggel ol .

SLo{l dRsl ds-lsl GurNoL S91A ds Aiel A1 4 AseR 1,2,
31 4 HidesA yel s,

slelcu su (Skill Sequence)

Adl &l 2136l UL ACSS HIUG-L [ACUDLAL BULSLAL 1Y
A GuAlaL sall sty cl.

sl s el

AesA Als 52 24 vl 12 desAe (Rdlatal sA

M.S UR wgu AcslaL 45° slal A2 WdU ¢50mm A 3mm Raa-dl Aas1s (1G6)-
(OAW-16) (Pipe welding 45° angle joint on M.S. pipe 250mm and 3mm wall

thickness (1G)-(OAW-16)

GEA:L A HEE 59

o 1G WUB2AAHI MS ULEU YR 45° A A2 AUR S A4 AES 53,

UM -\ o] @l 1.3.41

130 Al & A : Ae5 (NSQF - M (Ad 2022) NSARASS 1.3.44



5Mect s 211 Beuled (CG& M)

AcsR (Welder) - 8-l A3 (AlAdl (OAW, SMAW)

VSAURALTS 1.3.45

AqRes (B2 (SMAW-17)Hi 10mm St MS @2 uR flell Juii-il Haust (Straight line
beads on MS plate 10mm thick in overhead position (SMAW-17)

G2l : VUL ASAURALS B (Exercise)-il 3id d 2[lul 2usell.

o ldEs RAMAUI M.S WAe Ae 5

o 2dRds AcSLHIR2 SASLS, ddHil WIAREL 1A Al cious uie s
o BSAHLA HLow ALEl Jutui wHL 5A

o QUL vl i ALl JuatAt LA ALS SA A AULRAL.

150 ISF 10-100

Fe 310-W

1.345

NO.OFF

STOCK SIZE

SEMI-PRODUCT

MATERIAL

PROJECT NO.

PART NO.

EX. NO.

SCALE
NTS

STRAIGHT LINE BEADS ON M.S PLATE
10mm THICK IN OVER HEAD POSITION.

TOLERANCE 1

TIME

CODE NO. WL20N1345E1

131



Aot RAsa~4 (Job Sequence)

o A2 AR SA A Als s3.
o Ui YOl AHIAR AL s\,
o SedflA YA 93 AU REA S 1A L 53,

o QBalui e 20aes WBal-mi 8ls 53\, duidl QU
BP3U B0l ASYR S,

o 315 mm QU AHARA. SASSLS URAE 5 1A lat 5:1.100-
110 ARRAR 5R-2 Ae 5.

AaR-2s WBalui AlEa1 sadl auid el vt
GuAaL 5.

AHIRL UL YR SASELS-E1E5R Sl Al v AR 251
L.

sletcu sH (Skill Sequence)

WY RLUBILHS AR GURid 35 13 A Adt Sl
GuAL 5.

o UM IUAA gsL AN A YA L A AR Halsl
BHL 53

AU ds-lsAl Gualal 544 YAl Y 3 A1
RiAd s?L.

(32Q1 531, 1 LS| AULSs A A VI HIZ AUt 53

Yl HRISIAL BRAUML BH SAML 1A & AH UL S ul
ULE Y HRLSL YHL S?.

vl 1R des Hialg (Rlatel s?A.

sl Yl i wiHl ad1R ML ALEU HRLSL YHL SRAML AU&H 4 &l
UL Yell s s

MS @2 UR 10mm st Hil{l Gur-l RAlAHI A1l eldlAl 1aLs) (Straight line bead on
MS plate 10mm thick in over head position)

GEU:L A HEE 59

o Hadl Gudl RMAHI 10 1M st AnAU Qe R el Juti-l Hast AUR s 3 N(sA 53,

laRes desldl Al2ll yoda slal &di, 20U AesL ds-lslA
AL A AR oLl s B, 2aREs (B2l AeslaL

WML a5, QU (Al v s 3(@A5A-HL sai
A B,

ISR (51 1) A3 UHIAR WAL RUEA S A Hey Yy a3
AL A U 5.

Fig 1

WL20N1345J1

3|AReSs UUBRAAHI Aot A2 scdl auq, Us clg A1dq siH
AL AR elg A, (591 2)

@21 Al WBAARAL 2(ARS1RL 2ol GUAL 5319 dHIsl
GLRAUSAL AL Aot QLU AR sl B, (391 2) 23S
RAMAHI Ao MUl YPdIAEL gl Al sR10 A 12
Y scimiall 1A usl %9l 24 A-itell UldiA oiudal Hie L ARH

sQll HIR acile, &-5 ellcas, QAL 2US, H, WA A 23
GUALL 5A Yot ¥ Hecayel 8.

Fig 2

TELESCOPING
TUBES

WL20N1345J2

L RAMQUL, Sotartl agq 51RQ el 1A Wuls QL. 21l 51k
Add 20& A5 NnAg Hod &, (591 2 Hi tlcllll UHIGL WAL UR
Soic Y51 L eLelLSl st .

132 AlY & A : A5 (NSQF - AN (A 2022) V1SARULSA 1.3.45



315 mm ¢ MS 6As2Lsl GullaL $2L 241 100 - 110 amperes
592 A2 5A.UALE quLe RAA Hi GUAPIHI AdLel Sl EGILHIL
10 amp e\ Ae sAHL A1 8, 5181 5 > ccistial{l Waall
UM eelsal He Al Ybidal yaq sadl uug vol ¥
Hecayel 8.

gasalsA 0l Ned-l AuLél uR 90° w14 des-l [Bauni 50 2fl 150
YR usl g AN, (31 3 41 4)

Fig 3
[ PLATE

BEAD/

ELECTRODE
90°

ELECTRODE

5°-15°

HOLD CLOSE ARC.

ELECTRODE POSITION WHEN MAKING
BEADS IN OVERHEAD POSITION

WL20N1345J3

Fig 4

[ ]
L Y

POSITION OF THE ELECTRODE FOR
OVERHEAD WELDING

WL20N1345J4

R 251 AMA GUAL 591 > cclstiRl A AsAdyds g2 531
sl ol

YRl uL A1 HaAH HRISL SHL SR > clstiRl HedldA eelsdl
HL2 Yo % Al {DIAEL YEA saddl Hie 51y Adl A4,

Fig 5

WL20N1345J5

oflont A 2oL HELS LA Aes sRaL HI AHIA UEAA YRialdd
5. ((3216)

HRIsL AS3UdL, 21552, AL E-5¢8, ¢all slet W ¥l
AULELL vl Hie des (Allatal s?.

Fig 6

WL20N1345J6

Al & W : A5 (NSQF - AN A 2022) V1SARULS 1.3.45 133



5Mec s 11 Bauled (CG& M)

AcsR (Welder) - 8l A3 ([A(AS (OAW, SMAW)

A SAURULES S 1.3.46

MS WU 950mm x 3mm Rata-dl ASLE (1F) (SMAW-18) A1 MS 12 UR WLgU A% 0YStl
(Pipe flange joint on MS plate with MS pipe 50mm x 3mm wall thickness

(1F) (SMAW-18)

GEel : il ASARULIN(Exercise)-il »id R 2(u{l ausell.

o ARAU AR UR AidRs A olgl A RRd 5A

o AsA-ARURA A 5291 gLrL AidRs 214 olel adolq sl
+ AidRs adn 211 25 AesHi MS WISU Elvd 52

« 1G QB2 (ALAN) Hi AU gLl A A ULSYA AES SA

o RS2 AULS 5 A S1TUBL 611EL AES Vil HI2 AU 5.

- @50

|
A

50

@90

@50 x 3 -50

Fe 310-W

2

1.3.46

100 ISF 3-100

Fe 310-W

1

1.3.46

NO.OFF

STOCK SIZE

SEMI-PRODUCT

MATERIAL

PROJECT NO.

PART NO.

EX. NO.

SCALE

FLAT POSITION.

NTS PIPE FLANGE JOINT ON MS PIPE @ 50mm x 3mm
WALL THICKNESS AND MS PLATE 3mm THICK IN

TOLERANCE +1

TIME

WL20N1346E1

134



Aot RAsa~4 (Job Sequence)

o ANd 3 {lHl st ARU A2 5 2 [Asl Alge AU @l
GURAL 531N A8 20l A4A Sle YAl GuAdL 5311 sf-L
HI[Ro1 A2 uR As (GlgA Rl& 2.

(Bo1L BatgsAl GuALL 5917 5AR we-l Heuui 50 HIH
Aol ada 11 244 45 Ml At 1 ofly W ada
ERL 41 ol aduilAL uReaA v 1S s,

0.8mm S€-{l 5811 L3 URiE 5A A AR s8lat 21 12 §le
3.

3mm MS w@e siudl Hie AR{EEl A Hi2 015 kg/cm?2
A HUSAYA N HLI2 1.5 kg/cm2 o EollL A2 S,

o deRel wRlld A2 5 1A :5AR el As R 54 (olg uR
Ul Yell A Al clet aRH RALA/(Bs(Edt druHid Yell
el i Yell AA uzcttell a1u sR.

USAA sEoL llaRq gotlcl 4 W@el (Bwell Houad
Ll wASl wul Yell Hel adadl ua RlEd uRe el
Y&l A 1.

o 8AIARIERIUELS A Adn 51Ul ASIRLA GURAIL 53,

viddl sA 3 S sl e GuAami Aadl %38
AHA A2 W sRaMi 21d .

« AidRs adar stual 1R, ugal 50 HHl uri uReadl
i€ @d1e421 10 HIHL ada-it As BgA led

2RI dlAel Bguiall uRe drs WAS AHA -l adn sélat
AsLRlAl GuL 5314 50mme &l sEbL YRl s

sletcu sH (Skill Sequence)

se (BRI ALSs 5 AA VUSEL AG-S SLSe-l GUAaL 531
52 (Bl vig-Al A (24 5.

@AeAl s 1A 50 mm WelRAL UL AN ULy Al
3ld euie 52 5 Wil sl 6mm w@e-l ofly eyl Aute
QULEL A8 setel AL Bl Uieu A e olA.

315 HIHl {lS1H 5125 AHAA SASTS URdE 5 1A 29 S1R{L
AeslatAl GURANAL sAML 211 dl 110 ARAR 532 14 DCEN
Qe 5.

Aieu{l ofl) cUygA 90° AdRAE UR AR WIURA 25 AEs SR,

YRR sA 3 wsu Qe awdlall 90° uR 8.

4 Il U HeuH s12s AHAA SASELS GEC i 160
Anfl2AR 522 Ae 5

AYscla Ao Aes (55U UR Ys| ¥l 531116 AledL ugld
glRLAESIIL s3] 2sRL

Qo2 AeSL UG Al BUlL 5319 iYsci AeSlaL As I
yuf 52l

ARIR 6ol A4S AEUA (3A21 5 A4A AULs S3.

slefuel citgl Aes vl 12 gRAl dul 2.

£3s A2 AESPI-L vid AU v eRkall vitddl
s3\.

s AcSL A BRA(L et A AUl
ALAAARAAL GULL 5

sAe RALAHL MS wgu A MS @2 YR Wgu sA%¥ iYsd(Pipe flange joint on MS

plate with MS pipe in flat position)

GEA:L cHA HEE 59
o MS @2 UR Qell RAQHI ‘T AT 2 AuIR 5.

ollel ada sElat Hie 90 HI{l cu Al AME 100mm AlRA
waeHiell slouskR we, wdedl ysd aRell se 23 sl s &
(3o, s2 Uy RUEA uRel duit Yell uglaul uehl, 45mm AL iR
ada se-(Eat Astal (B3t 4) A 8ls 5. sELL AL Saniall
i Abct s(Ea AuReAL salsiR (GlgA w@a-l Heuni vl
3 45mm AUl 01L&l ddaA sl

AHidRs ada stual Hi2, %391 ada/Msigd siudlg 213 sl
waal ada/distgadl uRel 2ieR A sEbL glrl wiRkiEle ela
AHAL AL Bgd Bt 2aal faami 241 8, wiucdle elad
il w1 Yoot 8. (312 - deol @l

Fig 1

CENTRE MARKED
BY CENTRE PUNCH

WL20N1346H1
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Fig 2
|| :
' ' 5
000
] :
5
0070
NOZZLE TILTED 10-13mm
\
\ /,
| :
00 0‘ #
| N
%‘\‘ ‘ “\‘ g
PIERCING A PILOT HOLE %
e
&Sl AL 1A Al Ae 52A

weell edtedal 6 HMl 21 a3 e udetell aRu 53, Bell
AHidRs 2ig adcdL @A el

AR e A%l el 8l AR ellg adLeL Yl 4
UL Yell 1A el Gur @dteidL 13 HlHl Yell Guis) 44
2101 28] oy g LAl

sEL A (sA% cllaRA elN2fl ot AHA AeHiell se 4 &l
UL Yell 1A AeY 5 wASL. uielle glan dleaut uel,
15(A 3 Hi ctdicul YHIRL 2RIA WAS) Ui Yell A 50mme
ada-t uRe Yell 4 ugld.

DY

PIERCE THE
PILOT HOLE TO
START THE CUT

Fig 3

PILOT HOLE

4

250

INTERNAL CIRCLE CUTTING

WL20N1346H3

ada stual 1R, A uRe A1 Ysd slal Berue aHaal (a1 4
H{ oA UHIA dd A sEPLASIRL gL 53] 2ASIA B Bl BuAlaL
53l 2sit © ¥ 50 HIHl Ul Yot 1s-l qAle se Aulél
UL, AU A ML 52 AULEL Al Hie HaUE eld] A

YReL AR AsAHLA A U Aclcd AL A,

Fig 4

WL20N1346H4

A 52 §A% A WSUA 25 sl quid uiddl sA & sleyal
AAAAH A1 B, (531 5 -l fec! el sA% iYsa-l ol vlygA
4 RUORA (5oL saAMi 1A B. (591 5.4 {1 Uil GurlaL S
gasels ¥l 3 2fl 3.5 HIHll vuagus glde Al unadl st

1G (D) WU RS2 Aes sal HI2, (391 6 Hi oldleall
YHIBL des (35uRAL GuaL 52 B2l Ad 16 WU(B2LHi des
SRAML AUPFN A1A 24 Ae5A 4 AdA-Hi Y& $1.1,2,3 44 4

(Bas)

Fig 5 250

PIPE INSERTED INTO THE
HOLE GAS CUT ON THE
FLANGE

~ TRY SQUARE

.

FLANGE WITH

GAS CUT HOLE \

A

‘ @90
\

5
|
I
I
I
I
|
\

CHECK PERPENDICULARITY OF
THE PIPE INSERTED INN TO THE FLANGE

ROANGLE SEGMENT 1

PROJECTION

TACK WELD

IN 4 PLACES

SEGMENT 3
7 INIWO3S

SEGMENT 2

WL20N1346H5

@e Al WUl Auél a ol decl gsl A 3 4501
gaszls AdIEt AvL.

(315 HioldlUUHIA AES $HAAUFARA P [A(A (AR s
HeE 59 Aed & uaH des e (1) A sl RAMAHL ugl
A2 180° A Aes A2 (2) A 1A stel RAlAML 5l A
% 3ld, Aes AR (3) A1 AR (4) (5SRUR UR Y5t §llA
A ela-l RAMQHI A1 HIe A2 cadl. (53U 6.
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A(ESoL QA2 3 A 4 eRU des (BUlBe UG- Bul(Be Fig 6
Sl @2LCL T0Mm iR A1 A AR B2l LIS GRS AU
A HOuAL UARAHI Ul R,

£3s Qo2 Aot sAf uedl (32AQ1 5 A4 1Y i Aol
A A5l 23SU glRL UesRS2 2Ll ARIR G2l GURNDL §314
AesA Als 521.Aes Ay a3 gladeq S€ duRdl.

ELECTRODE

WELD FIXTURE USED TO WELD
PIPE FLANGE JOINT 1F POSITION

WL20N1346H6

Al & A : Ae5 (NSQF - 0 (Ad 2022) NSARASS 1.3.46 137



5Mect s 11 Beuled (CG& M) ASARALSN 1.3.47
Aes (Welder) - Rl A3 [A[AEL (OAW, SMAW)

Qe - vaR &s Wl[B2 (4F)-(SMAW-19) Hi 10mm ASL AHAA WA YR “T” AYsd(Fillet
- “T” joint on MS plate 10mm thick in over head position (4F)-(SMAW-19)

G2 : AL ASARRUSA(Exercise)-l 2id dA 2flull 21s2il.
o uis Ywol ACS SIH AU 5A A 25 53A

o BARES WI[B2UA UR 22, 2% Vi ARl HBLS SHL 53
o QUL vl 1iE AesAeA ALS SA DA dUiAl.

\sﬁ

%
2 150 ISF 10-50 - Fe 310 -W - - 1.3.47
NO.OFF STOCK SIZE SEMI-PRODUCT MATERIAL PROJECT NO. PART NO. EX. NO.
SCALE
NTS FILLET TEE JOINT M.S PLATE 10mm THICK TOLERANCE 1 TIME
EF @ IN OVERHEAD POSITION.
CODE NO. WL20N1347E1
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Aot RAsa~4 (Job Sequence)

o A0 25SLAUR 5 44 Al 5.
o ElAS 2L 6iA B sAe WD Aot L1y Qe 4 25 S

SiHAL gsSIAA oleRRAl (Bl wR 25 sA 2l
3Ll vl 210l s,

Aot 20 ARES VB AAHT A2 5 A4 Al QlRUSA AR R
s3.

L2UBILAMS dRoll U BH 5 gce, &-5 1oy, A
PR,

sleteu sH (Skill Sequence)

3.15mme M.S.electrode H12 110 amps -l 532 A2 2.
S1R{l 1l (UMl SASELS elRSA ESIRAMS YAHI AL,

315 mm ¢ SAs2lsl GudL 5317 AYScil youi OB e
ReL (UAH HRLS)) YHL 5.

RAA £R 5A 41 315 mm FAsELS A oflant A Al
ML 53, (slate HIB A Rigol @)

o AURR{A BUAL 5911 ARH SIH §R 5.

o AesAeA A5 5 A AW vl (3laaL s?A.

MS A2 UR (3Ae ‘T’ A2 10mm st Haldl Gur-dl RAlAui (Fillet ‘T’ joint on MS

plate 10mm thick in over head position)

GEA:L cHA HEE 59

o Yl Gl RMAUL 10 {1 18 A1 Qe UR $lAe ‘T’ AS2 dALR 53 VA AEs §2A.

Aot AL

YRR UR {cREs Wl(B2tui Aot Ae s3. (391 1)

Fig 1

WL20N1347H1

(390 2 Hi otdlcu UHIL SASELSA 8ls 52 SLofl sl Hals) 213
s (3oL 1)

(o1 3 Hi cdiul uMIdl aldse w@el olslRk 300 af Ada-l
GuAaL 5.

SR s1eL A SAS2LS A ot AULél AR 5121 8.

Aesl [BUHi 121 10-15041 321 Ad1E-Al GUAL 5.

Fig 2 -

/ ELECTRODE

ELECTRODE
HOLDER

ELECTRODE ANGLE IN HOLDER.

WL20N1347H2

LA A FASELS A AdesHl Al A yell .
€35 AHA gSL AN Al

SRUR H(E-URAL GUAIL SAML A1Q, AR oflogl Wi waH Wiy
A Glefl w@e{l 4 ysal AR B2l ol Hais) Al ueloues-it
GILA40L 2/3 CLIOLHE MM UL (591 4)A 0dRAY S3.

AlY & A : Aes (NSQF - A A 2022) ASARAULSS 1.3.47 139



Fig 3

DIRECTION OF

DIRECTION OF

WL20N1347H3

FILLET WELD IN THE OVERHEAD POSITION

Al Halsl 1AL 218l W@ed 2ddl Al RSA A A 1 si-L
a4l A gliol a1t 24l Adl AN, AesL waLl ol
“L” {1 eldl A, (301 4)

Fig 4

/ L. \
N \1L)
3
2

|

T-JOINT IN AN OVERHEAD POSITION

WL20N1347H4

A A WIERR] AUL2 AHA Al Audl ALE Bl dl ALARES
RAMQHI A1 59 yeset -2l

A YAl eug ag usdl uaél ol w8 2 d 4l xaug
acel el 8, dl dHRL 8asglsA assuell vislell g2 s 41
ellga Hsofd adl €l.

5 AHA Yjot AES Aed FHL AL HAL 52 L&l

X APUH]L R AHL SRAA A UBET dHIH AL §R SJAL 41 HELS
ALS 57 ALAXS B,

L UBAL dgt AuiHl © s1R6L 5 GBSl viel A LIAcl eug
3uRRR R Yl 2sUdl B. 5l 25A- 1A 35Ul FAsels
A{lyAeldd wadl wviatell 21 yesclld el ee el g2 s3l
s B.

A R (5311 i ottt ISl R RAMAH ASSaL 531 6l 8l
AL A Axdll RAlAML eld dl giertl BuR Sota-l 2195l
A BELUR HSlA elelsl asu 8.

[Aflater: desHill A1 §R s A AW A ollEl
vl 1R RiYsddg [Adlate s:A

140 AlY & W : Aes (NSQF - AN A 2022) 1SARALSA 1.3.48



5Mect s 11 Bauled (CG& M) ASAURALS3 1.3.48
AcSR (Welder) - 81l A3 ([A(AS (OAW, SMAW)

1G W[B2L4 (SMAW-20) Hi MS ULEU 950mm 2 5Smm il st u: uigu aesla oe
AY-2 (Pipe welding butt joint on MS pipe 850mm and 5mm wall thickness in
1G position (SMAW-20)

G2 : AL ASARRASA(Exercise)-l 2id dA 2flull 21s2il.

o L8t YwoL WA sl 211 Aad 5A
o o2 AcslL R 25 Wl

o BUlPBe >2,As-5 Vi1 qrue uReHEL wgld gl AcidadiHi »ud 8
o SBAS 5A A Wl 1R duiA 5.

_ / i
//f -
A rr(r,(( s
@ -
@
S
D
)

B

- / g

e -’

?/5
-
75 155
5]
2 @50x5-75 - Fe 310-W 1.3.48
NO.OFF STOCK SIZE SEMI-PRODUCT MATERIAL PROJECT NO. PART NO. EX. NO.
s PIPE WELDING. BUTT JOINT ON TOLERANCE *1 TIVE
M.S. PIPE @ 50mm x 5mm WALL THICKNESS IN
S @ 1G POS|T|ON (SMAW-20) CODE NO. WL20N1348E1

141



Aot RAsa~4 (Job Sequence)

o AN sEHL WSUA S,
o slEA WU WU 834 ¥HRU VRILUR 81U &,

o B3Rl 30 2l 35° Adet uR 1.5 2l 2.9mm e 4 sadl
ALEGS S,

YLEU-AL BSIHill o 41 518 §R SR
o 2YSYA ol RS2 dS eAdlaal 12 olsdl.

o YIS AW sRal HI2 Al AL BSRUAR 22dl v
WstSa-Al GUAloL s2.

&BULHS L U,

Ho(l4A ALY’ SA 44 253144 32 R4 HI2 315 mm ¢ FASLLS
UR4E 5 1 110 amps S22 Ae s3.

slelcu su (Skill Sequence)

o QYR GUAAL S WS 9 3 mm 3 YA AHRARA
5§31 (QRAMA iR UR 4 25 5.

ULl 521 5 €35 25 Sl Blal AL AHIC AL B,

AURD B WD 5 5 WLSU) ALs - diseRe B .
32 R HI2 3.15mmg SAS2LS HIE 110 amp Ae s,
YLEUA SRaUL (AL De A quLe RALAHT wHL 5.

slelet dslsAl Gullal s34 Aot e w2l YRR 52
8.

yoiell Q21 4131 A g2 52

315 mm ¢ gAsglsAl GUALL 531 ol A A A ¥l
s.i.e.32 A UM ML

o RS2 A US SA A AUl

1G WB2AAHL MS WSU 650mm A 5mm Ralc-l :nste u: utesu Aot o2 Ag-2(Pipe
welding butt joint on MS pipe 850mm and 5mm wall thickness in 1G position)

GEA:L cAHA HEE 529

. (1G) RAQMI MS WSY UR 612 N2 AUR S A AEsS 53,

ANE seH ULSUA 25U gLRL S

214 59l GUAIL 531 ULEFU ASAL ARUA AU, (5L 1) 44
YIESUAL BSIA 5L 53 Bl A wiefu ed) 2418 AU 8l

Fig 1

WL20N1348H1

1.5 21 1.75 mm e 534 A5 531 Al sl 5311 S8R,
£35 WlSu-l 30 2l 35° A4S AR 5. (331 2)

H(l4A ‘@A 5 44 315 mm ¢ Hl(BuH 5125 M.S H12 110 amp
592 AsYRe 5. §ASLLS (B.I.S code ER4211). DCEN WAREI-L
GURALL 53,

2B sl vgal, 2 {1l 32 o ((Bat 3) AL A1 AL v
WSIEE UR ULETUlA AR (W 5 49 (591 4 Hi otcllcul UHISL AHA
25 5.2 {1l A1 GuaL 531 A cdutRdl.

Fig 2 60° TO 75°

30° TO 351

1.5mm TO 1.76mm — | 2mm TO 3mm

1.5mm TO 1.75mm

WL20N1348H2

gAs2SA ©RSHL s, BH 5 (331 6 Hi. alRs-l dslll €2 90
(Sal-4L v Aaat 45 (330 vyeu-Al GullaL s

dAHISL A AL A RAA 5A 5 R Wighu-L 90 (Bl yjeu uR
Bl ULd3L 52 & dA ARIMHELRLS ©L.

GALEHOL 3 AP, AAE UR, AMA UEIR S A 4 cwdl Yel 1A
A AL e ABA LA AU 47 Slele (3oL 5 ol A 1
Ycll AH AL U] dHRL SasglsHl (Eeu Geteldl €.
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Fig 3

—~—2mm

o

WELD POSITION 1G

WL20N1348H3

Fig 4

WL20N1348H4

Fig 5

3/16" DIA.
KEYHOLE

—

WL20N1348H5

YAH UL AL UR AELAdL HIE, ALoys HIRALA] Wgld- GurllaL
53\, Qlell RAlAMI AR AesldL@e. 5 2l 15 (3L you Adie
UR gASISL GuALL 52, FH & (531 6 Hi. Eluuas, 15l 6
i otctel WHIRL WUl ougyel iyl dlya-l quidla s
A 2R Al 51 AL, AR Sld A1 s2A.

aaisl As sale{l WU dRs a0l uel waH Wit yel 4 At
UL YEL A ¥ A x4l 2APIEL FASSA viLslel e
(1A2{l 213 sRal €2l Avil.

oflol wiRt (8le Uit) A Sl Wi (saR uiRl) (As\et atld +eLat
ds(As arlle A 3.15mm FAs2s-l GuilaL 5314 A(EEaL 53l
251U 8, B 5 dlEsct w2 ACSIHL AYSal ouyil UR (A
Al 511 cl. SLSURL SURAEL AL ALl Alu) A4 sleual
B [Ae9{1U Vi-5R-52 MR,

HaIsIAL 5H (531 6 Hi otcldaHi AR &, UALAE HETIH YO A4
&AL HYOy SRR andl 28,

AR AR Ul Y&l 54l UR s52l 521 8], RUR U 2NdRAY
sl vl 52 el 1A A vl Rell g2 Vil AuA dls).

AULELL vl 112 AYSdA Als 5RA A AUl

Fig 6

4{0

PERFORMALL
WELDING IN
THIS SECTOR

QK -
1

ELECTRODE ANGLE IN HOLDER.

1.56mm _
REINFORCEMENT

SR

\\——RHOT PASS
OOT PASS

1.5mm PENETRATION

WL20N1348H6
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5Mec s 11 Bauled (CG& M) ASAURULSN 1.3.49
AcSR (Welder) - 81l A3 ([A[AS (OAW, SMAW)

BAe - 2aRk &8s WBDBaA4Hi 10 HlHl st AHAY W@e R AU A2 (4G) -
(SMAW-21) (Fillet - lap joint on MS plate 10mm thick in over head position (4G)
- (SMAW-21)

G2 : AL ASARRUSNS(Exercise)-l 2id dA 2flull 2us20l.
o s Y¥ol ACS SIH AU 53, A 5 YA 35 5

o BUlBe >2,As5 A d1[A21 OH RAlAHI w1A B

o QUL w120 M S1H AL SA A dAULAL.

!
g
)
2 50 ISF 10 - 150 - Fe 310-W - - 1.3.49
NO.OFF STOCK SIZE SEMI-PRODUCT MATERIAL PROJECT NO. PART NO. EX. NO.
SCALE
NTS FILLET LAP JOINT ON M.S. PLATE TOLERANCE *1 TIME
S @ 10mm THICK IN OVERHEAD POSITION.
CODE NO. WL20N1349E1
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Aot RAsa~4 (Job Sequence)

o AR & 5 4 AN SEHI SML.

o RARY BAERA AR 5.

o QUAGRA N AR A2 5 A wA2A vl BS 25 3.
o A{laREs AU ACSL HIR Aot sA SR,

«  315¢mm M.S 8ASLS UE 5 U AcdHIA Ae 5.

sletcu sH (Skill Sequence)

FAsISA e AR-FUAL 4501 BRLL UR A Aesl ALl
GLOL UR 150 YRIL UR Ruuil.

gasglsA aulie sAl Q- yaui uam Haisl ys.
LML EHRAL GUAL 531 A1 LS 53,
BUl(Be 2A45141 3rd[R21R HiouAl GUAL 5311 Actal.

Aied (32Q01 5, L5 5 A ULl

AUAY W@e UR (A2 Au N2 10 HlHl st Hialll Gu-Al RAAui (Fillet lap joint on
MS plate 10mm thickness in over head position)

GEA:L dHA HEE 59

o 85 W2l GUR AHAU WA UR U N2 dAIR §A 24 ACS S,

Autdl 44 At AR

Y S8l glRL WAeA AMNA sedl RUBA s 244 sl w@eldl
UULELA ULS S 1A AR &R UR slefet 5. AU (BAeA Y daR
A2 5 A1 A2 6l B3 25 5. AL iR 20mm QAL

PPE il GU{laL 53\

AdRES AL HI ANt sAR S,
315 mm ¢ M.S QS!S URE 5.4 110 amps 22 A2 3.

gasalsa usSlAvl B2l d 2l w@el (5118l 1A Al vAe-l
AULEL ARAAL YRUA (LB 53 47 vislell Uy R adig &,
150 58l ([391 1)

U1 &HRAL GUIL 5911 HELs Ml RADL £ 5 A ARR Y2l
a3 ALS S3A.

Fig 1

k
(&
WL20N1348H1

M.S Al GURAL $2L. SASLELS 315 mm ¢ 21 110 amps AU 2%
R L 5. At 1 ell Hrsl 247 el Audl a3, gst A
Al AU B, SASS 1L 32 4 HIS GEA (UL S UM B.

oflet HaLs 1A AL Aa (3Qa1 53,
315 mm gAsgLSl GUIL $RA A4 110 amps S92 Ae s,

3%) HRIS1A YaAH HRLSsL AR 2RIl w@el AL ewtrl a=) (at
2) g5l AN AR w1 W@el quldl uR 4501 Asgls s\l A
SRl w@el elr Vool 4 2t Q 1L wHL S3.

AesA AR SlA ALs SRA A visese, WRAREL, 2 dzlRul
A (Bl W@el ota Bl vl i du s

Fig 2

\\

45°

WL20N1349H2
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5Mec s 11 Bauled (CG& M) ASAURALEN 1.3.50
AcsR (Welder) - 81l A3 ([A[AS (OAW, SMAW)

AR &S UlB2UA (4G)-(SMAW 22) Hi 10mm HISL AHA} A UR RbdLA “V” ole Ag-2
(Single “V” butt joint on MS plate 10mm thick in over head position (4G)-

(SMAW-22)

G2 : AL ASAURRUSNS(Exercise)-l vid dA 2flull 21520l
« gaAsels, 532, NARE ¢ Al cious uie s2A

o 2234 AU Ades W@eq MlAe 1A 35 53A

o AYSsdA 2aR@s RAMHI Y\

« BUBe 32 2, 2Slucud), 3rdelsq

o AesA2 AULS 5A A AU vl 12 dui 52,

2 50 ISF x 10-150 - Fe 310-W - - 1.3.50
NO.OFF STOCK SIZE SEMI-PRODUCT MATERIAL PROJECT NO. PART NO. EX. NO.
SCALE
NTS SINGLE 'V' BUTT JOINT ON M.S. PLATE TOLERANGE *1 TIVE
S @ 10mm THICK IN OVERHEAD POSITION.
WL20N1350E1
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Aot RAsa~4 (Job Sequence)

o SIS UHIR AR HIU WHIQL dUIR SR,
. QdEs\@e AUlS SI.

o ARYRAL GUAL 5, 2.5 mm 32 AY uNd), AS S| 25 S3A
A YA UHIRAB L 5 1A o{lont DSLA 25 5.

@Qs(al sty Aat e \@eld 30 ylAe s2A.

YRall arall ugaui 219 -l viddl sA.

AgAHIA A(SS1 21(A A1 gst AN A 32 Aes 53, ¥l
A5 AL Yo waL Aadl sl

RAA QY 53\ 247 des (Rdlatal s

812 Ao AvAlL HIZ ALRR{L AL GuAL 53,
AUSLS 112 AU BHR A ALAR 2Ll GuAlaL 52,

Bivl-L &Rl 1L AU LR GUAL §3.

a§ YA 23S RA[AMI 2084,

315 mm ¢ M.S $AS2S UHE 5. 41 110 amps 522 A2 3.

sleica 54 (Skill Sequence)

o BuDe As-s salFoqeie ol Al AcLd).
+ 110 amps S22 A2 3.15 mm gAs2\s GUAL 5.

o A5 ¥Y % A% sARdL ML 5.

MS @e UR R ‘V’ ol A2 10mm st Hidl{l Gu-l RAlAHI (Single ‘V’ butt joint
on MS plate 10mm thick in over head position)

GE2A:L dHA HEE SR9)

o &sWoflatui 10 {IM st AxAY Qe u Rd1E ‘Al o2 N2 AUR S 4 AES 53,

3 81, el (ARl Gelad 417 yaell (Ao AletAlAL GeuleAHi
A GUUHL HIEL RAUARA A (AU WU A(ESL sRALHIR 2L
USRAL AL GudL [Aeun HinuiA A(ESIL saAL HLE Yol %
QUusudl A 8.

