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QFui 2 HyFm ). LD mIBT ULPOIGTL 19 LD DIBIHSE jeumler mlajenrsener Ll 19 w6 S 1 GFDS,
Coewauwimer sFFTLGUITHL Sewer S 1 1HeusnH@, BTTCSHTMILD LITL Aiseweru b Lopmitb GFiLpenn
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LulH & ereser

uuldn G

LI& & GTGOOT

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

1.1.11

1.1.12

1.1.13

1.1.14

Lu@&S) 1: Geucvrg i1 HrerL_ov LUDHF P mid GFwievLpemm
(Induction training and welding process)

QarpHLuIng) GleFuipedmuiled LiweTLIRSSLILIBLD Qb kISHener

sevrL_plsed (Demonstration of machinery used in welding trades)

LITSISTLIL] FTHGIEIGGT LODHMILD fedDM)GOT LIUIGH FH6N6IT
seirL_plgev (Identification of safety equipment and their use etc.,)
(QR Code Pg No 5)*

QSO eLPeVLD Y MISHE, eTayserer Lig OCFhGHTeRTLOTS
@)rmaysev (Hack sawing, filing square to dimension)

MS g1 19 651 L5 &1 9emey Cam(h) euenghsl LoHmILh LieTenuil(bhsHed
(Marking out on MS plate and punching)

s 9119 0l6hT hlemevuild ewLndBHed, enevL L I Loj LD
L9Gerenin GF” GlFuiged (Setting of oxy-acetylene welding equipment,
lighting and setting of flame)

FeF o1 hlenevd@ HLbLI) 201" (hed @)ebevTioed 2 (K& LF(haeir
GlFu1560 (Perform fusion run without filler rod on MS sheet 2mm thick in flat
position) (OAW-01)

9T Olausbig i QUUBGITLD LoD MILD D LISHT T IS DGHLOS B
LoHMILD TH&Flenat 2 evrL_mHGHHe0 (SMAW - 01) (Setting of arc welding
machine & accessories and striking an arc (SMAW-01))

10 A5 M.S. ga' 19651 155 LIRSGens Hlewevulled CwrdhCahmi’ (HiL's
LILQ @ HGIT @@g,d) (Deposit straight line beads on MS plate 10mm position
flat)

2 188 B&L 19687 LB & Blriinyd siblfleow CFid s Li(h%hens
Blewevuiled LF1g ewesr 9yewingHev (Deposit bead with filler rod on MS Sheet
2mm thick in flat position)

Blrliys &ibLs @evevrined 2 165 M.S Sa&L 19 61 Glosd LiB%hens
Hlevevuileh @rddlenar Qemenrdsed (OAW -03) (Edge joint on MS sheet
2 mm in flat position without filler rod) (OAW -03)

10 OIS M.S. &' 19651 155 LIRSGens Hlewevulled CwrdhCahmi (HIL's
Ly aser (QHised (SMAW - 02)(Straight line beads on MS plate 10mm
thick in flat position) (SMAW - 02)

10 A5 M.S. B&L" 19657 155 LIRSews BHlevevuileh 2enFeh afFs LiLg 6y
GlFu1560 (Weaved beads on M.S. plate 10mm flat position) (SWAW - 03)

10 L85 M.S. &L awr_, 9 dbend 51" 19 c0lesr Q) Fmeter(h) enspuilesTed
Qeul’ BHsev (Cpr opmib ey G (B) GFuiged (Setting up of Oxy
- Acetylene and make straight cuts) (free hand)

10 L85 Herd Hal_mesr MSev eumujellesr eLpevrd Cammig i’ 1
Crrmesr Gla (HHevenesT HieveOlwnmer + &@ 2 L5 GlFuiweyb

(OAGL - 02) (Perform marking straight line cutting of MS plate 10mm thick by
gas. Accuracy with in 2mm) (OAGL - 02)

11

14

26

33

38

43

45

46

50

(vil)



-
LuiD& ereser
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1.1.15

1.1.16

1.1.17

1.1.18

1.2.19

1.2.20

1.2.21

1.2.22

1.2.23

1.2.24

1.2.25

1.3.26

10 AL Ferd HaL 19 65fled FTGTewTions @5)Cwmiblesr 1 fdhHed
QULG QUBISGIT LDHMILD @ILG@ILODD QULY QUABISGT LOHMILD FIAeHenaru b
Gl (Haev (OAGC - 03) (Beveling of MS plates 10mm thick, cutting regular
geometrical shapes irregular shapes chamfers by gas cutting) (OAGC - 03)
ety Oeur’ 19 et LIwGTLI(HSE) UewTh S LOHMILD GUCHGITGUITGET
Oeul’ (Hgev, Henaruienes Geul’ g GlFu1%H (Lpg SHed (Marking and
perform radial cuts, cutting out holes using oxy-acetylene gas cutting
(OAGC)-04)

ey Glaul” HH0GHT HODFHST el _WTATLD HTeHed (OAGC - 05)
(Identification of gas cutting defects) (OAGC -05)

[ 2.00 LA.L5 MS BaL e LGFws Hlavevullesy Fay

wpL 1y et LILITE: (LpL 19 emenTLiL] G)Fu156v(OAW - 04) (Square butt

joint on MS Sheet 2.00 mm in flat position)(OAW - 04) (QR Code Pg No 69)*

LGS 2 : upPlewentiiesr miewghakiser (Welding Techniques)

L@ Fma Hlemevullev 10 .5 FersFBev MS &l 19 D@ Croey
ooLflevevr “T” @emewriiry (1F) - (SMAW - 04) (Fillet “T ” joint on MS
plate 10mm thick in flat position) (1F) - (SMAW - 04) (QR Code Pg No 73)*

2.0 Bl5 MS s oo Lihdens Hlevevulled Gloverf] eLpemev
@)ewewntL 11T JdLiebevL’ (epewev BlyLiLy) Glasb®) GlFuiged (1F)- (OAW
- 05) (Open corner joint on MS sheet 2mm in flat position) (1F) - (OAW - 05)

u®Fems Hleamewullev 10 6.6 FerSFHev MS HHL 19 651 GLoey
ooLilevevr’ Gevrs @)emeweriiry (1F) -(SMAW - 05) (Fillet lap joint on MS
plate 10mm thick in flat position) (1F) -(SMAW - 05) (QR Code Pg No 80)*

(2.0 LO5 M.S. 35 e LRSS Blevevullev ‘T @)ewenstL1LITH

odvLflevev’ (epemev BlyriLy) Geuev® OGFuizev (1F)- (OAW- 06) (Fillet
weld ‘T’ joint M.S. sheet 2.0 mm in flat position) (1F) - (OAW- 06)
(QR Code Pg No 83)*

L@ Fems Hlemevullev 10 6.6 Her MS sxL 19 i1 Grocv Glewerd)

ppeevuilenat @)enenrssHev (1F) - (SWAW - 06) (Open corner joint on
MS plate 10 mm thick in flat position) (1F) - (SWAW - 06)
(QR Code Pg No 87)*

2.0 Hl.b MS gal' 190 LIBFS®S BHlevevullev Govrs odLfevevr’
(Groevriay) @emewriiLy GFuigev (1F) - (OAW - 07)(Fillet lap joint on
MS sheet 2.0mm in flat position) (1F) - (OAW - 07) (QR Code Pg No 92)*

12 1.6 MS sa1L196v LIGSens FHlenewulled smemm “V”
wpL 1y ewemrienu wpL B Garev® GFuisev (1G) - (SMAW - 07)
(Single “V” butt joint on MS palte 12mm thick in flat position) (1G) -
(SMAW - 07) (QR Code Pg No 95)*

LGS 3 : sivicllggiemt_w Gauevig i1 GlFuiw @Quigyd SH6TemLD
(Weldability of Steels) (OAW, SMAW)

urrenanured uie) GlFuwg Gleusb® Qenewtlifener Com&dse

(I&T - 01) (Testing of weld joint by visual Inspection) (I&T -01)

58

65

67

73

76

80

83

87

92

95
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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

1.3.36

1.3.37

1.3.38

1.3.39

Oassd(h) GCaghseart: LweTL(hSS GleusbBsemer uiay GlFuieb
(I1&T-01) (Inspection of welds using gauges (I &T - 01)