AL A4 2ZaL

35S 2.5 {l{l 22 9u 418 Rdle v ole A2 dils A s2A.
(Ba11) ¢id B3 25 R

Fig 1 2.5mm GAP

WL20N1350H1

315 mm ¢ M.S Il GUAL 5. SASLLS 24~ 100°amps -l Udle
Ae s,

el vlde s?A
AReS WD af Y1y 8ls s?.
(B30 2)A7 02 GL2uLe UR N6,

AHIRL 812 Yl LR &leLsdl HI2 e Aeslat Solc-l
GuAL 52

Fig 2

WL20N1350H2

Acs ve

gAs2LS 25U d2g AYS Avig ANSA 1 el quilell Al
8lg ANFA A (Rell-l AL vel WR 8lg AdAdesl (B 3)
SASZLSA NAUHT AL3L L Avl A4 H U1y UR AES UR AS i
Hodlsel Anaal Hie ‘Sleld’ A (RURAA S (AYR 3 241 4)

gst A douls vl (521 4)

RAA RUAA 5. AL AEs YU USAL AL YRH
L L NS,

AlY & A : Aes (NSQF - AN A 2022) ASARAULESA 1.3.50 147



Fig 3

3/16" DIA. y \
KEYHOLE u
S

START

WL20N1350H3

Fig 4 /’///

*****************

,,,,,,,,,,,,,,,,,,

WL20N1350H4

a$ Il id Yell Aes 51, 655 Ul A RQY 531 24 deso
(RdlataL sl

Acs ofln 249 st w

315 gAsLS U S 2 100 amps 522 A2 5. dles ofl(3a1
2s[Asl GUAWLL 5. FASISA ACSL ABA UR WASY A4,

(Bas)

Fig 5 P

v

WL20N1350H5

Haust-l Heuni agl usdl aig ML 4 5A Bl sRAL d
HeAHi Al .

oly-2l-ouyl (Beua %398 des sedl dieR Audl A,
(B16)

Fig 6

WL20N1350H6

552 Asal Hie AL eyl U 218 qH s (391 7)

RAA AU 51 41 Aes (ASlaal s2A.

Fig 7
MOVE

O

O

| —START

STOP

WL20N1350H7
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5Mec osA 1 Bauled (CG& M)
AcsR (Welder) - 81l A3 ([A(AS (OAW, SMAW)

D SURULE S 1.3.51

MS ULESY YR WY 612 A2 050mm Racl :nste 6mm (1G AEs) V(B2 (SMAW-23)

(Pipe butt joint on MS pipe 50mm wall thickness 6mm (1G Rolled) position
(SMAW-23)

G : VUL ASsURASAH(Exercise)-dl i d 2(lull 21s2ll.
o L8 Yo WeUA sl 211 Aad 5A

o o2 AL ML 25 AES S5A

o 22 2% VA 3 qleA A2 wglal ucidl
o SBAS SA A Wl 1 duwA 5.

Aot 1 A Sl2Lc 1 | 2iee! 6l Ex.1.3.48

il
%
&
/
D
B
/ g
- >

&

2 @50 x 6-75 Fe310-W 1351
NO.OFF STOCK SIZE SEMI-PRODUCT MATERIAL PROJECT NO. PART NO. EX. NO.
SCALE
NTS PIPE BUTT JOINT ON TOLERANCE +1 TIME

M.S. PIPE @ 50mm x 6mm WALL THICKNESS IN

1G (ROLLED) POSITION

CODE NO. WL20N1351E1
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5Mec s 11 Bauled (CG& M)

AcsR (Welder) - 81l A3 ([A[AS (OAW, SMAW)

D SURULE S 1.3.52

o552l ACSL Halld OAW-17 glL QAL uBAL gLt S1UR Uiy 1/27-0 vie g2 (Butt
joint of copper pipe 1/2” by brazing process by induction welding

OAW-17)

machine

G2 : AL ASARRUSNS(Exercise)-l 2id dA 2flull 2us20l.

o 55214 A2 ottt WS Qo3 saL

+ 12.5mm SIUR WISYU mm il SAH AU tlecdl HI.
o D2 2% Vi 3 5A2 RAAUL ¥HL 5A

o w20 ALS SA A dAURA

2125x6-75

COPPER

1.3.52

NO.OFF

STOCK SIZE

SEMI-PRODUCT

MATERIAL

PROJECT NO.

PART NO.

EX. NO.

SCALE
NTS

BUTT JOINT OF COPPER PIPE 1/2" BY BRAZING

PROCESS -INDUCTION WELDING MACHINE (OAW-17)

TOLERANCE *1

TIME

CODE NO. WL20N1352E1
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Aot RAsa~4 (Job Sequence)

o 5521 Aot Hell4 wiaRq Ae{le: 10KW ad- 10k
Aull

Qe W AN gL RALAHT v 419 8.
AL A @ldf SAMHT 41 8.

o slaell ussdl “U” Qa3 A A ¥ WS UR aduadHi
A 8.

A3LAHL 2Yeinl 4.5 AS-SAl HUAUIRL I1RH 5\ 41 AU(Fa1-L
AUHY 7 ASS Bl WY B.

o UL YA AL A1 5 2l 6 As<S Uint 53] 2ASIAL S,
ElRo el 5 B:
Hogod 2516 e ((5a11)

uRiealysd 2 AlssA 2Rl &, Bt uReuA et el
@Qs(a 41 e 8. (521 2)

sleteu sH (Skill Sequence)

Fig 1

Fig 2

552l AcSL 42l (Induction welding machine)

GEA:L cHA HEE 59

o MS WeSu Ratal st RAMQ U wigu ole A2 dUR sA.

AHAL i) SR &y(Ad13/16° (4.76) OD, 1/8” (318mm) 41
1) 20§ Hlg

RAQAY Wl el 5125 A-det 1/8” (318 HIMl) < HlMl

dAlHLA:350° f (177 °C)

add: 352 kHz

Atadvell 6k W g-sseld 8121 RReudl ausa, A 33 F
AR aRladL RHle ab &sell Ay (¢ .66F HI2)

B A(AZ2UA HIS VI S 5591 E1(ZaL S\ Baste A
QsAtaami 2udl 8.

SBcL (@A (320l A UHIA RUAUAL A AR GURDDL ¢l
AYsc Hel uBAML 2 B, 4Adlal 2scld sles Ade wR

RARSAML 1A & A Yot UR Sl cdotlSl AsluAell 4dilA
YsAML A 8. Al 0l 818 ARH SRl HI AsAE dRAell
Al GuUR 214 gal 5511 B. AX20iEllA ARl aniisalon U455
SISl HEAHT YSAHT 1A B A 8 A5S HIE IARH SRAMI A1
8.

g-5521- 11 2Ll SIUEL

A3 2ieRell ARH 59 A AArcllAAL gl ol
As A yallsld ueli s2 8.

o ARMlAL Als5A, Yriialdd GuilaL.
URUULAAL UM AL YRG0 UZALA AR SclL 2l
AR El2at 2l

AlY & A : AEs5 (NSQF - AN A 2022) VISARALSA 1.3.52 151



5Mect s 11 Beuled (CG& M) ASARALSNS 1.3.53
Aes? (Welder) - RE1RU-l AGB[(AIAE (OAW, SMAW)

RAAY Bd 22 U 542 012 A2 2 1Ml Ast sAe WB2A4AHi (1G) (SMAW-24) (Square
butt joint on stainless steel sheet 2mm thick in flat position (1G) (SMAW-24)

G2 : AL ASARRUSA(Exercise)-l 2id dA 2flull 2us2il.

o LA Yol RAAU e 22 UR AR Bl dUlR s

o APY RAAY XA BAR S, ANBE, NA N2AR A SESU YRAE 5
o A5 AYEl derA RAd 211 25 des A2 s2A

o SL6{l AR5l ds-ls0l GUAIL S8 AR 6l NF2A AES 5

o AU Als 5A 24 Aes vl HI2 dui 52,

2 150 x 50 x 2 - X 04 Cr19 Ni9 - - 1.3.53
NO.OFF STOCK SIZE SEMI-PRODUCT MATERIAL PROJECT NO. PART NO. EX. NO.
SCALE
NTS SQUARE BUTTJOINT ON STAINLESS STEEL SHEET TOLERANCEST ) TIVE

CODE NO. WL20N1353E1

S @ 2mm THICK IN FLAT POSITION.(1G)-(SMAW-24)
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Aot RAsa~4 (Job Sequence)

HIY WHIE)L A X 2le AUl s3. o RAAU XA 2leA ARY vleR 2 dlS Ae s A AMWAd

Qlleul Bl g s 53.

1.6 mocc ms (BER AS HIZ ALBE —A01R 5 UE 53, Ayel azee el de 2.
RAARY XA SASAU UE 5A A RS2l AR oi
ol @) sR. o Slofl dRg-l dslsl GuatloL 5311 it Aes s?A.

o2 A2 4l €35 Y0 mm aolle U Aes 2s s

AU ALs A A vl 12 desHl duire s3L.

sleica 54 (Skill Sequence)

Aule RAlAHL RA4AU Wd 2(le 2 Il st uR ARA vie N2 (Square butt joint on
stainless steel sheet 2mm thick in flat position)

GE2A: L dHA HEE SR9)
« AU RAMQHI 2 Ml st RAAU WL 2[12 YR AR 612 AF2 AUIR 5 1A ACS §. UM

deel @lri.1.2.25

Al & A : Aes (NSQF - AN A 2022) VISARALSAS 1.3.53 153



5Mect s i1 Beuled (CG& M) ASARULSN 1.3.54

AcsR (Welder) - 81l A3 ([A[AS (OAW, SMAW)

1/2” 311 dolts 75mm (OAW-18) {l STUR WISUAL S11R/E] A 21 SIUR Yol 1/2” YR Qo3
El AS2 A 75mm ciells (Corner /Tee joint of copper pipe of 1/2” and of length

75mm (OAW-18) and Braze tee joint on copper tube 1/2” and of length 75mm)

G2 : L ASARUSNS(Exercise)-l 2id dA 2flul 2us2il.
o SlR 1A &l iYsd-l [@AsiuA €12

o Q3L Y¥oL Ao dAUIR 5A

o Q3 51 A &l ANF-2

o QUL vl 415 5 B4 ALl

TASK:1
75 mm TG

@125

75 mm

g12.5

TASK:2 2125

75

@125

&12.5 x 75mm

COPPER PIPE

CUDPA - 1S 2378

1.3.54

1/2" -75mm

COPPER TUBE

1.3.54

NO.OFF

STOCK SIZE

SEMI-PRODUCT

MATERIAL

PROJECT NO.

PART NO. EX. NO.

SCALE
NTS

BRAZE CORNER/TEE JOINT ON COPPER PIPE OF 1/2" OF
LENGTH 75mm (OAW-15)
CORNER/TEE JOINT OF COPPER TUBE OF 1/2" OF LENGTH
75mm - COPPER (OAW-18)

TOLERANCE TIME

WL20N1354E1
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Aot RAsa~4 (Job Sequence)

S 1: 8142 217 & :iysd-t As1RA A3,
o« e sedl Al sl
o YRUALRAYS HI2 [Asi €1
o USRLUR [AsAA RUEA A 24 A Yo sIul.
o Ml 5L B2 SlorR 52U
o Yol AUl s 52
2Y0l ALEA 90° UR A 5181 UR A2 53 41 sl

Qs (RAA sRal 244 AieuA d06aR[HL wvial Hie 22
Y (At AieuA Qs 52

o AWE vl Hie AienAlq (Rlara sRU

S 1: 5142 21A & Aysd-t AsRA A
AN SEHI ULSUA s
diotidi et weul RUEA 3udwd sl Geud s 215 8.
GR8L glRLULEY YRl dotlefq g2 sl HIS sl Ul
LU UR AU SEAl WLddl 5L
9002 HI2 dUR 2Ae [@AslA
WSY YR [As1UA RUEA 5 211 A Yot 514l
YU Ul quLélA A4Ls s
9001 YU 2Y2dIEt A18 A2-SELSAA oI ULEY
s Anaal HiE e AU (AL Qoss Al

o SIUR Yol UR Aoy &l A2 V2 ol 75mm 19-A(cdL
(Bt u.

Yot QML As yedcll 2udl & ¥ Ao yal 2t uel
Yol [As(a aaai vilél olsas(l 8.

sleica 54 (Skill Sequence)

Fig 1
DEVELOPMENT
6 5 S
TN\ 4
& N 3
9 ,
. 2 : 2 1o
100 P e ! g2
1
6|ls 13 2|1])
78 9[101112l0 1 2 3 4 5 6 7 8 9 10 1112
8, 2o
CIRCUMFERENCE OF PIPE
7 11
12
6 0

5 & ELBOW PIPE JOINT
4 3 2 @50 OD AND 3WT

DEVELOPMENT OF ELBOW JOINT FOR @50 PIPE

WL20N1354H1

o SR Aol @Agla WA UHA saL HIR As Hoidl, Bl
51RQL s\ et 900 ol e &

Fig 2
1 E 1
2 2
3IN2 1 0 1 2 3
2 2
1
T E
I
I
I
I
‘ N
I
! P
| [se]
G d Ho 1 2 3 2 1 0o 1 2 3 2 1 0 g
DEVELOPMENT FOR 90° T JOINT "50 mm OD PIPES" g

SIUR Yol UR A3 &l A2 (Braze tee joint on copper tube)

GEU:L A HEE 59

o SR Yol YR 6133 &l N2 1/2 ciollsf 75mm 19-3(CAdL B2l uR.

dHIH UEY 24 eyot APl wadl As yescl deslar yel
2L Ul wigul/eyorl @s(a 2aal vlél slsarll 8. s, [@Asld
BeslAdl AHAAL €elsdl HIE Yol ¥ dRAR GuAldMi daidl
Ugld A & 5 Al sl quid Wil AH2al eyoid (suMi
SARY 52 A SARRA £ SALUBEL AR 6§ Al EL.

2ot AeslaL A uiddil 2lle Aed Acslor ¥ % &, R 5 des
Y A-uRHe( anis &, %H 5 uigu sl BURid, des
YO Yot A glaRll 2 digR-Al AULél dddl Ual-L qusui

alaell, udeil €l Gl &, A AL 2yot AeshL vl
Yo AU A gRAUEAL e B, 23 (Gl BUAL s3] 2SR A
Ugdi 2L vl AHIRSIH 59 AlAUs B,

o2 A2 RdRIAL WY ACSPIHI - Sactui2 Andg 4 A
AlaL R 2de dAUR 5 ot ¥ 38 8.

Al & A : Aes (NSQF - M A 2022) ASARAULSS 1.3.54 155



Fig 1

Fig 3

WL20N1354X1

ROTATED PIPE-CUTTING HEAD Q
3
Fig 2 §'
TACK \
/ TACK Fig 4
ALTERNATIVE TACK
WELD POINTS
3
FILLET WELD EACH ©
CROTCH FIRST %
8 =
hy
Isel
s
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5Mec osA 1 Bauled (CG& M) ASAURULSNS 1.3.55
AcSR (Welder) - 81l A3 ([A[AS (OAW, SMAW)

M.S U AR ole vl AU NF-2. Aule RAQUL APt gl 2mm Sl 20le (0AW-19)
(Square butt and lap joint on M.S. sheet 2mm thick by brazing in flat position

(OAW-19)

G2 : AL ASARRUSNS(Exercise)-l 2id dA 2flull 2us20l.
o LA Yot AoA AUIR S

o AN BAR AS VA SASA URdE 5

« USASISB1 AU 244 25 A5 AR 53

o As2aS 2(5As GUAL S8 H LS| YUl S

o QUL {120 12 ALs SA A dULA).

BRAZING
(OAW)

3 ISST 50 x 2- 150 - Fe310 - W - - 1355
NO.OFF STOCK SIZE SEMI-PRODUCT MATERIAL PROJECT NO. PART NO. EX. NO.
SCALE
NTS TOLERANCE *1 TIME
SQUARE BUTT AND LAP JOINT ON M.S SHEET

S @ 2MM THICK BY BRAZING CODE NO. WL20N1355E1

157




Aot RAsa~4 (Job Sequence)

o I8l Yot oflaU sl A ARUML AslAl HIZ UR
slge s3.

AYscl (AR A5 53,
2lleA 22 A (AL AR vl A2 dll5 Ae s2A
AR, BER AS, 04 V2R, SESU URE 5.

o AUsASIESBFIL A Ae 52,

sletcu sH (Skill Sequence)

SLIAI dslsl GuaaL s2.

2l 1A AYSd (AR @d1e0L 800 (330l AlRUA UR
yaaell aRH 5.

RH (BER Al sesAML golsl 2 0 el-tetdl
RAMA YR 531 AieuHi (BeR AlAuA 2aum.

o Aleiag usdladl @y salq elal.

o HDLAS AAHI AYSel A S2A.

2 {1l sl 21214 212 uR AR/ 24 AU N -2 AFa1 (Brazing of square and lap

joint on MS sheet of 2mm thick)

GEU:L cHA HEE 59

o 2 {1l st AHAA 202 YR ARY A QU A T2 AAULR §A A AL 5.

A 2012 AL (Aot-1)

AN sl auid ofls-L crwfletdA etnal Hi2 USASLEBaL
o\l GuRAoL 2l 8. (53t 1

A15(A 1 1 cldlcul UHIRL oel Wigy A (eR AL yel uR
RAUAHI 241A 8.

015 (3au/Adl WA deR 3 ARl A0l ARyl Hie
£LRLL GURAL 2L B 51211 S A3 Aed HLnaimi qtddl 2],
Y GPLAIL 800 °C YEl ARH Al B,

A1.6mmo RUASI ¢ll-03 (BER As-l GurilaL 2 & % YladGl
(e Aea-l slscllui Hee 52 8.

ol AlelAl BABIA dRs [Rallmid s 3 Aiel-AL DSL 2
ey es des s (Bat .

2l AU duHIA usELR(l a1RH satl U cl[BaL Angal
HR (BeR Aed oY A ldey/HAR sraAMi HEE HA 8. (5311

Fig 1
FLAME IS
SLIGHTLY OXIDISING

ROD IS KEPT
WELL FLUXED

WELD BEAD IS MADE BY
ALLOWING A POOL TO FORM.
AS THE BLOWPIPE IS MOVED ¢
ALONG THE SEAM THE
DEPOSIT SOLIDIFIES

BRONZE WELDINGMILD STEEL SHEET

WL20N1355

MS 2[le-l (s34 4l BHdR-EL[Sd1A Asal Hie wAldl
Yo AL e AR el des BUl@e ur RERL sRal-l
el B,

Yrdat yell 2w sal uedl, wHt 2Aell egA 21il2s 4l 4o
S0l vl iyl HI sAldA Az ULl WAl dawi 21d
8 ((3°12). ag (BUlRe 2Qa1qal 1L R UlduiA 5312 evie
S, AU GBIl UlLcl 2 & WA A AHIA ACS SE Ul 2l S
Al vitd3l sRaL HEE Ao3sA styds AHaclls s

Fig 2

BRONZE WELDINGMILD STEEL SHEET

WL20N1355H2

AesAl didHl visl elal Hie Ber Al ildx (olgA
Yd1dvetl Yaui GARAL ALG AVAHT 4419 & A AL wiedl vill
QA 14 8.

ygSlell ste 4 el a 12 BRes des ur stgual [AGUAP( 44
AR UALEA £ 5 diLdeUS B.

A3 Ned UL (3R Aed-l AU oigd A R Ned glrl AU
YL wdeL Hie A2 dutdl. AUl Bglgydl adlk 3l des
1AL HIG duLRdL.

158 Al & A : A5 (NSQF - M Ad 2022) NSARAULFS 1.3.55



5Mec s vt Belled (CG& M)

AcsR (Welder) - RN Rl A3 QAL (OAW, SMAW)

SAURULES S 1.3.56

sIRe AR Qe U Rdd “v” o2 Nge 6 HIMl st sA2 W(B2A4Hi (1G) (SMAW
25) (Single “V” butt joint on cast iron plate 6mm thick in flat position (1G)

(SMAW-25)

G2l : AL ASAURRALSA(Exercise)-il id A 2(lull 21s20l.
o Bl duR s3, 5122 U1 1A2 A2 53 24 25 Aes 5
o AYSA uBClLRl AU 53 14 AU 5

o SASLS VA 522 UAE 52A

o 35 (AL oflont 4 Aot -, 32 e BHL 53
o vl W2 RiYsdd Ratal s?A.

150 x 50x 6

FG 15

1.3.56

NO.OFF

STOCK SIZE SEMI-PRODUCT

MATERIAL

PROJECT NO.

PART NO.

EX. NO.

SCALE
NTS

SINGLE VEE BUTT JOINT -

ON CAST IRON PLATE

TOLERANCE *1

TIME

CODE NO. WL20N1356E1

159



Aot RAsa~4 (Job Sequence)

o WGSPL (HaAl) sLS[@ glRL BARIRAA 30041 el R
Add 5, Yol AgAA 2mm Yel sl Avil.

Q2 qule RAlAHi Auwe Ll »2 Y 2mm ).

el &lgsly USR E7016 (AAAL) E7018 AS2LS 3.15mm
ULS UAE SR A DCEP VARSI GUlaL s\ Aed §,
gasals soian Hell44l V(B a a(HAet 11 As\.

o w3l AAHA AaAlRA e s

o AsA-ARREAA 1Al GuAdL S RN 300°C UR
ygcell 2RH sA A Ay IS GUAL 53 dumiAd
AURA 41 Gl 8181 FASRSAL GUAPL §31A ¢i BSLUR
25 AEs 53,

sleica 54 (Skill Sequence)

25 AE3S RS2 Hule RAAMI vl

Yadl Udell YABRd sl ¢315mm Al sl
gAsELSHl BUAVL 5311 22 4 YHL 3.

D2 1 AlS 5. Ae¥ drLLe A vileall aula-Al Gurilat 53l
29 i 3% 4 YHL S,

o AUHA AU AgTH F2ULY 21U 200°C AN A €35
R HIE ALARS dBud ASIAALA £ sRaL HI2 olle I &HR
glRLAES oflsA vt Ul s?L.

A %331 81U dll Yot 1M 5L 4 A Y51 Al al Avi
aisl el B2l A ellA €A &5 Al

o Ae5A AG SA A (AR, AU Y3 A AUWE 24
uHl 1R de (Adlatel s

AuLe RAlAHI 6 H1Hl st s1Re vt vde uR RdIE“V” o2 RiYstd (Single “V” butt joint
on cast iron plate 6mm thick in flat position)

G UL HA HEE 529
o AU RAMHI s1re 2 A2 UV RiYysd duR s3A.

Bl dad sA: Hell[Fdr vadal BAd gt Bl
3001 YRl UR Add L. 2 5 1.5 HIHL (a1 1) Aad), dlaat
BARA 2100 s1RELES A d AU A AR A sRAMi 21A dl
AAlv as 215 8.

PREPARE EDGES BY FILING, GRINDING OR
MACHINING AND SET PARALLEL 2.5mm APART

WL20N1356H1

AEs A2 A 25: Aot Aule RALAML AMiIdR AV A 2 AY
2.5 Il snq.

Aot ugcredl aru sA: ASRA-ARRAA sAMA GUAdL
$3A At 300 (3201 A(RUA U ugcrdl Rk s2. (321 2)
MR ALSAL GUAPL S dAtUHLd dUIRiL. (¥R 3a A 3b)
ofd DsL YR Aes 25 53 (301 4)

el ygottll: M. uRie 5. SASLS (cl ELegly-t) 3.15 HlHl cur.
3 DCEP 12 130-140 amps UR dclHl Ae 3. (SAsLS +ve)
Bul(Be >e 80° Al SASAS WdlE AL HEAH A collgalol
des-l g uR wd 8. 20E5 2t

Fig 2

ENSURE EVEN HEATING

TEMPERATURE
SENSITIVE
CRAYON
MARKS

PREHEAT PLATES TO 300°C USING OXY-ACETYLENE
TORCH OR FURNACE

WL20N1356H2

ARIR G2l GIRL e Als 53.3.15 HIHl Uil GurNlaL 5391 ol
HL S, Ae dellel aUd A FAss wA Asls AHdleA
Aes-l ate uR 80° Avil. vileall Bt A1 gAsgsA WS\,
siRe A ualéldl 20l glatell, Ybidell eugl vl
Al azal Hi gaAsglsA viledil (st xAudl us 8.

ARIR ¢l glRL oflast A s s3.

315 H{l{l siuAl GuailaL 5319 {1 R4 ¥HL 52U, 2181 arue auld
A1 gAsls. Asls WdldA Aesl aleg4Hi 80° UR Aul.
AHidARs dlal g sl Hie olle Ul &HR glRL Aess HalslA Ul
531 Aot YIBEDL 2:uuRA 21RM sul UEl. Aot 11 A-5: A2l
g6 Au A A €l b3 aal €l ARR sloll GUAaL 594
desi2A Als s3.

160 Al & A : Aes (NSQF - A A 2022) A SAURAULSH 1.3.56



Fig 3 12 AL ALEUHT (ARUS) 4 241 d HIR &l BLEQY SASRLS
GualdL A WUEEDL, Ve &llea, YI(Far a1 el glddt
(4s B.

UNAFFECTED CRAYON MARK
METAL NOT UP TO
TEMPERATURE

Aestg (ARatal 52U 5o, (ARUSL 2 AW 2
wHlRAL HLe Aese (ASlatal s,

TACK WELD
BOTH ENDS

CHANGE IN COLOUR
INDICATES METAL IS AT
TEMPERATURE

USE OF TEMPERATURE SENSITIVE CRAYON
FOR TEMPERATURE MEASUREMENT

(3a)

TEMPERATURE SENSITIVE
CRAYON

PREPARED PLATES SET UP FOR A SINGLE-V BUTT JOINT

WL20N1356H4

PLATE TO BE
PREHEATED

CRAYON MARK
CHANGES COLOUR
WHEN PLATE
TEMPERATURE
REACHES 300°

TEMPERATURE SENSITIVE CRAYON
(3b)

WL20N1356H3

AlY & A : Aes (NSQF - AN A 2022) 1SARULSA 1.3.56 161



5Mect s i1 Beuled (CG& M)
AcsR (Welder) - 81l A3 ([A(AS (OAW, SMAW)

A SURULE S 1.3.57

MS @2 10mm 1Sl (AG-01) UR LS 2061 (Arc gouging on MS plate 10mm thick

(AG-01)

G2 : AL ASARRUSNS(Exercise)-l 2id dA 2flull 2us20l.
o 5ASLS UAE 5A v W3RULA Yot admid Ae s:A

o JNEBL ZBat 2A3 A vt Anadl gAvil

o PP ALS SA A AU\

100 ISF 10- 150

Fe310-W

1.3.57

NO.OFF

STOCK SIZE

SEMI-PRODUCT MATERIAL PROJECT NO.

PART NO.

EX. NO.

SCALE
NTS

ARC GOUGING ON M.S.PLATE 10mm
THICK IN FLAT POSITION.

TOLERANCE *1

TIME

CODE NO. WL20N1357E1

162



Aot RAsa~4 (Job Sequence)

o A HY UHIRL g5SIA REd 5 249 s,
o Al 3 RUEA SA A YA 53,
o @eA sl R RAfaui vl

« 10mm A8l W@e HI2 4mm [l gAsglsl GuAL $2A w4
DC As2LSs A2 (DCEN) URiE 3.

« AC adl DC 6iq Hel- H12 300 amps 522 A2 §3A A A
DC 1l GU203L &l 812 dl DCEN URig 53,

AR s1eL vl el auRell 213t SR

sleicu su (Skill Sequence)

o R YA alg AN AR S RUR yRAA L0 LS
A quéll e g2 s

SUR ANOEBL ALY BlU R YIAE] alg 24 A2 ALY 241
JsalL wiRdlell g2 sRL.

gasglsA asuell WAS! A4 20EPL (B (RRUA s?A.
U214 YRl 531 247 2NEIL AU ALs 3.

U0, QSIS 4 As3udl 112 i Adlatal 5.

MS @2 10mm 151 UR 2115 2101 (Arc gouging on MS plate 10mm thickn)

GA:L cdHA HEE 529
o MS ‘@2 Y dNEPL AAR s A 216 83,

gsSIl dAUR 5A: A 5EBL gIRL AN HIY UHIRL g5SIA
RUEA 5 A sUL AULELRAL ALs SA. AE vt R sA 247
PUERN

w@eA &l 1A AL QuLe SR,
SASLS URAE 5 A adHi4 Ae 3.
10 HlHl 2ns1r@e Hie 4 HIHl cuRt 2061 gaAsels Ude s2A.

AC 24241 DC m/c Hi300 amps $22 A 52 24 9 DC Al GUAL
SAMI A1 dl (22 WARE]) gaAsls Ad\(2d (DCEN) Ae s,

@A A0ERL@el ueal quULél uR 200-30° 4 90°0-L yRlL
AL &llRL NS BSL dRs SAsISA A€l 53\ (321 1)

AM UELR.

Fig 1
%W
% jé

ANGLE OF START

R\X

WL20N1357H1

ANGLE WHEN GOUGING

AL sl quid IRV Uz,

H P YPLAEL yal el 2 8§ du, gasgls arsA Il
5\ A 50-150 ARA 511 20°-30°2] €218l €1, FAsglsA wW@e-{l
e[l ouigell stofl cuyA oyl (Beue @At HEal v 0
URAS). 1R ANEML Al el R YPLAEl Yea eollgl 521 244
QY A4 )5 Y2l AL g2 S2A.

15, 2R+l 51k AUl 5240841 5124, FAsELSA 235Ul UAS
A 0P 5281 (RA s21.

uiddl sA 5 @louddl vell viet GLedl A 8l A4 ol
G5\ w8\ 210, WAL YA Avial Wi Asél o2 A
Q2L US-l GuAPL 5.

UM UELOULS A QSIS v Aocat WIS SASSAL 51t A4
YRS Actd ANl Auil. SNEWL AULELRAL LS S,

ANBIG Ratal s2A.

NI AR L, GLSLE A4 AS3UAL AUIRA).

Al & W : Aes (NSQF - A A 2022) ASARAULSS 1.3.57 163



5Mec s i1 Bauled (CG& M) ASAURALSNS 1.3.58
AcSR (Welder) - 81l A3 ([A[AS (OAW, SMAW)

Aute RA(AHI 3 HIHL st ARYMAuH 2(le u AU o1e iYsd (OAW-20) (Square butt
joint on aluminium sheet 3mm thick in flat position (OAW-20)

G2 : AL ASAURRUSNS(Exercise)-l vid dA 2flull 2us20l.

o L& ywot 32 U A 2ley A 5A

o BAR s, A AlsE, A, N2AR A SASA Vi SAH URE 5
o 25 AGS Aol udctell arru 53

« Ag24S (525l GUAL 581 RdIE 4 %UL 53

o AEs WIHIB HI2 AUl SR,

Aot RAsa~4 (Job Sequence)

ARY Bl A1 uRHRL Yy AYMAun 2lle y
dUR 3. [

AULELAL FASAULES A 21 1Y (AL GuAdL 5914
€2 sl HIE el AULél A4 (B181AA g s

ARYA(AuH 224 WS -SL HllAM wLe-s 5220 6L Fig 1
ol(31 (318120l uR VREL ses ) sRU.

1.5 mm - mm 2 4 A Aled Ae sA. (B 1)
AYMAung 2nlet [Qrerel ag slaiell, 22 3y Adl
3ld Az s3Il 2ASAU B & A e AES HIE Y Sl 100mm
GlOULSHI @dLEL Tmm a8,

oGl ULEU UR A E 40R 5 (55 52 249 0.15 kg/sq.cm
AL E0LLRLINEA20{A ARy HLL.

WL20N1358H1

2 150 x 50 3 - AL 199990-IS:737 - - 1358
NO.OFF STOCK SIZE SEMI-PRODUCT MATERIAL PROJECT NO. PART NO. EX. NO.
SCALE
TOLERANCE 0.5 TIME
NTS SQUARE BUTT JOINT ON

CODE NO. WL20N1358E1

S @ ALUMINIUM SHEET 3mm IN FLAT POSITION.
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555 devel Ald UHRN R 5. (331 2)

Fig 2

!‘

WL20N1358H2

RAs\1 AR (3R AS 3 mm ¢ Al GUAL SA 2
(3cR As UR Ul sest @dldl.

A2 Al 1A DS A Fgui Aes 25 s,

ocll WU sAHAL GUAdL s31A AcSlaL ex(MuA [QrdRal-Al
RYRA €l2lSAl HIZ R 150° - 180°C UMl uzettell airu
s,

o ocl WEUA 400 2l 5001 yRUL UR A (R ARt 300 -
4004 YRU YR UsSIA sLefl dRsl dsls glrLAesbL a3 s,

(Ba3)

UL Y ACSIU Y2 A 21U ULYE sAHAL oL URAASIHill
ZeR URUAL BSIA §R 52 8L

sleicu su (Skill Sequence)

Fig 3

DIRECTION
OF WELDING

BLOWPIPE

WELDING
ROD

LEFTWARD TECHNIQUE

WL20N1358H3

10% AC5JRS ARASAL glaRM{ AN AesA Als 5.
g3lell AesA a1RM 2l &S UIR(HI LA LleS El.

AES UR UalgAL 518 (Aol 4 &al ANFA. A Aes yul 2
ugfl, steq slreL o2l

Aes vl 12 duld SR

QY o ALl DS 4¥Ss A AH, ccluldy A BaR
AU 5ol ) 53 24 AidRs 205 G 5. 4l
UEML cldRL 2lndl HI2 SRAME 41 B,

3mm St ARJARUH 20le uR ARA ¢l AYsd (Square butt joint on aluminium

sheet of 3mm thick)

GE2A:L A HEE SR9)

o 3l st ARYMRAUH 202 uR AR 012 N2 AUIR 5 WA Aes 5.

QRU BARRA duUR sl aud Nsaldl &R UR iRl ei-Lal.
(3ot
Fig 1

NOTCHES 1.5mm DEEP 5mm APART

UNBEVELED BUTT JOINTS ON 1.5 to 3mm ALUMINIUM SHOULD BE NOTCHED

WL20N1358J1

555 deel wlld A2 sl yesa alatell AlS AYM(Aun
HL2 Yot % | sLefAS DL il Ae s 41 8. Ageas
(550 GuaDaL sl quiq, ASSa1{l watld 1A oell wigu et
el elA greal. (3t 2.

BRUR ARJA(ARAH AHIA RUR P 518 551R Ad) 2], d2ll
A Nea-dl AUl UR sAUSS Beul sldual Aslu4 12
el-yds Yl B Ao Aec Ybraall 213iid yud 8.

Fig 2

ACUTE AS WELD

/ LOWPIPE ANGLE
BECOMES LESS
PROCEEDS

WELD ZONE

\ < Jjj
_ EVENLY SPACED
e RIPPLE
-~ — LUX COVERS
/) -
| ~

OLTEN POOL
IS VERY FLUID

FILLER ROD GOES INTO
POOL WITH A STROKING MOTION

WL20N1358J2

Al & A : Aes (NSQF - A A 2022) ASARAULESS 1.3.58 165



5Mec s i1 Bauled (CG& M) ASARULSNS 1.3.59
AcSR (Welder) - 81l A3 ([A[AS (OAW, SMAW)

sike AR e 6 HIHl Al \@e (1G) (0AW-21) UR RdIE “V” vie A2 ¢il-03 AcsIdL
(Bronze welding of single “V” butt joint on cast iron plate 6mm thick plate

(1G) (OAW-21)

G2l : VUL ASAURALST B (Exercise)-il 3id d 2[lul 2usell.
o LI YAOL Aot g5SLAS 5A

o ALY AR AT A FER AS VU SEASAU YRAE 5A
« 28] 25ASLEIS BALd A2 5A

o SESU UL UL 2% - 1A & FUL 5.

o ALS 5A B AeSA2 U vl {2 dutil.