2.0 BILE M.S. 51" e GlewL_tol" 1 Hleveoudled &

apL1g eweseriiLims (wpL () Gleusb(® GlFuIsed (2G)-(OAW - 08) (Square
butt joint on MS sheet 2.0mm in horizontal position (2G) -(OAW - 08)
Kovr_io1” 1 Flevevuied 10 8. ser MS sa1” 19 Hg CrirsCsme g 6ir
CLoev Lig eflewesr jewindsHev (SMAW - 08) (Straight line beads on MS plate
10mm thick in horizontal position) (SMAW - 08)

~

Gewr_to’ 1 Flewevuiev 10 L6 FHerdhBlev MS HaL 19 61 GLocvy
T Qewewriining odifevevr GFuizev (2F)- (SMAW - 09) (Filler ‘T’
joint on MS plate 10mm thick in horizontal position) (2F)- (SMAW - 09)
(QR Code Pg No 112)*

2.0 A5 MS g&" eoL_ Glen_iol" 1 Hlewevulled Gevr's (Q)ewewriiLy
GlFuigev (2F)- (OAW - 09) (Fillet - Lap joint on MS sheet 2.0mm in horizontal
position (2F)- (OAW - 09)

10 LBl MS &a1 1960 Glewr_tot’ 1 Blevevuiled ooLflebevr’ GleusL(H)
Govr's @)ewewri’in ] GQauized (2F) - (SMAW - 10) (Fillet lap joint MS plate
10mm horizontal position) (2F) - (SMAW - 10)

2.00 L5 MS g51" 1960 GBRS@ Hlewevulled Blriiyd HibLl) Glamess(h)
2 (h&L1 Lig & Fuiged (OAW - 10) (Fusion run with filler rod on MS sheet
2.00mm in vertical position (OAW - 10)

2.00 8.5 MS 551" 1960 GBHSE Hlewevulled F T (LpL L9 cOGETLIGHLI
L’ Garcv® GFuizsed (3G)-(OAW - 11) (Square butt joint on MS sheet
2.00 mm in vertical position) (3G) - (OAW - 11)

12 185 MS BaL 1960 Glewr_ oL’ 1 Blemevullev gmemm

wpL 1y ewemrien (wpL B Oeusv® OFuizsev (2G)- (SMAW- 11)
(Single ‘V’ butt joint on MS plate 12mm thick in horizontal position) (2G)-
(SMAW- 11) (QR Code Pg No 127)*

2.0 A8 MS saL oo Gp(hd@, Hlemevuied “T" (@)ewewrLienLs

ooLfevevr’ GlFuigev (3F) - (OAW - 12) (Fillet “T” joint on MS sheet 2.0mm in
vertical position) (3F) - (OAW - 12)

10 65 M.S. gal 19ev OBBEGE@G BHlemevullev (CoavGrTad)) T
Qewewriien obiilevev Garcv® GFuiged (3F) - (SMAW - 13) (Fillet
weld Tee joint MS plate 10mm in Vertical postion) (3F) - (SMAW - 13)
(QR Code Pg No 133)*

50 Bl & 1 _ptb 3165 Feurrsetptb 2 6rer MS @Lprenus, 1G
(2. (b (Bg6D) Blevevulled s’ QTdFSHTed GLOmUl (LpL' 1§ GHGRTLIL]
GlFu1gev (Structural pipe welding butt joint on MS pipe ¢50mm X 3mm wall
thickness in 1G (Rolling) position) (OAW - 13)

10 6 MS gai 1960 QBB%SG Hlewevulled (Crosv Crmasl) Gevr
(Groevinrrey) @ewewstLienis oaLflsbevr’ Glausb(R GlFuiHed (3G) - (SMAW

- 14) (Fillet lap joint on MS plate 10mm thick in vertical position) (3G) -
(SMAW - 14)
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106

109

112

116

118

121

124

127

130

133

136

140
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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

10 tOLE MS seard 5L 1960 GBHGE Blevevuisd (Crosh Cprs&)
Gleuar] epemev @)ewewrLienerr Glausb(®h GlFuiged (3 F)(SMAW -15)
(Open corner joint on MS plate 10mm thick in vertical position) (3F) (SMAW -15)
Lihdens Blevevulled 50 8.5 el L ptb 3 LBLS FHeuTHerdGevr MS
@Lpmileiled eTebCLm @)ewenT 1L9D&HTSH vl OlTdFSHTeD @GLOTUI
Glauevrg i1 GlFuised (Pipe welding - Elbow joint on MS pipe @50mm and 3mm
wall thickness in (1G)-(OAW-14))

50 815 il 1L _ptb 3 LS &eurr setpd 2 arer MS @GLpmeni
L®Ges BHlevevuis T Qevewri i n@ et Gauebig b GFuiged (1G)
- (OAW - 15) (Pipe welding 'T" joint on MS pipe 250mm and 3mm wall thickness
in flat position (1G) - (OAW-15))

120606 MS &L 19 60 QBBSGHlenevuller (CoswGrrTss) emenm
“V o @evedieon Ll Qaich® Gaige (3G) - (SMAW - 16)

(Single "V" butt joint on MS plate 12mm thick in vertical position (3G)-
(SMAW-16) (QR Code Pg No 151)*

J

$50 X 3mmwilil saurr sestdGlesiled MSeorilifesr Crosh 45° Caireser %60
oLt Glauevrg i G)Fuiged (1G)- (OAW - 16) (Pipe welding 45° angle joint on
M.S. pipe 850mm and 3mm wall thickness (1G)-(OAW-16)

10 LBl5 MS g&L' 1960 Hevavd@ CLosy plamevuiey CrirdGam (hL
Ly aysevar @)hissd (SMAW - 17) (Straight line beads on MS plate 10mm
thick in overhead position (SMAW-17))

sl L lewevulled MS H&®B) ommitb 50 LBl5 il 1 $Glev 365
FQUTHTHEH MS ewiL1enaT LIl oOLITTEhS (Q)enewTLiL)
@)emewrd;5e0(SMAW - 18) (Pipe flange joint on MS plate with MS pipe 250mm
x 3mm wall thickness (1F) (SMAW-18)

10 65 MS s51" 1960 emevd@ GLoed Hlewevuied, “T" @)emewriifled
ooL9sveur’ Glauev(h GlFuigev (Fillet-“T” joint on MS plate 10mm thick in over
head position) (4F) - (SMAW - 19)

1G Blewevd@ ¢ 5010.8 X 510.18 Houri ser55e0 MS v NeneT |

Ll et Geuevig i GlFuigsev (SMAW -20) (Pipe welding butt joint
on MS pipe 250mm and 5mm wall thickness in 1G position (SMAW-20)
(QR Code Pg No 169)*

10 6 MS saL 1960 Bevevd@ GLosd Flemevuiey GLosvipiiay
QewentLiLiTs @)B5@ (oLisvevr’) Gausv®) G)Fuiged (4G)- (SMAW -21)

(Fillet - lap joint on MS plate 10mm thick in over head position (4G) -(SMAW-21))

10 A5 MS sl ewL_ amevd@ G BHleanevulley ghemn“V’LL )
Qewewriiy wp” B Geucv® GlFuigev (4G)- (SMAW - 22) (Single “V”
butt joint on MS plate 10mm thick in over head position) (4G)-(SMAW - 22)
(QR Code Pg No 176)*

J

50 1815 Gleuer] @’ L _(ptb 6 LOLLS FHeursHestpLd 2 6rer MS @LpmeniLs

1G (FHLpDmiHevd) Blevevuiled (wpL' 19 ewewtrienrs @Lpmis wpl (B Geusb(®)
GlFu1gev (SMAW - 23) (Pipe butt joint on MS pipe $50mm X 6mm wall thick
ness in 1G (Rolled) position) (SMAW - 23)

143

146

149

151

155

158

162

166

169

173

176

180
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1.3.52 . @enewtiifed sl @pmuil/2” et gresTi_eb epevib NGy Fhi