30
30
90°
2 150 x 50 x 6 - FG15 - - 1.3.59
NO.OFF STOCK SIZE SEMI-PRODUCT MATERIAL PROJECT NO. PART NO. EX. NO.
SCALE
NTS BRONZE WELDING OF SINGLE 'V' BUTT JOINTON TOLERANCGE T | THE

CODE NO. WL20N1359E1

EF @ 6 mm THICK CAST IRON PLATE IN FLAT POSITION.

166



Aot RAsa~4 (Job Sequence)

o SHALESSI AU Ad, A1, dieslell Ulg 5 241 gL (AdL/
AULES[B2U gLRL A 516 Bl cll AUSAULES €R SR,

@l (ALl 90° AL qHLAre S18LAL A5 V 2l (Yol
&lR (AL AL ~S 53 Aell dlarl BA181AA ol 53,

AR AolR 7 i€ s3.

32 R HI2 3mm ¢ A 2%) 4 HI2 5mm ¢ -l R[AS\H 6il-03
(BeR As uRie 5.

o ol ARG HLR IR UALE 41 0.15 kg/cm2 EGULRL UR4E SR

o 2R wateladl usell AAMdA darur uaQdlRAA vitddl
s

o lse AUSASIE[FoL Al Ae S

o ORH (BER AARAA GouSlA ULdsR UM sEsU @] s,
25 Hl{lAL AHLA A[QRUALINY A1 AYSclL 0 BSLUR Aes
aes s?.

AHA 30° 310 UR Ul 1ol dRs-l 25[As v 3mme (BaR
A5l UL 5319 P2 44 AEs 53

slelca su (Skill Sequence)

HRLS| olieldl udal (BaR Ned glrl Aes AN el sRatll
IRIGEIERR

ocll WU 200UsIR Ul LA Aes S Hist ARAx ala
ROLYEN ARH 53

SRS AL 603 AeSL HIZ A Nedq wlng
%331 2.

22 A Als 5 WA sESA Adueul ugsl 5 HIHl Bar As-l
GUAL 5319 229 - SHL S,

agui agy 1.5mm HyodlsReL, AR AsR 1AL Anddl Hie
Ber Nec gRRLAG2 R

SISURLUALEAL AN £2 §ILA AL LS 5 A vl
HIZ dulA SR

ARHl (RieL Heq 8. ol ARHL 1yl 8l dl si ellg
AULENA 00 A o{ll 5291 €l

ag usdl aR{IA sRA siA ag ag Ysd I adel A Al
Goj aaL gol &l

sike 2l w@e 6 HlHl st rde uR Rdia “v” ol RiYsdd sirx AeslaL (Bronze welding
of single “V” butt joint on cast iron plate 6mm thick plate)

GEA:L cHA HEE 529

o siRe 2R Ae 6 Il A8 Qe u R “V” ol A2 ¢il-03 AcSL AR S3A.

300 Als AR AN Ae 5. BaR Al sl 300 2l 400 uR
Ul AV UR (e Ao eratl Gt 4.

oeluLeSu-AL s1@L 60° 2l 70° UR QAU A selulsuA d00usIR
oA ML 3mm ¢ (AR AS AU 32 - A 5mm ¢ (BeR As
A3 (BALRNL R L 5. 21RH (&R AlA2UL-AL DSIA UGBS 53¢l
6ll-08 SESUHL ARAIR ULLS\.

S1R2 ALRUAL Gll-05 AGSPIML ALEURA HIA 650 © A Yell ARH
SRAML AA & A A LA 2l A2l 22 wHL sl auvtd
AleU{l QULERAL UR (BER Aed-l xR A1 20 HIHL Yell sies
SRAMI A B, A YRR 52 & 5 A Aou Sl ciendd B, (a1,

Ul WR(As (6lg UR WIeL 5 A AASIRS AES oiLadl ML
Ydl (BeR Aect GARL 2 A4 yul + 2 i Yell 2L ugld AUdd
yrRia(dd 2 8. (321 2 Ber Aed gL Yol a2l YRR
5 1 Acldt 6ll-0 (BER Aect (SUl(Be 4 52408 52,

Al & A : A5 (NSQF - AN (A 2022) V1SARULSS 1.3.59

Fig 1
BRONZE WELD DEPOSIT
FILLS GROOVE AND FUSES

/ WITH COATING

e

COAT THE SIDES OF
THE JOINT WITH BRONZE

\ GAP

BRONZE WELDING CAST IRON
MAKING THE COATING AND DEPOSIT

TACK

WL20N1359H1

167



Fig 2

SINGLE - VEE 90° CORNERS
OF VEE SHOULD BE ROUNDED
(ALSO ROOT EDGES)

SLIGHTLY OXDIZING FLAME, CONE
3mm AWAY FROM MOLTEN METAL

TACK WELD N\

60° TO 70°

30°

ANGLES OF ROD AND BLOWPIPE
FOR BRONZE WELDING

BRONZE WELDING CAST IRON (ROOT RUN)

WL20N1359H2

Al ¥ 3d g AUSASIS([FoL §AH U1 $ESUHL §AGL 5mm
¢ BER Asl GUAL 591 29 - AES 5 A AY Sl vidd
Yell 1.5mm uxoydlsaL 244 A3l Hawsl Aadl. (5a1 3.

HRISL ALS 5 A AYSeiel i oLy sEsAU AN §2 5.

Fig 3

SINGLE-VEE 90° CORNERS OF
VEE SHOULD BE ROUNDED
(ALSO ROOT EDGES)

MAINTAIN "TINING' ACTION
OF THE BRONZE

ROOT RUN

SLIGHTLY OXIDISING FLAME.
CONE 3MM AWAY FROM
MOLTEN METAL

BRONZE WELDING CAST IRON
DEPOSITING SECOND RUN

WL20N1359H3

Batgct, 2yei naeL adlR Fat des wHl Hie iYsdd (Rdlata
53l

168 AlY & A : A5 (NSQF - AN A 2022) VSARULS 1.3.59



5Mec osA 1 Bauled (CG& M) ASARALEN 1.3.60
AcsR (Welder) - 81l A3 ([A[AS (OAW, SMAW)

st U[A2-2 2Re (Dye penetrant test)

G2l : Vil ASARULIN(Exercise)-il »id dA 20l ausell.
o GuAL 53 AWl vl Hie Acds aesq [dlatal s:A
o Q[A2al 2R weudl

o vl 20l
CRACK FILLED WITH DIRT IDEALLY CLEANED
APPLICATIONOF PENETRANT INTERMEDIATE CLEANING
“ ﬁ
APPLICATION OF DEVELOPER CRACK INDICATION
Aot RAsa~4 (Job Sequence)

o 22 Y1l AULélA ULs 5917 290 ) SRAMULEL UR 291 udlaeL stusl Guallal 58 Ul sl el

o A cdledl 2 ol 3 MAe elal {2 valndl € selldR
AU {uLél o A5 yadl [Asiusdlui vl BUsRUL olelR Al
(14 5y 2Hacils 520 vl [Qedweal s

AULEL YR U8l [Asiusdlq ) 50

1 WELDED MODEL Fe310-W 1.4.60
NO.OFF STOCK SIZE SEMI-PRODUCT MATERIAL PROJECT NO. PART NO. EX. NO.
SCALE
NTS TOLERANCE *1 TIME

DYE PENETRANT TEST
«@» S WL20N1360E1
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5Mec s 11 Bauled (CG& M) U SURULSAS 1.3.61

AcSR (Welder) - 81l A3 ([A[AS (OAW, SMAW)

SMAW) 325 ullsa 222 (1&T) (Magnetic particle test (1&T)

Gl : 2L ASARULESTRB(Exercise)-ll 1A i e(lvl eusell.
« Jofla wRABLs udlatei-dl GuaDalL s

o AW vl 112 AEBs eles Adlael s,

o Vil 22 20 AA AR 53,

‘\

ELECTROMAGNETIC AGNETIC FIELD

YOLE

=
7/

WORK PIEC

DISCONTINUTIES

CRACK

MAGNEHCPARﬂCLESﬁ>x/ﬁf><{/

MAGNETIC
FLUX
LINES

MAGNETIC PARTICLE INSPECTION

1

WELDED JOB

Fe 310-W

1.3.61

NO.OFF

STOCK SIZE

SEMI-PRODUCT MATERIAL

PROJECT NO.

PART NO.

EX. NO.

SCALE
NTS

O =

MAGNETIC PRACTICAL TEST
(I&T-20)

TOLERANCE 0.5

TIME

WL20N1361E1

170




Aot RAsa~4 (Job Sequence)

AARs ulRsd eyl spalldll uRRA 2l
MPT Y(Reui e Yl Ae 52

Fig 1

MAGNETIC FLUID

MAGNETIC PARTICLE TEST

WL20N1361H1

Fig 2

IRON PARTICLES ON THE CRACK

WL20N1361H2

g5l AU WR AR wilEsa (@lsasAl gesla 52U
YRR LA Yol sAL ML UIdR Alg SR

AR sR1 AdEs 5 5 P [ARLs (Raal) wiHl{l G-l
ASA S D

(QRLs 21at vl 20Ell s1el A (QRellR oi-tdl.

Al & A : Aes (NSQF - M (Ad 2022) ASARAUSS 1.3.61 171



5Mec s i1 Gauled (CG& M)
Acs (Welder) - (A€la1aL 211 udlatal

QYA 1.4.62

[As-cls 22 (1 & T) 04 (Nick-break test (I & T) 04)

GE2L: L ASAURRULS N (Exercise)-l 2id dA 2(lull 21s20l.
o AGS HBISL YR AIS] 52 vi-ldl

o clsalHIS Aes Hed UR oo @) 53A

o AidRs vl 2havl. Aot RAsa1

1.5mm DEEP SAW
CUT ALONG CENTRE
LINE OF WELD

NICK BREAK TEST PIECE-BUTT WELD

SAW CUT
3mm DEEP

FRACTURE TEST ONBUTT JOINT

NICK BREAK TEST PIECE-FILLET WELD

1.5mm DEEP SAW
CUT ALONG CENTRE
LINE OF WELD

2 WELDED JOBS Fe 310-W 1.4.62
NO.OFF STOCK SIZE SEMI-PRODUCT MATERIAL PROJECT NO. PART NO. EX. NO.
SCALE
NTS TOLERANCE *0.5 TIME
NICK BREAK TEST
«E» WL20N1462E1

172




1 Ae3s &l uadl ol A2 YRE 5 4 u{[3d AULél] AAcSH 531 - s 52 UL AYS ¢El

2 (3312 yoyor desHl Heu vl A& @dLeddL 1.5mm &l 2mm %

QSIS sRAd Gt 5 Qe v{lRAN 2O FH 5 A qHLdLL, §Y3-L

. . eI M)
3 sld 2 1l oldicul WHISL QY Sl Wen-L ¢l uR &20l8l weud, gaiedl seud k.

ad oo @) 5. 6 GURASd uliH{lAlAL S1RRNA JeuRl.

sleteu sH (Skill Sequence)

[As-as 22 (1&T) 04 (Nick-break test (I & T) 04)

GEAN: VUL A HEE 529
. [As As 22 gL AidRs Aes vr{lall B auil.

desHl dyaiarit 455l sal.

des-l clots Yot vllel 2 ugl slguel AidRs wyeldl 9
5 oyl (Balet $4oseedl AU, S2R-e §YBeleAl AU 24
(Balyel HIE vjcell AEsAL AidRS ea1A g[RAL Al durug.

Al & Au : AES (NSQF - AN (Ad 2022) ASURAS 1.4.62 173



5Mec s i Bauled (CG& M)
Acs (Welder) - (R€la1atL 211 udlatal

QUAUH 1.4.63

£l AA-s 332 (1 & T) 03 (Free bend test (1 & T) 03)

GE2L: L ASAURRULS N (Exercise)-l 2id dA 2(lull 21s20l.
o Aol dSAHI §le 5A

o Ao qadl HI2 W @3S

o US3S As H2(l-A-l GuAdL 5

o vl YauRdl.

THIS IS ONE WAY THE INITIAL BEND
CAN BE MADE

ot Rsa~4 (Job Sequence)

$l-01-5 22 Hie ALBIL 213 5RAL HIe] KoL YL BsLell
2L Al UBLOUES AL idlR G SRAMI LA &, AL Al
Py s34 531 2sta &, A Al 2ual olad uldue
UL HLE VoL ¥ AUt Bl cll A ML AL Ayl
YELOUES L UOUHL HEU-GOLE UR 25| HMUAH 21 &
AR UR(AS ool AL A BSIl 195 @) sRami
A B,

$l-ol5Al slal ML A1 & AsAR Ayl AlBaL
(BsrauRmiall g2 seaMi A1 A A S AUARNES 6l
3601 4 8lU Ui gl-0l-s 22 HI2 A-S HuAl S1eS A=l
%331 2.

FOR THE FINAL BEND, THE SPECIMEN
MUST BE BENT IN A VISE

£l-01-5-180° A5 AA(BoIAl 233l sRAML A & A
RURGLE AHAlAL WAL qHidR RAAHL euqal HI2 vla
adudll 1800 anis [AsRAd 4 2t i Yell Alg guaHi
A 8.

1 A-5 2Rl A[BaL g1 ag dic{lR el &.

gl-A-s yuf sul uel, (ARsl x1 2yeldl {2 Auél-l
AUl SRAMI A B,

02

WELDED JOBS

Fe 310-W 1.4.63

NO.OFF

STOCK SIZE SEMI-PRODUCT

MATERIAL

PROJECT NO. PART NO. EX. NO.

SCALE
NTS

O =

FREE BEND TEST WITH WELDED JOBS (1&T-03)

TIME
TOLERANCE 0.5

WLN2163E1

174




5Med s 1 Bauled (CG& M) QRAIH 1.4.64
Acs (Welder) - (A€la1atL 211 udlatal

(3Qe 352 22 (1 & T) 04 (Fillet fracture test (I & T) 04)

GE2L: L ASAURRULS N (Exercise)-l id A 2lull 21520l
o Aol ASAH §le 5A

« B5UHIR 0l G SA

o vl yeuRdl.

FILLET FRACTURE TEST USING BENDING BAR

FILLET FRACTURE TEST USING HAMMER

2 WELDED JOBS Fe 310-W 1.4.64
NO.OFF STOCK SIZE SEMI-PRODUCT MATERIAL PROJECT NO. PART NO. EX. NO.
SCALE
NTS TOLERANCE *0.5 TIME
FILLET FRACTURE TEST

@ S (1&T-06) WL20N1464E1

175



Aot RAsa~4 (Job Sequence)

1 As olly Aeds glae &l, AU AL Y&l A2l Hot Yl Fig 2

. FORCE
i€ 53, -—

Fig 1 SAWCUT

FRACTURE TEST ON LAP FILLET

WL20N1464H2

5 ofl%) AE3S Rlot URiE 5

WL20N1464H1

6 SHUR QUL EL) 53,

FRACTURE TEST ON BUTT JOINT

V(3 quLél AHacls 54 B 5 [AlQer wilAl
2 (3301 ygor A= algyui AlsSlAl 8ls s2A

. ) §J 931l AL
3 (3912 Yo Ui AL AL FSUR SALHIS ABIL GiR-L
[EVENEIER sl qHdel

4 UlEd AWl uacls ocll Bl AL (Bgly) des

7 uwilAl yeuRdl.
sleteu sH (Skill Sequence)

(3Ae $sAR 22 (1&T) 04 (Fillet fracture test (I & T) 04)

GRUL:L dAHA HEE 591
. BAe vyails udlaial grat Aes viHlA 20 vl

$sAR des-l udlau - sl eud
Vi3 des IR 2ug (Al A AidRs vl welRld 31 215 - dyeiudel
& A oldicll 215 & 2Q5L 2pdel

ol Ble Al (Bglg) des

176 Al & VH : Aes (NSQF - AMAd 2022) ASURULS S 1.4.64




5Med s i Bauled (CG& M) @AM 1.5.65
AGSR (Welder) - A Ned s Aot

Y3 ALEAL 2 AuAl GUAPL AR URAA. GMAW-011 (Introduction to safety
equipment and their use etc. (GMAW-011)

1.1.02 SARd- Aeal Al

5Mect s 211 Bauled (CG& M) QA 1.5.66
QG5 (Welder) - A4 Ned s Aot

GMAW QAcS1L HRl4 1A A3 A2 31l ARC GMAW-02 UR UEIR (Setting up of
GMAW welding machine & Accessories and striking an ARC GMAW-02)
GEAULVL ASAURRAUS B (Exercise)-l id dA (vl 2usell.

o AAAL 1A GMAW AGSL H20A4A BN NUl A Ae 53
« GMAW it Ac81oL (551 aRl 52 2 A 25 53A.

CONTROL SYSTEM

SWITCH
WIRE REEL

WIRE SPEED CONTROL
T FLOW METER
[ REGULATOR

PILOT LIGHT —_|
WORK GAS OUT

GUN CONTROL

MANUALLY
HELD GUN

SHIELDING
GAS SOURCE

\

| v
CONTACTOR CONTROL — /

110V SUPPLY

\WELDING MACHINE
DIAGRAMMATIC VIEW OF A COMPLETE GAS METAL ARC WELDING (GMAW) OUTFIT

1.5.66

NO.OFF STOCK SIZE SEMI PRODUCT MATERIAL PROJECT NO. PART NO. EX. NO.

SCALE NTS TOLERANCE +1 TIME 15h

SETTING UP OF GMAW MACHINE & ACCESSORIES

,, > CODE NO. WL20N1566E1
]

177




GMAW H2(l4g A2dw:dRR JYaA 8ls 5 A 2ll/vigs-l
2d HPlelRlsL 2yot, Aet, AulsR 1A Aus U glRL AR @l
(Ga1)

Fig 1

CONSTANT FLOW METER
POTENTIAL
POWER SOURCE

REGULATOR

115VW CONTACTOR

-
WELDING CABLE
POWER CABLE

T3 ELECTRODE 5

FEEDUNIT [ )

CO, GAS

CO, TO
SOEENOID VALVE

FEED CABLE AND
WELDING CURRENT

ELECTRODE
WIRE WIRE GUIDE AND
DRIVE ROLL UNIT

GROUND

)]

WL20N1566H1

COMPONENTS OF THE GMAW MIG WELDING SYSTEM

yaHill AR €13, A1 S4Ae arR Hle(Rls, slgar At x4
BeAe dR Hle(Rlst glrl ualR s ((Bo12 1A 3).

Fig 2
% % .
z
g
z
FLAT SURFACE SMOOTH V GROOVE SERRATED V GROOVE g
Fig 3

INLET WIRE DRIVE ROLLERS

GUIDE

OUTLET EIRE
/'_/ GUIDE

=

[ 12 L

O

DRIVE ROLLS AND WIRE GUIDES PROPERLY ALIGNED

WIREJ

WL20N1566H3

ARIR UR SWUR SUEaL AUEl i etetell vl Hi AERA adlR
5§55 4 59 AU, ARRA ARLA slese U gRL AeslL 21
AlGeAcHL AUlsR (L4 ddls lauidl R@blalg-R we
SRYGIALESAR glRL UAUR SAML 419 &, (531 5)

eue sdl auid qrRMi sigueL aais (adal) Bs [@sRd 4
2l NSA. uehlell Q1ui _URRAASYR LM dRRAL AR
udilel Y(Aet Hie Aub Elu g2 sl A4,

12l 3 303 Qe A ULA sAse 2L vl AL vl 213
s3.

Fig 4
-
WIRE
IN
WIRE
out /
(a) SPIRAL (SPRING) METAL CONDUIT LINER
WIRE
IN
INNER PLASTIC
LINER
OUTER SPRING LINER
OR SPIRAL
WIRE I
out 8
/ z
(b) METAL CONDUIT LINER WITH INNER LINER OF PLASTIC 3]
=
Fig 5
COOLING WATER
LINER OR SPIRAL
/
\POWER CABLE
SHIELDING GAS
GAS SHIELD CONTACT TIP
GAS NOZZLE
ELECTRODE EXTENSION
ARC
¢ $ :
o
\ 8
WORK PIECE z
PARTS OF A TYPICAL WELDING GUN g

Aot 2RIA WoAléla elle A1 A\ UsRiHs e )
cdRai-l -1 414 GisL, Q210 Aes glsd uell@d s .

éle?, YAeR 1 sall Hle”A NSY:Co L Fde id2aA
8lek CO A ANsRa d2RUA-s (Bornédle: Aeslat Hell
(1adl) Ag-uiell 230v el sali dl 110V AR 1R
ASIAA 8lg ASA.

UL CO AL ARGl UL (63) elNcIMi HEE 5Q29YARR A SEll
2R UR 21, 9l Eler-L uIBeAe 83 sAe @+l GUdL 5311
A doisSI-l RYA2RA 8ls 5 AHA SRIE Al 09U sE(SLAL
uld3l 52 dca scll Hler, 1t 1A AcSdL 1 /214 A1 s,
SIU 2lRugR HIs Hi %331 8 2l 10 LP HIR-Al AR uale Anadl
CO2 Ao 21B25E VR A2 5.

oell ssLA UR 13y etndldll vitddl s2A B2l Alosedl B3
AU oyl Hoil 25, AUl glagtdl Gualdl 314 L
AULRAL 251U B, %RULR AU I UALE €2 A1 GUAPL sRAM{ 211
U2 o3sUL 55101 A (B[RL 24l AU, 01§ oL UAlE-il
uReLrl Balodii 24 yoi Q1A uale £ 21 ot & 1A
olecMi AesA gRd 52 8.

178 Al & VH : Aes (NSQF - A (A 2022) ASURALSAS 1.5.66



gotSl 21-USR HI2 U5 IR, Wls B2 A AR 1S e
Ae 59

QY QAR S1s 32 URE 5311 dcdHid R Ae sG:ALell vl
HRISL YHL SALL UL ScUUA HIS AlAL QURAAL ARR A2A 5 0.8
Il siul iR 49 SlU 2lisR ugld urie sdl gevlu 8.
deqAR, 0.8 Ml st AR Hie 80- 100A l admi Aell A2
sl B, A2 sAML AR AcdHI-A-Al ALel Avie Co Hi AR
$1s 2 A1 8.2AeS1/GMAW bl A2l 80-100A S92 24434
AR AR §1s 22 HRll-L FAsLs §ls Y2 uR Ae s 8.

AURAAC AU At 1 AU 215 Al Ae 5G:A2 sl
HiAl 15 ARy (BER AlRRAL QU Hed 2lASeAL USR
RiE s ddHid UR ALEURA 8. GMAW U(BAML DIP 2145
Hls HIZ 2115 Al URLE SRAL HIgAL iYLl Au-l Ll
grlllsa slrfetidl GullaL s sRAM A1 &, w15 dlees =
14+ 0.05 (1) + 2 UL | A AL QUA HI2 UAE S AdMlA DARR
IARYER A B 2LASR HLS UL A HasLl yrilgla-t e
AL ag +2 dice Yell aell 25 8. 10 Il st enal KEld WAz
Qe uR Alell L HawsL Aal HieAs dleey sudl-dl Ae
dleeey $2l6 AlotHl GUNL 531 23 2ll 24 dce12deslaL He(lA.
L A2 ey AU SIGA 2 415 £lail uedl 19-21 dlce UR
RAR 21U B, 1S dlceyHiell dlcxui elels) el dotle 244
AR YRUOA 51RQ! 8. des? 19 2l 21 dlcey URiE sAL ASA,
AdHIA clecul QAL 25 YR UER Sl AR eRISe Sy
2lR1A-S ofc ugla gl YA ofls Wsileet grrL uRie skami
214 8.

¥ls-1162 A2 53 :E] :2i1 Sles2 -l BsL x4 FaAss-l
olglR-l 21U A iR & wul Yell A A Aeen el 48l [(BaL
6 Hi (3) -l deo! dl]. Sluaius HIZ LRl se s 61Be 5
2110 1Ml &. 2 ResaGe viet ¥ &§ 8l dl ALCEAL vidHi ag
UScll 2R YHL 29| B HECIHT &1RULHS AL UalgA i@
52 8 A (Balydl stRaL ol 25 8. A Kls wBe vjet HIEL
B, L A Al A8l AcdHiA E129), AU AGLON 0142 A el
AU QUM A %2

NOZZLE
s — /

/ CONTACT TIP

Fig 6

WIRE
ELECTRODES
\/
SHIELDING l l M
GAS
N -

M

— ARC LENGTH

— LENGTH OF
EXPOSED WIRE

\ CONTACT TIP
TO WORKPIECE
DIATANCE

K
STICK-OUT

WL20N1566H6

AL UlBaL (Mo HL sL):Aes1a1 114 [Ra1R ot a1
UR UEIR 5 (3oL7 Al iee! el) vt A & AHA R cld--l
A3LAHL Aot UR SAS2LS AR 21U el 52l

10 2l 15 Al vl UR Houdq das Yladl GuR 15mm ussl
05318 Ui olcicatl wHal AcSlotl (Reuni Gledl drs.

Fig 7

NOZZLE

SWITCH OR
TRIGGER
AIR COOLED HEAD

CONTACT TUBE

CONSUMABLE /
WIRE ELECTRODE

[ 70~

WL2101J7

Fig 8

750

| DIRECTION ——= |
OF WELD

TORCH ANGLE

WL2101J8

Aol SLetl Sl 213 53 ¥HRIL BSL dRS AL B0l YHLL
Bstel sioll dst Yell A Au{l A wASL. (3219 44 10.
A8l Roudl e, Acsldl 3sAs Ass-s adl Asas
s&AMi A1 B, WAl 25(As Fig.9 A §1R&S uHadl R4S
2AqL YL es(As(Fig.10).

Fig 9

DIRECTION ——=
OF WELD

BACK HAND OR BACKWARD OR PULLING
WELDING TECHNIQUE

WL2101J9

Fig 10

——— DIRECTION
OF WELD

FORE HAND OR FORWARD OR PUSHING
WELDING TECHNIQUE

WL2101JA

WIASL 50 5 4uS Sl ALS] 2utid & ([ArdRe AHadl 221 2ll)
A A [AARS A AyS B, 21 ABEAL HI YR 2R ALEL A 1A
A HI2 AHAIAR Al=-1eR W) AHAdL Bl GUlaL 5. uiLd3l
SR 5 HRIS (AL id VLS AU Sld ¢RIAC & ¥ 5 aladlal Ned
1§ AcldIME sRAML 1 &, A HElsIl UBloues, GLauLeS 4
A RUIAL AL Al HIE A SR S eladl HIS HRUE HI
ag usdl JugIllaud el

Al & Au : AES (NSQF - A0 (Ad 2022) ASURALSA 1.5.66 179



Acs oflsl At uaisL AN Ao Nea{l audl R A e 8l B5[Aes Acds Aoid [Aflal sq:is s, vt Halsil
dl Aot 2HR-) GualloL 58N WeRA €2 srALASA JY2_U MR uBlouss, Qrus, ddRaUi-ll 2L wA Hastl Adl a4 Rl S\
R&LRUHS IRl URL GUAULL 5. AL HRISL UR SlEusL Aes wiHlAL & 5 51 d Asiual HLe g (Rlatel ugld-l Gullat
(Q14-Ellg AL AURNA §R SRALHIR Sloi e AR G2l LRI HRIS 3.

ALs 5 ¥33L 8. 5lR&ES A AsE-S ol ds-ls) (Yol 41 ya

At glRL ds(@s A sai adl w1 - 12 GURlsd

UBA Y-iialdd s?A.

180 Al & Au : AE5 (NSQF - AN Ad 2022) ASURASA 1.5.66



5Med s 1 Bauled (CG& M)
QG5 (Welder) - A Ned s Aot

QAU 1.5.67

GMAW-02 gRLAUMULE RA[AHI MS xA2 10mm uR ALl JuiiL HrLsL¥HL s14q (Depositing
straight line beads on MS plate 10mm in flat position by (GMAW-02)

G2 ASAURRULS A (Exercise)-l id A 2lull 21s20l.
o LA UHIEL Aot AR 5A
o GMAW H2(l- A2 531 314 AcSr Np0le: A sA
o Alell Jutil HBISIA AuLe RAMAHI sHL 5.

o AVE Bl 1S 247 dUR

100

1

100 ISF 10-150

Fe 310

1.5.67

NO.OFF

STOCK SIZE

SEMI PRODUCT MATERIAL

PROJECT NO.

PART NO. EX. NO

SCALE NTS

=70

DEPOSITING STRAIGHT LINE BEADS ON M.S.PLATE

IN FLAT POSITION BY (GMAW-02)

TOLERANCE #1 TIME

CODE NO. WL20N1567E1

181



Aot RAsa~4 (Job Sequence)

9

SLEIL Yot SIHA HIL UHIEL AUIR SR
slo{ Rle dRAR vlol 93 Rot YULELA LS S,

SUEL Yot QoL AULEL UR AHIdR Al REd 5 4
Au{AA YA 52,

sQe Wl df 2ue UR asUly (o) Ae s3.

0.8mm UL AR 85 53, A1 cls A i Hieels
2ot A, Auls R 1A 1AL AU U glrL ariRA WRi.

Qe Hell4 213 531 214A Hell4-L WUB (2 (DC +ve) 2(a
(DCRP) AL S\,

AEs 23 Sl 5-10 A2 udal Co2 A éleRA dalsesa
RCIURIIDER RN

SlU 21452 HLS HI2 ALAUS AL HYOL LS Ay 19-21 dlce
R Ae s

1Y SEll %2 8-10 LPM ([@eR wld M[e) ur Ae s?.

sleica su (Skill Sequence)

10

n

12

13

14

15

16

1

~N

AR 1S 22 A2 52A B2 AM UL UER 531 90-100 amp
qadl aislal.

GURAL dcdMi AL HI &5 (9165 UR DIN 11 42l 12 st/
dlat BeeR 2ciiAl GurilaL s,

$3RAULA YO &URULHS dRAL UER.
H2(l4Hi e2ulde des Hls U RAYU s

AM UR UEIR R, SU 21452 HIS HIe %331 el d 3d ius
Elu-l Bsiell Aot Yell 8-10mm -l Ber arr RRs wadl
AU,

Halsl As 832l ol st Yell Aol v cie uR L
53l

Ao FHR 9l WeAA g2 s A stold Wl AR el
GURAVLL 531 AYScl ALS S2A.

yaugla 24 vedl2l 1 des Hinig a-(Rdlatel s?A.

GMAW-02 glRL U2 RA[AHI MS A2 10mm UR ALl uudL H LS L¥HL SL4Y (Depositing
straight line beads on MS plate 10mm in flat position by GMAW-02 )

G2 dHA HEE SR9)
o MS A2 UR ALEN Juqil Hiou AAR 5 44 A(se™U 53

Aotl dadl A1 AR>L:150 x 100 x 10 HIHL st sedl M.S
el gss| du s

182

15 YL iR vy Ral A1 flell v RUEd s,

Al & A : Aes (NSQF - AN A 2022) \SAURAULESH 1.5.67



5Med s i Bauled (CG& M)
Qs (Welder) - A Ned LS Aot

QYA 1.5.68

$IU 2115 TF (GMAW 03) glRl 52 UlB2A4Hi MS @2 10mm sl UR (3Ae des &l
AS-2(Fillet weld Tee joint on MS plate 10mm thick in flat position by dip

transfer 1F (GMAW 03)

G ASURAS B (Exercise)dl id d 20ull 2us2ll.

o U UHIEL Aot AAR 5A A A2 53

o GMAW H2(l4 21 yRui) Ae sA
o ClSSl olEIR ALl A Aes .

. BUBe 32 214 saR¥ar

o AUIELL vl ALs 5 A dULRAL.

2

50 ISF 10 - 150

Fe 310-W

1.5.68

NO.OFF

STOCK SIZE

SEMI-PRODUCT

MATERIAL

PROJECT NO.

PART NO.

EX. NO

SCALE
NTS

O =

FILLET WELD TEE JOINT ON M.S PLATE 10mm
THICK IN FLAT POSITION BY DIP TRANSFER 1F
(GMAW-03)

TOLERANCE *1

TIME

WL20N1568E1

183



Aot RAsa~4 (Job Sequence)

1 Lot yayoer R 5L glrL ARl st
2 A Sse BAUSIB0A ARUHI ALS-S 53,

3 A sl aua 200 ALS-S sl antd A AlSEaL s:dl
QUi ULEL NG GURAL 53,

4 AR ¢lol A SIS (Ad1l AULELA (3012 A ULs SR,
5 wW@eAURAe B A QIEaL Yol Sl a3umi A2 5.
6 &URUMS 9 UsR.

7 (Bou1 Hi ccleul UML) Sl ¢id BSLUR Aes A 25 53
(Yt 10 HIH cewls).

Fig 1

WL20N1568H1

SETTING AND TACKING A TEE JOINT

8 A-cHi s AERS Rol s @dell (30l uR gwuil g2l Aot
Qute/1A slal RAlAHL 53 21s12L.

9 2RiA Halla-L Wofléla effd Ui s\

10 0.8mm SLAUAL BUAL 531 AYSci-ll 22 41 AE5 5. 60dl
ARl BAR dRR A RaR ofls Al dsls-l Guailal

Fig 2

s3lA (3a12
B
/RROOT RUN

G
WL20N1568H2

11 90 21100 amps ddHid/ Ag3U AR §ls 22 19 21 2 2115 A2
50 4 32 L YHL 53

Fig 3 5

fe}
I
=}
@
]
z
S
N
pa}
2

12 A9 AL A4 /21 AdIE A 2415 2ldet 1Ls AUl wAe
A B AU HO gAUS 4 A3 UL YA B sRL.

13 %A ARAR 6121l GUAL S3A 32 A AULS S3A.

14 2 %4l SARAASHIRAAL WAe A 1A 32 Al usloud-L 2/3
MRE Al Adl BasHl oldidl wHILl REAR oflsAl
GUAL S8l €15\, 32 R HE2 auldl dsls. dsn UM
AL URHIRNA AL,

15 uldd]l s § QA WAeui 2is? se elndHi 3 & A
el sLes 10mm-l Qatl cotlss wivd A1 8.

16 LA ARAR 6121l GUAIL S3A oflext A AULs SRA

17 oflest Al BH % A9l R ¥HL 5A RARL 5 B Be aldsa
e B, 32 4 vl 612 - (321 44 21193l A 8.