GlFu1z560 (OAW-17) (Butt joint of copper pipe 1/2” by brazing process by

induction welding machine OAW-17) 181
1.3.53 2.00 B)L5 evG)_uflesGleveiv stuie 6 F&HL el Li(hens Flevevuiled

FaIT L1y ewewriiL] GFuised (OAW - 17) (Square butt joint on stainless

steel sheet 2.00mm thick in flat position) (OAW - 17) 183
1.3.54 epamev /T @ewewriiL) eLpeoid i @pmus 1/2” ef’ 1 1b, berib

75mm NGy &y GlFuipemm (Corner [Tee joint of copper pipe and Braze tee

joint on copper tube 1/2”and of length 75mm) 185
1.3.55 2 185 sewrperer MS gL’ 19 6 Fayy Ll wopmib Gevr's

@ewewrLi et Groed L9CTHiy GlFuiged (Square butt and lap joint on M.S.

sheet 2mm thick by brazing in flat position (OAW-19)) 188
1.3.56 6 8.5 sewrperer eumrLipotiey Lihdhens Hlenevuiey FuGler “V

L’ @enewrliflener GlFuigsd (SMAW - 25) (Single "V" butt joint on cast

iron plate 6mm thick in flat position (1G) (SMAW-25)) 191
1.3.57 L@Fes Blevevulled 10 OS5 MS S&L' 19 D@ 941s Glser gl

GIFu1560(AG - 01)(Arc gouging on MS plate 10 mm thick in flat postion)(AG-01) 194
1.3.58 Lihdena Blenevuiled 3LblLs Hewr o epiblesilus afi’ 1g 651 GLocd &

wpL 19 ewewrLiflencird GFuised (OAW - 20) (Square butt joint on aluminium

sheet 3mm thick in flat position) (OAW - 20) 197
1.3.59 6 1815 setiiGFHTeTL . CHeivl’ oyurest s’ 19 H& henm “V

apL’ 19 eweseriiflesr Groed Ligmesrsiv Geusbry i GlFu1gHeL (OAW - 21)

(Bronze welding of single “V” butt joint on cast iron plate 6mm thick) (OAW - 21) 200
1.3.60 oo Gluesil Creser” LifMGFmgener (Dye penetrant test) 203
1.3.61 Croderi' 198 L 19 sed LMCFTHewer (Magnetic particle test (I1&T) 204

LGS 4: uiey OFuIse ohmib LIMNGHFTSS5H6v

(Inspection & Testing)

1.4.62 Blg 2 ool Lmiig g LMCFT&Hse0 (1&T)(04) (Nick-break test (1&T) 04) 206
1.4.63 Oiesr(® epevrb LIMGFTSH B0 (Free bend test (1 & T) 03 208
1.4.64 ooLlevevr” wppley LIMGFTHSs6v (Fillet fracture test (1 & T) 04 210

UGS 5: ety 2 Govrs: 9yidh Gauevig i1 (Gas Metal Arc Welding)
1.5.65 LITSIFTLIL] FITSETHBISGT LOHMILD DHGT LILIGTHET Bl(LpHLD

(Introduction to safety equipment and their use etc. GMAW-011) 212
1.5.66 GMAW -61 Glewebig i @UuBSITLD o) MILD 2 LIhTewThISGT Lo LD

QT EGlenar 2 aL_msHGHsev (Setting up of GMAW welding machine &

Accessories and striking an ARC GMAW-02) 212
1.5.67 GMAW -6 gewy o’ 1 Blewevuiled 1085 MS gL 19 D& LFBH)FHenerm

CriraGaimi 19 6t CLosd yewindseb (Depositing straight line beads on MS

plate 10mm in flat position by GMAW-02) 216
1.5.68 1F 1911 1o myHedlest eLpevid LiSens Hlewevufled 10 LBlLE HerrdGled

MS g5 19 651 GLoeh ‘Tee' @)ewawri i nams ool'iLlebevr” Glausb(h)

GlFu1560 (Fillet weld Tee joint on MS plate 10mm thick in flat position by dip

transfer 1F) (GMAW 03) 218

()
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1.5.69

1.5.70

1.5.71

1.5.72

1.5.73

1.5.74

1.5.75

1.5.76

1.5.77

1.5.78

1.5.79

1.5.80

1F 1917 1 grestevrifled 3185 serpeirer Gevls @)enenriienLs Li(hshends
Blewevuiled M.S sarL' 19 esfleb ooLlebevr’ Glausb () GlFuized (Fillet weld -
Lap joint on MS sheet 3mm thick in flat position by dip transfer 1F (GMAW - 03)
ooLflebevr” Gleusb(® - 3 LOLLE Fest(LpeiTar M.S 51" 19 687 L5 % LI(Bden S
Blewevuiled 19 11 1" gresteiviit eLpevrd 1F @)eb @)ememrd e (Fillet weld - T
joint on M.S sheet 3mm thick in flat position by dip transfer 1F)

1F 1911 L _grestsioLnt epevtb Lihghensd Hlewevuied 365 sHewrgGled M.S.

sl 1961 Goed et @enenTiitied - oorflsbevr’ Glausb® G)FuIged

(Fillet weld - Corner joint on M.S sheet 3mm thick in flat position by dip transfer
1F (GMAW - 05)

1G L@BFeamna Hlewmavulled 3L6).L5 FesrSHBed M.S.HEHL 19 65T FHIT L]
Qewewriiiev - L Geusv® GFuIzew (Butt weld - Square buttjont
on MSsheet 3mm thick in flat position 1G (GMAW-06) (QR Code PgNo 231)?

1G L®Bgens Hlewevulled 19 L't 1 rresteiviit epevrd 10LB)LS SHevT(Lp6iT eI
anLoeb(h) sivteed s 19 6T GLosd FiuGleir V' L’ (@)ewewnt 16y L1
Glarev(® GlFuigev (Butt weld single V Butt joint on M.S plate 10mm thick by
dip transfer in flat position 1 G (GMAW - 07)

2F 1911 "_grestsivLit eLpevid Flewr_tor’ 1 flenevudled 10L0).L5 HesrdGlev
M.S sa’ g6t T @ewewriiied ooLflsbevr’ Glausb(®h Gleuiged (Fillet
weld Tee joint on M.S plate 10mm thick in horizontal position by dip transfer 2F)
(GMAW 08)

19 L1 L grestsioLut epevth &Flewr oL’ L Flevevudled 1005 HesrdGFled MS
S5 19 &¥flev &TrreTT @ enewrLiLied ooLiebevi’ Glausb(h GlFuigHed (2F)
(Fillet weld corner joint on M.S plate 10mm thick in horizontal position by dip
transfer (2F) (GMAW - 09)

2F 191 L"_grrestsivnt eLpevrd Glewl _Lot’ 1 Blevevulled 3 LE).LE FHesrdFlev
MS saigefled T @enenriiied oorfsbevr’ Glausb(®h GlFuiged (Fillet
weld 'T' joint on M.S sheet 3mm thick in horizontal position by dip transfer 2F
(GMAW -10)

2F 1911 " gresteioiit eLpevid Glewr o’ 1 Hlewevuded 3 LS HewrdBlev
M.S afil” 1g 6t Hrrrett @)ementLiLed ooLflsvevr’ Glausb® GlFuiIgeh
(Fillet weld - corner joint on M.S sheet 3mm thick in horizontal position by dip
2F transfer) (GMAW - 11)

3F GloFhind s Blevevuilsd (Crosv Flemevuisd) 10 L8l M.S H&L" 19 evfled
T @ewewriiListr Grosb oorisbevr’ Glassb(h) GlFuiged (Fillet weld - Tee joint
on M.S plate 10mm thick in vertical position by (vertical up) dip transfer 3F
(GMAW - 12))

3F i L pgaestsivui epevtd GOFhighd B Hlewevuilev 10 Lhl.Lbemus
MS ga1’ 19 ewflev GeuallliLiss saietri @)enewrLiiesfled ocoLilevevr’]
Gleuev(® GlFuigev (Fillet weld outside corner joints on MSplate 10mm
vertical position upward by diptransfer3F (GMAW-13) (QR Code PgNo 251)}