Fig 4

WL20N1568H4

18 Ulddl S 5 dl3sd W@e UR 3SR 52 elndMi A1 & A
Wil deltes 10mm 1A &

19 VA dlRAR ¢l glRLAESS A2 AUlS SA

20 21RH s AUl auid URR{lA GuAaL 5.

184 AlY & A : A5 (NSQF - A Ad 2022) ASAURAULSS 1.5.68



slate sH (Skill Sequence)

Slu 2IR1sR TF (GMAW 03) glL $A2 UUB2A4Hi MS @2 10mm st UR (3ae des &l
AS-2(Fillet weld Tee joint on MS plate 10mm thick in flat position by dip

transfer 1F (GMAW 03)

G2l A HEE SR9)

+ 5A2 WB2Aui AUAA Qe U 5142 8l NS dulR 5\ 1A Aes 3.

SRUR &l AS2 | 112 25 ACSL W2 A A B ASA R, -l
QAL 511 2A3ALAHL (521 1 Hi eldlcul UHILL vl & (A=@
SAsvEe1  (Agl ereg)) B2l stella [AglAq 2w AcslL
sl olle 90 RIAA a1 8.

Qu (3ae et Hie s18 [Ag(a eiegf 2uusrfla 2.

AYSel IV Hi yaL 518 (As(A e1eg) 33l 2l sireL s Qellwae B
Y5 | UR A5 ofls gl Auid la ussl v .

El g2 HIE 22 - HL s2Addl HI2 21RA | A2 UR o3y
UsSL uid A Houdd RAR €2 AFe-dl sl sl ouy
(AA5&-5 25(A5) UASEL A4 BLedl 2utiell engl Auél Yell 5-15
(320l 212100 2 AULE] UR 45 iR 2 AR JAuid] AN,

Fig 1

10

75

WL20N1568J1

Fig 2

5° - 15° DIRECTION
OF TRAVEL

45° TO SURFACE

DIRECTION
OF TRAVEL

WL20N1568J2

TEE FILLET JOINT

GMA AeSDL ulBai eell ol 219)(GAl g2 sall atHdl eldl
2], dell W@el quél uRell Ma Wa, Re, WS, Ad vl
AU ALs 59 Yot % HeAyRl &,

Aqute (1A sl RAMAML Uit Aol sal HI2 Uil 2l

UL HLE Al BUAVL SA AF5A B, il 25 AESS Aot
AL A AA 45 S1RLUR ALl yRalAd(l 241u2l.

Lt Y158 assu desHl uxoydlsel, Hasil Qg A
B RUAL &AL, udLAL i35l UR A A Al AES HELISIAL
AR ASLRLAL L] 591, uLS) A1 Sld GHRL.

2% 1 39 [REa1R HuusL LR HaislL a0sa(l (331 3 Hi oldleal
YHISL SAAUHE AA B, L WIS SAL HIE SRAMIBUA D 5

Fig 3

JOINT I

WL20N1568J3

Wil dotles (L) 10mm HA 8. WLl 5 5 HRISL 2 1A 3 4]
B cfutdl YA dH AT 21A &, 1L Y33 10Ul ASLE (3L 4)
Nagail vidsl s\

Fig 4 _

GET MITER
/ BEAD PROFILE
3
112 |

e

L

THROATJ/

THICKNESS

WL20N1568J4

%331 Halsl HxojdlsaL, GLRUS A Buila Aaaal W2 A1 W2
AsAHIA LI A adl.

AR 21 e des WeRell GRS AU RUR A-B]-W 2R WAL
GUAL 5. Ale S 5 9 L SRAML A AL dl, AR $1s HAARAA
A 215 Su1RANA A5 1A §2AE5 41 (Baly)ci-l AlciaRelx
£RRIA 5128 AL UALE ASAHIA 32 AEL.

UL sAUL UES] €35 HRISIA ALS S A 510 Ele AR il
GUALL 5311 s YRl 5.

AlY & A : Aes (NSQF - M A 2022) ASARAULSS 1.5.68 185



5Mec s i Gauled (CG& M) QUM 1.5.69
AcSR (Welder) - A4 Ned s Aot

Ae Aes - Slu 2142 TF (GMAW - 03) glL sAe RA(AHI 3 {l{l Sl AuA4 2(le u2 Au
AS-2 (Fillet weld - Lap joint on MS sheet 3mm thick in flat position by dip
transfer 1F (GMAW - 03)

GE 2L ASARRULSA(Exercise)-l 2id dA 2(lul 21s2il.
o QU UHIA 202U HY WHIAL dUIR 5

o ulisd Yo @2l Ae A1 25 Aes 5A

o QU A2 AUl RAlAHI A sA

o ALY UM BER Ned A1 HaLsl UL 5A

o AES YR QUL vl 112 ALS SA A dAULRA).

2 ISST 50 x 3- 150 Fe 310-W 1.5.69
NO.OFF STOCK SIZE SEMI-PRODUCT MATERIAL PROJECT NO. PART NO. EX. NO
SCALE TOLERANCE *1 TIME
NTS LAP JOINT ON MS SHEET 3mm THICK IN
@ EL FLAT POSITION BY POSITION BY DIP Sp——

186



Aot Risa-4 (Job Sequence)

1 Lot yayor 2(lula Hallt gt 2fl2 st
2 el 1A ARUHT ULES 5 A sLEE 5.

3 slofd Jld qrRR sl2l A BlAal glrl @2l quléld Slor
S A AULS S3A.

4 QYo @R A A2 B UR Qul dA3uH| A2 3.
5 &{RILHS Rl ug?l.
6 2RA Holl4l VBB Ra e(det e s\

Fig 1 ?

\4

)

30 20 30

TACKING A LAP JOINT

WL20N1569H1

sletca su (Skill Sequence)

7 90-100A dclHird / 143U AR §152¢2,19 2l 2 215 dleey A2
SR A Sl 2lRuSR HISl GUAIL 5311 - YUl 53U,

8 (Bor1 Ui Al B AU RS2l 6id DSl UR 25 des 5A
(=YtctH 3 HlHl cieus)

9 25 AE3S AN AEH( st A2l 45 (320 U wvil B2l
AL yuie /A sledl RA[AHL s3I st

10 0.8mm SIL SIUR S12s endl et (BER dlkR-Al GUrIlaL
53l wA RIAR ofls AcslL dslsAl Gl s3ld Au
A2 Aes 5.

11 YR 5A 5 Wil clets AR & 41 @l MsieLveL
12 2SR 52 2Ll

13 ag usdl qeueq sREl wW@edl (Bl 216l 4 ¥ a-l
uwLd3l 52

14 wW@e uR QU AesAL oflat )61 UR S8 disse 2l Al
Uil 521

15 Wle ARIR 6i2l glRL HRIS ALS S

16 582, (Balyldl, dAHIA HawsLl AL, w@edl sl
PIAC, [Ag(A 21 A3 HawsL Wstdet Hie Aeds At
(AdlataL s2d.

(3Ae Acs - Slu 2115 1F (GMAN - 03) gll sA2 WUB2t-ui 3 HIHl st Ax21y 2lle uR
QAU AS-2(Fillet weld - Lap joint on MS sheet 3mm thick in flat position by dip

transfer 1F (GMAN - 03)

G2l AU HEE SR9)

. 5Q2 RAMUI AMAA 202 U £lAe AU AF-2 dUIR 5 A Aes 53,

Qu Bae et He S\6 [@As(a ¢1eg wuslx 2l

GMAW U(BuHI Rl 142) (Gl £2 sRall i elatell, el
AULEl vl M :F5E, %2, U, Ad L AU ALs 5 v{ol
¥ Hecayel 8.

AUl RAMAHI Aieu ACSdL sl HIS ULEU UL UL HI
Al GUAPL 5AL AU §N B, 241 AES 25 AEES R0t AL WA
A1 450 vRUL UR ruidl{l ura4al A0 8.

(BaL1 i otctical WHIRL oigsA 5 2l 15 (3all ApLAAL YRl uR
RAYSei Gol3U AuAHI 214 B,

AU A2l 2l W@l B4R Al Reua Aecll RRUAd
aldl RGN 5 &R AU A A1, A1 % SRUR ACSAL AL )61
YL UElA R gsLaua Hi2 214A 2lleiad] A B2l 245282,
A [AsRd 8l dl 2261 uR AU A (e Aedall eig el &.

%391 Halsl HxojdlsL, GRS A Euila Anaal 12 Hauedl
HRASIHL AsAHIA 2UA ). AR 211 Alose des W22l
CHRLES 1A RUR ALl 2R WAL BUAL 5. AlEL 52A 5 A 2l
SAML 4 A1 dl, AR §1S AH[ARAMA &l 25 &, AURAR A

SIRRL 6l & A 5L01-El-SALES ANl Ulle AsAHIA B
A8 B Aes AA Bglo)clt dldlaRR(l g3l S1RRL 012l

Fig 1
5° - 15° DIRECTION

OF TRAVEL ?/
|

\ 45° TO SURFACE

\

\

DIRECTION
OF TRAVEL/

COVERING
RUN 2

<
ROOT RUN 1
/’ WELD AXIS HORIZONTAL

AFILLET WELD ON A LAP JOINT IN THE FLAT POSITION

WL20N1569J1

Al & A : Aes (NSQF - M (A 2022) ASAURAULSS 1.5.69 187



5Mec s i1 Gauled (CG& M) QUM 1.5.70
AGSR (Welder) - A4 Ned s Aot

(3Ae des - Slu 2L 1F (GMAW - 04) glRL sA2 UlB2A4Hi 3mm st M.S 20le u 'T
Ag-2(Fillet weld - ‘T’ joint on M.S sheet 3mm thick in flat position by dip
transfer 1F (GMAW - 04)

GE 2L ASARRULSA(Exercise)-l 2id dA 2(lul 21s2il.
o LAYyl 22 dUIR sA

o T AG2A qule RAAHI Ae 5 A 25 Aes 52A

o R Nea-l Al st A1 M IS ¥HL SA

o AES U QUL vl 112 ALs SA 3 AU

50

90°

2 ISST 50 x 3- 150 Fe 310-W 1570
NO.OFF STOCK SIZE SEMI-PRODUCT MATERIAL PROJECT NO. PART NO. EX. NO
SCALE
NTS TOLERANCE 0.5 TIME
FILLET WELD TEE JOINT M.S. SHEET 3mm

WL20N1570E1

@ EL THICK IN FLAT POSITION BY DIP TRANSFER IF

188



Aot RAsUU (Job Sequence)

1 Lot yaer le sl
2 el 1A ARUHT AULES-S 5 A 5LEE 5.

siofd R AR sl2l A BBlAdL gl W@l AuélA SloR
S A ALS S

Sl Yo A2 A A 1A2 B UR Tee AL RA3UHI A2 5.
&RULHS AR USR.
SRIA 1l VBB Ra 2(Het e s\

90-100A ddHld / 43U AR SlS 32,19 2ll 2 215 ey

A2 5 A SIU 2145R HISAL GURALL §31A 4 WHL SR,

8 (3oL 1 ui 1A wHal &l AF-e-l oid dsL uR 25 Aes s3A
(Yt 3 HIHl cews)

9 Addui 25 AES N st @2l 45 (321 U Auil el

Aeslot qute /A sla-l RAlAH sl aus L.

10 0.8 HIHl st s\UR s12s. sndl Rld (BER ARl GurllaL
531 AR RSAR ofls Acslol 25(As) GURAPL 5314 8l A2
des s?.

11 YR 5A 5 wdil ciens A3 & 211 w@elq MsaL el
12 isR se el

w

N o v~

slalcy sH (Skill Sequence)

Fig 1

TACK

50

/A'

TACK WELDING A TEE JOINT

WL20N1570H1

13 ag usdl qeueq sREl wW@edl (Bl 2016l 4 2 a-l
vl 52l

14 wW@e uR Au AesAl oflt 22161 UR S8 dt-sse 2l Al
ULl 520
15 KA ARAR 6121 GIRLHRISL ALS 53

16 215252, (Bal)dl, Ml Hausll &AL, w@edl (5-1sl
IAC], [@Ag(A 2 AR Hast s Hie Aeds Aiellq
[Adaial s2.

(3Ae Aes - Slu 21U IF (GMAW - 04) gL sA2 W[B2AHi 3mm st M.S 2lle uR T
AS-2(Fillet weld - ‘T’ joint on M.S sheet 3mm thick in flat position by dip

transfer IF (GMAW - 04)

GEAL:L A HEE SR9

. Acs ofls Al N2 AAR 5 3 AHAA 2lle uR sA2 RAQHI UL s3.

Qu (Bae Aiet Hie s1¢ (As(a eieg) 2uusala 2l

GMAW (B aR(l 219)(Gl £2 sRal-{l atHdl 4 latell,\ae-l
AULEl uRl Md 5, 2, U, Ad L AU ALs S v{ol
o Hecayel .

AUl RAMAHI AieuA ACSdL saAL HIS ULELA UL UL HI
Al GUAPL 5AL A §N B, 241 AES 25 AEES R0t AL WA
A1 450 vRLL uR ruidl{l uraal A0 8.

1A 1 Hi ottt WHISL oigs sl Bauni 5 ol 15 (320
IO YRUL UR ASIaL HIS Eoi3U B,

AU A2l Gur-dl We-l B4R -l Baale Aedl RRiAd
alcll AN & &U1R 201 4 1L A1 % AR AesL (AL 212161
Yell ueld R gstauou v 24 aletadl ud & el 54
(A c1L 52 A AU, A [AsRd 814, dl 29161 UR A Sld
ZeR Aeaall erg elu 8.

%38l Haisi-l woydlsel, QrRug-) 2uua Aadal W@ Haue-l
HRAUSIAL AL LA A, AR 21 Al des W22l ¢l
AU RUR A [2-02R AL GUALL 52\ Ale 5 5 A AL SAML A
1A dl, AR 1S AAAR 81 25 B. (At-ciellsd At s1RaL

01 © A SLelA-SLES-NSAULES ANA-AL UALE ASUHIA B AEL R
Aes A Balgdi-l didtaR{lA xRl 5181 oi2l.

Fig 1
5° - 15° DIRECTION

OF TRAVEL >/
|

45° TO SURFACE

DIRECTION
OF TRAVEL /l

WL20N1570J1

TEE FILLET JOINT

Al & A : Aes (NSQF - A A 2022) ASARAULESA 1.5.70 189



5Mec s i1 Gauled (CG& M) QA 1.5.71
AGSR (Welder) - A4 Ned s Aot

3Ae Acs - S1U 21U 1IF (GMAW - 05) gl Aule RA[AHL 3mm st M.S 2l uR sl
A2 (Fillet weld - Corner joint on M.S sheet 3mm thick in flat position by dip
transfer 1F (GMAW - 05)

GE 2L ASARRULSA(Exercise)-l 2id dA 2(lul 21s2il.
o QLU A2 dUR 5A

o Sl NF2A Aule RAMAUI A2 53\ ¢4 35 AEs 53
o ALY HPEIMI BER Ned A1 HaLs sHL 5A

o QUL w120 12 ALS SA 3 dURl.

2 ISST 50 x 3- 150 Fe310-W 1571
NO.OFF STOCK SIZE SEMI-PRODUCT MATERIAL PROJECT NO. PART NO. EX. NO
SCALE
NTS FILLET WELD CORNER JOINT ON M.S.SHEET TOLERANCE *0.5 TIME
3mm THICK IN FLAT POSITION BY DIP TRANSFER 1F
@ S (GMAW-05) WL20N1571E"
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Aot Risa-4 (Job Sequence)

1 lEfaryer ole sl

2 leUeAl BUS1AA ARUHL ALES 5 A 5LSE 5.

3 slofd Eld kR ool A BlAdL grrL @l AulélA SlorR
S A ALS S

4 e AA@eol uR Sl N2l 3UHI 90 UR Q1oL Yol
AUl RAMAHL Qe >e Ay 412 Ae 5.

5 Q2{RlHS dall ugll.
6 2RIA 1ol VBB Ra e[fde 1 s\

7 90-100A ddHi4/A434 AR $15 32,19 &l 2 2415 dleesy A2
SR A Sl 2LR4SR HISAl GUAL §31A A ML 53,

8 (3oL 1 Ml ol UHIL QY RS2l ol BSLUR 25 AES 53
(Yt 10 HIH) ciews)

9 AcSdL20iE UR 25 ACRS N 5A2/SIB4E-S RALAHI Av.

10 BB Slele cAldlA AYsaHi A & A @l iyl
gRAUS A YAt uRL A 8.

11 YRR 5 5 waill doue A3 & 21 w@elq ML va.
12 2{sR 52 el

13 ag usdl aeueq sREl w@e-l Bl 20016l 4 2 Al
IEIGTIERE

sleica su (Skill Sequence)

Fig 1

/ TACK WELD

1.5mm

ROOT GAP

WL20N1571H1

14 YRR 5 51@Q2 U Y{RUALAESL 6l YL UR 516 1SR
se 2l

15 1le AR Gi2l glRL HRIS ALS S

16 s s, WRREL, aHaid Hasil AL, @edl sl
IAC], [@Ag(A 2 AR Hast WSS Hie Aeds Aiell
[Adaial s2.

(3Ae Aes - S1U 21RUSR 1IF (GMAW - 05) gl Aule RA[AHL 3mm st M.S 2(le uR si4:
A2 (Fillet weld - Corner joint on M.S sheet 3mm thick in flat position by dip

transfer 1F (GMAW - 05)

G2l dHA HEE SR9)

o quie RAQAUI MS 202 UR 51 NF-2 AUIR 5 1A Aes 53,

2s A8l sl quid, SIHR NS 12 WAe A 3 B au-{l 9L
S131 900 (330l eldl A SA. ([Ba1.1)

GMAW (B aR(l 219)(Gl £2 sRal-{l atHdL - latell,\ael
AULEl uRell M 3, e, U2, Act AL ALUA ALs 59 et
¥ Heaygl 8.

38 Hast-l 2uild, Hesodlsel, gals A Qg Aadal 12
Haud-l HasSll AL aud nadl.

AR SR Al des WeRwll RIS AU AR ABl-WeR
WAL GUAIL 5. e 5A 5 2 L sRAML A A1 ), dRIR §ls
AR &l 25 & ¥} (At-dellgd Ay SIRQL ¢ & A
S10{4-S1S-ANSAES A UAle ASUHIA 82 AL, ¥ AEs A4
Batgcl-t atdtaRBl gulg s1REL oi2l.

Fig 1
CHECK ALIGNMENT
WITH TRYSQUARE

TRY SQUARE

e o
TACK WELD — |

WL20N1571J1

AlY & A : Aes (NSQF - AN A 2022) V\SARULS 1.5.71 191



5Mec s i1 Gauled (CG& M) QA 1.5.72
AGSR (Welder) - A4 Ned s Aot

olg Acs - sA2 UUB2A4 1 Y (GMAW 06) Hi M.S 2(le 3mm Sl UR WAR 6le A2

(Butt weld - Square butt joint on M.S sheet 3mm thick in flat position 1 G
(GMAW-06)

GE 2L ASARRULSA(Exercise)-l 2id dA 2(lul 21s2il.

o QLA Yot M.S 202 duUIR 53

o 20l2A 2 U A 25 ACS AA ARAY ¢l NG ddl3 Ae 52
o ARY ¢ N2 Aule RAlAH( des sA

o QUL w120 12 ALS SA 3 dURl.

2 ISST 50 x 3- 150 Fe 310-W 1572
NO.OFF STOCK SIZE SEMI-PRODUCT MATERIAL PROJECT NO. PART NO. EX. NO
SCALE
TOLERANCE *1 TIME
NTS BUTT WELD SQUARE BUTT JOINT ON M.S SHEET

@ S 3mm THICK IN FLAT POSITION
WL20N1572E1
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Aot Risa-4 (Job Sequence)

1 Lot yaer le sl
2 el 1A ARUHT ULES 5 A sLEE 5.

3 slofd Jld qrRR sl2l A BlAal glrl @2l quléld Slor
S A ULS 53,

4 Q8o Aeoldd A A1 AHidR 12l 2 {IHl s B2t
A2 33y A Ae 53,

5 &RUMS Al U,
6 2RA 1ol VBB Ra e(Het 21 RS\

7 (5901 Hi olcicul UHIQL QY AS-e-AL ol BSLUR 25 AES S
(=4t 10 HIH] cieus)

8 AcSdL 2uid UR 25 AGRS NUA 5A2/SIBA8-S Ul(B2lt UR
vl

9 0.8mm SRUA GUAL 5311 endl RHlet SlUR s12s (er
ARR A RAR ofls AesL dslsAl Guadlal s34 o2
A2 Aes 5.

10 DCEP i1 90-100 AR{AR / 243U dARR $lS 22 (3- 4m/
M[e),18 2l 2 2115 dleesy, 8 &l 10 LPM Al A4 5eil 44 8 2l

slalcy sH (Skill Sequence)

Fig 1 TACKS

Smm

WL20N1572H1

SETTING AND TACKING

10mm Hiell Al21S) AA AcSdL 52 YHRIRA 5 A4 Slu
211452 H1S Al GUAL 531 e ¥HL S2..

11 Sleld odld 8 A Ayel udet And & a1 wa2ld ML el
52 8.

12 dAR G2l GIRLHRISL ALS S3A.

13 SR 52, UM HRLS I 2L, U6, (Ag(A 24 418l Halst
WsLEE HIe ACSS AYYsd (A3latal s

oz Aes - sAe WB2A1 1 Y (GMAW 06) Hi M.S 2(le 3mm ASL UR AR vle AF-2
(Butt weld - Square butt joint on M.S sheet 3mm thick in flat position 1 G

(GMAW-06)

GEHUL:AAL A HEE 529

o Ui RAQUL AHAA 2012 YR ARY vle NF-2 AAUIR §3 1A Aes S,

DCEP 41 90-100 AR / 243U AR $1s 2,18 2l 20 215
lcees AR 5EL 8 21 10 LPM 44 8 2{1 10 AHAuu 2l AleLs) 44
AcshLw@eU A A 25 sl dauid U 2l1gR HISL GUAL 5311
AL AdMiA AURNEBA 5. 444 B ¢l A2 HI2 Al aA-)
5181180 (320l &lcil A4,

GMAW (B Rl 12) (Gl £2 sRal gt 4 slaell, el
AULEl uRell M 3, e, U2, Adt AL ALAA ALs 59 et
o Hecayel 8.

%33l HRlsL guild, HyofdlsReL, gaus A Qe Aaaal HI2
Hauet{l YRasdll 4L oL nadl.

AR 2l Alad des WeRwll eRIS AU AR A-dl-WeR
WAL GUAL 5. Aled 5 5 9l VUL SAML A 1A dll, ARIR 1S
HARAMA B 25 & B vRANAA A SREL G & 1A Slof-
SIS-VSALESS AAAL Udle AsAHIA @9 €l ¥ Aes i
Balgqaiq atdia s gRd s9l.

AlY & A : AR (NSQF - AN (A 2022) V1SARALSS 1.5.72 193



5Mec s i1 Gauled (CG& M) QA 1.5.73
AGSR (Welder) - A4 Ned s Aot

M.S @e UR o1z des Rbid v o2 Ag-2 10 HlHl st sAe WlB2-d 19 (GMAW - 07) Hi
Sl 2115 gRL (Butt weld single V Butt joint on M.S plate 10mm thick by dip
transfer in flat position 1 G (GMAW - 07)

GEAL: Vil ASAURRUS B (Exercise)-dl id di (vl 2usell.

o A 5EL A AL SPIA GuAlaL 5 Adelldr 1A A2\ dulR 5L

o 223U A 25 des Ae 53A

o 32 2 BHL SAAASIAA 3rdaile ds-ls-l Guailatl s31A ALl
o AcS V{0 A5 SA A dAULR(

FINAL
COVERING

ROOT GAP =2 J N SGMAW

2 50 ISF 10 - 150 Fe310-W 1573
NO.OFF STOCK SIZE SEMI PRODUCT MATERIAL PROJECT NO. PART NO. EX. NO
SCALE NTS BUTT WELD SINGLE 'V' BUTT JOINT ON M.S. PLATE | TOLERANCE 1 TIME
10mm THICK BY DIP TRANSFER IN FLAT
E @ POSITION 1F CODE NO.WL20N1573E
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Aot Risa-4 (Job Sequence)

YlaR ol 1A AR $1524 18 2l 21 dlee 44 90 44 100
An[4R, 91 5E 8-10 LPM Aoddl HIE AS¥e 53,

Astall gssiRAA AYRUQ Als s2A. wW@edl Gurdl cuy,
uidl cugyll R 23 el 1Al ougy uR v &t
L (3311 Hi oLt UHIEL €3S AAES E1R UR a2.0 mm 32
53 ALS-S 5 AL SISE S,

g5SIAA A5 25 5A At (331 1 Hi it UHI RAd
53\ 22 U A2 AR AR ALu.

Fig 1 GMAW
O
40 45°

1.5mm J

ROOT FACE

TACK WELDED AND WELD POSITION
FOR AFLAT V - GROOVE BUTT JOINT

WL20N1573H1

o OlgSA AEL UR Go13U USSL AU A AU 25 UR UER S3A.
2RAA A2l slael ¥HQ B3 WAS ANed & As &5 es-ls
(5212) Al GuAL 5. cigsA cligell ol iy arll @l suR
OlES ALEUAL HEAHT B1U, RUR ULEUHT GRAA ol YAl uBRAA
52408 S5RCAL HIE HRIS| AL, . A R AU VLol R UR yot
% €2 ¥l €L &), cll dAl> AU €122 A A AiewHi w2l
252l &l

s\leleu s (Skill Sequence)

« (390 3 i e2ldet HausiL sHAl GUALL s3I RAYSd yul
5. desl UAlEHl HEE sl A Yad{l cuydl Bl 214
BPUGAL HRISIA Sl HLE A& AUl GUALL 5.

AR dA Aes Yrl 531 @, AR AA 63 5 24 Al dul 2.

Fig 2
5° - 157 TO THE DIRECTION

DIRECTION OF TRAVELM OF TRAVEL

BACK HAND TECHNIQUE

WL20N1573H2

Fig 3

N
=

1
BEAD SEQUENCE

WL20N1573H3

M.S \@e UR ¢1g des RdLA V oie Ag-2 10 HlHl st sAe WUB2t- 1% (GMAW - 07) Hi
Sl 2115 gIRL (Butt weld single V Butt joint on M.S plate 10mm thick by dip

transfer in flat position 1 G (GMAW - 07)

GEAL:L AHA HEE SR9

o QUL RAQUL A1 WA uR Rd1a 'dl o12 N2 dAIR §A 24 AES S,

CO2 AES1L (GMAW (1) HI2 vAR)lA AAE SAME 141 & B2l
Rbiet dl vl A2l AmUAre s\t (Yo AdLe) (B3 1 Hi oldicul
UHIRL 40 2l 45° Bl 2L MMAW ADLEAL RuMEHI AL &
% 60-70° U AuAM A1 8.

Fig 1
¢ 60° - 70°

2R @Ag(AA (RIA sRaL L2 (331 2 Hi vt UHI 10mm

ASL AR HLE iYScia 1830 uR YA sl Acls vuari 2ud
8.

WL20N1573J1

Fig 2

PRE-SETTING TO COMPENSATE FOR ANGULAR DISTORTION

@Rl (Quild Sld Wl-Ae s34 [@glan Hydl 24l eusia & K2l
Aes AU SRBA dusRUL WA, AR A6s ASIARL & AR A
@eld sI2s clg- (3t 2 gt g2ufda adl UR(l RAMQ u Wl
Qal.

Aot IsaqHl (oL 2 Hi otdieut wHIl Yl Bau dRs
Hauel slat s ol 150 aadtell ag 1131 3l yo udel Anaai
HEE HOAL.

WL20N1573J2

Al & A : Aes (NSQF - A A 2022) ASARAULSS 1.5.73 195



5 2l 8 Yl (H&ciH 10 HIM{l) l RRs-211Ge .

180 21 19V Al 4434 241§ ANE2¥ AU1A 0.8mm SIAL ARIR HI2 80-
90A AL L& A2 5. Al Uellgl €2 8-10LPM UR A sA B2l
des Aeaq dldtae(la guriell Y(ad s3Il sl

2 e ot A R A LR 3 L 4m/A A2l 35l YRuus 3L
(A Al Auil. A % AHA WLl 5 Ay el A4 ALY s
Aadl.

sl0{+ R ARR vlal gIRL AGLAAML ALl 221 ALS 5 v{ot
% HeayRl & P2l A g1 SlEFuRL [A--eugrl 1A el
S 2R8I / RA.

2 1 R HI2 dcdHiA4A 90 2l 100 A A 21§ Al 19 2l 20V UR
Ae 5.

2991 RA L2 32 el ARuiH M el sl ald ;L 2euil.
yeladousi? cuxgell ouyll aeue anan (eladousi? aud) -\
GURALL HELSIAL 0l B slgurl 2isRse (A-it iyel ouyl Rl
534081 Uil SRAL HLE 3.

HRIS AL i CUYRA IS LAL S AU I ARYj (RRLANAAL HIE
121 2 As5-l AR AHU (A1) M.

A AHLA HIAUWISTRUSIESE 24 1 2l 1.5mm Al uid Hyoydlsel
.

196 Al & A : Aes (NSQF - A A 2022) ASARAULSS 1.5.73



5Med s 1 Bauled (CG& M) QA 1.5.74
QG5 (Welder) - A Ned s Aot

Slu 2lRusR 2F (GMAW 08) gl A8l RAlAHL M.S A2 10mm st uR (3de des 8l
Ag-2(Fillet weld Tee joint on M.S plate 10mm thick in horizontal position by
dip transfer 2F (GMAW 08)

G2 ASAURRULSA(Exercise)-l id A 2(lull 21s2il.

o A S RAAHL dUR 5 1A Ae 53

o GMAW QR1Hl2f 11 25 des Ae 5

o GHL 22, 2481211 3rd REIR ofls dsls-l Gualot 584 Actdl
o Qs AULEA ALS SA 2 dAULRA

2 50 ISF 10 - 150 Fe310-W 1574
NO.OFF STOCK SIZE SEMI PRODUCT MATERIAL PROJECT NO. PART NO. EX. NO
SCALE NTS FILLET WELD TEE JOINT ON M.S.PLATE TOLERANCE 1 TIME
10mm THICK IN HORIZONTAL POSITION
5» @ BY DIP TRANSFER ( 2F) CODE NO. WL20N1574E1
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Aot Risa-4 (Job Sequence)

1 AU s8loL / A4St / sig(Eat-l Gullal 5914 W@l seui
(eA 3150 x 50 x 10 H{1Hl) xR s3L.

2 slofd Rld R ool 93 AcsoL Al U Aoy Ned-dl
AULE LS 52,

Fig 1

WL20N1574H1

s\eted s (Skill Sequence)

3 QRN T ALA3UMi Qe s3.
4 T RAYSc 28l RAAHI vl ¢in 83 21211 s des s?.
5 21 1L AU BRURAL AV AN YR UEIR 5.

6 QLR AWIR 2 el WHL S A AU WAl YA 52 241
UULSL G1R1. 7 32 - AULS 5.

8 2 WHL SAAASIRSIR HEls\ GuLlaL 5311 el
9 2 US SAAASIAI AU ¢oL A AL,

10 3 ¥HL SAArdRLIR HRLSIA GULIL 5311 Actl.
11 3 AS SArdELA AlRAR 612l AL AL,

12 dRAY, isese, YRIRAEL Kl el durdl 243 yal-l
QY € A A0UAL ASLE AU,

S1u 21452 2F (GMAW 08) glL 1Sl RA[AHL M.S 1A 10mm ASLUR (3Ae Aes &l A2
(Fillet weld Tee joint on M.S plate 10mm thick in horizontal position by dip

transfer 2F (GMAW 08)

BGAL:L dAHA HEE SR9

o LSl RAQAUL AHARA AR UR $lA2 8l NF2 AUIR §A VA Aes S2A.

1 28l RAAHI & A2 Al x14 2[5a1:

Fig 1

TACK WELDS

WIRE BRUSH

WL20N1574J1

2 QeSlat 2Rl Ae s2A:

Fig 2

CONTACT TIP

/» NOZZLE

WL20N1574J2

3 As AWM oLl

Fig 3
45° TO SURFACE

5° - 15° DIRECTION
/ OF TRAVEL

;

DIRECTION
OF TRAVEL

WL20N1574J3

A TEE FILLET JOINT IN HORIZONTAL POSITION

4 2 BHL SAAG:2AA s1alell ¥HQ wAs

LLS) RL:A{ILSL A 241 (At-elg Al A 49 2R 2e
A AYScHiell Auls s2A.

R2IR ofls 2s(AsAl GUAVL $31A 2%) - YHL SA FH 5 HEls)
22 R [(SUlBe-l A gclatiel a1 4 (531 5 Hi ciciul I
(A WAeA sl @ 8.

s1o{ RN AR 612l 93 HRIS| A W@e-l AULélA ULs s

3 L SAArdRZAR ofls dsdlsAl GUNAL 3l Al BH
SHRISL 22 41 21431 A 8,2 AL A ddluigRASI U 4501

198 Al & A : A5 (NSQF - AN A 2022) SARULS 1.5.74



Fig 4

WL20N1574J4

Fig 5

WL20N1574J5

6 i Gl UHIL| dZsE \Ae N,
AL GURid watl cettsS 'L 8mm 33 snacl usal.

YR 4,5 A 6 Hi GlAlRU UHIRL W@l 4R\ 213 Adle HeEd
ys9l.

AEs AedA A AL UR SHL SAL HIE Q1AL YRUHL 29 41
3% €ls HI2 seadldl & Kl uall A doud Andl 2usi.
L AHARAY, 31552, YRl 210l 2xsLe AR YA vi{lalA
2lAHi UL HEE 53 B,

ALY YOS WISLIESE 1A Bulld Aaddl HI2 dHM 3 R I
21 112 AsAHIA LS 35Ul widdl 5.

3% eyl 2L Ul AYsdA Als s2A.

UR A BAUR 3R 81U, AR ACSIoL e 21 Al Al=-
Qe W/Bd 93 ls saAll el .

Fig 6

WL20N1574J6

Al & A : Aes (NSQF - AN A 2022) SARAULSH 1.5.74 199



5Mec s i1 Gauled (CG& M) QUM 1.5.75
AGSR (Welder) - A4 Ned s Aol

SIU 21R15R (2F) (GMAW - 09) glL 2418l RA(AHI M.S @2 UR 10mm st (3Ae des s\
AS-2(Fillet weld corner joint on M.S plate 10mm thick in horizontal position
by dip transfer (2F) (GMAW - 09)

GE 2L ASARRULSA(Exercise)-l 2id dA 2(lul 21s2il.

o U UHIEL SIH AUIR 5A A Ae 5

o 25465 5 VA Aot 28 RAMAHL Ae 52

o BHL S HA, 2A4S11 3rd REAIR ¢lls dsls-l GuaAldL 58 Al
o QUL vl 12 ALS SA 3 dURAl

A~

10

150

2 ISF 50 x 10-150 Fe 310 1575
NO.OFF STOCK SIZE SEMI-PRODUCT MATERIAL PROJECT NO. PART NO. EX. NO
“NTS FILLET WELD - CORNER JOINT ON M.S.PLATE | TolERANcE:05 | TME
10mm THICK IN HORIZONTAL POSITION DIP
@ S TRANSFER (2F) WL20N1575E1
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Aot Risa-4 (Job Sequence)

1 Wl A sdloy, ws-Shl A BlAaAl Gual sl
150x50x10mm {l ALS3HL AAUR 53

2 slofd A qrRIR gl 9 el algd U Ao Neadl
AULEA LS 52,

3 QlEL Yo w@eA S1R Hee-l 3uUHi Ae 3.
4 QRBUHS dl U,
5  2RIA Holld-l 5RLHS eBie A1 AN

63U AR Sl(3a13e,19 2l 2 215 dleesy gLl ddHi 90 2l
100 amps A& 52 A4 SlU 21452 HIS GulaL 5.

7 (3oL Hi ol UHIRL yRUAL N2 AL 0i BSLUR &5 AEs
5 (Yt 10 {1l doud).

8 BUlDde e sl AL H Sl 8ld wnadl glRl
JEAAAML 2 B,

9 YR Gl gRL2A AULS S
10 R2A1R el GUAL 531 2% A wHL S

11 2 AS SAAASIRE e AldR wiol A1 A,

s\leled s (Skill Sequence)

Fig 1

/ TACK WELD

1.5mm

ROOT GAP

WL20N1575H1

12 3 ML SArdREAR HRISIAL GURAPL s3I Al AR ¥Elet
ARIR G2l GIRL HRIS AULS S,

13 2laRAY, 2SR 52, WAL, (32120 241 AL ofls islese
Rl {0 duR{l.

SU 2115R (2F) (GMAW - 09) glL 2418l RALAHI M.S Ae U 10mm st (3Ae des s\
AS-2 (Fillet weld corner joint on M.S plate 10mm thick in horizontal position

by dip transfer (2F) (GMAW - 09)

BGEAL: L AHA HEE SR9

o Sl RAQAUL AU AR UR SlAe SR N2 dUIR §3 V1A Aes s2A.

AR 25 ACSL1ARL. A A B SIR A2 HI2 Al 4l s\t
90° YR udl-l 8.

GMAW AcslL i el 21g)(gll €2 saldl atHdl eldl
2. Qe Uil uRell M Bd, e, U2, Ae 2qdl Al
ALs 59 ol ¥ HecayRl 8. %331 Has) Euua, uxoydlsuL x4
Qg Aaaal Hi2 1Al Y18l 41 1A .

U2 21 Alosel 22l HRUE AU RUR ALl 2R VAL GuAlaL
5. Al 5 5 A L SAML 4 A dl, AR §ls AR
A 25 & Vil S1RQL AU AN A CO296E5 A [Bglgydl-il
AlclaRR(l2 £3RIA 51REL UL UALE ASAHIA B2 &L

Al & A : A5 (NSQF - M A 2022) WSURAULS 1.5.75 201



5Mec s i1 Gauled (CG& M) QUM 1.5.76
AGSR (Welder) - A4 Ned s Aot

§o15l 2lRU§R 2F (GMAW - 10) gL Sl RA(AHI 3mm st M.S 2le u: (3de des T
RiYst (Fillet weld ‘T’ joint on M.S sheet 3mm thick in horizontal position by dip
transfer 2F (GMAW - 10)

GE 2L ASARRULSA(Exercise)-l 2id dA 2(lul 21s2il.
o Aot AR 53, L& Yol Aes A2 5 v 35 5

o A 8l RAfAHI Ae 5

o R ofls 255 GUAL 58 HRLS| BHL 5A

o QUL vl 12 ALS SA 3 dURAl

2 ISST 50 x 3- 150 Fe310-W 1576
NO.OFF STOCK SIZE SEMI-PRODUCT MATERIAL PROJECT NO. PART NO. EX. NO
SCALE
NTS TOLERANCE $0.5 TIME
FILLET WELD TEE JOINT ON M.S. SHEET 3mm

WL20N1576E1

@ EL IN HORIZONTAL POSITION BY DIP TRANSFER (2F)
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Aot RAsa-A (Job Sequence)
1 glEfaryaer ole sl

2 9ledl Bl ARUMI AL S S A slESet SR

3 slofd 8l AR a2l A stS(Aat glri@eldl quélA o
S A ALS S

4 uiisd Yot &l A s2A.
5 &RUMS gl U,
6 2RA 1ol VBB Ra 2(Het 2t RS\

7 (3001 Hi ettt UMl &l A2l old BSL UR 25 Aes s
(=4t 10 HIHl cdewls).

8 25AE3S Nol US| RALAMI vl

9 dcdHI1 90 - 100 AR / te3u alR S1(5a1 e (3 2l 4 H{l/
M[e),19 ol 2 2115 A UR A2 5A A S1U 21452 HIsA
GURAIL 591 32 - WHL SR,

10 0.8 HIHl st s1UR 5125, suidl Rld (BER ARl GurIlaL
5314 A RBAR ofls AeSL 25(Asl GuL 531 &l A2
aes s,

11 @2lg ML uet A Wil ot AL & 5 Az A YA
53l..

12 s 52 2l

S121CU $H (Skill Sequence)

Fig 1

WL20N1576H1

TACK WELDING A TEE JOINT

13 ag usdl agueq sRQl \@edl Bl 21l 4 L d-l
uLddl 5L

14 S8 isese 2l Al viidsl s?.
15 XA ARAR 6121 GIRLHRIS| ULS S3.

16 582, (Balydl, dAHIA Hawsll L, wW@edl Bl
LA, [@As(A 2 AR Hast WslSa Hie Aeds Aiellq
(ASlataL s

goiSl 2lRUSR 2F (GMAW - 10) gl 218l RA(AHL 3mm st M.S 20le uR (3de des T
iYsd(Fillet weld ‘T’ joint on M.S sheet 3mm thick in horizontal position by dip

transfer 2F (GMAW - 10)

GAL: VUL AHA MEE S

« Sl RAAUT AMAY 22 UR §lAe 8l AT dUR §3A 24 Aes 53,

SUR 25 ACSPL AR A 21 B HIE rtheTee AYsd 811 AR Axl
QAL S13L AALAHL 91 UR vl 8l & ¥ 5 (Bor 1 Ui
oldlcdl WMLl (AeA 5 s 4 €le 1 (Aglad c12y) 2aal él
glae Aieut (As(Q ceaul el sRaHi 241 8.

GMAW (EAM{ a3l olell 212y (gAl g2 sl gt - glatell,
el qutél uRell Ad Be, e, U2, dd qadl AU Als
5 yol % Hecayel 8.

AuLe (1A sl1) RAMAHL Aieu AlSSd1 sAL HI2 UEUA el
AL HIS A4 GUALL SAL AYgA B, UL 25 AEES Aot
LS A A1 450 S1QLUR uuicll-{l uRal-d(l A9,

1A 1ML ol YHIL oigsA 5 2l 15 (320l 2wt g3l
(2w dRs 5 2l 15 (33l v uR AieUA slev@l Auai 21d 8.

-l el w@el &R uR Heual alduied Aeq RAd sq
AFA 5 &R A A AU UL % AR AESAAL AL 2id 5L YeEl
Yeld RUR gst oot Hie 1A aleadl us & B2l 2u-sese,
@QsRd 81, dl 2161 UR (Ber Aectell A0 ld ¢LRLE .

%331 Hulsl Hxoydlsa, GLRUS A 2uila Aaaar 12 =1 12
AsAHIA g3l aUA .

Fig 1 45° TO SURFACE
5° . 15° DIRECTION
[ OF TRAVEL

| s

Y,

DIRECTION
OF TRAVEL

A TEE FILLET JOINT IN HORIZONTAL POSITION

WL20N1576J1

AMRYSUR 213 AAE Aes W el AL AU UR A-Bl- 2R
. AleL 5 5 9 AL SRAML A AL dl, AR S1S AR 81 215
BAs AR SRRL UM A 516{4-SIS-BSAULESS AU Udle
A5AHIA 89| A8l Bl SIRQA Aes A Balyyclqg aldiarelx
guaL 29l

Al & A : Aes (NSQF - A A 2022) ASURAULSH 1.5.76 203



5Mec s i1 Gauled (CG& M) QA 1.5.77
AGSR (Welder) - A4 Ned s Aot

(3Qe Acs - guiSl 2F 2LU§R (GMAW - 11) gL 2418l RAAHI 3mm 18l M.S 2(l2 uR s1R

-2 (Fillet weld - corner joint on M.S sheet 3mm thick in horizontal position
by dip 2F transfer (GMAW - 11)

GE 2L ASARRULSA(Exercise)-l 2id dA 2(lul 21s2il.
o s Yyl A2\ AU 53A

« ARl Ae A 25 AEs 53

o SR AF2A 2118l RAMAUI Ae 5A

o SlaR Aea-ll AU 1L A2 HBLSL SHL SADN

o AES YR QUL vi{l2l M1 ALS SA A dAURA

> L)

150

S D
90°
*%
\\
2 ISST 50 x 3-150 Fe 310 -W 1.5.77
NO.OFF STOCK SIZE SEMI-PRODUCT MATERIAL PROJECT NO. PART NO. EX. NO
NS FILLET WELD CORNER JOINT ON M.S.SHEET TOLERANCE 0.5 TIvE
3mm THICK IN HORIZONTAL POSITION BY
@ -+ DIP TRANSFER 2F WL20N1T7ES
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Aot RAsa~4 (Job Sequence)

10

SléSaL Yot 2lle sl
2lel 510 ARAMIL ALS S S AA s1E5et 53,

s16f4 WA AR 6i2l A1 s1E(AdL glRLAAL AULELA SlotR
5\ A ALS 53

@eq slR A2l 3uHi 90 (33l uR QUédL yxol sAe
RAlAHL e Yo AU 12 Ae s

2{RULHS dRo UBR.
SRIA 1AL VBB Ra e(det 1 s\

Sl 2145 HISL BURL 5311 90 - 100 AR(LAUR / 134
ARIRSL(S212219t02Arc Al A [(Sul[BeazeA3-4m/mm
YR i Ae s

(3011 i ol uHLEL S)-R A2l ol BSLUR 25 Aes 53
(Yt 10 HIH) clows).

25 AE3S Rt LS RALQHL vl

0.8mm SRUA GUlal sl sndl A S\UR S12s Ber
ARR A RAR ofls AeshL dslsAl Guailal s34 o2
N2 A s2..

Sl21cU s (Skill Sequence)

Fig 1

/ TACK WELD

1.5mm

WL20N1577H1

ROOT GAP

11 BUBe 22 5l el oAl Aie U AA & 11 w@elq iyel
gRAUS i 531 uRLANA B,

12 A ARAR G2l GIRLHRLS| AUlS 5.

13 A58e, Balgdl, dAHIA H_sil A, @edl ar
PIAC, [As(A 21 A3 HawsL Wstdet 12 Aeds Al
ERIEHERE

(3Qe Aces - guiSl 2F 2LU§R (GMAW - 11) gL 2418l RAAHI 3mm 18l M.S 2(l2 R s1R
AS-2 (Fillet weld - corner joint on M.S sheet 3mm thick in horizontal position
by dip 2F transfer (GMAW - 11)

G2l dHA HEE SR9)

« 8l RAMQHI MS 202 YR S1-R N2 AUR S 47 Aes 53,

%38l HaIsil Build, uxoydlswl, QluLs Aaddl HIS HRUlE HIZ
Sl el A A YASAL 2U[A Al AR 21 A des
22l HRUE AU RUR ALl W2 WAl GuAdL 5. el 5A 5

QL L SRAML A 21D ), ARIR §1S AUARAAA 81 215 B ¥ AHRAR

A sREL ol 25 & A s1el-SIS-ASAES AL Uale
A5AULA & AEL B A5 AA (Bglgcid dlctaRi(la gRd 59

AlY & A : A5 (NSQF - AN A 2022) V\SARULSA 1.5.77 205



5Mec s i1 Gauled (CG& M) QIAIM 1.5.78
AGSR (Welder) - A4 Ned s Aot

Ae des - M.S wAe UR &l Ag-2 10 HlHl st Glell RALAHL (Bell GuR) Slu elusR 3F
(GMAW - 12) gLl (Fillet weld - Tee joint on M.S plate 10mm thick in vertical
position by (vertical up) dip transfer 3F (GMAW - 12)

GE 2L ASARRULSA(Exercise)-l 2id dA 2(lul 21s2il.
o A2\ AAUIR 5 A Jutis Yol AesA 25 53

« Gledl RAAME B 2Rl GUAlAL 5311 Aet A 53
o BUlRe 32 214, 2A48laRue ds-ls gl ualdl

o AcS V{0 A5 SA A dAULR(

GMAW
—P— S
N
3
S a
2
g
pd
2 50 ISF 10-150 Fe 310-W 1.5.78
NO.OFF STOCK SIZE SEMI PRODUCT MATERIAL PROJECT NO. PART NO. EX. NO
SCALE NTS FILLET WELD TEE JOINT ON M.S. TOLERANCE 1 TIME

PLATE 10mm IN VERTICAL POSITION (UPWARD)

£ @ (3F) GMAW-12 covENo. wizontsTeE

206



Aot Risa-4 (Job Sequence)

1 AU 5EBL ALSSoL AR sISEllaiAl GUrAL 5917 wARlA seui
(NeA 3150 x 50 x 10 H{lHl) xR s3L.

2 slofd Rd qrRR wol 9 el algd U Aoy Neadl
AULEA LS 52,

3 @R T ALA3UMi Qe s3.
4 GEl _IBUMHS dal U,
5 Tackweldthe2plates,T A Asdl 21151 RAA el gwuidl.

6 18 2l 21 dlc 214 90 - 100 ARR, 8 - 10 LPM ((@eR ula
MA[Ae) Al A sell Andadl HI2 WAR d A dRIR SIS
(3-4m/M[e) Asyre 52 dldset Acslar Hi ARl Al
o1 uRe s

s\leled s (Skill Sequence)

7 R Hi2 02U vjRuRAL AUl A UR UEIR SR,

8 e (Al e - ML A A AU YAl viLddl 5 A
LS 4R,

9 d2RUlS S,
10 2% RA¥HL SR,
1 2% RLAULS S

12 2aRAY, isse, WRAREL Bl vl dwiil 243 AU
U3l S€ A dL0UAL ASLE AuLAl.

Ae des - M.S W@Ae UR &l Ag-2 10 HlHl st Glell RALAHL (Gell GuR) Slu el-usR 3F
(GMAW - 12) glRL (Fillet weld - Tee joint on M.S plate 10mm thick in vertical po-
sition by (vertical up) dip transfer 3F (GMAW - 12)

BGEAL:L A HEE SR9

. Glell RAQME AMAA WA YR §lAR &l A2 AAR 5 24 AEs 5.

ASLalAL 5SIAA UL A Al 3, AHA AsUA 25 5A 2
(501 1 Hi cldlul WLl AHA RAd 53

Fig 1

WELD POSITION FOR A VERTICAL UP TEE JOINT FILLET

WL20N1578H1

AYsdl dAl@A2ll 213 5917, (331 2 Hi AAAE CigSL VRURAAL
GuRAL 5. (BoL.3 Hi AN QAL oAl GURNAL s3I des
sl 213 52,

Fig2 TOP VIEW

WL20N1578H2

GUN ANGLES

AlY & A : A5 (NSQF - AN A 2022) V\SARALSAS 1.5.78 207



AEs AYSd-l AlAA A5 Aes YHL 59 Bl UR A ci-itd] 21sl
L. AR X olgs Rl $A RUR VL3l 52 5 A A8l Yol
VLAl SRAL ML AYSeil Y Yell Ul dudel Aes cRal A
{52 A5 HLS ol UR 26l (A1 [AesuuA Asal
HIR IR oigsl Ylg3l ol As el efly ol viRAsAMi
1A RUR LR, B Yol ¥ olEu Hals) ei-1d B,

(BAzq se s deg 6 HIHIAL 1s vl e wiRi yul s,

e AL Sld 681 5 247 ol Wit wHL 5L ol WA Slaeq
5€ 8mm AV (531 4 Y1)

oflost vt 1 qtie sall Ve (3oL 5 i sidiaami 2udl 8.

ElAAr el ol el Aes 531, A % dslsl GUAL S9N B
WM o1y HIE B.

Fig 3

WEAVE PATTERN

WL20N1578H3

Fig4

BEAD SEQUENCE

WL20N1578H4

Fig 5

alNaNa|
(@@
U uut

(i

WL20N1578H5

208 Al & A : Aes5 (NSQF - (A 2022) ASARAULSS 1.5.78




5Med s 1 Bauled (CG& M) QUIRAM 1.5.79
QG5 (Welder) - A Ned s Aot

Slu 214§ 3F (GMAW - 13) glL MS A2 10mm alésa Wl Gur-l vjau-l Aieu-l
oElR [?;sda des (Fillet weld outside corner joints on MS plate 10mm vertical
position upward by dip transfer 3F (GMAW - 13)

G2 ASAURRULSA(Exercise)-l id A 2(lull 21s2il.
o ARAUR QLINAL g5SIA RE 5A 1A s1

o 223U AA 25 Aes Ae 52A

o dRlL HBLSL 2%1 14 391 Qle{l RAlAHT Aes e 53

o AcS B{lA AL 5A A dAULRAL.

W A
| — ROOT BEAD
v
R
N
Q a
Q INTERMEDIATE g
BEAD
INAL COVERING
BEAD
‘ I N
GMAW
50
2 50 ISF 10 -150 Fe 310-W 1.5.97
NO.OFF STOCK SIZE SEMI-PRODUCT MATERIAL PROJECT NO. PART NO. EX. NO
NS FILLET WELD OUTSIDE CORNER JOINT ON TOLERANCE +1 | TIME
MS PLATE 10mm IN VERTICAL POSITION (UPWARD)
@ EL BY LAY DIP TRANSFER (3F) GMAW-13 CODE NO : WL20N1579E

209



Aot RAsa=4 (Job Sequence)

1 sAe,&s AL/ Ay sélL sl
2 el ARUAL BN ALS-S 53 A s1et 5.

3 siold Qld AR ¢l A BAdL grrl @l AuLélA SloR
SR A ALS 5.

4 ulis Yo @2 vRlidL dA3UHL A2 5.
5 Q@{RlUHS SUSL U
6 2RA 1ol BB Ra e[et e s\,

7 g3U AR $U32L 3-4 m/min, 19 2l 2 As ARw glRL
adui4 90 2l 100 amps A2 A A Slu 215 HIsL
GURALL 5.

8 (3311 Hi ol UHIRL YRUIAL AYSdlril 0i BSLUR 25 AEs
5 (YrtdH 10 HIHL douss).

9 Aes UURBAAR UR 25 ACRS %ol Gledl RALAMI uuil.

10 AS AM UR UEIR S A 2R et 12l GuR drs RAR
s

11 0.8mm SR SWUR sl2sl GUAaL 5311 S1R N2 des
5. Nl Kld (BER AR 2 RER olls AcSlaL ds-ls-L
GURALL 53,

12 @el] ML Ul A Wil dotts AL & 5 -z A YRR
sl

slalcy sH (Skill Sequence)

Fig 1

/v/» TACK WELD

| /\J

1.5mm

WL20N1579H1

ROOT GAP

13 SR se 2lol,

14 ag usdl qgueA siRQl w@e-dl (Bl 21l 4 i a-l
ULddl 5

15 W9l SA 5 A2 UR-L YRl AesL ol 29 sl uR s
2{s? se 2ll

16 VN AR ¢l IRLHRLS| ALS S

17 A58, (Balydl, qvHIA HRlsl =L, @edl (Bl
LA, [@As(A 2 AR Hast WsLSa Hie Aeds el
(AdlataL s,

Slu 21452 3F (GMAW - 13) glRL MS A2 10mm dEsc W24 Gu-l vjau-l Aitul
ol&IR (3Ae dAes (Fillet weld outside corner joints on MS plate 10mm vertical
position upward by dip transfer 3F (GMAW - 13)

G2 AU HEE SR9)

. Glell RAQME AHAY A2 YR S1HR N2l elelR AAUR 5 A Aes s

SR RS2 U2 25 AcSloL A2 A A B -l 9L S\3L 90° UR
uuidl-l B,

GMAW AcslL uEami el 219)(gl 2 saldl adl eldl
2. e 3, e, 082, dd A @l AuLél Al A4ls 59
vlol % Hecayel 8.

%38 Hasil Buiia, Hxodlsel 1A Qi Anaat W@ Al
Y153l A5 1A Ml

AR SR At Aes el GRAE AU RUR A-EL W2R V-l
GURAL 5. ATEL 5 5 A 4L SRAMHT A 241 ), AR §1S AR
Ele 25 & -1l SIRQL AURAR AN 41 €O, Aes AR (Bglydil
AlclaRR(l £3RIA 51REL UL UALE ASAHIA 32 &L

210 Al & A : A5 (NSQF - AN (A 2022) VISARULSS 1.5.79



5Med s i Bauled (CG& M) Q|IAIH 1.5.80
Aes? (Welder) - A4 Aed 1ts AcsoL

3Ae des - Slu 215 3F (GMAW - 14) gll Qledl RA[AHE 3mm st M.S 2(le U Au
AS-2 (Fillet weld - Lap joint on M.S sheet 3mm thick in vertical position by dip
transfer 3F (GMAW - 14)

G2 ASAURRULSA(Exercise)-l id A 2(lull 21s2il.
o 1AL Yo @Rl dUR 53

o 25465 5 VA At dl@sani Ae 5A

o BUlBe 32 4 V1A 29811 IS aBle gLl Acdl

o AES U QUL vl 112 ALs SA 3 AU

[e=4
Q)Q
B
g
-
S
g s
< =
-
A
S
S
A
S
N 4'%
1/ | l
2 ISST 50 x 3x 150 Fe 310-W 1.5.80
NO.OFF STOCK SIZE SEMI-PRODUCT MATERIAL PROJECT NO. PART NO. EX. NO
Sas FILLET WELD - LAP JOINT M.S. SHEET 3mm TOLERANCE 05 | TIME
THICK IN VERTICAL POSITION BY DIP TRANSFER
@ 5 (3F) GMAW-14 WL20N1580E1

21



Aot Risa-4 (Job Sequence)

1 ayxo le sl
2 2fleUAl (58120 ARUHI AL S 5 A 516 5.

3 siold Qld AR ¢l A BAdL grrL @l AuLélA SloR
SR A ALS 53

4 ulis Yol QUL RAUHI Ae 5.
5 Q2{RlUHS SUSL U
6 WA 1ol BB R e[et e s\

Fig 1 ?

\4

A

30 20 30

TACKING A LAP JOINT

WL20N1580H1

7 90-100 A ddHid / 2434 AR §lS 2,19 2l 2 2115 dleey
A2 5 A 51U 2145 HISAL GUALL 531 4 WHL SR,

slaieu sH (Skill Sequence)

8 (3311 i sl UHILL QY AYSciril 0 BSLUR 25 AEs 52U
(4t 10 HIHl o).

9 Aes UURAAR UR 25 AGRS NoiA Glell RALAHI gAul.

10 A AM UR HelR 5 AR 2R A2l Gur-l drs lew
AR 5.

11 0.8mm SRUA GUdL s34 sndl Rla sluR s12s (er
ARR A RZAR ofls AcsL dslsAl Guatlal s3lA ol
A2 Aes s,

12 @2l M vt A WLl clons UL & 5 3 A YRR
53l..

13 S 52 2lul.

14 ag usdl qeueA sk w@e-l (Bl 201l 4 a-l
uiLdl 52

15 WISl SR S @2 UR SIS 552 AU AGs 2.
16 VN ARAR G2l gIRLHRLS| ALS S,

17 4582, (Balydl, qvHIA HRIsIL =L, @edl (Bdl
LA, [@Ag(A 2 AR Hast WsLSa Hie Aeds el
(Adlatar s,

(3Ae Aes - Slu 2SR 3F (GMAW - 14) gll Qedl RA[AHL 3mm st M.S 2l uR Au
AS-2 (Fillet weld - Lap joint on M.S sheet 3mm thick in vertical position by dip

transfer 3F (GMAW - 14)

GEU:L cAHA HEE 529

o 4cs AY ANF2 AHAA 20l UR Aol RAMAMT duIR § 24 ¥HL S

Qu (3ae Aieat Hie 18 (As(A e12g) 2uusella 2l

GMAW (B aR(l 19)(Gl €2 sRal-{l atHdL 4 latell,\ae-l
AULEl uRell M 3, e, U2, et AAAL AU AULg 59 vjol
% Heaygl 8.

(oL 1 i otcdicut {8l oigsA YRus3lHL Reuni 5 2l 15 (33l
JUINAAL YRIL UR AYScl Goi3U AUAMHI 2414 8.

Ay A2l -l el e ur Al Bauia Aedl A
aldl ASA 5 eltR 02U A AU AHY AesAL {lA-AL 6L YeEl
yeladl auid 1A gst oo wie aletadl ud & B2l 215282,
A QSR 814, dl 2261 UR Bar Aecell 00 Sld ¢ L.

%39 Halsl Hweydlsel, GLAULES A Bl Al HI2 HRULE HI2
YA AHLA A A AR 21 Al Aes el ¢RLS
AU RUR AB] W 2R WAl GUAL 5. AlEd S 5 9| 2L SAMI A
A ), AR §15 ARURA 81 25 & B AURAR AU s1RCL il
215 & A 510{4-SIS-ASAULESS NAAL Uclls RSAUHIA 8 AE P
AEs A Balgci-l dldtaR{l el §1REL 012l

Fig 1

~

—

45° to |
SURFACE ‘
|
\

WL20N1580J1

212 Al & A : A5 (NSQF - AN A 2022) V1SARALS S 1.5.80



5Med s i Bauled (CG& M) QUM 1.5.81
Aes? (Welder) - A Aed 4ts AcsoL

3Ae des - Slu 21Rus2 3F (GMAW - 15) gL QLe{l RALAHL M.S 2(le 3mm uR s\ A2
(Fillet weld - corner joint on M.S sheet 3mm in vertical position by dip transfer
3F (GMAW - 15)

G ULV ASARAULSH(Exercise)-l vid dA 2(lul 2us2il.
o 1AL yyo 2lle AU s3A

o 2llzuq A2 211 25 Aes s2A

« yRuAL e Gell RAAHI Ae sA

o SlaR Aea-l AU HiELL AL HBLSL SHL SRADN

o QUL {120 1I ALs SA A dULA).

J
90°
= 4
= 2
= v
2 ISST 50 x 3-150 Fe 310-W 1.5.81
NO.OFF STOCK SIZE SEMI-PRODUCT MATERIAL PROJECT NO. PART NO. EX. NO
*Nrs FILLET WELD OUT SIDE CORNER JOINT ON TOLERANCE 105 | TIME
M.S.SHEET 3mm IN VERTICAL POSITION
@ EL BY DIP TRANSFER (3F) GMAW-15 WL20N1581E1

213



Aot Risa-4 (Job Sequence)

SLEsaL Yot 2lled sl
2l (510N ARUHT ULES 53 A4 5LEE 5.

stof e AR sl2l 3 BAdL gl W@l AwélA SloR
SR A ALS 53

SLEL Yoo @2 ujRliAL 3uMi Ae 53
&1RULHS SUSL U
SRIA HelA4L BB Ra e(Het 1 As\.

90-100A ddHI/493U AR 1S 2,3-4m/min19 2l 2 215
Al A2 $2A A SIU 2145R HISHL GUAL 531 4 WL
3.

(3911 Hi vlctcul UHIRL S)1R A2l vid BSLUR 25 Aes 53
(=4t 10 HIH] ceus).

des WUR2AAR UR 25 AE3S Nt Qe{l RALAHL uul.

A5 AM U UER 5 AR 211A Alewt {2l GuR Yell RAR
WS

0.8mm SRUAL GULIL 3l gndl Xlet SR sles (ar
ARR A RIR ofls Aol ds-lsAl GUAL 5914 s14R
A2 des 5.

AL WL dollef A w2l 523l widl s,

2SR 52 el

slalcy sH (Skill Sequence)

Fig 1

/7/ TACK WELD
|

L/\J

1.5mm

WL20N1581H1

ROOT GAP

o YRR sA 5 Q2 (B3l ag usdl arueq s1RQ A1ull
A R

YR 52 5 1A2 UR ACSL YSIHI S 24582 4l
ARAR G2 GIRL HRIS AULS SR,

3582, (Balgdl, Mt Hasll AL el (sl
LA, [As(A 2 AR Hast WsISa 1 Aeds Aiellq
ERIETEERN

MS @2 UR vjRu-iL Aia-l verR (bAe Aes (Fillet weld outside corner joints on MS
plate)

GAL:L AHA HEE SR9\
. Qell RQAME AHAA A2 YR S1HR NS 2l 6181 dAUIR 5 24 AEs 53,

SR RS2 U2 25 AcSloL A2 A A B -l 9L S\3L 90° UR
uudl-Al B,

GMAW AcslL uami el 219)(gl 2 saldl adl eldl
12l. At B, e, W2, At v A2l AUl Al A1s 5
voL % Hecayel 8.

214

%38 Hasil Buiia, usodlsel 1A Qrus Anaal W@ Al
YA As2yH1A 2UA A,

AR 21 Alsd des WeRell LS AU AR AB] WeR WAL
GURAL 5. e S 5 9 UL SRAML A AL dl, AR $1S HAARAA
A 25 & Bl SIRAL ARARA AN AHA CO2AES 47 (Bgly)cti-dl
AlleRR(l2 £3RIA 51REL UL UALE ASAHIA 32 AEL.

AlY & A : Aes (NSQF - AN A 2022) VISAURALESS 1.5.81



5Med s i Bauled (CG& M)
AesR (Welder) - A Ned LS Aot

QYA 1.5.82

$1U 2LRUSR 4F (GMAW - 16) glRL 2A1dR&s Wl[B2l4Hi M.S 2(le 3mm st uR (3Ae des - Au
AT Qig&d (Fillet weld - lap and ‘T’ joint on M.S sheet 3mm thick in overhead
position by dip transfer 4F (GMAW - 16)

G2l AsARASH(Exercise)l 2id di e(lvll 2isall.
o U AleA dAR 5A
+ 22 Qu ddl3 Ae 52 1A 25 AES 5A A QLA Yol 'T' 5
« ACSLHIZ Aot 2NAR &S WAlat A2 5:A

o AU YIIA clows A1 AieuHi g ¥HL 21U B
« Aes ofls uR AWl wrllg Rdlatal s2d.

GMAW

GMAW

ISST 50 x 3 x 150

Fe 310-W

1.5.82

NO.OFF

STOCK SIZE

SEMI-PRODUCT

MATERIAL

PROJECT NO.

PART NO.

EX. NO

SCALE
NTS

&7

(4F) GMAW-16

FILLET WELD LAP AND TEE JOINT ON M.S.SHEET 3mm
THICK IN OVER HEAD POSITION BY DIP TRANSFER

TOLERANCE *1

TIME

WL20N1582E1

215



Aot RAsa-A (Job Sequence)

1 9léaL gyl 2llgd sl
2 ledl (1A ARUHT AULES S A4 5LEE 5.
3 YRl auid ALeL011AL GUL 5

4 slold Xld AR w2l 31 BlAdL grrt 2llel AuiélA Slowr
5 4 Al 5.

5 Slesat (3oL 2 Yot Elq 2lle sl Ae s,
6 WRUMS SUSI UERL.

7 (3912 Hi clcicl WHIRL &l AYSci-dl 0 BSLUR 25 AEs 52U
(Yt 10 HIH cewls).

8 50mm 2(le uR SlédL (a1 Yot 2lle QU A2 Ae 5.

9 (3011 i ol YHIA QU A2l cid ouyA s Aes
Aul(—YAdH dotte 10 HlHl o).

Fig 1 ?

\4

"D

30 20 30

TACKING A LAP JOINT

WL20N1582H1

10 R3S W2 UR RAd AcsHi 25 ACRS Aot 8ls S
11 2RA 1ol VD Ra 2fda 118 s,

12 90-100A ddHl/H43U dRIR §lS 2 3-4m/min,19to21arc
Al A2 5 WA 0.8mm SIAL SWUR 512 endl A (eR
ARAR HIS AL 21-AFR GIRL A YHL 5.

S121cU $H (Skill Sequence)

13 Wl 2092 cotlef 411 212 AsAY 52403 AU AcSL
31/213 o1 A 2415 eldet s YR s?A.

14 R ARIR 612l glRLAESS AYScl AlS S,

15 009 213 WA A 2415 21Ad A 22U A 44 € -l 418l
Q221 1A 5493l vitddl sR.

16 2(le C U 3-SR s2 2l

17 vl sA 5 212 A l &R (AesL 2id)sL uR) agy usdl arued
S1RQL AL A4 1.

18 2(le € uR AU AesL ofla 2idysL UR 518 A58 2l Al
vl 52

19 XA ARAR 6121 93 HERLS) A QU AF2 ULS SA

20 5282, AU HEls), W@l Rl A, @Qsla 44
AR HRISLSISE Hie AGSS A2 (Rlatal s,

/;J“I

Fig 2

TACK BOTH SIDES

[ [ =

GUN ANGLES

WL20N1582H2

Fig 3

WL20N1582H3

M.S 2(le uR (3Ae Aes - QU 4 'T' Y s (Fillet weld - lap and ‘T’ joint on M.S sheet)

G2 dHA HEE SR9)

o ANARES WB2A4HI MS 202 Y AU A T NF-2 AUIR §3 1A AcsS S,

A YR 5 Heayl & 5 des W(B2t-RHi &l 24 AU iYsd
Hojl Sl AuAHI 419 B,

AieAl desl g Al iR aldl AR A el
Aedl QRUSA 81l NSA 3 A Aesel QLRUSHL AR AEsRA
A0l Yot A 2AB.

WIdSLl 5 5 211 Aol Ao, Bl AulsR, BaR AR, Al
Al RAL AHLA2L 211 B A YRcll ciell & B2l 0aRES RA[AHI
AEBo1 sl aud A dHIRL Wedl UR A ¥ 2SRl (33 1 -l
el dl

L 21 A AL 5L HIBAL UiEL 9 Al iR HnadMi
HEE S5,

Qo1 el GURAL 5 A RS A(ESal RA[AMI vl
21S1RA ARl vl HIS ASER ACSR UERYG Yol ¥ 34 B,

REoR olls Actlar 2s(As GUAIL 5 A QU A2 yul sRal
HI AHIA WBUA AR,

216 Al & A : AesR (NSQF - AN A 2022) V1SARAULESA 1.5.82



Fig 1

———————
7 )
N

I 7‘I

WL20N1582J1

Al & A : Aes (NSQF - AN A 2022) VSARAULESA 1.5.82

217



5Mec s i1 Bauled (CG& M) QUM 1.6.83
QG5 (Welder) - A1 a1Re i Aeslat

M.S WU Y &l AEU$l60 mm OD x 3mm WT 1G W(IB2l1 (ARC S22 AlAdL)
GMAW-17 (Tee joints on M.S pipe $60 mm OD x 3mm WT 1G position (ARC
constant rolling) GMAW-17)

GE 2L ASARRULSA(Exercise)-l 2id dA 2(lul 21s2il.
o L8ty WU [AsiA R

o QoL A 25 Aes dUR 5A

o 22 A ofl 4 UL 5A

o Yl 2Ac Wiy AesA Als A duidl.