3F 191’1 L grestsioLir erpevrd QFu@g 5l Hlewevulled 3Lb)Lb sHesrdGled M.
Sl 19 61 Gevrs @ewenriiiled odLlsbevi’ Glaueb(h) yemindgev (Fillet
weld - Lap joint on M.S sheet 3mm thick in vertical position by dip transfer 3F
(GMAW - 14)

222
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234
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243

246
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253
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1.5.81

1.5.82

1.6.83

1.6.84

1.6.85

1.6.86

1.6.87

1.6.88

1.6.89

1.6.90

1.6.91

1.6.92

1.6.93

3F g 11 1" grresteivLurt epevrd O Fu@g & Hlewevudled 385 MS afil’ 1g 6t
Oeveflliiga HarerT @enent 16D oorflsbevr’ Glaueb® GlFiuILH6D
(Fillet weld - corner joint on M.S sheet 3mm in vertical position by dip transfer
3F (GMAW - 15)
4F 1911 L grettsiviT eLpevld Hemevdi@ GLoed [Flemevuiley 3L6)LE Hevsib
2 6irer M.S ga1" 19 eflih@ Gevls ommid ‘T @)enewriiLied odLsbevr’
Glasev(® GlFuigev (Fillet weld - lap and 'T' joint on M.S sheet 3mm thick in
overhead position by dip transfer 4F (GMAW - 16))
LGS 6 : eumuy L_hisivl_eT g Glausvig i

(Gas Tungsten Arc Welding)
1G Hlewevuiled 3165 sergFlev Geuaflad’ L iomer 6085 MS @Lpmudlss
FLpmFullsst GLosh Tee (Q)ewenrd e (Tee joints on M.S pipe f60 mm OD x
3mm WT 1G position (ARC constant rolling) (GMAW-17)
LIhSens Blewevuiled S.S afit’ 19 6t Croed 1ig eflewesr CFrafldae
(Depositing bead on S.S sheet in flat position (GMAW - 18)
19 L1 L gresteivLt eLpevld Li(hlbend Bleweuulled 2L6).L5 HevtLpeiTerm
afi’ 19 asfled svG)_ufetTGlevsiv sivie edleh LI (QewemTdHed (Butt joint on
stainless steel 2mm thick sheet in flat position by dip transfer (GMAW - 19)
LidHens Blewevuiled 2165 sestpeiter ojeviiblesluitb HHL" 19 651GLoeh
1F19 ewarrd GaFrrggev (Depositing bead on aluminium sheet 2mm thick -
position flat (GMAW - 01))

N\

L®gend Hlenevuilev 1.6L0).L5 FHestpeirar 9feyiLblestluiip
S&L 19 aflev  FHITUL @ewentiigev - Ll Geuev® GFridsev
(Butt weld square butt joint on aluminium sheet 1.6mm - position flat)
(GTAW - 02) (QR Code Pg No 273)*

-

1F u@®demna Hlemevullev 1.6 LO.L6 FHevr(peiTar oyeyiLblestluiip
S31L_19 aflev ‘T’ @ewewriiiesr Groev ovLilevevr’ Gauev® GlFuIHev
(Fillet weld - Tee joint on aluminium sheet 1.6mm - position (1F)

(GTAW - 03)) (QR Code Pg No 275)*

1F u@gena BHlenevuilev 2 LO.L6 FHestperrar ofeyiiblestluid
SaL_13 aflev  Geuaflepeney @)ementiiLimsg oviflevevr_ Glausv ()
G#Fuigev (Fillet weld outside corner joint on aluminium sheet 2mm -
thick in position flat (1F) (GTAW - 04)) (QR Code Pg No 277)*

1G &S S mIFET Hah@GHLd auTujalenetd Game® 1.6 .6
sarparer svGL_uilesr Gevev svieedled FHITLIL (@)enewtLiLeT
LGS BHlevevullev emausdb g Ll Gousv® GFuigsev (Butt weld
square butt joint on stainless steel 1.6mm thick flat with purging Gas) (1G)
(GTAW - 05) (QR Code Pg No 279)*

J

ooLflebeur’ Gleusb(®) - LIBFHews BHlewevuiled 1.681.L5 HHL 19 6vfleD
sivG)_uflssrGlevsiv sivie 6b HaL' 19 61 Gosd ‘T Q)emenrdsev (Fillet weld
Tee joint on stainless steel sheet 1.6mm - position flat 1F (GTAW - 06)
Lidena Hleweoulled 5008151 1 e L @pib LLEL 1L T FeuTHeTpLd
2 airer 9 eblestlind; @Lpmulesr Giosy (LpL' 1g enewTL LTS (LpL (B
Glarev(® GlFuised (1G) (Pipe butt joint on aluminium pipe $50mmx3mm WT in
flat position 1G)

Ligena Hleweoulled 5008151 1 e L @pib O 1L T FeuTHeTpLd
2 irer M.S@Lprenws 2 (B (Hgedlsd T (@ewentLiLims ooLilsvavr’ Glausb(h
GlFu1g60(Tee joint on MS pipe f50mm ODx3mm WT position flat1F) (GTAW-08)
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1.6.94

1.6.95

1.6.96

1.6.97

1.7.98

1.7.99

1.7.100

1.7.101

1.7.102

1.7.103

1.7.104

Q) mibLimevmer &b @)pLbrimm 2 Cevrabisarmetsib GLosd
Lherreiviomeilsy Cpirps Glau’ (Hxev (Plasma straight cutting on ferrous
and non-ferrous metal)

9(LpSBHFe0 stvuT Lipplenent 196D stur’ Gl_ulsiTeveiv siuLe 6b
s&L 19 axfle Cevrs Qamewtiiysd GlFuiged (Lap joint on stainless steel
sheet by Resistance spot welding (R.W - 01)

9(LpSBHHFe0 stvLiTl LimWlenenTLiileh ewLoeb(R) siuie 6 HahL 19 6T
Guoed Gevrs @emewriiysd GlFuized (M.S. Sheet Joining by Resistance spot
welding (R.W - 02))

1G LIhShena Blewevuiley 21615 sestpeiTer HTLAT afil’ 19 651 GLoed
FHIT LI @mmg’r,g,d) (Square Butt Joint on Copper sheet 2mm thick in
Flat position (1G) (OAW 01)

UGS T: LpSI LITTSHSeILD, LIFTLoM % eILb

(Repair and Maintenance)
1F 9Crenilai&led sewrior’ 1 Flewevuied 2 LOLLE FHeTpeiTar eoLocv(h)
sivie 6b ey’ 19 afih& STLOTS HIL_6T T @enewriid GlFuiged (‘T joint
on copper to M.S sheet 2mm thick in flat position by brazing 1F (OAW 02))
T Qewenrinsms sl _ulerblevsiv siuieed $aL’ 19 61 GLosd Hrlly
BHL 19 T wald g Fevaur LICTendih GlFuiged (Silver brazing on S.S.
sheet with copper sheet ‘T" joint (OAW - 03))
STLOTd GLpmu_et, GHLpmulenest enald g LICTeniln G)Fuige (Silver
brazing on copper tube to tube (OAW - 04))
Cl op myib 19resteiv 1ebeorr (k) Lopmith 9ydherdl & 19 edledr
Olausbry mGled 2 awr_bg Cl QubSlr Limsbiseer Fi GlFuise (Repair
welding of broken Cl machine parts by oxy acetylene welding with Cl and bronze
filler rod (OAW-05))
Cl erevs" gr(h) eLpevib 2 6wl _h%h QUIBEIT LITHBISear Fil O)FuIHe
(Repair welding of broken Cl machine parts by Cl electrode. SMAW-01)
o2 el b LINTTEVIY T 96DV S| GHLOTUI LITHHBISEET LISTTsIvLg 5
Gleusbrg i epevib Frfl GlFuiged (Repair plastic broken parts or pipes by
plastic welding machine)

150x100x100 9jerayeirer PVC termsivig & afi’ 1960 tiermeivig o Gr_rbid

2 (heuTSHGHev (Make a plastic tank with plastic sheet of PVC dimension
150x100x100)

294

298

300

301

304

306

309

313
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320
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(LEARNING / ASSESSABLE OUTCOME)

On completion of this book you shall be able to

SI.No

Learning Outcome Exercise No

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

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

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

1.1.01-1.1.04

1.1.05-1.1.08

1.1.09-1.1.10

J
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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 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,
3F.,4F, 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, ClI, 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, CI, 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.

1.1.11-1.1.12

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

J
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SYLLABUS

Duration

Ref. Learning
Outcome

Process
Code

Professional Skills
(Trade Practical)

with Indicative hours

Professional Knowledge
(Trade Theory)

Professional
Skill 47Hrs;
Professional
Knowledge
11Hrs

Set the gas welding plant and

join MS sheet in different

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

Set the SMAW
machine and perform
different type of joints on MS
in different position observing
standard procedure [different
types of joints- Fillet (T-joint,
lap & Corner), Butt (Square &
V); different position - 1F, 2F,
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.
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OAGC-04

OAGC-05

OAGC-06

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

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

Professional
S kil |
126Hrs;

Professional
Knowledge
31Hrs

Professional
Skill 80 Hrs;

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

3G]
Set the SMAW
machine and

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

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

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

OAW-04

SMAW-04

OAW-05

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

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

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

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

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

SMAW-05

OAW-06

SMAW-06

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

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

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

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

Weld slope and rotation.

Welding symbols as per
BIS & AWS.

OAW-07

SMAW-07

1&T-01

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

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

26 Testing of weld joints by visual
inspection.

27 Inspection of welds by using weld
gauges.

Arc length - types - effects
of arc length.

Polarity: Types and appli-
cations.

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

Weld gauges & its uses.

OAW-08

SMAW-08

SMAW-09

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

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

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

Calcium carbide uses
and hazard.

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

OAW-09

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

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

Charging process of oxy-
gen and acetylene gases

SMAW-10

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

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

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

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

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

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

Difference between gas

OAW-11 | 35 Single Vee Butt joint on M.S. plate 12 welding blow pipe(LP
mm thick in horizontal position (2G). &HP) and gas cutting
blow pipe
SMAW-11 Gas welding techniques.
Rightward and Leftward
techniques.
SMAW-12 |36 Fillet "T" joint on M.S sheet 2 mm thick in Arc blow - causes and
o vertical position. (3F) methods of controlling.
AW-12 37 Fillet"T" 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 Set the SMAW/| OAW-13 |38 Structural pipe welding butt joint on MS Specification of pipes,
machine and pipe @ 50 and 3mm WT in 1G position. various types of pipe
Knowledge | perform different type SMAW-14 |39 Fillet Lap joint on M.S. Plate 10 mm in joints, pipe welding all po-
17Hrs of joints on M.S. in vertical position. (3G) sitions, and procedure.
_|different position Difference between pipe
Professional |observing standard welding and plate
Skill 61Hrs: procedure_. [dlffgrent welding.
"|types of joints- Fillet (
T-joint, lap & Corner), | SMAW-15 |40 Open Corner joint on MS plate 10 mm Pipe development for El-
Butt (Square & V); thick in vertical position. (2F) bow joint, "T" joint, Y joint
different position - 1F, OAW-1a |41 Pipe welding - Elbow joint on MS pipe @ and branch joint
2F, 3F4F, 16, 2G, 3G, 50 and 3mm WT. (1G) Brief use of Manifold
4G] system
Perform welding in . D . ] i
different types of MS OAW-15 |42 Pipe welding "T" joint on MS pipe & 50 Gas.v.velc.ilng filler r.ods,
pipe joints by Gas SMAW-A6 and 3mm WT. (1G) specifications and sizes.
welding (OAW). Gas welding fluxes - types
[Different types of MS and functions.
pipe joints - Butt,
Elbow, T-joint, angle 43 Single "V" Butt joint on MS plate12 mm Gas Brazing & Soldering :
(45°) joint, flange thick in vertical position (3G). principles, types fluxes &
joint] uses
Gas welding defects,
causes and remedies
OAW-16 |44 Pipe welding 45 ° angle joint on MS pipe Electrode : types, func-
@ 50 and 3mm WT. (1G) tions of flux, coating fac-
45 Straight line beads on M.S. plate 10mm tor, sizespecifications of
SMAW-17 .
thick in over head position. electrode, Coding of elec-
trode as per BIS, AWS,
Effects of moisture pick
up.
Storage and baking of
electrodes.
Professional | S€t the  SMAW/| SMAW-18 |46 Pipe Flange joint on M.S plate with MS Weldability of metals,
machine and pipe @ 50 mm X 3mm WT (1F) importance of pre heating,
Knowledge | perform different type 47 Fillet "T" joint on M.S. plate 10 mm thick | Post heating  and
06Hrs of joints on MS in| o\ /0y 49 in over head position. (4F) maintenance of inter pass
different position temperature.
Professional | observing standard
. procedure. [different
Skill 25 types of joints- Fillet
Hrs;
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( T-joint, lap & Corner),
Butt (Square & V);
different position - 1F,
2F, 3F4F, 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.pa|  POsition(46) weldability.
pipe joints by SMAW. 51 Pipe butt joint on M. S. pipe @ 50mm
[Different types of MS WT 6mm (1G Rolled)
pipe joints - Butt, EIbow, ’
T-joint, angle (45 ) joint,
flange joint]
Professional Choose appropriate|OAW-17 52 Butt joint of copper pipe 2 inch by Induction welding,
welding process and brazing process by induction brazing of copper tubes.
Knowledge | perform joining of|SMAW-24 welding machine Brass - types - proper-
04Hrs different types of metals 2 53 Square Buttjointon S.S. Sheet2 mm ties and  welding
., |OAW-18
and  check  its thick in flat position. (1G) methods.
Professional[correctness. - .
iat di 54 Corner/T joint of copper pipe of 7 Copper - types - proper-
Skill 21Hrs; |[@PPropriate welding inch and of length 75 mm ties and welding
" | process - OAW, SMAW,; methods

Different metal - SS, Cl,
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 s 2 mm thick by brazing in flat position. weldability, Welding meth-
Knowledge|perform joining of| SMAW25 | g i i mmpttjoint C.I. plate 6mm thick | ©ds
04Hrs different types of metals| , - ., in flat position. (1G) Arc cutting & gouging,
and  check  its 57 A ing on MS plate 10 mm thick
Professionallc orrectness. regouging on G g ek
. |[appropriate welding
Skill 20Hrs; process - OAW, SMAW;
Different metal - SS, ClI,
Brass, Aluminium]
Demonstrate arc
gauging operation to
rectify the weld joints.
Professional| CNoose 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.
Knowledge|perform  joining of i 59 Bronze welding of cast iron (Single "V" Welding methods of cast
04Hrs different types of metals butt joint) mm thick plate (1G). iron.
and check its
Professionallcorrectness.
. .|[appropriate welding
Skill 25 Hrs; process - OAW, SMAW;
Different metal - SS, Cl,
Brass, Aluminium]
Professional T‘?St welded joints by| 1&T-02 60 Dye penetrant test. Types of Inspection meth-
different methods of aT03 |61 Magnetic particle test. ods
Knowledge teSttri]ng- o [?_iffergnt i 62 Nick- break test. Classification of destruc-
methods of testing- Dye i
04Hrs ‘ I&T-04 63 Free bend test. tive and NDT methods
penetration test, Welding economics and
Professional |Magnetic particle test,| |g1.05 |64 Fillet fracture test. g eool
. Cost estimation.
S kill Nick break test, Free| |&T-06
band test, Fillet fracture
166HTrs; test]
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Professional
Knowledge
32Hrs
Professional
S kill
80 Hrs;

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

GMAW-01

GMAW-02

65 Introduction to safety equipment and
their use etc.

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

67 Depositing straight line beads on M.S
Plate.

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

Safety precautions in Gas

Metal Arc Welding and
Gas Tungsten Arc
welding.

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

GMAW-03

GMAW-04

GMAW-05

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

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

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

Advantages of GMAW
welding over SMAW
limitations and applica-
tions

Process variables of
GMAW.

GMAW-06

GMAW-07

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

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

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

GMAW-08

GMAW-09

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

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

Name of shielding gases
used in GMAW and its
applications.