@60
3
\ i B
\ \
: o
\ \
e : |/ o
\ \
\ \
_ _ I
Q
100
1 @60 x 3-180 - Fe 310W - - 1.5.83
NO.OFF STOCK SIZE SEMI PRODUCT MATERIAL PROJECT NO. PART NO. EX. NO
SCALE NTS TEE JOINT ON M_S_PIPE TOLERANCE *1 TIME
E @ Z60MM OD X 3MM WT FLAT POSITION (ROLLING)
CODE NO. WL20N1583E1

218



Aot Risa-4 (Job Sequence)

1 ANE seHi WS sl

2 90*Tee 12 Qs AR 5. (KL 4).

Fig 1
1 E 1
2 2
3N 1 0 1 2 /3
2 2
1
T e
I
|
I
I
\ 5
I g
| ©
GdHo12321012321og
DEVELOPMENT FOR 90° T JOINT "50 mm OD PIPES" g

3 WEUUR (A REA 521 241 A Yot sl
4 UL AL sEAL wid3L 52

5 &AL REIAHL Gil0 UL Vit A5 Sy1e 11 WisLeS(EdL

S121cU $H (Skill Sequence)

Holl4 uR sl 2SI 8. i Ll ALEA GUEeel 4 81U &,
YR 4 HI ddlll UHI u@e Al Gullal s34
WU RUGBA 531 1A WLFR vAdl WSS Als Uesl
$eg URL glRL 2tvilg (el 59 2s1a 8. RuRoiLe A-ycll
Bues AsAl-gytd A sEPL ALEAA GuAdL 591
RUEA 3uRuUA st 2uvig Bautet sdl s 8.6 s 213t
(BA10A Sl61RR 5 A (51§16 SR,

7 9 SIS BsAESS HA Al WeSu-l quélA s s2.

8 90* Al LRIl UR YU UlSU AL il WY A2 52 A4
AWM 5. ((BaL 5)

9 As(Aq RRUA sRaL 241 s Anadl Hi 1.5mm 2 AU
A1 AYsda 25-Aes 5. (3L 5)

10 (3916 Hi ¢lclcul UHISL dHIH U1 AEs 53,

11 &l A2 AL A1 AL &5 1 A Wit 59
A, (B21.7)

12 AEs 5A 3 A2 Ygl 5:0-a1 s s

13 QUELAL vl H12 dut s3.

M.S WU YR &l AiESl60 mm OD x 3mm WT 1G UUB2AA (ARC Slke 2AQAd)
GMAW-17 (Tee joints on M.S pipe $60 mm OD x 3mm WT 1G position (ARC

constant rolling) GMAW-17)

GEAl:lL 53 2159l
o YSY El A2 AAR 5 4 ot-Lal.

1G UUB2AAHL Aiel Aes 57l HIZ ULSUALES Al GURAIL 5L
5N B, %33 Hausl HyodlseL Anaar Hie 2RIl yusdl-l
As{HIA QA A, AR 2R Alose des el L
QUR A 2R WL GUAL S,

Fig 1

TACK \
/ TACK

ALTERNATIVE TACK
WELD POINTS

FILLET WELD EACH
CROTCH FIRST

WL20N1583J1

Fig 2

WL20N1583J2

Al & W : A5 (NSQF - M A 2022) JSURAULESA 1.5.83 219



5Mec s i1 Bauled (CG& M) QUM 1.6.84
QG5 (Welder) - A1 a1R2 i Aeslat

AquLe RAlAHIS.S 202 uR HBLS) BHL 5L (GMAW - 18) (Depositing bead on S.S sheet
in flat position (GMAW - 18)

G2 ASARRULSA(Exercise)-l id dA 2(lul 21s2il.
o QU Yo \Ae R 5A 214 Ae s

o (BAR dIAR URE 5 A AL UdlE 1A Udle Ae 5A
o HRIS| qBLe AL UL 5

o ACSA AL SA A dAULAL.

1 100 x150x 2 T X04Cr1919 T T 1.5.84
NO.OFF STOCK SIZE SEMI PRODUCT MATERIAL PROJECT NO. PART NO. EX. NO
SCALE NTS TOLERANCE #1 TIME

DEPOSITING BEAD ON S.S.SHEET IN FLAT POSITION
«5» @ CODE NO. WL20N1583E1

220




Aot Risa-4 (Job Sequence)

1

2

3

9

SUEIL 0L SIHA HIL UHIEL AR S
RAQU WA dIUR 612l A3 AL AULENA AULS SR

uiis Yol Aot AUEL UR AHIAR il R&d 52 41
Ui U 5.

aSUlu (Ao af 2oid UR yule RA[AHI e s:.

0.8mm QU 8L S.S. AR ¥y RAAHI 8ls 52, A
cls 5 1 Hleels eyor, Aa, AulsiR 21a 2=A-L Aqub
Sl glRL dlRA VRN,

QeSlar 1ol 213 5. 21RA Hell4AL (B (DC +ve) e(a
(DCRP) A1 \S\.

LS UR UBIR SRcll UBEL A19{I Y SE WIE.

SlU 21452 HLS HI2 ALAUS AL YO LS Al 19-21 dlc
WR A2 5.

21 SEl 22 8-10LPM((@eR wld M(Ae) uR Ae s

S121cU $H (Skill Sequence)

10 dRAR $ls 32 Ae 52 B2l 53 By 1@e uR A5 welR s34

90-100 Amp Aad] s

11 GURALAdMIA AR HIR 35 (Ales/2Ee UR DIN 11 344l 12

sta/dlel (e actiu-l GuaL s3.

12 392Ul YO R&UBUHS AL UL
13 HR(lAHI YU Yot AES HIS UR RAY 53,

14 AM UR UEIR R, SIU 21452 HIS HI2 ¥33] ld A dld Aus

Elurl Bstell Aot Yell 8-10mm Al Ber arr RRs wadl
Audl.

15 HauslA As B3l ol dst Yell Aot A ele uR sHL

s3.

16 AUWdL EHR o W2 A g2 5 1A 5104 Rlet AlRIR vl

GUAL 5311 A2 LS S3A.

17 yaulg(d 2 vieflal 1ie des Mg (3latel s

quLe RAlAHIS.S 2(le uR HBLs) BHL 5L (GMAW - 18) (Depositing bead on S.S sheet
in flat position (GMAW - 18)

BGEAL:L dAHA HEE SR9

Yo 1A Rldd 5 211 Ae 52,

MIG QES1L HRl-tq AR YEtA 8ls 52\ 24 1l /vigs-il
d HplelRlsL 2yot, A AulsR A AuS U glrL AR @l
(Ga1)

Fig 1

CONSTANT FLOW METER
POTENTIAL
POWER SOURCE

REGULATOR

115vl CONTACTOR

-
WELDING CABLE
POWER CABLE

T3 ELECTRODE /5

FEEDUNIT [ )

CO, TO
SOEENOID VALVE

FEED CABLE AND
WELDING CURRENT

ELECTRODE
WIRE WIRE GUIDE AND
DRIVE ROLL UNIT

GROUND

)]

COMPONENTS OD THE CO, MIG WELDING SYSTEM

WL20N1584H1

yauil R €1R), AN S-@e arRR HleRls, slgar Aa 244
AIGeAe AR HITE(RlsL gl URUR S (331 2 44 3)

WL20N1584H2

FLAT SURFACE SMOOTH V GROOVE SERRATED V GROOVE

Fig 3

INLET WIRE DRIVE ROLLERS

GUIDE
OUTLET EIRE
/'/GUIDE
=
[ 12 L

ON—" O

O

DRIVE ROLLS AND WIRE GUIDES PROPERLY ALIGNED

WIREJ

WL20N1584H3

ARAR UR SIUR Sl AUEL A o91Eell eual HI2 AERA daR
5§55 - 5 ASTA.

Al & A : Aes (NSQF - A A 2022) ASARAULSS 1.5.84 221



ARIRA AL AUSR (531 4 Al [Blot a1 1AL 575342
alg-Riuiell slese [Ru gl AlESaL 1 BedeHl AR
SAMI 1A 8. (531 5)

1 b dieey Ae 59, s 2Be v AR 4ls e Slu
2LUGR
2 qURAACE Big3U dcdHid HIR QYU S Iy Ae Y

3 [Rs-2u6e AlR21:(321 6 Ui A Aed 35 (k) A gl
Yell SAsgls-l otarR-Al 21l a2 241 2idR &.

4 QAL uBGAL (Lo $HL sAL):AC8L 213 (Bar7) Hi 2R
golclld AN UR UBIR SA A d ¥ AHA REA cug--l
A3 LdHI N0t UR SASLS Al 21U el 52,

Fig 4

WIRE
IN

WIRE

OUT/

(a) SPIRAL (SPRING) METAL CONDUIT LINER

-
WIRE
IN

INNER PLASTIC
LINER

OUTER SPRING LINER
OR SPIRAL

WIRE

OUT/

(b) METAL CONDUIT LINER WITH INNER LINER OF PLASTIC

WL20N1584H4

5 Ae5HRISIA PsLag:HeLsL x4 Ao el AUl R A a1
8l dl AL FHRAL GuAdL 5311 WA g2 sRal A,
YL HIS R&UCILAS ALERUA URL GUAIL SR, AL HRISL
UR slEuRL (Gir-ellgl AR £2 SRl HLE Slol Eld AR
B2l GLRLHRISIA AlS 59 USL.

Fig 5
COOLING WATER
LINER OR SPIRAL
/
S POWER CABLE
SHIELDING GAS
GAS SHIELD CONTACT TIP
GAS NOZZLE
ELECTRODE EXTENSION
ARC
0
¢ $ 3
<
o]
©
\WORK PIECE F4
PARTS OF A TYPICAL WELDING GUN g
222

Fig 6

ELECTRODES
\/
SHIELDING l l s

WIRE

GAS

NOZZLE

/ CONTACT TIP

— LENGTH OF

k

vk nl
////\\\ i

STICK-OUT

— ARC LENGTH

EXPOSED WIRE

\ CONTACT TIP
TO WORKPIECE
DIATANCE

WL20N1584H6

Fig 7

SWITCHOR
TRIGGER

AIR COOLED HEAD

CONTACT TUBE

CONSUMABLE
WIRE ELECTRODE

NOZZLE

WL20N1584H7

Fig 8

| DIRECTION —=
OF WELD

TORCH ANGLE

WL20N1584H8

Fig 9

DIRECTION —=
OF WELD

BACK HAND OR BACKWARD OR PULLING
WELDING TECHNIQUE

WL20N1584H9

Fig 10

——— DIRECTION
OF WELD

\

— |

FORE HAND OR FORWARD OR PUSHING
WELDING TECHNIQUE

WL20N1584HA

Al & A : Aes (NSQF - AN A 2022) ASARAULESS 1.5.84




5Med s i1 Bauled (CG& M) Q1AM 1.6.85
Aes? (Welder) - A 2312 415 AcS1oL

gutSl 2lRUSR gRL AULE RALAHI AU et 2 HIH] A8 212 uR o1 NF-2 (GMAW - 19)
(Butt joint on stainless steel 2mm thick sheet in flat position by dip transfer
(GMAW - 19)

G2 ASAURRULSA(Exercise)-l id A 2(lull 21s2il.
o LA Yo \Ae A 25 Aes AUIR S

o 25 AEA3S NF2 yuLe RAlAHI Ae s

o SlaR Aea-ll AU HielL A1 HBLS) SHL S:AA

o QUL w120 12 ALS SA 3 AU

Aet Rsa-A (Job Sequence) sleiex sH (Skill Sequence)
1 QUédLYot 22 duUIR 53

1 2ieel &l Gel. 1.5.84

2 %38 Al Aa_ 10 GuNaL 3,

3 2lledl Bl s s

4 2z ARU e NG2 dIl5 Ae 5 x4 B3 25 Aes 5. /—U
5 ule RALAHL AL U UR RiYsdA &ls 3.

6 UM U UBIR S A HAUEA Acdd WASL.

7 ABY ARl U8 02 1R AdlEA) GURNdL S,

2 150 x 50x 2 X 04 Cr19 Ni9 1.5.85
NO.OFF STOCK SIZE SEMI-PRODUCT MATERIAL PROJECT NO. PART NO. EX. NO
SCALE
NTS TOLERANCE *1 TIME
BUTT JOINT ON STAINLESS STEEL 2mm THICK
@ EL SHEET IN FLAT POSITION BY DIP TRANSFER Sp—

223



5Mec s i1 Bauled (CG& M) @AM 1.6.86
QG5 (Welder) - A1 a1Re s Aeslat

2 {lMl st AYAAuH 20le R Hais) ¥HL s:dl - quLe RAIA (GMAW - 01) (Depositing
bead on aluminium sheet 2mm thick - position flat (GMAW - 01)

GEU: VL ASARAS B (Exercise)-tl vid dR 20u{l 2is2il.

o U UHIEL SIH AU 5A

o GTAW H2[l4 AsAA 3 2 uRHe0 Ae 53

+ Aseas$ 2[5 UL s3I (e A BullBe 5403 -
o SPHAULS SA A dURAL

1 100 x 2 x 150 - AL.199990 - IS 737 - - 16.86

NO.OFF STOCK SIZE SEMI PRODUCT MATERIAL PROJECT NO. PART NO. EX. NO

SCALE NTS TOLERANGE #1 TIME
DEPOSITING BEAD ON ALUMINIUM SHEET

5‘ @ 2mm THICK - POSITION FLAT CODE NO. WL20N1686E

224




Aot RAsa~4 (Job Sequence)

1 uRMER) Yo AMA2H 2lle dUR 53
2 AU XA AlUR 612l A3 HULELA LS 53,

3 9esl gR sRal HI Aflal/¢x1es\ele ad JAURUERLS AsLES
PEERN

4 AHIAR 1AL 1R A URHMIBN Y0t utlA U 5.
5 ool Yule Rfaui Ae s:A.
6 A WHIL wldR Are YRiE SRA:

(Bl Bl Ratlles AU dRlS DCEN Al GUrilaL
s3.

IR RUESa1 91 247 A widR Ald-Al GULaL 83,
Hletetdtl aeslar APl AYAl GUAIL S8l sAM
A4 B,

7 o1 yx0t GTA Al wle Ae s,

8  2dRerd SASASAl USIR A SE, AcdHIA, I ULE € UE 5
A QA He(l4 uR Ae s3.

9 5% RUAS\ AR 1.6mm ARYMH (et As ue 2.
10 Hel ALg S A AN UR UEIR SR

11 Aged$ AclaL ds-ls-l Guallal s34 B clR AL $yo8
R4 YHL S .

12 AES N0 AULS SA A UL,

Fig 1

COMBINES WELDING CABLE AND GAS TUBE

MAINS INPUT

$d

o OUTPUT o

WELDING SET
TORCH AC

WORK

LOW VOLTAGE RELAY SWITCH

MAINS INPUT COUPLING

FLOW METER

56 66

Hre Ll

HIGH FREQUENCY
HIGH VOLTAGE
H.F. UNIT

REGULATOR

[0 o]
L~ 1
SUPRESSOR ARGON
(ONLY REQUIRED
FOR ALUMINIUM)

“— EARTH

CONNECTIONS FOR INERT GAS WELDING USING AIR-COOLED TORCH

WL20N1686H1

slelcu su (Skill Sequence)

YA [AuH 2l 2 Ml st uR Hasl ¥HL s:dl - Aue RA(A (Depositing bead on
aluminium sheet 2mm thick - position flat)

GEA:L cHA HEE 59

o AuLe RAMM AYMAUH uR Aell uit o AR A AU Al AeALRA 53,

AcSlL L 2(le-l 09U seAL GuAL sl vl 2.

AR AAUH (95% AL 241 5% SL) [BER AR 1.6mmf uie 3.
A AHEL S1es Yol ddHid A w4 WRHIRN Ae 5.

A RA-sA area 1A €A wlal.

BeR s A 1A desl ate-ui 10 @l 150 44 70 e[l 80°-it
V{RUL YR M A1 B, ACSIL AHI 5 3 uLs) eiraldl
IIGTIERE

SS AR 612l BUAIL S AESA 6121 S A R SIS vl 8lu
L cudl.

AC 1 G Al GUAIL S31A A 2arRed s w1
A YA [AUHA Ayl AESd1 5l quid GuAdHi Adidl UG
slwes-1.

AlY & A : Aes (NSQF - AN A 2022) ASARAULESS 1.6.86 225



Diameter of

tungsten . Gas
Metal Joint type alloy d::;:;tgt:if Amperage
thickness electrode wired)
with1to27 | ™ Type | L/min
Zirconium
Butt & Comer 1.6 mm 16 mm 60 -85 Argon 7
2 mm
Fillet 16 mm 16 mm 75-100 Argon 7
Butt & Comer 3.15 mm 24 mm 120 - 150 Argon | 95
3.15
Filet 3.15 mm 24 mm 130 - 160 Argon | 95
Butt & Corner | 3.15 or4 mm 315 mm 120- 150 Argon 12
5 mm -
Filet 3.15 or4 mm 3.15 mm 130 =160 Argon 12
Butt & Comer 4 or 5 mm 240-280 Argon 14
6.3 mm
Fillet 4 or 5 mm 250 -320 Argon 14

226
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5Med s i1 Bauled (CG& M) QUM 1.6.87
Aes? (Welder) - A 2312 2415 AcS1oL

ARYMAAUH 212 uR o1z Ae5 AR 61 A2 1.6mm - WB2A4 A2 (GTAW - 02) (Butt
weld square butt joint on aluminium sheet 1.6mm - position flat (GTAW - 02)

GE UL ASARAS B (Exercise)-tl ia dR 20u{l 2iseil.

* TIG AcSL UlBAA GuaDL 5814 3 {lHl st AR Aun 2Ale uR Ades AR vl N -e.
o SIS UHIEL SIH AU 5A

o 2234 A 25 Aes Ae 52A

o Asea$ 2[5 GUAIL 581 Aes HRIS) UL SRA

o SBHAULS SA A dAULRA.

1 100 x 2 x 150 o AL.199990 - IS 737 o o 1.6.86
NO.OFF STOCK SIZE SEMI PRODUCT MATERIAL PROJECT NO. PART NO. EX. NO
SCALE NTS TOLERANCE #1 TIME

DEPOSITING BEAD ON ALUMINIUM SHEET

5‘ @ 2mm THICK - POSITION FLAT CODE NO. WL20N1686E

227



Aot RAsa~4 (Job Sequence)

1 uRHIGL oL ARYAAUH 22 dUR 53,

2 2dReA ([BslAun) 1.6mm sk SAsRSL GUAlaL 52,

3 olledl (Bl uLs s

4 PUIBHL usLE 12 RAAU XA dRIR sl GURAL S3.

5 AR o2 AYsd Ae s3.

s\leleu sH (Skill Sequence)

6 Sl®s 14l ANE ([A(Qe uRHIBN URiE 52 211 A Yol dHA

Qe 5

7 stofl dRgl dsls-l GuldL 5311 AYsdd Aue RAlAHL

des s3.

8 uIS| (Rl

9 Aes (QRARA AL A Ls s,

10 vie{l2Aell Ysd A3l R3laaL s?A.

TIG AcS1aL w3l (TIG welding process)

GE2A:L dHA HEE SR9)

* TIG AL WBAAL GuaAldL 5814 3 HIHL AsL ARYAAuH 2(le uR Aes 5AR vie ANG-2.

SUEL Yyt oG A2 A2 sl Wid3l 5.

AC AL AYRAUH Hie 2arRed dasglsl lu (ot 1 i

ofcledl YHLIBL 20 ¢ g1l SR

Fig 1

-

ROUND TIP OF TUNGSTEN
ELECTRODE IN AC TIG WELDING

WL20N1687H1

slwes 1

AR AU AYAAE AC GTA AcSTaL -l wielRlst

Qe A8t AYsd usR acu R0 gasals | -lad EXTEN ] Bar | dorR
ASLS RAQ (Amp) (L (mm) | s€ udle assl | -
(mm) (10) (mm)| €2 Rl AwA D
LPM mm
2mm F QRY o2 70 - 100 24 8.0 10 24 1
H,V QRY o2 70 - 100 24 8.0 10 24 1
o QRY o2 60 - 90 24 8.0 13 24 1
3.2 F QRY o2 120 - 150 3.2 9.5 10 3.2 1
H,V QRY o2 110 - 140 3.2 9.5 10 3.2 1
o QRY o2 110 - 140 3.2 9.5 13 3.2 1
4.8 F 60° [aa dl 180 - 220 4.0 1 12 4.0 2
H,V 60° [da dl 160 - 200 4.0 1 12 4.0 2
o 60° a1 170 - 200 4.0 1 12 4.0 2
6.35 F 60° a1 220 - 240 4.8 12.7 15 4.0 2
H,V 60° a1 220 - 240 4.8 12.7 15 4.0 2
o 60° a1 210 - 250 4.8 12.7 18 4.0 2

228 Al & A : Aes (NSQF - AN A 2022) \SARAULESA 1.6.87



5Med s i1 Bauled (CG& M) Q|IUIH 1.6.88
Aes? (Welder) - A 2312 415 AcS1oL

Qe des - AR 212 uR &l A2 1.6mm - Wl[B2l- (1F) (GTAW - 03) (Fillet weld
- Tee joint on aluminium sheet 1.6mm - position (1F) (GTAW - 03)

GE UL ASARAS B (Exercise)-tl ia dR 20u{l 2iseil.

o uiis Yol A2 A 25 Aes dAR A

o 3dRe ASAS WA (BER Ned-l USIR A S€ UAE 52
o stofl cusgll as-{llsHi des Haisl ¥uL 5:A

o SBAUS SA A dURA.

~
e
>
”
5
2%
>
5
s
<P
<S5
5
5
>
S
5
<SP
”’
S
<
S50
57
”
5
.”7
5
55
Q —
8
1>
N
GTAW
[ |
2 50x2-150 o AL.199990 - IS 737 T T 1.6.88
NO.OFF STOCK SIZE SEMI PRODUCT MATERIAL PROJECT NO. PART NO. EX. NO
SCALE NTS TOLERANCE 1 TIME
FILLET TEE JOINT ON ALUMINIUM SHEET
1.6mm- POSITION FLAT (1F)

CODE NO. WL20N1688E1

229



Aot RAsa~4 (Job Sequence)

1 uRHIGL oL ARYAAUH 22 dUR 53, 3 AR AL WS A 2y Az 59,
2 AARURS AsLES UGl 211 SloRR gLl 22Ul BUlAL s

53 AULAL ASLES HI2 BAAU el AR o) Gualorsa) 4 omm SEl eoe- (Bsley dsgls-l Uit 2.

slelca sU (Skill Sequence)

(3Ae des - Ay A 2le ur &l Riysd 1.6 Il (Fillet weld - Tee joint on
aluminium sheet 1.6mm)

G AL dHA HEE SR
o AU RAQHI ARYAAUH YR 8l AF-2 AR 53 1A Aes 5.

SLESaL Yot El A2 A sl il s?L Fig 2

AU icR1E (50 HIH 2idR) uR AesA s s Y2l wael 90°

AHIA &l otladl Hie A2 A AU PENETRATION OK
ds(@s aduid 2ulsa w2 &are gasls Elu-l uieallHi yrdl SHORT ARG

sl al.((3213)
AL deeli 25 RAQA RS A AU gads-l

WL20N1688H2

AL 2ldHi 241 8, (511 447 (531 2 YA

Fig 3

A |

ROUND TIP OF TUNGSTEN
ELECTRODE IN AC TIG WELDING

WL20N1688H3

SIZE OF WELD REQUIRED .
95% ARYM[UH 5% RAUASI BetR AR 1.6 mmf URie s

|~ LEGLENGTH Aged$ ds-ls-l Guallal s34 qule RALAHI Aes &l AYsd.
des (QcllRA AL Aa Als s2A.
Aot (A3atal s2A

WL20N1688H1

LEG LENGTH

230 Al & A : A5 (NSQF - M A 2022) ASAURAULSS 1.6.88



5Med s i1 Bauled (CG& M)
Qs (Welder) - A 2312 211§ Acslat

QYA 1.6.89

A AuH 2012 uR Sl ANF-2l viglR (3A2 Aes 2 HlHl - Aute RA(AMI AL (1F) (GTAW -

04) (Fillet weld outside corner joint on aluminium sheet 2mm - thick in position

flat (1F) (GTAW - 04)

GEU: VL ASARAS B (Exercise)-dl vla dR 20u{l 2us2il.
o LA WHIEL Aot AUIR §A
o 223U AA 25 Aes Ae 52A
o Ag2 dl§ dslsl Guallal 584 Aes H LS Bl 5A
o Q0L AL SA A AULRAL.

A

2

50x2-150

AL.199990 - IS 737

1.6.89

NO.OFF

STOCK SIZE

SEMI PRODUCT

MATERIAL

PROJECT NO.

PART NO.

EX. NO

SCALE NTS

=&

FILLET WELD OUTSIDE CORNER JOINT ON
ALUMINIUM SHEET 2mm - POSITION FLAT (1F)

TOLERANCE #1

TIME

CODE NO. WL20N1689E1

231



Aot RAsa~4 (Job Sequence)

1 g ARYARUH BerR arR/ AYMAuH +5% RAsl-
GuRAL 5.

2 1.6jmm ([BslAum) eored gAselsHl GuAlL 5.

3 QUSSR 4.

4 YRR Yot AYMAAH 2le duR s?.

5 Qe Bl s s,

6 AUl usLE HIR RAAU KA ARUR il GUALL S:A.

7 GERAL YRUAL ALEL (B3L 1) HIS AU UHAUIAR 24 A0
AN6AR(HI Ae-il gssI &5 5RA8AYsdA Aule RAlAHi des
52l

9 GERAL YRUAL AEUHT HOHT AU A6 AL2 UM SEL
HRisL oAl

10 Aes (QReRA AR A Als S3.

slelca sH (Skill Sequence)

Fig 1

/7/ TACK WELD
N_4

L/\J

1.5mm

WL20N1689H1

ROOT GAP

11 yglotglRAt viaug [dlaier s2l.

AJA[AH 20l uR SR NIl vier (A2 des 2 Il - awe RAlAUI st (1F)

(GTAW - 04) (Fillet weld outside corner joint on aluminium sheet 2mm - thick in

position flat (1F) (GTAW - 04)

GE2A:L dHA HEE SR9)

« A2 RAMAHI ARYAAUH UR cERAL YLl A2 Aes §R.

ui{s Yol K 1RAL YRUAL AYScll 2N6AR(AL widdl 5.

AC Hi adHid 60-90 Amp AsxRe SA(5(A52AA g
desR)

Al el A Hladl yeudl gssiell oidet Alat oiRAl
GUAL SAAAES AL B GulaL WAl oflsA qmaal
H2 AR,

Fig 1

WL20N1689J1

Kla-lugl ad 2lled AL oiR uR ussl Avil. (521 2

AE3s UE AL A AUls sul ugl o Aadie qd
yaIs1l 2002 2054l B4 A53Ydl.

HELS AL AHIA UBLOUE AHA GLALES AL ML @R (a1 3).

Fig 2

EQUAL WIDTH
AND HEIGHT

UNIFORM RIPPLES

FINISHED WELD SIDE

WL20N1689J2

232 AlY & A : Aes5 (NSQF - AN A 2022) VSAURAULSS 1.6.89



5Med s i1 Bauled (CG& M)
Qs (Welder) - A 2312 211§ Acslat

QUYH 1.6.90

U[R1 914 (1G) (GTAW - 05) A1 RAAU LA 1.6mm ASL SA2 UR 613 ACS 5AR vl N2
(Butt weld square butt joint on stainless steel 1.6mm thick flat with purging

Gas (1G) (GTAW - 05)

G U:L ASURRAULS B (Exercise)-l id d 20lull 2us2ll.
o LA UHIA Aot AU 53A
o D2AY VA 25 Ades Ae s3A

« A5 RS AN el 32 Ae 5A

o %YL AES HELS).

o Q0L ALS SA A AULRAL

2

50x1.6-150

X04Cr19Ni9

1.6.90

NO.OFF

STOCK SIZE

SEMI PRODUCT MATERIAL

PROJECT NO.

PART NO.

EX. NO

SCALE NTS

56

BUTT WELD SQUARE BUTT JOINT ON STAINLESS
STEEL SHEET 1.6 mm - POSITION FLAT WITH

PURGING GAS (1G)

TOLERANCE #1

TIME

CODE NO. WL20N1690E1

233



Aot RAsa~4 (Job Sequence)

1 Q0 Hed SA 240 USIR 304L RAAY Wlel cl-slol As 5 2dRed §ASELS EWTh-2,¢ 2.0mm Ude s3.
uRle 52U, 6 ReAAU W\ AL 21 (FsWL (A2 3 i) w2
2 QeS8 sl HIZ %33 AL 24 415 AU ugld 1.6x125% RIESEEAEEERN
150 Ml - 2 Il gi2t desbl Hie R ddal Ml o s Ae yiar ) duie s3L
AHAA s,
, ) 8 AU Vld 2leq AutiGe YLl dld 59 tlaeus &,
3 G yuariatol des Aadal Hie, Aesll ugal Asatdl
AW 15 53, (BL 1), 9 duUR 5A A R[N 30 As g sall @uaral ((3212)
) _ AAroie 53
4 [(5eR darR ER308L, 1.6mm x 1000mm ciofl 4 deblat
w2 uRie 53 10 gefl HleRui Aoy A 5l 2 AsHRE 52 (R§EUE-1) 10-12
Ipm ([@22 uld M[e).
Fig 1 .
Flg 2 0TO25
(a) -
0TO25
# A -
= =
slwes - 1
YRl &g st gasgls galsesd cual@sdizil Ber cusdl sad | (gsReL N wwdild
il Al Ay dlce Al adldl |-l Hdlg g2
o UALE €2 I/@Re
I/@[e
1.6-3.2 EWTh-2 50-90 12 10 1.6-2.4 10 3-4
3.2-6.4 2’8 70-120 12 10 24 10 3-4
6.4-12.7 ' 100 - 150 12 12 2.4 12 2-4
2.0
11 ALUAL USIR: Y, ¢lg.
YLSU-AL GUANA ASALA AvAL HIE dURLdL 25 ACS.
12 1RSI U glRL AEs AR aiSlA fla sl
13 22 Ul YR(Ad uutal Hie AN 5 AcSL eARu1A
233LHi 20lpm UR SElRe A 3-41 pm UR AP A
elue s
&1L PPE (WRi-d Wl2séla g(5aun-e) ugl guis
Y ARYAL dHIRL AR HIZ Al 81 25 B.
14 QoY L Ao Had] vl Hawsl 213 s:al A4 Asal, 2
A(ESa1 31 Acaal-{l Wseu s §
» gzgv_\aii?;ﬁé:l;ﬂg%mﬁ TSZ{D;(::{ (7[232[[;?0 w A 16 21 UR RA 5317 A UR UEIR 5L A FAslsA des yall
4 ' (Bl Haust drs (RERL 52 A4,
234 Al & A : Aes (NSQF - A A 2022) ASARAULS S 1.6.90



WEIRAYS AL SIHACLG AS 1A AcSL QA vy,
UjCElL ERAUIN AL YL Alew iusell YA 52,

17 R22R ofls es(As a3 32 WA des sARUR 32 WA AES
SRAAML A &, AUR 25 AEs AYRMUAL £2 5 Alaus B,

18 uot Gl §-21ass dluHid A Aes QR ag o1l
2Ll Hie AL 2Rl gye sl uvil.

Ao A Ylgsw wui Yell des BulRBe-
BNHHL ANSL A ARA SAML 4 20 A Yell
AnadiHi 34, sa Wit Yl 22t ued, lgsw
3u (craR2l) §R SRAMI gLl

slelca 54 (Skill Sequence)

B dH SS o Asn AL sAMi Hee 52 AR AeSlaL
GUEl dRgL URE Sl quid A Adlsies des el
VL3l sRal vl Bl Al ctiotdl et Al %341 8.

1 iYsd Bosg:

Fig 1 ‘

T SQUARE EDGE SHAPE

(GROOVE FACE)
THICK

0-2mm
SQUARE BUTT JOINT

-“

WLG2217J1

AR 02 A2 UR [Rd1e Yo AEs uRie s ARY ol A2
Alell R B, s12€L S A S S Al HI Hint ARY
Rl %32 US & A d wEAs B, 5 Ulsa uAld guls
A distd Aadl 265, ((3a1 1)

2 AYSd ARdL:

3 (ARcl1RA AULg SALAL & AMi Aes Y F 2 Y-l €35 oy
e AL 12 {IHL Yell 24811 A1l ALl 12t
2 ASA.

RAAU Ala-l AAlA S.5 Bl AHaAdl S.S il dd AUls
S N IR BAl UG Bt AHAL YR GURAL AWM L)
4 &cll. slofd ¥d ¢l GuaAlaL RAAY WVla Ul uls
SAL HI 2Ad) ANSA 8.

sEPL VA WSS R, FHR ARl AYg §5d
RAAYU WA YR ¥ AlMRALHIZ A1 5L deg elag
A yet A sl 8. siold Wl A RyeAAqAg
LA A sRIsIEl sles) uR A Aui a-sldat
sqAMI4 a5,

19 AL eRMALA 241 Ul (Qosyrc (ASlaalL sRaHi 4199\,

20 S1SURLSIHUGIG ACSS ASIRN ALG-S A5 SRAML AU 4
YAge 2Re Bl A2 (A @Q-12ls udlail glRL duldlHi
A1,

S.S Al Y YAAd evialdl AvuA AL dve
U5A324A Asat Hie il lgsweL 12 des.

3 Ad-eBe-2u:([Qgld Rinay)

RAQA Klet Aes yidtil 24 [@As(d (el e Yo (e
4 UL AY st dA] Hecayel B,

RAA™U Elety aa [@Qdrel siol+ Kld sl eyj aeR 8,
B ASIAA U A Ygell 2AsAAL AEUR .

L [Ag(AN 00U YU A BSUR (531 2), AU Y s (e-
Y YA QWY AL sH 93 (RIAA s3] 2SR B,

Fig 2

WLG2217J2

DU A (s GuAlaL.
Lol AL uR otFdL 244 [Ag(AA yeiudl elng yosa 8.