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

GMAW-10

GMAW-11

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

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

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

GMAW defects, causes
and remedies

GMAW-12

GMAW-13

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

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

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

GMAW-14

GMAW-15

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

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

Pre heating & Post Weld
Heat Treatment

Use of temperature indi-
cating crayons.

GMAW-16

GMAW-17

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

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

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

GMAW-19

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

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

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

Use of backing strips and
backing bars

Professional

Set the GTAW machine
and perform welding by

GMAW-01

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

GTAW process - brief de-
scription. Difference be-

Knowled in di
nowledge G]:I—AW |tn dlfferg.r}tftypest GMAW-02| 87 Square butt joint on Aluminium sheet tween AC and DC weld-
14Hrs of Joints on cilieren 1.6mm thick in flat position. ing, equipments, polari-
orofossion metals in different ties and applications.
rofessional |position and check Power sources for GTAW
. correctness of the weld.
S kil I} L -AC &DC
[different types of joints-
20Hrs; Fillet T-joint, lap, . . -
s C'orier)( Butjto('gquar:% GMAW-03 | 88 Fillet weld - "T" joint on Aluminium Tungsten electrodes -
. i sheet 1.6 mm thick in flat position. types & uses, sizes and
V) ; different metals- GMAW-04 e .
Aluminium, Stainless (1F) preparation
Steel; different position- 89 Fillet weld - Outside corner joint on GTAW Torches- types,
1F & 1G] Aluminium sheet 2 mm thick in flat parts and their functions
position. (1F) GTAW filler rods and
selection criteria.
GMAW-05 | 90 Butt weld - Square butt joint on [ Edge preparation and fit
Stainless steel sheet 1.6 mm thick in up-
flat position with purging gas (1G) GTAW parameters for
welding of different
thickness of metals
GMAW-06 |91 Fillet weld - "T" joint on Stainless steel Argon / Helium gas prop-
sheet 1.6 mm thick in flat position. (1F) erties - uses.
GTAW Defects, causes
and remedy.
Professional Perform Aluminium &| GMAW-07 |92 Pipe butt joint on Aluminium pipe @ 50 Friction welding process-
MS pipe joint by GTAW mm x 3 mm WT in Flat position. (1G) equipment and
Knowledge |in flat position. application
04Hrs Laser beam welding
) (LBW).
Professional
Skill 20Hrs;
Professional Perform Aluminium & |GMAW-08 |93 "T" Joints on MS Pipe @ 50 mm OD x 3 Plasma Arc Welding (PAW)

Knowledge
03Hrs

Professiona
Skill 20Hrs;

MS pipe joint by GTAW
in flat position.

Set the Plasma Arc
cutting machine and cut
ferrous & non-ferrous
metals.

PAC-01

mm WT, position - Flat (1F)

94 Straight cutting on ferrous and non
ferrous

and cutting (PAC) process
- equipments and prin-
ciples of operation.
Types of Plasma arc,
advantages and
applications.

Professional
Knowledge

02Hrs

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

RW-01

RW-02

95 Lap joint on Stainless steel sheet by
Resistance Spot welding.

96 MS sheets joining by Resistance Spot
welding

Resistance welding pro-
cess -types, principles,
power sources and weld-
ing parameters.

Applications and
limitations.




Professional |Perform joining of OAW-01 97 Square butt joint on Copper sheet Metalizing - types of met-
. different similar and 2mm thick in flat position. (1G) alizing principles.
Skill 41 dissimilar metals by | OAW-02 | gg »» j5int on Copper to MS sheet Manual Oxy - acetylene
Hrs; brazing operation as 2mm thick in flat position by powder coating
) per stgndard . process- principles of
Professional |procedure. [different Brazing (1F) operation and
similar and dissimilar applicati
pplications
Knowledge metals- Copper, MS,
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 to tube. 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.I and bronze filler rod. paration, various hard
Professional| We'ding ~ process. 102 Repair welding of broken C.I machine facing alloys and. a
[Appropriate welding|gyaw-02 parts by C.I. electrode. dvantages of hard facing.
K led - . . .
nowledge 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

components / MS rod by
using hard facing
electrode.

104.Make a plastic tank with plastic sheet
of PVC. Dimensions 150*100*100

plastic material:
Polypropylene (PP)
Polyethylene (PE)
Polyvinylchloride (PVC)
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Geuemevuilest auflems (Job sequence)

* 2 BIGGHE LI Q& Lh D) Fnt & &) 6y 6T &1 c L _auement- 160 Y wausemaerls LiGey
@ uibE T BIFHE6Td: FHevTL_pflHe0. QFuweyLb.

© QuBSlrmiser  wHMID 9 e aeuskerf e
Liwestm(hserflesr GLwifevnestd @plLiiHsev.

9" 1_auenesr 1

auflens erever QuibS) TS Besr GLiwirt L1wiGst

10

11

12

13

14

15

16

17

18

19

20

21

22

23

o ulHmipi b CFHTHSH FAL LTTeSHIH CHTETTaLD.

4 Peh) & erid: Qauevr_ri - (NSQF: Revised 2022) LiufH 1.1.01



§g & erib (CG & M) LudH& 1.1.02
Geuevr_rir (Welder) - Gleuevig b1 et v LUIHEF opmio GFwevepemm (Induction
Training & Welding Process)

LITHIHTLIL] FTBHGTHIGZGT LOHMILD JMDM)GHT LIWIGHT H6o I d
sasr_mlzpev (ldentification of safety equipment and their use etc.,)

P . , . ST . .. Scan the QR Code to view
Crrasmigser: QUuilnFuier wprgeled Bruser Gm Cealetriy i Fmeraeir the video for this exercise

© UHTLIL_SBGVIGTGT LITSHIFHTLIL] FTHThISHHN uflenFL LIRS &evTL_P)FH6ev
© 9L L _cuemeTUNGVIGITGT  LITSHIFHTLIL] FTHTHSBT BD&GH W LiwesTHenen LiGey GFuiweyLp.

Fig 1 Fig 6
Fig 7
Fig 8
Fig 4
Fig 9
Fig 5 Fig 10
z
s




GDILIL:

NGB UITFLOTGST I BHhISHGT VIGTAT HLOHI LITHIFTLIL] FTBHGTLD 6V6VH| DL L _6UHGEST
LopMILD 6T LOTHH DL _WTGTLD HeTL_PeusDEHTeT fauydhBenet oileufldhsa b

LoD MILD FAWTET &HedlH@hd:GHTL_T6T HLodhE FHAWTGT LITHIFHTLIL] FITHT D55 66T
CaipOs®BghHsan LulDminT aapuT® CFuisg CEHTHSSH LUNDFWTETTHEOT LD HI
ST 1L 1’ 1_auenenTuiley 9jHetT QLIWITSHET LopmILD LIWGTLITHSHGTUILD 6T (LpSF

@FuIweyLp.

Gauemevuilest aurflems (Job sequence)

2 GHTGOLOUITEST H(HNFEOGT LITIT HILD DGV6V H]
9L L euenessTufleO) (Bb %I HLOHI LITHIHTLIL
FrgarsFlenerd; O&mest(h) Lig & H LoH MILD
2ABb G CIHTET @HB6D.

QUIIT@HGHIOMTET LITHSHTLIL 65 ewer
LIGSTLI(H S HIUBD BTG HLD K| LITHHTLIL|

FTHATSHEHwT  HOTL_Plh%H  LDHMILD
CoibesGS50.
9L L) W 6voT -1ayeirer LIT &I HmLIL

N Bs &N & L_TerHer s Grimed PPEufesr
OLiwMenast 6T(LpSH@yLD.

9L 1I_auemnewt 1

auflenaF PPE uieyiemr_w Griwirt

<] LITUWIBIHGIT

LT SHIHTLLD S,
2 GHTL_TGsT &l SHLD

10

L mup i1 QBT (HS % FALIITTS 55 QSHTETETGLD.

F@d & erip: Geuevr_ri - (NSQF: Revised 2022) iufnH& 1.1.02




§g & erib (CG & M) LudH& 1.1.03
Geuevr_rir (Welder) - Geusvig i1 Fretere_ov Ludn& opmio GFwevepemm (Induction
Training & Welding Process)

QY HOVT oLpeVLD 9 MIFBH, enaysatle Ly OFhGsTenTions @)gmeysev (Hack
sawing, filing square to dimension)

Crragasmigser: QUuilnFuler wprgeled Hruser m Cealetriy i Fmerser
« QlLIGchTEh emaUaiv LIWGT LIDBIG: Fom|FHev
© savmulilsl pevp LHY afleufldsev

* OFmICGaHETeTLOTS LIV GFUISV LODHMILD D GTYHEHGT LIFTLOHSH6V.

TASK : 1 HACK SAWING
! F |
w
<< (&] [a] ~
[eo]
10 82 (B)
TASK : 2 FILING SQUARE TO DIMENSION
I F |
)
<C (@] [m] s
[eo]
10 80 (B)
= - I 1
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
HACK SAWING,FILING SQUARE TO DIMENSION
5 @» CODE NO. WL20N1103E1




QeFu Ceuessrig wr Couswev 1: S GlFUIH6

© (&St @QUIBGT eTenar Filll LITTSSHe LD,

© LTS GEh 1B1g wiTewer 9jLiever GFUIIeLD.

* B Ls&S5F60 82mm eveud & Lomrd GIFUILIGYLD.

c 9Cgx CGumed 'e' LIGHGF® 82mm oTTS
QFuweyLb.

« wrrd QFdwlinl L wevestled  LIGH &
QFuweyLD.

© @Ulsstiul L GCamiliged @upbgk 10 mm
sorefl Guerehd amarenied Covenevenw
GMEUSHSHELD.

o Qo BHousn@ OHTL_His CHTL 1960 BITL &
(notch) o (pauTs&HayLb.

« @USSLILIL 1L ewevesfle) Gleul’ L _ayib.

© @QuborHACw wmisssSeyin GLoeyb
Oleut” 1_&Lb.

© peTGarTdhd 9)LpdBdhend ©OF eVidhIHaLb.

© e1Carrs&) au@pd OUITIpsl (DSBS
LIOLEZI

« Oau’ b Crimgy 19Garr” 19 681 (wpLp BemdengL
LIIGSTLI(h S SR LD.

« sivieed eremeVlt LILGTLI(HGS) ojerailenest il
LITITSHSH@LD.

YLD ETET GmIHEG Oeul (hd@ ermL
Qe i Couetriguwr  Carenevenus
(3) 015156

© B GHL_WITET DJ6V6V S| [HeSTL _ Lidhd NerflLbenL
Qarl’ & miguw aumsuilcs Garewevenus
Cammevr’ GlFu1wieyLb.

+ Gavemevulletr afleurib @) mL1NesT  (6T0d&
Camewrid Cuimeirpevar) Couevmev (Lpemerruiled

Guoed Crra&) Glau' 1 @uisyib. (Fig 1)

Fig 1

FIN1214Z1

« svieed epedlemar 2 LICWITHSH evL_T
ojaralest 2 CevradGlevet LMGCFTHHHaLb.

© TSHTUS Q)BLDL] SHIFETHET Q) BLILI6T, 555
&flL_&yLb.

Cavenevulilenasr eneuGenienr g Litigmed GLosd
L fesr Lgsd GroGev aupLd. (Fig 2)

Fig 2

FIN1214Z2

s ew_wmewr Cuevl Gl 9ymsdHewerrs;
Qamessr(h) Copliigliy Lidsiomer -1ulenesr
Q)rmaysed GFUnIayLD.

sivl_eorL o1l gllewenrd; eweud &k GLomiigiiLy
it SGler eugbtever LMGCFT&HdHHaLD.
(C_ewg swQ&ETuIT L9Cem®).

S wL_wirer wnm/ib 90°%G@ @i LGS
@udbGevar - 1 @umaysed GFuweib, (Fig 3)

Fig 3
DIRECTION
<] 0000 oFcut

DIRECTION OF
/ PRESSURE
T
O
CHIPS g
]
N

TOOTH
SPACE

SAW
TOOTH

7

WORKPIECE

FIN1214Z3

LIGHLD 15 @)enewuTTs oM mILD L1%&LD 3d@LD
ST Q)TTe s GlFuia L.

LiGSHLD 258 9005515 LidsHLD 4ullenast ()T 560
QFuIwIeyLb.

Ldsb 160 Goev @Gplufi 19 6o aumuilevrs
OlF1dHaLD.

Cuop Liginflesr s 19 651 Grosd (Fig 4) 26u5)
L1555 G6r Goed eweud g 81 18l 1 rflev
&DUIL_&Lb.

sa 19657 Copuginiesr Coeyerer 4 eis)
L&5s5Ger G eweard s Lidsb 560 81
1815 1 fed Croed @Ml 1 Cuim s @pluf®

O FuIwIeyLb.

8 F@d) & erip: Geuevr_ri - (NSQF: Revised 2022) Liuin& 1.1.03



Fig 4

FIN1214Z4

« @OI® CFisGed LeTerfld @pluill_eyLb.

« @Oi® Ol L Cauriig Oliphs 10
BB L mE@G  sHerefl  Garenevudemer
Ouetiehd eweuFletr GLosd eweud s LG s
QFuweyLb.

o BTEFRIGDHTS (Gleul Ho6ev) CHme’ 19 61 Crosd
e 5 anTEHFTeNenest O\GTL _hiHa Lb.

o oL’ Gasmiligesr Gosh emeid 5
Oleut’ 1_ayLb.

 @uwrHMCuw wypusssSHer  Goey b
oL’ 1_aLb.

« 0586 1 (hd@ 80 LOLEL 1 rfletT 9jemalleyib
LM MILD LISHMBIGET & oHmitb 68& LoHmILb
26T 5I15FDG LMGHTES HiLb G)TTe)zH0
OFuIwIeyLb.

s LWHINTH OQaFuicnsnHsTs Colewevudemer
LA migener 546G wopmid puiled GlFeSS)

LOM MILD LIT HIHTHH@LD.

Qi Ceusssrigw Ceausvev 2: s ewi_wimest Gopugriienet @) TeysHev

OLichTehd eneuFlett 2 wiydGlenest LIMGHFTEdhSHa Lb.
(Fig 1). 2wygib &swrs (@)L er
Nermiumiflevesr 2 Cum&ds  onHmiLb
@oneurs @Qmiider, Filwrs Czpiey Ol gy
opmitd omHm Cevewev GlFuyb Croeweullenssr
2 LICuIT&H G50 Lb.

Fig 1

WL20N1103J1

ewausivgTenl _ullesr Goedl(rp s 5 Ol(phar 10
BB 1 fled Gevefluiled ewars s Cousnevuilenesr
OLictTehd eweuFlayieir Bl midhsd OlFuiieyLb.

2T SHBST Liev dlgLomest Liflejsenarub LoHmiLb
porgGlenat ewaisH Coirho)%HSHaLD.

- Ceuewmevulleysenr w1 ojerey

- Basri . Geussirig w 2 CeursHgGletr (6rmay

- Geuemevuilenyent w2 Cevrssid

2T SGHeiewL_w wHLILIIg v @Qja'sa;mm%
Qumrmwbsd Quliusemer LMGFTHIEHa LD,

(Fig 2). yyrdGenienr_w ewsLig uflenest Lg% 5

HMID UL DHUNGT 2 6T QT kI 6o & 6o L
2 QTS &  (peTCarmsd& 97 d G ener
QEIVEERI)

Fig 2

WL20N1103J2

2 Govir &g &) ev eor 1b & & & & D) (F GOOT L IT 65T
fereilenertts GILiThd % (quantity) T SSleienr i

Lpevarls LigGullenest bl midseyLb.
G HL0ms @TTesHe (Fig 3)

WL20N1103J3

GDaUTSH QTTa s (Fig 4)
Cio( LieTenmisener ha@Hsev (Fig 5)

CLogyitd FAFLOLDHDEOAIFEOGTUILD [hHSGRIBDHHTH

Qumeysed OaFuig @plydhsa. (Fig 6).