AiedlAL oA DsLell 1omm ieR 25 AEs S AHA As URdLAe-
Y (301 3) AR S3.

Fig 3
HOLDING PLATES
| T /\ T |
| |
[ T 7 ] ! ]
| |
% 5

BASE METAL v\BACK SHIELDING HOLE g

4 (R aaR

Al GuellsdiRAlAl 21l wrieall dR2(Als wR4Ax
L1AALUSIR A SR Adl UR HLEURd 8.

Al & A : Aes (NSQF - A A 2022) ASARAULESS 1.6.90 235



Acsldl AR (AWS) wdllsd (Bak Ak ER 308L
HE (eRdRRAL lal slold As uRie sA Al qupda
$2.0mm.’L 2] stol 11120l £21{Q &, s10i Wi erearell
slolESsL AU Al 2AsUcl UL el AU B, (591 4)

XDENTIFICATION

DIA | ER308L |

Fig 4

LENGTH
f |

WLG2217J4

FILLER WIRE (STRAIGHT)

22 AUAL UHIRIRIR (BER dluR 5€ URiE 5.

BeR arRA laoie, diesl v ¥ Ys seARML YsL, ya-
Ysdui AUEd s2A.

(A4GUA[ BER clRA AHAL S2AML URd S 44 Ad
AULSAML 219

sle Gl el AHadl de, A1, diesl adell gRd el dal
(BAR ARRA 51EL Al

5 2dRed gaAsls duidl:

A WBALAL AU SlA GUAL SRAML A1 L 1R
gasels [A16uA( 81U 8, s1ReL 3 A 2L 2l
AL AesHI ALIARA 2t -2l

2o1Re Sl AHLRAL 1A dAUR sRAML A & ((BaL 5)

2ok 6Asgls A su-l vleR @dleidl mm Yell dotag
ASA.

Fig 5

DIA |

r RED STRIPE
LENGTH
I

2.5 x ELECTRODE
TUNGSTEN DIA
¢ / ELCTRODE
ELCTRODE
DIA

‘ ‘

INCLUDED
ANGLE

—
~

WLG2217J5

2are-l Ay dudl (Bt 6):
2oRe gAsglsA ol [Beumi s sA .l ddHidq
ulQeil@d sdl 2ll. ARR (B2t s ag 18 8.

W&l e datdl

1AL ALS-SL HIEH AcSdL yale wQeiAd 53 8, 216
aALSR, 31R2 AHIALL] S1R3L G &,

Acdl: eared Fdl vjor ¥ Avid oRks AMA
Yl quiq S At Avin agj aa 8,
1 Actumdl 22uL ugA

2 A(RA2lA Aoi@d (AAY WA dtui Al
AgJ.

Fig 6

/» GRINDING WHEEL

TUNGSTEN
ELECTRODE

RIGHT WRONG
ELECTRODE POSITION FOR GRINDING

WLG2217J6

e AssA ag BUAL scll usall SRPIAL 32 usal.
6 RSN

GTAW H(2 A (AL A uRie 54l el SlAuBuUL &
RAQU KL AESPIA €g] U0 Gl-Lael.

GTAW H uplA-Al el ag GuAdl RS AU B,
el GUAIL AU KA slsal 12 2l B.

AUy GuisAl A1 uReuA desHi Fugedl i
€2Ls] 2lndl HI2 REURUMS A 35 AP YRl YRasl
%331 B,

7 YlgswuAA:
RAQYU XNEHL dHH (Rdie Aeds Yo AieRA B Y
As Yo AL 32 UL GUloL 5314 A(SS0L sRAMi AL,

RAAY Vi desAl 2 Ul d-dlddl aud, desie-l
e al cuyA 8cl al des gRd 531 25 8.

e (Halsl gsn) SA32AA A Aial Raa-l
V{ER SYII-A-L il Asdl HI2, i HEeHil
& 2g Sl 2udeus 8. L AsAYS W2s2Ad
H12 1 A2l agy GuALIHL Adidl AU .

ALYl GUALL ASHY A dd15 el A 25 8. AP(A
ASV{Y IR} HETH UEL 59

8131 SEl3e ISR2UE-1 HIR.
8 AeSaL AR A\d:

AMHIL 3, SRIRSE 52 §AS2LS N (2A(DCEN) WARE-AL
GURALLACSTL LR A A A2 241 & FHL QUL Gl @l
(Qee-An{1AR) lA & L RAQAU KAl GTAW HLE2
Add ddHid w1Beye 81U B,

RI1AA Hlani endl ¥d sdiag Qg uldsR
A Y] 2 algsdl 8lu 8. Aell, RAAXU Ela-iL
ARARA AHIA SE-L 8ndl RNA dARAR Sl AL
20% L udLg-l %32 us .

Ars ddHi4 AR slwes 11l vuaHi 2udl .
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9 glgsaul cucrew: ((3217)

AcSlol 213 sl uedl, diedl ieRdl dUsAsIS DL
AULALARRIA €2 SRl HIE Yuludt J(gsRaL 5 AN, waetl
A Yy &:

Fig 7

ROPE WITH CONNECTING

YD

—

Z PURGING

SPONGE
SEALED BY TAPE

Vs PIPE
L/

|
N
|
|
|
T
|
! LY
N
T
S J
PLYWOOD
JOINT

PURGING ARRANGEMENTS - PIPE JOINT

N

J

L— PURGING
DAM

F‘XY“‘ r— ‘\“\

GAS INLET

WLG2217J7

a  As-URDLHLR 99.99% P GURAL SR,

YIRS 2U glRLAES NS aiSlA let 53

GRLEPL L AidRs JlgsRel Nt eottrl vitddl e,
wLddl s 5 U AlLaL ARGl ate aHdl §-1ye
o1yl cRLetR Al d-ell ag 8.

20 (@22 Wl 2L uale €2 AU 1ye s2.

Y.l 9J(GsRW Ui sRAL HIR ACSL 213 Sl UEL A
Al AHUA Al ruil.

ASAUU NY WELUHL L (AgA RizeHHi wad2lg A,
Al GURL drs (QRAINA sl 4 A(SSL sal
412 AYSatl vlatRL [Agal uR add lg A

10 USAYA AR HIU-A:

Al vieR 2N [EAYA] AUFHAUA A (AR 1%
ScL AL Eldl NFA.

AeSldL - A AUSA% (A2AYS glRL HIUA &lel 4R i
Aq 818 5. Hale €R A SERIL UHA A&UR), A AYSd
AUSA%A ARAAL qclsRl vafel w@ Holl 20 8,
B dulRte] YRlad 52 GRAU clReAL AUSA%¥A AL
BRAWML, SR HIuA RUASHL 8L AP UR vl
SAMI ALY,

11 AcslaL sy

1

Aol s8] 213 sl uzal Aeslal uEuMl AU
YU YEN AL HUts €21 eLeLsal.

ALY 213 AL UL 213 Al GRU LAl GUAWL 53, 4
aes éare2l gRAd aalell 213 Adl WA 2L,

Aeshl e Al euq Aiandl 2 deslardl
waL[AL UG g2 521, B2l 22 UL glRL g AL
452U A1 dldlaRlu guRIA g 531 LSl

ORUR 22 UlRMA AES SAMIL A B, RUR 25 AesA Aes-l
GLOL ol AL AYRUEL €2 5L HIZ AR-5AS &l
ASA.

AlyY & A : Aes (NSQF - A A 2022) ASARAULS S 1.6.90

2R IAs2Ls g L A AU A Hi2 Heud-l slayds
&5 52,

RAAA Wl AesIll HeTH 2413 dluHl4 175 C
Yell nadl gvl. Gt Y1591l 3su-ll eleuHel srami
A B, B AL S4ye eels?l, slotlefs-l arUle
€219l A [Ag(a eretsal.

AesHl A 2Als! w(Eu eldl NFA 2 HyodlsRw
el quiclell @dtet 1.5 HIHl F2g elg A4,

RARHAL Yol ¥ HecyRl 8, slofd [s-2u, Aud 24
ARH 551 21l HIZ AEs ARAULUR (AN &l Aug
AN AR G (A1 RAAU KA AR G212l 5 RSN,

YR sA 5 Acslr yel 2 uel glgswl 31 g
SAML 119 .

ARSIl RN 518 A ool A WA A =R
Jl@suL 34 AYsdall vald g2 RAA Eldl NS,
(a1 8)

Fig 8

.
‘7/,

UNDERCUT
UNDERFILL

Y

UNDERCUT

EXCESSIVE

1 r
I I
AL s
WELD METAL /

WLG2217J8

12 Aes ugl usLe:

AALAL 512 Y RLerHIA YUt sRalL Hie AULELL vl
€2 5L des Aedui des e A AL B w5l gLl
seclls uiHladl gR sdl il AR B, Aes A el
UHIQAA A eUR 2UsAS2U, APl slusL dieuss s
AULEAL [Ag(AsRa1 228l A AR fleA-e gLl A
3ld €2 sRaUMi 19 8.

13 AR A ARALAA:

AY] AARURS HEuH gRL des Aeadl wulel urell
HSAUES (BAHA €2 59 8. LIRS (HF) 21 USRS
(HNO3) ARS. 5% AUSRs ARS A2 dUR A HIR,
50ml ARSA 1 (@22 st ulelHi Aadl. gngu wiellHi GARL.
AR aduddl quid HedH Aqus AHA 30 AAe AR
Gl UBELL 4 Ul iRl ALuil.

14 gou [Adlatal

iyeldl, ag uxodlsal 4A 2isEEPIAL YRAdL HIZ dHIH
Aes-l [Qoryua duld s ((5219).

Fig 9

FACE SIDE ‘

3mm
THICK

ROOT SIDE %

WLG2217J9

SINGLE SQUARE GROOVE BUTT WELD
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5Mec s i1 Bauled (CG& M) QUM 1.6.91
QG5 (Welder) - A1 a1R2 L Aeslat

RAAY ¥d 22 uR AR des &l g2 1.6mm - Ul[B2- 5A2 1F (GTAW - 06) (Fillet
weld Tee joint on stainless steel sheet 1.6mm - position flat 1F) (GTAW - 06)

GEU: VL ASARAS B (Exercise)-tl vid dR 20u{l 2is2il.
o s Yol Aes AR 5, A2 A A 25 53

o Juie RAAHI Aes HBLS) SHL 5A

o Q0L AL SA A AUIRAL

N
Q
GTAW
2 50x 1.6-150 T X04Cr19Ni9 o T 1.6.91
NO.OFF STOCK SIZE SEMI PRODUCT MATERIAL PROJECT NO. PART NO. EX. NO
SCALE NTS TOLERANCE #1 TIME

FILLET WELD TEE JOINT ON STAINLESS

CODE NO. WL20N1691E1

E @ STEEL SHEET 1.6mm - IN FLAT POSITION (1F)

238



Aot Rsa~4 (Job Sequence)

1 QUL Yot 2lled dUIR 5 1A B 415 5.
2 RAAU XA ARIR G121l GUAIL 531 AUEIRAA LS SR,
3 AcSL A UR 2leUA El N2l 3uHi A S

YRatL ALet-l v,

4 A AU 118 GTA AcShL el Ae s,

5 SR 2gdadn Hi2 1.6 AHAHAS SASELS A 2 AHAHAS
(e As 21 FAsLS Elun ALS-DS URdE 5.

6 ddHld 60 amps A 90 amps UR A2 S,

7 Aol gssil Ae 1A e(5aL

8 gsSlA Acsldl 2ot UR El A2 il ysl.
9 EURAL BUAVL s3I g5SIRAN RAAHI v

slelca sH (Skill Sequence)

10 ulLddl 52 5 Goll gssl stevRlell 24181 1 Y IR,
11 AHRUL AR AL ULl
12 AYScl i B A HEUHI URL 25-AES S,

13 sl el dRs @dLedL (15-30°) AielA colladl 21
UsSl Aul. 14 AN UR UEIR 53A 4 VelRY AR 5.
ULl 52 5 oyl Rl T Aysd-L Yo Jell 2140l
8.

15 (BeR Al Uldr {lo-l GRRL, suR di (e Aed uiel
W AR 21RAA 10 gy,

16 AULE AL, ARIR GUISl duld, ArRIRA 8tLLs L (Resui
AL

17 Hasl yul 521, AQ0cllA 63 5.

RAQAY ¥d 212 uR (AR des &l Wg-2 1.6mm - Wl[B2 sA2 1F (GTAW - 06) (Fillet
weld Tee joint on stainless steel sheet 1.6mm - position flat 1F (GTAW - 06)

GHAU:L AU HEE 529
o uiis Yol AES AAR 53, A2 5 A 25 53,

T RS2l - Ned-l st el el aolR e Ned %33 8.

A uH, (bAe Uil o cuy Aes ot-dlag RS,

A YR R Al vl AL ste 4Q i desHl
SEUR JLEURA B.
Fig 1

SURFACE
TEE JOINT IN
POSITION

WL20N1691H1

ASSEMBLING A TEE JOINT

WL20N1691H2

19 A UALE HIS HEIMRIA AHFAR, UL R&AURUHS AA
AU/BSRS B &l

Fig 3

TIG TORCH

FILLER METAL

15°.200
.

WL20N1691H3

BASE METAL J

Fig 4

GTAW

TACKING PROCEDURE AND WELD POSITION FOR A FLAT TEE JOINT

WL20N1691H4

Al & A : Aes (NSQF - AN A 2022) SAURAULS 1.6.91 239



5Mec s i1 Bauled (CG& M) QUM 1.6.92
QG5 (Welder) - A1 a1Re s Aeslat

AR AAAH WSU YR ULSY vl AS-e5lsAe WB2L1Hi 50mmx3mm WT 1G (GTAW - 07)

(1G) (Pipe butt joint on Aluminium pipe ¢ 50mmx3mm WT in flat position 1G
(GTAW - 07) (1G)

GEU: VL ASARAS B (Exercise)-dl vid dR 20u{l 2useil.
o L WHIEL Aot AAUIR 53A

o QU WHIEL Aot AAUIR 5A

o 2234 A 25 Aes Ae 52A

o SIG IS ACSI-AL GUAL S8 AEs HBIS| UL 53
o A4E5 WIHIAA ALS SA A dURAl

77777 GTAW
2 @50x3-75 o Aluminium o o 1.6.92
NO.OFF STOCK SIZE SEMI PRODUCT MATERIAL PROJECT NO. PART NO. EX. NO
SCALE NTS TOLERANCE %1 TIME
PIPE BUTT JOINT ON ALUMINIUM PIPE
E @ @50mm x 3mm WT IN FLAT POSITION (1G) CODE NO. WL20N1692E1
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Aot Rsa~4 (Job Sequence)

1 AN uRHIRN Yol AYMAUH wed st dUR sA. 6 19101 ACSLUISUA BLEL A2A-2Hi 3 scMi 21
Ayel e 8.
2 dl oells-Ad1e -l Heeell 25 Aes M WA AuLe PR
RALAHI (o12) 20lsdl. 7 ot ayell et ety Aes - et il yell Gulsa B
yR1a(dd 3.

3 AEA 120 UR 25 SAOURMHEL glRL A4 (5ot yel s

4 A drs AcsdIAl RAA Annadl HiE AER -5l GurllaL
S3L. 9 AeSs HRISLAUS SA A dUIRAL.

8 sl Bsuuiall asluA g2 s2A.

5 ARLAES URRUH HIS ULefUA qHIA (AR 5.

sleica 54 (Skill Sequence)

AR AUH WU YR WY vl Ag-2§lsAe W(B2l4Hi 50mmx3mm WT 1G (GTAW - 07)
(1G) (Pipe butt joint on Aluminium pipe ¢50mmx3mm WT in flat position 1G
(GTAW -07) (1G)

GEAU:VIL M HEE 59
. 8216 RAMUI AYRA U1 WY cie N2 dAIR 5 214 Ades 5.

gy Aeslor A AARid ol AcslL s8] 8, Fui wesul-l
AHLA A AE BARIRA gLl 00 dlsar(l A Al Ad Fig 3
a2l AL ALY B.

YLEUAL U AR §Rc]l (B55UR URiE 3.
25 S U 5l (55AR UR Y5\ 4 A2t FlAA cturAl.

AL AU 24 AULELAL Uil HIE 254AL 09U et viLdtdl
.

Fig 1 750

© w
LROOT FACE 15

{ ROOT GAP 1.5 g WELDING FIRST SEGMENT

L N\
Fig 4

WL20N1692H3

EDGE PREPARATION AND SETTING PIPE FOR BUTT WELD

WL20N1692H1

Fig 2

L5MAW;E>

USE OF BENT WIRE OR SUITABLE SPACER TO SET ROOT GAP

WL20N1692H2

WL20N1692H4

AlY & A : A5 (NSQF - AN A 2022) V1SARAULSA 1.6.92 241



5Mec s i1 Bauled (CG& M) Q|IAIM 1.6.93
QG5 (Welder) - A1 a1R2 L Aeslat

AHAY WISY YR &l iYSdSl50mm OD x 3mm WT WU(B2l sAe 1F (GTAW - 08) (Tee
joint on MS pipe ¢ 50mm OD x 3mm WT position flat 1F (GTAW - 08)

GE UL ASAURRULSN(Exercise)-l id A 2(lull 21s20l.
o 3qcui-e €1 A SLEL Yot WUl dAIR §A

o 2234 A4 25 Aes Ae 52A

o AAd1 RAAMI Aes HRLS| SHL 5

o Q65 WA ALs SA B dutA.

50
3
| i B
| |
: 7
| | :
| |
e} I |
N~ | | )
| |
| |
(o]
— — N S e
Q
100
1 @50 x 3-180 T Fe 310 o A&B 1.6.93
NO.OFF STOCK SIZE SEMI PRODUCT MATERIAL PROJECT NO. PART NO. EX. NO
SCALE NTS TOLERANCE %1 TIME
FILLET TEE JOINT ON M.S.
E @ PIPE @50mm OD x 3mm WT POSITION FLAT
CODE NO. WL20N1693E1
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Aot Rsa~4 (Job Sequence)

1 AN seHi WSUIA s,

gaal Alani 2uvit aesiHl s(2at

2 90*Tee HI2 [AsIA dAR 5. (321 4)

3 WU UR (A RUEA 53 41 d Hoot sl

4 YSUIAL YR sEAL vl 83,

Fig 1
9 E
1 1
2 2
3N 1 0 1 2 /3
2 2
1
T e
I
lo
I
I E
| 8
3
G D HO 1 2 3 2 1 01 2 3 2 1 0 £
g
DEVELOPMENT FOR 90° T JOINT "50 mm OD PIPES" 3
Fig 2

TACK

S
p

ALTERNATIVE TACK
WELD POINTS

FILLET WELD EACH
CROTCH FIRST

WL20N1693H2

slelcd sH (Skill Sequence)

5 e0dl RELAHL Gl WISUL v A0S sJ21e 14 WlsLe(AdL
HRl4 uR sl 2uslu &, UL AL AlEl Guaed 4 8ld
UL, (3L 4 Hi ol Y eude gl Guailat s3I
3UdUIA RUEA 530 A WISHR Aadl Yg=s AlS A
RURGLE 5rg URL glrL 2uulyg (AL 531 251 &, URLLE
Ayacll 2uRes wsA-gyct AU 5L ALEAlAL GudlaL
531 RUEA 3uRutq sl 2uvig Badte s31 2siU 8.

6 SEL AR Sle1RR 53 WA BARS1A 5185 S3.
7 A SIS BSAULES HA dl WSU-AL AuLElA 15 52

8 UL ULEuA HuAd WU A1 90%((33L 5) AL yRLL UR Ae s
A ARV 5.

9 sl (RIA sRal 21 gds Anadl Hie 2 mm e AU
A1 Y 25-Aes 5. (3L 5)

10 €l A2 AeshbL eRALA 2 4 Ber aruRl &%
A1 Sld WiEA 5G AGFA. (531 7)

11 AEs 5A A A2 Yl 530-AA s s

12 QUEL{L vl 112 dui 53,

Fig 3

O,

WL20N1693H3

BHARAU WU UR &l iYSdS150mm OD x 3mm WT Ul[B21- sAe 1F (GTAW - 08) (Tee
joint on MS pipe ¢50mm OD x 3mm WT position flat 1F (GTAW - 08)

GEU:L cHA HEE 59

o QUL RAQAUL AHAY WIESU YR WSU &l A2 AUR S A1 AES 5.

A WY A dadl As yobcll Acslor yul it gl
uigul/eyjotl [Agla taal viiél allsag(l 8. As, ([Asla eeisat
He el ar Guaari Qdldl ugld A & & Acslor sl auid
YLD Al Yol (BSUML sAHL 5 A dd 6§ Adl €l
SARRY 2 531 @&l 1A,

GURId, de5q Yo Y A glaiell 2 el Awél addl
WALBlAL AuSHi alalell,

gaidls €l GLal B, Q A1 wigu AeShoL vl yo gads
A A6 2eid 8. 2Y(ehI4l GullaL 531 st A Usal il
UHll AHIRSIH 5 AlaedUs .

Al & A : Aes (NSQF - A A 2022) ASARAULESS 1.6.93 243



o2 N2 R ULSY ASPIHL - Sacui2 Anag 24 AU
<) Aiel 12 2ude AUR 5 vjot % %34 B,

Fig 2

Fig 1

WL20N1693J2

——
—— ——
——— ———
—— ——
——— ——
————< ————<
————< ————<
———— ———

CLAMPING FIXTURE USED TO PREVENT PIPE
FROM BEING OUT OF LINE AFTER WELDING

WL20N1693J1

CLAMPING FIXTURE

244 Al & A : Aes (NSQF - A A 2022) ASARAULESS 1.6.93



5Med s i1 Bauled (CG& M)

Qs (Welder) - A 2312 211§ Acslat

QUUH 1.6.94

30U A Al14-5 Aed UR weldgHL e 58131 (PAC - 01) (Plasma straight cutting on
ferrous and non-ferrous metal (PAC - 01)

G ASsURAS A (Exercise)l id d 20ull 2is2ll.

o A2 UR 811 el R A sl (\sd))

o et sELLUIR Aot Ae sA

o gl ALs 5A A vl HI2 dur 5.

1 150 ISF 10 - 200

Fe 310-W

1.7.94

NO.OFF STOCK SIZE

SEMI-PRODUCT

MATERIAL

PROJECT NO.

PART NO.

EX. NO

SCALE
NTS

PLASMA STRAIGHT CUTTING ON
FERROUS AND NON-FERROUS METAL

TOLERANCE *1

TIME

WL20N1694E1

245



Aot RAsa~4 (Job Sequence)

1 21 Ao Aeadl euRl 2isat decll 495 Y5l stualq 213
5.

YRIELR AMA A9l H2 [2a1R4 VRl
sELLALS 213 sl HIZ ASUIYHL 211A WAS).
asl-AL ARl Ard gl AU Ul Yell R AL

Haued el €l wAsalg 213 s, a5l uR stevEl. dHisl
35UA 4551 sRal Hi2 asUlAL a2l {lsadl s Al
A w@edl Al drruil gutldl 2ll, dl dd augHi wdel sl
Al 2L Aeal HR B sREL 5 dRl HRasSll assu viol
235Ul & Al dAHISL WA 2uAlid A1Geye AR 8.

6 Se-lid, se Qe AyRl Ad AHd saL 1R 1A udY
Ad1E SR 2Ll 2\SLUHA HIZ 24l

slelca 54 (Skill Sequence)

v A W N

7 URe-sell Al5e ueld 52, sell ugldl sal Alg AR [2o1R
Rellos 21t ugl st aumt Hi2RlR 4 Ul GHPNA &3
5.0 5, 5801 drel ¥ 531 213 53l 2SI B,

8  siudll o3suU delRAl HIZ, dMIRL ULAR 2\ dHIH 1
ASLE L AYel A1ByeHi Fradldl (el sRaAMi 41
8,

A Al wiEApR

o3l seR-l sldul Al@salui AcHdl uduilq 1 sl
YlEt- §G 2H1ARUS 8.
1 G dleey, A, duMlid, waca-elle uell, guis),

yeglarRllAe BRelcpl x Yol g AlEd ulsu
Asaudel AeQd Auilell A1add 8\

$U A Al1-5U Aed UR weldgHL e 58121 (PAC - 01) Plasma straight cutting on
ferrous and non-ferrous metal (PAC - 01)

G2l dHA HEE SR9)

o 3 A Al1-3U Hlg YR WEllopHL e §EL A NS 5.

1 COfHL S2R URIER 15 213 sRal HI2 “G3 AtlddH wRet”
AL “¥UUS R dsls-l GUoL S 8. 9 dA 2(As\,
s132:], CNC Helll uaal A1 FAselAs Ale--l 195
W 03HL SRl GUdL sl -1 €1S] RELL ld, dl i
AUl 3 G LA (HF) eRlaR SAs2\As AAARNHI ewa
52 8.

2 AcQd HF AHAURA 2tadl Hi, dHid Holll :ius et
(BAte eelld & B eutaq] stal 2l ag w18l A qus 23
sl uglA gouHIA YRl AM AL & B dHA 1A ag
AR Sld RA scuMi HeE 52 B,

l-seAs(Ae

Sl UBCEL ACLE-L 2SL i [AH 2L0EL:

3 APY UMl UEARA AFUI 21 USAI YRal ALe-l
&2\ - wi@sl xwlelRlst aiil!

4 21 8y, 5As2lSs A @Ales su-dl dulv 5 3 uBAMHI
Al arg]l oedl. GRS AL FHPNA SRAL sl
Al sIH(1E] (R4 UL (AR121) etnat 1t v Ay
.

5 SBNRAR AL Gled Al UR A/ECllAL EGLLRL U,

6 cllosHl 12l Alg s2A.

7 ARy s2let A2 5 (UHIRL 1A HeTH Yell) 244 salqg
EOLLGL UL

8 Ul dX UGS sAMA YR (A sl AL ot ©) Ul
Sl2 dHAdL U2 AGS 5. L WG 12-amp H2(l-) 1
Hecayel 8; dx-dl w Hlel A5l BH st 241 Ag-eHiell
ale uetadil eulsa 2.

246 Al & A : A5 (NSQF - 2\ (E

9 UGBS sAA 25U d2cll 52l A4S Y5 A RUR 2AsA Bl
RUR a5 YR UR @R 451, a6 Soid A sQRL 4L slEuL
£925 ASIRN I duLRl.

10 sludld 213 s
2 siuadl as-ls

wig 1: Ao Aeal R uR 391 (Aes ysl Al 010 2-53lls
iR (AL €A 1/8 E1) usSL vl A Alell A1
L. (EluA viuaiell Elug Wa- eeel).

Fig 1

N

J

AR (2912 gottaaimi 1A AUR LS dcl ¥ A3 AL .

WL20N1694H1

Fig 2

WL20N1694H2

VRRRY
I 2022) asaea1§$s\1.6.94




wig 2: RIR ElsA G2l 53, RIR ol A wiucle iis
dRd % 23 AR B,

Fig 3

WL20N1694H3

WIg 3: AsAR 5[ A A3 AL AU, U €A €A 214
AHA &lg UR uASAly 213 s

WIG 4: Sl 35U AHRARBA 5 B2l s AecHiall uiR
o A 52l d(Aal{l dslR L.

A @zl dlQR deruil guitdl 2l dl Ay eugHi wdell 8L 2l

Fig 4

WL20N1694H4

L 21R1A yot syl wAsarell, AyRdl A% w21l W 1osHL
R A5 vl uR (e sraell 248 215 & (lg 1A 8l).
APl WGV UL 4L AHRRUL s1REL ol 215 8.

Fig 5

WL20N1694H5

LG 5:52-1L id, 211N lAH (B3] dRg AEX AdLe 52 Al
2lSL AHAU HIe Aleluzdai Hid dlDaL (2arrAedA yeiu’l
ALSL ALudl.

Fig 6

WL20N1694H6

WIG 6:H2ULEA &g SRAL HL2, (2212 &1L Ul 20-30 ASS Yell
le-sell gdl Alg & 8; otdlivle sell el (2212
Rl % UM YA UREH S3A.

YU AU YAISIL sl el AR el Q1A U yol %
A 52 Beud ARL B, AU ellgHi 28] 5 518 [Agla adl +2fl.
A g3l ot viot el 1, dl i B Al sl e ol d
IRH AE A5 O A ag QLA AssL A A5 B, QLA eleLsdl HLe,
YRSl o3su agRdl 2aal ARy e2isal (s s HLR).
AR df HElAA Al HeTiH SIS Yel ety sRA Bl RUR vl
SR ASEL AR B, LA ASHIA FElx A5 HIG Helld 8.

3 J0ML dsdls)

211l Aes aal HyRldld g2 sal 12 - 2RIA Ao Aea-l
40 Al 45  ALyRI UR usSlL vl 1 2l 1-1/2 Sl Al cieus
(Al 5 AR HULEA UHA Ellg UR wAS], Hauelauq, -l
GoULe A 3R Yot s1aLa0sdl. Haucl Alew uls g2 53,
A As U UR vt Q13 Yell 4 @l A %38 Bl dl Qe wit
oLl

augl dlaal 1 - As (Bg o-lag, ¥4 5 s\ 213 59 Haal
aled dudl - 1A a5 Yl uR 40 2L 45 AL vjRiLuR ¥s). RarR
golldl. Holl4 s&laL 5 23 52 A ugdl, 2l EluA 90 slLwR
Gl AR AWM Ao AedA dlagl. AL Aa, Helld d-l HedH
SEPLANSLEL sl a0l Yell ARz 531 215 8. 2ulsaudil
HR(l- A5 5 6l As-sH 1/4 Sy Kl (1A &,

A R AU WEHLgHL S8R UHE SA O At A AU Sld Aal
AU 8], dl dd avll Yell yesell-ysd suallél-l sHqea s3l
251 &\, &5lsdHi, wlosHl 1L A HleletLl “UHRARA”
2R RReR1 (8dl, GUelsdl) UL Avi@Ad 8, Hellell &l
lell 211, @Il €35 U(5A B wetlogHL sEPL A3 s Y A
S AA ASIAA 8. Al 11 591 Ug (A YR ULesL sl
H2 Ysar(ll 531 eusaut 2l

Al & A : Aes (NSQF - A A 2022) SURAULSS 1.6.94 247



5Mec s i1 Bauled (CG& M)

QG5 (Welder) - A1 a1Re s Aeslat

QYA 1.6.95

AU W2 A gLl RAQAXU K 2(le U AU N2 (R.W - 01) (Lap joint on
stainless steel sheet by Resistance spot welding (R.W - 01)

G ASURAS A (Exercise)l id d 20lull 2is2ll.

o SLAR A WSS gI2L ey dArR sA
o QU AG2 Ae 5 A 1Yl A5 H2(l Al

o {12 A5 H2llAAl GUAIL §31A AU ANF-2q Ades 5A

o QG5 AN UG A dAUIA.

WELD POINTS

150 x 50x 2

Fe310-W

1.7.95

NO.OFF

STOCK SIZE

SEMI-PRODUCT

MATERIAL

PROJECT NO. PART NO. EX. NO

SCALE
NTS

O =

LAP JOINT ON STAINLESS STEEL SHEET BY
RESISTANCE SPOT WELDING

TOLERANCE *1 TIME

WL20N1695E1
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Aot Rsa~4 (Job Sequence)

1 Ly sl 2lle sl
2 Bl ARUAUL 5165 S2.

3 olR ol €2 52 AR G2l gl AULELAL ALS S,

&5 96108 U,

4 QURAYSd JAIUML gsSIl Ae 5.

5 Y e AL vl uriE s3.

sleicu sH (Skill Sequence)

7

9

AR U USIR SIUR FASS URE SR

M uaLe A, AUS A0 A 5.

dleR g(AdL RReH durll

A2 AeslaL HRll a3 Yo cdudld siHAL ol 83 25 5:A

Aot (Aes ) slyyds yel 2.

10 WA LS SA A Uil

AR A2 AS1L gL RAAY 1A 2l U AU A2 (R.W - 01) (Lap joint on
stainless steel sheet by Resistance spot welding (R.W - 01)

G2 dHA HEE SR9)

o A2 A8 HANlAA GUAL S84 SS YR AU NF-2 AAR §A AA AES S,

QAU AYSd AFUML 551 Ae 53

(301 315 A e Aot Helld urie s3.

Fig 1
PIVOT POINT ROCKER ARM

¢ FLEXIBLE CONDUCTOR

WORK

AIR CYLINDER

ELECTRODE
ELECTRODE
HOLDER
FRAME OR

MAIN BODY — ]
ROTARY TAP
SETTING ———_|

= =

PRESSURE
GAUGE

-~
AR IN

VALVE TO SET
AIR PRESSURE

ROCKER ARM TYPE RESISTANCE WELDING MACHINE

WL20N1695H1

AreR EU USIR SIUR SASSSAU UE S2A.

AcHIA Hale A, AUS A0 e S3A.

dleR (A RReH duril.

A2 AL HRll ad N2lR cdUdlA SiHAL 6 B3 25 3.

(31 2b Yot slYyds Aeslat (Aes 491e) yel s

Al & WA : Aes (NSQF - M A 2022) ASARAULSS 1.6.95

Fig 2
4.5

30°

50

24

18

CENTRE TIP
4.5

96

49

96

CRANK OFFSET TIP OFFSET TIP
FOUR STANDARD TYPES OF ELECTRODES

WL20N1695H2

Fig 3
5
TAPER

[T T

5°
TAPER

[T T

[ [
(. (.
[ [
[ [
— —
(. (.
[ [yl
11207 A

A 5Tk

TIP DIA.

TIP RADIUSj

THE RADIUS OF THE DOMED TIP (RIGHT) VARIES FROM 25mm FOR
WELDING 26 S.W.G. MATERIAL, UPTO 150mm FOR 3 SW.G. THE
DIAMETER OF FLAT PART OF THE OTHER ELECTRODE VARIES FROM
4mm TO 12mm FOR SIMILAR MATERIAL THICKNESS.

TWO STANDARD TYPES OF CENTER TIP ELECTRODE

WL20N1695H3
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5Mec s i1 Bauled (CG& M) QUM 1.6.96
QG5 (Welder) - A1 a1Re s Aeslat

A AY. B2 e AL gLzl 2(le AsLe (R.W - 02) (M.S. Sheet Joining by
Resistance spot welding (R.W - 02)

G2 ASARRULSA(Exercise)-l id dA 2(lul 21s2il.
o SLAR A WSS gI2L ey dArR sA

o Q2 QU AN G2 ddl3 Ae A

o A2 AL HllH AcLdl

o gollRL @) 587 e Acslryef s

o AGS NI ALS A dAULRA.

Aot RAsa-1 (Job Sequence)

198ty sreell 2lle sl

4 QE2L Yol QU AL FUHi gSSIAL Ae 5.

&5 2¢1cos U,
5 aqle AcsloL Hall4 b ol 83 des 53,
6 slecllail gLl AYsd yul 5.

2 (BAUSRAA ARUHL AL S S

3 o] £R 51 1A AR Gl GLRL AULELRAL LS S,

WELD POINTS

sleteu s (Skill Sequence)

-\ eel @l Gel. 1.7.95

2 ISST 150 x 50 X 2 Fe310-W 1.7.96
NO.OFF STOCK SIZE SEMI-PRODUCT MATERIAL PROJECT NO. PART NO. EX. NO
SCALE
NTS TOLERANCE +1 TIME

WL20N1696E1

i } LAP JOINT ON M.S BY RESISTANCE SPOT WELDING

250



5Med s i1 Bauled (CG& M) QUM 1.6.97
Aes? (Welder) - A 2312 415 AcS1oL

QUL RAlAxi (1G) (0AW 01) i 2 Ml l st S1uR 2l uR AR o2 W2 (Square Butt
Joint on Copper sheet 2mm thick in Flat position (1G) (OAW 01)

G2 ASAURRULS A (Exercise)-l id A 2lull 21s20l.
o QUL Yol 22 AU A At AAUIR 53

ANBA SLIER AS SEASU A A N2AR URIE 53
Yz 1A vlke éle wadl gAvil

YaHi Aes HuLsl ¥uL 5A

WA ALS SA A dULA.

Aot RAsa-1 (Job Sequence)

1 51?{1@513%3 SUR 2fledl ALl wRell HSAUES 2 5 6jA Ayl 1B losel 401 7 212 0.15kg/cm2 EollRL URiE
sel. 3.

2 QLQS/Q’{QHQU."D. Gl{z‘l‘lal Swﬂ-l U Q’{QJ@Q’QHleﬂ Q‘llﬂlq 6 2.0 mm SIUR Reca RAlA [%C‘lQ S UAE s

LS 53,
¥ 7 SWUR/RcUR ANE\U SESU UAE S

3 ol alli/aldsl GURAL USLES HI2 SRAM A 8, dl

s AESLUEEl AieuA A8 3l Al sl @l 8 w3l vabidl aaddied] e 52
4 sie 593 gssiil e Beudled iz 59, 9 1Y 329U AL Al SR e122(L U1 Aot Ae S
3l4-5 elgalll B-udlall dur sea w2 AcsA 25 s22l 48l
ALSS1IAL GuaAldL 520 AEN.
2 150 CU 50x 2 CuDPA-1S: 2378 1.7.97
NO.OFF STOCK SIZE SEMI-PRODUCT MATERIAL PROJECT NO. PART NO. EX. NO
SCALE
NTS TOLERANCE *1 TIME
SQUARE BUTT JOINT ON COPPER SHEET 2mm

@ ‘5‘ THICK IN FLAT POSITION - 1G (OAW-01) WL20N1697EA

251



10 @e-{l ol oUYRA A (BER AS UR YRRl RUIUHI SEUSU E)
52l

11 o3 NecA 350 (32l AU A1 uzclell a1RrM 53,

12 AESs NedA A5 AHT YA BHL S,

slelca sU (Skill Sequence)

13 desA-2 UEl ARH 5 A AiewA el el &g 52,
14 AESA2 URAL UALEAL AN A gL IR G191 AL 5.
15 vl Hie des (Allatal s?.

16 el Al Auid Slad Ae s,

AuLe RAAHI 2 HI1H] st sluR 2Mle uR Al ol RiYsd(Square Butt Joint on Copper

sheet 2mm thick in Flat position)

BGAL:L AHA HEE SR9\

o QUL RAMQUI SIUR UR ARYU 612 ANF2 AUR 5 A Aes 5.

1R %391 S1HHi steet s (5oL 1)

AAAE A01R 5-7 Ui 5

Fig 1 70° - 80°
<7 |

25

WL20N1697H1

As ATy HEl Aosedl GuAaL Al ASAM.S
AR AR 20l AcSNdL s1.L 56RU ALESdL 3
Rl 235l [AuYL.

ALY 32 AY AL Al SIUARDL eleall A N Ae S
(Bo12) AesA 25 5220 8L

Fig 2

ALLOW 3mm FOR EACH
300mm OF LENGTH
ﬂ -5

l

——25

WL20N1697H2

PROVIDE A SPACE BETWEEN THE EDGES TO BE WELDED

sluRui QeI G JYRlis DA d uR siga@dL
el Ae sl %398 de: 300 HlHl s 3-4 H{ll.
Yald), SIRRL Al AL ASAIA A 2 Y vig
A AU Deg) g A YR,

ocll Wigu AdIE 60*-80* A (BER s Adlet 25* - 30* desHl
LML eldl ASA. x15(A 3

Fig 3

DIRECTION
OF WELDING

BLOWPIPE

WELDING
ROD

LEFTWARD TECHNIQUE

WL20N1697H3

LAl ye 211 Ber ARl 2l A2 olglRAL URAASIIHL
ORUL 86N AV

AeSPIAL 1A sPHR(IRL e(AULA S1H dAldHLA Al

AR dA SIUR A\&5-2 A(SB21 531 6L Bl RUIR Vi o6&l ULESUAL
GURAIL S31A SIHA Al 2ARH SAL HIS HEEINR AL EX2LL
ag AP B, ARAR d AL AES SAL HIZ APLOL dE) AR
23tLct-L [Agall & Aieuni [ARLs usat el

Aot 300°C Yell aRu sul uehl elN A &g aual €l sl AULs
5L A AYScill 0inl oY SASU AN £R SR,

o1& UIHIRAL A HIAULAL SE 24 WSLESE HIS AYSclo (ASlatal
53l

252 Al & W : Aes (NSQF - AN A 2022) N SARAULSH 1.6.97



5Mec s 11 Bauled (CG& M) ASAURALSNS 1.7.98
A5 (Welder) - AHIRSIH A stnae(l

1F (OAW 02) gRL AUk RAAHL dicwll M.s 20 2mm NSl YR ‘T AYSd (‘T
joint on copper to M.S sheet 2mm thick in flat position by brazing 1F

(OAW 02)

G2 : AL ASARRUSNS(Exercise)-l 2id dA 2flull 2us20l.

o WUl QU 2Ru 581 gie Sl W durR 53

o QAP HIR AN, AR S, SASAU VU SAH URiE 5

o WSY AL 25[ASL GUANL 5314 Ei2SlAL Hl@ LAl UiEUA 25 5 A A&l A3 5
o e A5 5A A AW vl W2 dwi 52,

MILD STEEL

””””” TIG
[ ]
1 ISST - 150 x50x 2 T Fe310 T T 1.7.98
1 150 x 50x 2 T CNDPA-IS:2372 o T 1.7.98
NO.OFF STOCK SIZE SEMI PRODUCT MATERIAL PROJECT NO. PART NO. EX. NO
SCALE NTS 'T* JOINT ON COPPER TO M.S. SHEET 2mm TOLERANCE 21 TIME
E @ THICK IN FLAT POSITION BY BRAZING (1F) I

253



Aot RAsa~ (Job Sequence)

(RQruRoL s1E(AdIA GuLL 531 22 (RAH AR, A S1UR) Fig 1
duR s

o 5@ 531 €RA sleudl dUR s:A

o Kl AR o2l a3 Ao Aee Als S2A.

o deshreue UR lledA El N2 dils Ae s
o GLELL RBUBUMS ARl UBRL.

RUA5AL (BHcll (0l 02 24 C2H2) €[N €[lA vl AHA s
gL A2 5.

o 2ledl st sl As & A UL HEL ALSsl Alosel uRie
s3.

WL20N1798H1

QY Ydle (HIRSAU) UL 1.6mm ¢ Gl AR AS uie 53, ASSEMBLING A TEE JOINT
QLS Al glrl wAldA AN, o 1A eelde 2imR Yot Aot 25 5.
AUy B EASISBoL At Ae S, o RAYsdyel saL R B Aed wHL s

sletcu sH (Skill Sequence)

ABo1 gru Aute RALAHI dictt2ll M.S 2(12 2mm AASLUR ‘T’ iYsd (‘T joint on copper to
M.S sheet 2mm thick in flat position by brazing)

GEU:L A HEE 59
o QAN glRL dictell AH2 20le uR Aes 8l N2 dAIR s2A.

Ms ornleia- elnal Hie ANUSASLES(DFoL Al Ae 3. ARBoL A 1A 514 6§ S2A.

e dRHl g5l eretsal HEE A dictl 2lle drs OlALEL HALE (RADLA §R Sl ML ARM WIRlell S1H LS 3.
5(ad 52

254 AlY & AM : AR (NSQF - AANAd 2022) SARALSS 1.7.98



5Mect 95U 11 Beuled (CG& M)
AesR (Welder) - AHIRSIH A saag(l

VSURULE S 1.7.99

diotil 2012 ‘T’ iy sd (OAW - 03) A1A S.S. 2012 U RicaR A(Fa1 ‘T AYsd (Silver brazing
on S.S. sheet with copper sheet ‘T’ joint (OAW - 03)

G2l : AL ASAURRUSNS(Exercise)-l 2id dA 2flull 21520l
o lis4 Yo AR dAR 53A
o ulisd Yyor @2l Ae uiA 25 As)

o QAR HIR T AF2A Aule RAMAHI A2 5A
o QY HPUHI (BER Ned 1A HBLSL BHL SA
AU vl Hi2 ALs A 2 duLA).

ot Rsa~4 (Job Sequence)

1 2081208501 A 51RO Gudat s ellei (at. 5 RUASAL (Bicll vl (v 02247 {2242) €l €l

AU A S1UR) dRUIR 53,2 KA ARIR 6l2L glRL A Nee

AULS S3A.

A 51 gollal €1.6 2lel HSLE scALAS Al A SE-L
Hlel sedl Alose urie 3.

3 Acflo A UR 2leA T’ RS2 ddls Qe sA 7 40 Al 50% AULEl 44 15-25%-15% ofls 1Sl Qéc‘ll SR
A 1.6mm ¢ (ER AS UE 5.

4 OLEIL REURILHS ARl UgR.

8 A§ alger glrl sAlda ymoudl.

ISST 50 x 2- 150

X04 Cr 19 Ni9

1.7.99

ISST 50 x 2- 150

CUDPA - IS - 2378

1.7.99

NO.OFF STOCK SIZE SEMI-PRODUCT MATERIAL PROJECT NO. PART NO. EX. NO
SCALE
NTS SILVER BRAZING ON SS SHEET WITH TOLERANCE =05 | TIME
COPPER SHEET 'TEE JOINT'
WL20N1799E1

O =

255



9 AUE¥ VSASIS(FoL A\ Ae 53,
10 12 eellde YR Yot Aot 25 5. (2L 1)

11 AYsd yul s

sletcu sH (Skill Sequence)

Rca? (B (Silver brazing)

Fig 1

TACK

50

/A'

WL20N1799H1

TACK WELDING A TEE JOINT

GEAU:L A HEE 59
o SIUR 202 ‘T N2 A SS R Rcar ABRoL.

RcaR AFoL A\5:25 RS2 (2e2 53l 44 251 2l AquLe
RAlAHI ys). (o1 2)

25-AE5A 53J08 591 A2l ¥HRU &lauL B3 AL 23 5.
ocluteuA stofl (Beumi 60° ol 7001 v UR HA (e ARt
2lActl cleni 300 2l 40041 YRl UR AU . el WY A
BaR ARl 45 UR Adl NSA0AYScil 2 AUELRA 4. 2L
el U2 YRR 59 Ybidell augq 1wsall gl d-l
ULl sl HIZ 5 ol gsSIvl Aol glRL ASIACL 8. AR
ordat yerll 2L it R Ybidat yedll Heani e As
GARL. 5AH (clULEY) A A& o1yl olg{l BEAEA AL 24
e UL ol Bl Qe ).

Fig 1

BLOWPIPE

30°-40°

45°

WL20N1799J1

(a1

ol WY A (R ARl HU53AL €1 AHRIR A 5 B2ll
Yol A1 ol 2leAHi AsAu{l s YR (Ad 53 sl A4
ULl A dolle BAe des duR s3l s

a9 (Adlatal ((3a13)
desie AL SA A Ul

AHIA AES SE A HRISIAL AUSIR (HYofdls0L 41 -~
As%y cAlEu)

U WLl G,

S\ (Balqdl, 20aRAY 2l

Fig 2

SLIGHTLY

CONVEX
NO UNDER
Ccut

,_
WL20N1799J2

256 Al & u: Ae5 (NSQF - AN (A 2022) ASARALSS 1.7.99



5Med s i Bauled (CG& M) ASARALE 1.7.100
QG5 (Welder) - AHIRSIH 3t s1nae(l

SIUR 2ol g Yot UR RcaR AA(FaL (OAW - 04) (Silver brazing on copper tube to tube
(OAW - 04)

G2 : AL ASAURRUSNS(Exercise)-l 2id dA 2flull 2us20l.
o iis Yo A2\ dAUR 5

o ulisd Yyor @2l Ae 1A 25 As)

o AU HER T A2 AuLe RAAH Ae 5

o ALY HPPMI AR Ned i H sl wHL 5A

o QUL w120 12 ALs SA 3 duLAl.

325

ﬁCOPPER TUBE

— BRAZED JOINT

|

\

|

\

|

\

\ o

V] ts)
g2

\

|

\

|

\

\

|

L% COPPER TUBE
— —"BRAZING
(OAW)
G

2 @25 x 2 -150 CuDPA - 1S: 2378 1.7.100

NO.OFF STOCK SIZE SEMI-PRODUCT MATERIAL PROJECT NO. PART NO. EX. NO
SCALE TIME
NTS TOLERANCE *1 15 Hrs

BRAZING ON COPPER TUBE TO TUBE
S WL20N17100E1

257



Aot RAsa~4 (Job Sequence)

—_

URHLRL Y0t SIUR 2ol dRUIR SR 8 25Acs WUl Au-l adl 412 Gledl wvil.

2 el yu ddld 2uaL 12 S1uR WA @gd 3. 9 d 2s desHl Hea (Cigall AUFL 23 5RA B WUl AsEL

3 ARIR YA GRLAULEAL ASULESA AULG 5 A §R 5. URa Aot sl Mel wer e R 52

4 Aot o2 5 WA 16mmo S12seRt dl-os Bl 27-35% 10 o1t R RS WieSuAL URetAL oflext A4Sl G Qo3 S3.
. ~ = (o]

(BetR As ue s 11 €Sl yualon Yda ¢HRAl Hi2 A9 YRURA GUL 531
oclUIEY A (BER ASA Al YR @dUdEl SEs AL B35

5 (BeR Al UR sesy @) 5. Aiss) ¢a)

6 qUUSASIS oL A\ Ae s,

7 SR Yot At HIMi S1UR Yot ELULE SR A 3 YU 25
5.

sleicu su (Skill Sequence)

12 SESU AHAAMA AL§ SR 44 £ 5.

13 ollgl Aes Wl 112 duld SR

SIUR 2ot & Yol UR Ricar Al(Fai (Silver brazing on copper tube to tube)

G UL dHA HeE 529
. SIUR g SIUR eyyoi-ll Aoflot AR s3.

dlettl 46t Bs1A ezl 21U 5317 4 53, (321 1)

Fig 3
Fig 1

COPPER TUBE

o

MANDREL

WL20N17100H1

IRH 5L BSIA WM eiLS1A ASAUES SLEL ALuil((521 2)

WL20N17100H3

Fig 2 gl Sl HIl slurL AAHIAdALA R 52 (31 4)

Fig 4

CONICAL STAKE

WL20N17100H2

WL20N17100H4

gleSlg Hl ct-ilaal Hie A3l GuldL s (531 3)

258 Al & VH : Aes (NSQF - AN (A 2022) ASARALSAS 1.7.100



el HiMi ¢l 2yot el A 3 dd 3 W= uR 25 S2A.
(Bous)

Fig 5

/ TACK1

TACK 2

\ O
TACK 3

\ 7 \’1«6

NS

WL20N17100H5

s AEsSs WU Al Glefl vl A wul YeEl eyoi-dl 221
OLEGLLAL 213 A 21 UL YEl AR d1RM R

2Yotdl d(@A B3 ol URe A slUR 2yotdl eleSll Hui-l
dlR AidRs uRe (Aed 5 elesll Yuidl 21) gL R
UL UR Ulddil €1 53

25 Aes 120l 213 531 A el Sl-L Yui-il s URe 11l Al
25 AES 2 A 3 AL HeU(olg uR AHd Adl waH BulBe s?A.
(Baue)

BuRe s s2A.

BulBe 1 At wiRed (clgall 213 531 4 2L 1 L 4dldu (e
UR At Adl ol BUllBe 53 B €Sl Yui-il ousl-l 2Asel
UReA il ael.

Zer AU WEl WAlA 47 1L HEDL WSz uR A\d-l
8252 5311 0l 83 (Red 5 2l WF-2) BUllBe 2 BUlBe 1
AL AU A U 2 B Al vitd3) s:.(Zo1 6)

Uil s 5 des BulBe 0 Wstdadl 8 A d iyeiudl
AT A B A 015 52 B (el2SlL AHRRUAL vielR- &R ag
Usdl Setieut @t (a1 7)

HRLSL A AL AULS SRA A SEASAAL A A4 A €2
5.

AHIA SE A (Batd)eil, adR Bl 61108 wiHl HIE Qo3 (SUl(Beq
ERIEHERR

Fig 6

DEPOSIT 2

DEPOSIT 1

TERMINAL POINT

WL20N17100H6

Fig 7

RECOMMENDED
45°

D>(D+4T)

LIP OF THE

BELL MOUTH

WL20N17100H7

Al & WM : AES (NSQF - A0 (Ad 2022) WASURALE 1.7.100
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3Mec s vt Belled (CG& M) ASARALEN 1.7.101
Acs? (Welder) - AHIRSIH A Andg(l

Cl 241 61103 (BeR As (0AW-05) a3 2151 AALELel AeSlaL gL geeit €1 HRll4-L ¢l
AHIRSIH (Repair welding of broken Cl machine parts by oxy acetylene welding

with Cl and bronze filler rod (OAW-05)

GE2xl : AL ASAURRULSA(Exercise)-l id dA 2(lull 21s2il.

o gt Al adRuiall Aot gsSLALS 53,

o ALY AN AT V1A ACS [(BER AS VA SEASU URIE S
o 281 2 (sAs1945 SAH A2 5A

o Aese YHl we{l201A L5 5A 3 dutl.

FRACTURE
SURFACE CONTAMINATION
BY PAINT OIL

FRACTURED LINK TO BE
FRACTURED FLY WHEEL TO REPAIRED BY WELDING

BE REPAIRED BY WELDING

TO BE REPAIRED BY
WELDING MACHINED SURFACE

DAMAGED CAST IRON
VALVE PLATE

DAMAGED MALLEABLE CAST
IRON COUPLING

ANY BROKEN / CRACKED CAST IRON MACHINE PART

NO.OFF STOCK SIZE SEMI-PRODUCT MATERIAL PROJECT NO. PART NO. EX. NO.
TIME
i REPAIR WELDING OF BROKEN CAST TOLERANCE *1 05 Hrs
IRON MACHINE PARTS BY USING LOW HEAT
@ +F INPUT ELECTRODES. WLN17101Ef

260



Aot RAsa~4 (Job Sequence)

o aSUlRAAl AUl da, A, dieslell Auls A u11 sigEd/
ALES[B2U gLRL A 516 Bl cll ASAULES €R 5.

@edl Bl aug-s s (ol Al aoR) 90 -
QLA slel As % Il 141 d0.ax dleal Al
o0 53,

o ABE A0lR 10 URiE 5.

o 32 U2 3 mme A 2%) R HI2 5mmoe -l RASs\H il-03
(B3R As uie 5.

o Ol QYL HIZ Gll-08 SESA AR 0.15 kgf/ecm2 EGLLBL UiE
5.

2RL watetddl ugal Al drm Al viddl
s2.

Alse A SASIS DL A\ Ae 53,

ARH (5ER AR g8 ULASR RAUML SEUSA ALY 5.
2.5 HIHlAL AqHIA 22 AU A1 AYScldl ol BSLUR A-es AEs
3.

RNAHA 30* EAU UR A Asea$ 2(5As A 3mm ¢ Ber
A5 GUAWL 531A 32 A AEs 53,

HaLs| digddl ugell ek Ned glrl Aes s3-l Aeslotl vitdsl
s3.

o ocl WESUA SN0USIR AU BUMLA Aes 5 vt (RAY eld
LYl aRH 2.

sletcu sH (Skill Sequence)

siRe R 603 AcSL W2 A AedA g
%331 el

22 4 AULS 5 A sesA coull gl 5 Hl{l e AsAl
GUAL 5319 229 - ¥HL 52,

agui agy 1.5mm HyodlsRWL, AR @ER UL Andal Hie
(BeR Hea glrLAYSd ¢HR.

SLSURLUALEAL AANNA £R S AL LS 5\ A wHlAL
YIS dUlA 5.

ARl (ARl Heca] 8. A AR 2yl &l dl siru &g
AULENA -l 5291 A& a0 Ild a2l 6l

iAot a2l siva el ag) Ysei 3ld AgQl 44 A1 Bej aal
gal él.

l'éi-ﬂ 41 REMOVE ALL
19 SURFACE
CONTAMINATION

PREPARE EDGES BY
FILING OF GRINDING

EDGES PREPARED FOR CASTING REPAIR

WL20N17101H1

Cl A1 61108 (5eR s a3 2lsAL AA{ELAl AL grRL et €1 HRll4L Ll AHIRSIH
(Repair welding of broken Cl machine parts by oxy acetylene welding with CI

and bronze filler rod)

GERA:AL dHA HEE 59
« OAW glRL ¢l Cl machure GIN AR 3.

30 U Add A 5A0ASs BaR ULl 18l 30 UR AW040
lontA dl uR BaR AR eriat-{l G 2.

selULSUAL Slal 60 UR U070 2loA seluLsuA A0SR
oLl . (oL 1)

3mmo BAR As A& 32 4 3 smmsfillerrod U BRARL
L WUl S, IRU ek AAULAL BSIA WBSR sl 603
SESUUL ARAIR SULLS\.

S1R2 ULRIAAAL 6ll-03 ACSTIHT ALEURA HIA 650 Yell 21RM sAMI
A BOC A d UMl dg 2l dell 2eq sHL sl
aui AYsadl Al uR (BER A2d-dl R A @dLedL 20
Ml Yell s12s sl 21 8, A YA 52 8 5 d AU Sld
olaRdd 8.

Fig 1
COAT THE SIDES OF

BRONZE WELD DEPOSIT
FILLS GROOVE AND FUSES
WITH COATING

BRONZE WELDING CAST IRON
MAKING THE COATING AND DEPOSIT

WL20N171011
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el UR(@s (0lg UR el §R\ A A SRS AES oi-lddl Hie
Ydl (eR Aect GARL e A4 YRl - 2t Ui Yell i ugld Add
yeRua(dd a2 8.

HRIS| AL S A Y Sl 6iA olyA sESAU AN €2 5.

Balg)dl, 2yRi udL 4R Bar des wiHlA 12 RiYsdd (3l
3.

Fig 2

LOW HEAT INPUT
ELECTRODE

BUILD UP WITH
SUCCESSIVE PASSES
3mm THICK UNTIL JOINT
IS COMPLETED

WL20N17101J2

Fig 3

SURFACE CONTAMINATION
BY PAINT OIL

FRACTURE

FRACTURED LINK TO BE REPAIRED BY WELDING

WLN17101H2
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5Mect s 1 Bauled (CG& M)
QG5 (Welder) - qHIRSIH 3t stnae(l

ASARALS M 1.7.102

Cl SAS2LS glRL el C1 HRllAAL (11 AHIRSIH. SMAW-01 (Repair welding of broken
Cl machine parts by Cl electrode. SMAW-01)

G2 : AL ASARRUSN(Exercise)-l 2id dA 2(lull 21s20l.
o B0 dUR 53, 5122 1AL A 52 244 25 Aes 5A
o AYSd uBclLR(l M 5 2 M 5A

o SASRLS UAE 5A A AcdHi Ae 52

* 2ClL 6L Aes 5
o HaisIA I 58 Aiauniall dgud g s:A

o vl w2 RiYsd<g [Aatal s?A.

1.7.102

NO.OFF

STOCK SIZE

SEMI-PRODUCT MATERIAL

PROJECT NO.

PART NO.

EX. NO

SCALE
NTS

O3

REPAIR WELDING OF BROKEN ClI MACHINE

PARTS BY ClI ELECTRODE

TOLERANCE *1

TIME

WL20N17102E1
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Aot RAsa~4 (Job Sequence)

Cl gRcll Pl UHIRsIH
s1Re Aes AULERAAL 5L
55 LS uR Y38t

slelcu su (Skill Sequence)

AESL dsls) 24 Buedlal URie 531 26l Sl
AV FASELS A AR GUEIBU AR URiE 5l

20 g(AdL 412 AH A 5

Cl $ASASA gIRL ecll €1 HRllA-L el AHRSIM (Repair welding of broken Cl
machine parts by Cl electrodes)

GEU:LL A HEE 59
« MS A2 WR el R ‘T A2 AR 53,

des 2s-ls

AR(EEDL 2lndl Hie As AHA &sL AES HRISL (AL 25
{1l o) uedl.

AL UdlE AHAR-EL(Ed1 S1RAL Gi-9l, =i 5°2/amps
A1 2152 deg AL Al

el g5SlA AR sUL ULl gsSIAl aR ARL AsLaL Hie
$5 GUSHI 2AlsL Ba (B4 vl

€35 HRISIA AL oligHi Al o1e@, AR A4 dild
AHIA3N Setaami Hee sal ML (QRisH dous uR desd
eAHALL €1, BelgRRL ddl3, (ARUSAAL BSIA HEUHT 3Sl A
Sl sLS1AL eLIo1A 22912 SR\,

€5 AES HRlsL Ul drd % olle U gHRAL GUAL 5914
€25 A5 1-2 (A e UG 52 - elgiL AS\UA gRUARA
dARUAA ELeISAMI HEE 52 B SIRRLS A 63 AU B,

Fig 1

WL20N17102H1
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A Beetl Aesl Sl ot ¥ MR 8l dl BsiA &S| wen
ALESS 5 AL dAHIEl WA As 1] 21331l Bl ¥ AL
UHLA2 W RUB A 59\ 8.

SHHL YRl a1l & Al viLd3l 5309 A AL b Yel
GURSd UlsLA YRualdd s

Al AU 47 M AAe Eicteil AeeIHL A A8 vt €l
AR ViR ¢Ral (Rflet 5:G) « PR s(So A Hie aRs
ol1aq 2 WAL ERMALA Holl4 UR PlUR ¢alls A PR
&ls sraL e As adl ortadl.

0 oL A VIR 52 A5 WML AL AHAAL AL et el
3uRuill L

Fig 2

WL20N17102H2
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5Med s i Bauled (CG& M)
QG5 (Welder) - AHIRSIH i s1naell

SARALTMS 1.7.103

wlRes AL Hald glRL LRS- ecll Gl AL WUl AHIRSIH S (Repair
plastic broken parts or pipes by plastic welding machine)

G2 : VUL AsURASNH(Exercise)-dl id d 2(lull 2is2ll.

o WWRRSAAL g2cl G AAAL WS AR AL gLl Aes sdl AR S3A.

Aot RAsa~4 (Job Sequence)

IR s Aeslat

QUYL Ele ¥R GUAL AHIERRS UHAAL A AL agy
(53Ut g5SIRAA ANsal Hie ACEL AYSd WEllRes UHRSH
HI2 SRAMI A & A AcSL A AR AUUAL &L 215 B,

o RS AsA g0t sl auid Y eotll YRR 59,
o Bl AU AN AL AMHIA U 52 D,

o 655 UMY, EOLIGL OScll UBEL NSIRIA 6§ AL EAMHL A1
&

VR RY eI, dRHL A 655 6iAd AGISSIHL ARAR
GUALIMIL Adldl gollRldl GUAL LPRNA AU W (AWHHL
AN AL A UHAU F2RFUHI AC SE JYERAL HIZ AL
3

EllEaL Rl &g AMA 5L AwEl (Ace A(AdL) uR As

sleicu su (Skill Sequence)

Fig 1

PIPE PLASTIC WELDING W/C

WL20N17103H1

a2l oflst (PIHE S2RHIASYER UAURWLA HYIL Al
8.

o Adl HAEL 65 HYO{d SAL HIR 655 Y33 &, AL oSSl
R[] desl HYOYALE UR ALEUIt AAR AT 25 8.

wlRRs RIR dutdl (Plastic repair preparation)

GERUAL dMA HeE 529
« WRs g2al uiA A1 AESd1 AR 3.

wiRs RUR dadl

WEIRRSHL HRHA UBEi SIH HI2AL ALEAA 8ls Al AHA B4
R sl quLélA 2092 A dAULR $3 . BNAR 47 ALl

G-I GG HIZ 516 a2 2l Gau-jriddialot
2GR SHA 35Ul A Yt seldu A1 yel sall {3l
UL, %331 YRatl ULE-AAl UL RS SAl A AR [AAR B,

Hl2l ML EIRRS UHIRSH HIS.

Aoset{l uieall A druHi (RIAA wiRes Acslat Sle s?.
des sAl HI wllRRes Bl ¥ AL GRS L AL
dclcRt-GaL AES3L vl slai{l vl yau Hie 5& &
Ui 211 A8 HIZ AU vl &L HeAYRl &

SIH SAL HIS AULE A AU AULEL 5 B 43S SARRAL AL ARH]
wRlas el A ol &9l. AlRA2lA Secls wiRes indl
quid A1 A 215 B. ULdl 5 5 31 A Sld Al=RA2s B.

AW dadl

wiRes Aesl AULEl a9 A steHinell Als eldl RNSA.
HIZLHPLAL SLEL AL SAL HIS AULEL AL¢] A4 ULl GulaL 5L
A ag 1oy alasl qlaeusdl el dl Rauda AQRd $leld
(MEK) -l GU2012L 5all YA 5?1, U SleSual 2AlelBls Hyod
glas-l GuAL 520 8l 51RL 5 AL elRRsl AULEA g5l
yalasl o5 8.

gndl sullaiol A-5AUR 93 slFuRL guildl A sARA £ 5
yilatel glRLEIRRS-USIR -ASS) 53

Q8121 HI AU ELRRS-USIR Anag HEAYR] 8.

RA(ORALAL BSLA ALl AU [ARcl1RH A(ESd1 5311 des udlatal
5.2l A (Bl WSl Ao AL 1A &, welRes AlSSaL sdl
quid edlui Aall el oiledl 8. Alell dRHL Hi QR L UR
A5 4% 591N, Aot clsSl, AcloL vigs 24 AesaL Sle.
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dMA 200 444 300 © A (392 4 572 °F) l 3=l cltudiA-Al 32
Us9l d 3-w2ll 1A v21al d-tiell GURAL dtuHIAA uRRUA IR s
Yg Ublnal 8l »aql wiRs ool %9l dil sul usieq
RS AL 531 6L ) Al BUER dMIR sAUL il 3%
8 d waLdll %32 usal.

Ao ARt A (Qalas & 5 AL Al A etlResl e
AMAL & ¥ AESL s 1A B. A YRR 59 el Hecayel
8 5 AcSHL AU DS YRAARAA saAML AR § B2l 5314
AURAA -2 UM 8l

QG212 AR e (&-5-865) A(CEIL e GUAIL AL S (G524
as, [@QdLddR WBseA 21 RUR a5 HIE ARl & A AsA2
A(ESdL geuAl GuAL s3Il Hlel slaseld M 10mmell ag
ASLE HI2 Al GUAIL Al ASA &L

Qeslat Sle- wiéls Aesldl Sle A wilRes SR Sle A A}s
GriH [Aseu & sRaL 5 A AyelAd Ay (B2 & ¥Hides: [@Qa
QesR AU wellRes Aol Sl A AcSlaL ulsuHi Hee sal
Y2 LS AL B,

Fig 1

WL20N17103J1

PLASTIC WELDKIT
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5Mec s 11 Bauled (CG& M)
AcesR (Welder) - MRS IH A el

ASARALTM 1.7.104

UllAl staR-21- 150x100x100-(1 et s 2le At R sl 2isl et (Make a plastic
tank with plastic sheet of PVC dimension 150x100x100)

G : VUL ASURASAH(Exercise)-dl id d 20ull 21s2ll.

a1 Yol wellRRs 2le duR s
llRRs des ke AMndl

il Aell Hadl gAvll 214 AcSDL oigsA udcitll ARH 5A

LRRs- eisla 2s Aces s
12-Ble A5 WYR- GU(laL 5314 2iSlA des sA
SIH ALG 5A A AUl

Aot RAsa~4 (Job Sequence)

Bl ERITER | RY[ 1)

AL s1H sl wouL AR Sld AlRAZS [AdRHL Ae s

Fig 1

100

- 100

150
PLASTIC TANK

WL20N17104H1

Alo] 24 R4 wRlefl el wetResHiall 3ol £ 53
A URLE sRE RS Aotd A1)
AESLRAS 2Re Sle-l GurllaL 531

iR sHiell slguat Qa1 sledl Hie 80-§lad A 5Ll

35Sl GullaL 531

Ais(A Yo wetlRes 2lled sl

RALEUA 22U AvAL HIZ WALRRSAAL g5SIA SARL A 2U 53
AGEL A B HE AL 2-3 M2 Hie udetell aRH 53
CLEAHRL SE dldHIA 200°C 2l 300°C Jelll &

AHA A5 YRAAd 5L HI2 WelRRSL BSIA 25-AEs 53,

AR AHletResd ydllefsea slEar A ARAR
UMl AL A2ll, RUR A sl2lAL (3e0A 20l @ 8, %
(Qs(AsRwalg 5181 oA & AHA AHA ¢1RS vt .

A QASRE@AA A3, USR UR ER AvlA, 2435
USIRAL 55D A1A1 &

wiRRsAl eisl @UNd saldl yosal adl Ul
RAQA 2R QaiRd 52 B,

wiRRes 2isl

AL AL BSIA (M sRal Hi VR GuAlaL 5.
Qa1 914 ALs N uR Aeslar Al eluid s
el ¢flA Qs olgsA wlRRs U wAs

A3 Hiell 22l [@QLS GUR @Il 2.5cm L idRl
e [RadL 53,

oigsa 54-(3alll Rl uR Ree 52 R Al AR
AHIA YRl WR UG Qg olygell RAA 5. Ui Yell dd
Acsloryel A 520 i Yell 2L ulsuA yialdd 2.

GRS A S 5 AAe Hie &g aal €l

YAl Hi2, 12-Bl2 A-5UUR 93 VRURUSL YgRAA RN
oA, ALBI A YRR 5291 5 @lRs 2 N2 Aud 8.

AsQaoay. 24t s8] yuf 2211 uehl, AcslorL 54l st 8.

lRRes Acsloil Bl sl 2isld U] HHd A
G euall 2uu(Els Ad 8.

ELRes AGSLAL Ut SRUEL S 555 A ag YR(Ad A &
3 clioil AU YEll ALt 24 agy es16 &9l
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