F@h & erip: Geusvr_ri - (NSQF: Revised 2022) Liufn& 1.1.03 9



BIGHIOTSH Py LiigEn@ Q) bwomH G

Q)rmaysed GFUnIeyLD.

Fig 4

WL20N1103J4

WL20N1103J5

WL20N1103J6

Fhl umirgad CEHTaraICsTh 9Her OLomdhs
Cuopriginfenesruyib QFuI g (LpLgSHLILIRILD.

Fig7

REFERENCE SURFACE

WL20N1103J7

OeuelFFSSN@& Cprms ewais s LIMCFTEHS 515
©) & T 6T &7 @ LD. Oeuerfl & &g G eyl ew L
Qenr_Glaualuilesrmed 2 wifey HMILD GHeODhS
Q)_s&Hewar GBI (5% ST (HLb.
Fa1gsGemarts LflGFTHdsHev (Checking
squareness): LiyLiSlener @pllil (Herer Grop
Ligriesr  miessressilus Gl 9jereleumeren s
anmid Glamrerer @b, 95 miser (Q)evevTLosD
wpmid GO Cil e Gyl en e
b giaurs Qumaysed OFUISH HbhH aldsHeD
Geuadsr b, gyewrmed wmmyb Copugiiy
@D L S 1@ Lmib sivl L _mh&Hemert
2/ S5aLb. (Fig 8)

Fig 8

REFERENCE SURFACE

WL20N1103J8

APSTLIGHHID ST @HewHUI &b LoH MILD LD M)
AGININER L & 6IT (@15 & & ) 6V LD, Frms
Q)rmeyHevsH@HLD, @)TTeBeveneat O)BHTL _hI%Ha Lb.

BT GBSO SH(HUBDHTeTenS OSTL_TaUBNHE;
DT SFewest 6T ICLITHILD S eol_wiTHGEou cnald s
GUILII 1 §ev, LEHUPGTOT ()TT6YHEVISHHTS
(P BSFesT eLpevidb ommitb Croprigiiienet
FrrsGausnsTs Q)TTes0 GlFuige Cauetr(hiLb.
sl v _sa&xTs Gxrsldhsev (Checking flatness)
(Fig 7) : 51" oo Gsms LMGCFTHI 1S L 6oy
sivGsTwfler L9Cerig ener Hesor g7 s GFlevtled
®ald Gl LWGTLIBSSeD. LbPD 6T S G
LigsmbiIsemeru b LIMGCFT&iign@ Groprirliesr
Coav " ewg sivGsmuimesr L9CarLg eneT emeud %l

Fig 9-60 2ererg Cumed Ouogiaurs ©%mess(h
Lo mytb @)resere_rib Groprigiiing, L9Gerig enesr
Qari_& Geuiyd Cumgh F5755 e er
Crr &g H1alHLb.

Gooparear Qe _Gleuaflulled 2w Lo mib
GOnHS QIL-dGlomar GPILILIGaSTSLD.

Fig 9

oood

REFERENCE SURFACE

<|oooo
STOCK

WL20N1103J9

10 @) & erip: Geuevr_ri - (NSQF: Revised 2022) Liuin& 1.1.03



Fa) & erip (CG & M) Ludna 1.1.04
Gaeuevr_rir (Welder) - Glouevig i giresort_ov LUIHF) op b GlFwevrpemm (Induction
Training & Welding Process)

MS ga" 19 66T L6 &1 9jemey CHET® euemngbsl LoHmId LyeTaflull®sev (Marking out on
MS plate and punching)

Crrsasmiser: @ uineuier wprgeied Briser Glm Ceousssrig s Fmeirseir
s UILILIL_SFeTLIg @memit Hwimi GFuIFHev

s Li&&EE g uwir unhy) eferddsev

* 6IVICGY eHGY LOMMILD LIGH 6hF LIWIGTHEOGTLI LIDMWS5 FaMIHev.

1 100 ISF 3x150 - Fe 310 - - 1.1.04

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

SCALE NTS TOLERANCE #1 TIME

MARKING OUT ON M.S. PLATE

E @ AND PUNCHING CODE NO. WL20N1104E1

11



Qeuemevullest aurflemns (Job sequence)

o QEHTRSSHLIIL_(BHTOT MS SHL" 19 GO GG HEHT
UMTLIL _SF6T LIlg D GTTGTUT 6T
CFrr&ghsaLb.

o STLLT FOICLIL /) FTHSHS HIGT HeOTFeHVL]
L& 9iews 26vr aill_ayLb.

c el (9) Ul e _eww GLEhd 5L
adhsHab. Caremev euen LIl & 66 er
ereygarer Ly Ljereflser A, B, C, D, E&F
pHmib A,B,C,,D,, E,&F, %@wmma;mmés
&DIGHHeLD.

SImedr eurflema (Skill sequence)

yereflser A wnmib A, B whHmib B,
wosdSlwemaisanar F wnpmib F, eauer
Q)ewewrd 51 CHTHHST QUEHTILIGLD.

ewgw il . Cam@aer Fhlwmseyib,
Q)eeRTUITHaYLD 2 GTOTGTAIT GTGTLI LITTENE
eLpevlh CFT G %S LD.

Ll LehdE wpmith Camiom LiwetTLI(hS %
6T6LeVT CHTRSHGT L5 Hd 416115 1yrflwiemeyr et
Leiremld GBlEHer @) _ayLb.

M.S. &L 19 651 GLoev yemey G&Hr®) ewengbsl oMb LsTaflull®sev (Marking out

on MS plate and punching)

CBIaESHBISET : Q)5 2 hIFHEHSES 256 el

* s g6t Guopuygriniev Gpyms opmib @)eventwiTs CHTHHFEET 6UeHTH6V

LTl UehFenF LTRSS LiehFendF Lomid OFuisHev.

STLILm FOGLIL (9] FTHGHd BT HTF6D,
aemge 2l &b Ceuewevulledr Ligliny L5
Ll () 2.6y il L&D g). @)sermed (@)ser
B&H auewgwliti@ Csrhser OsofleuTsd
O\rfluyLb.

QUe»Iey 2a1L _&Hdhens (marking media) Fyms 15L0).L65
arayerer Grulesrig i (N7ey LweTLI(hSE L
LLFQLD.

slule 6D  eHeL LOHMILD  SVFIETLIT  (Lp DT
LweTLRS G Ceuenevullest 1501815 BHerwpeirerm
eflerflLbL 960w &1 10, 25,40, 55, 70 top mytb 85 LB
Sryhisafley Lereflser A, B,C,D.E wpmib F
AFwmeands @GPlssan. @QCs CLmesr m
yereflser A,,B,,C,D E, ommiub F (Fig1) sviged
emeVlesr aflerflibr) CFSHLOGHL _BG)(HHHGUITLD. HEUDITEHT
O[GTeY&HET Flewl_LILicwdd HeiliTd%, stuLe e eheOlesT
12 9iebev ) 279 gemeyd @GpluTL eor_ Ceuenevuilesr
1501815 BT ULpGITeT Lidhdhd Hil_GST 6(MhHhIGFIewaewT s
QFUI &, 2J6TeyH6iT 6T(HdhHaLD. Lopmib A LpHev F
wnpmib A, wpsed F. (Fig 2) euewguievmer
Leirefsenard @ula@Ld GLITLp sl @)enesTiLom my
Carpmiiienip (parallax error) (observation error)
TDLIL_TLOGY LIMTIT Hd QHTETETGLD.

sivLe 6D emeL oM MILD siv&len LT LiweTLI(hsS) AA,,
BB,,CC,,DD,, EE, o miib FF, & Cxmhaenar
QUGH[TILIGYLD.

Fig 1

SURFACE COATED
WITH MARKING MEDIA

WL20N1104H1

Fig 2

13

POINT TO BE MARKED
/ AT 13mm DISTANCE

LI\

> v <

2 3

(WRONG 1 WRONG
READING (CORRECT {:{EADING

13.5mm) READNG 17 )
mm

WL20N1104H2

12 F@h & erip: Geusvr_ri - (NSQF: Revised 2022) Liuin&) 1.1.04



ueTWLILIHLD FevFulled sv&HewTLIHT FTUID S

o 1bewio Cprs& Q) updaayb. (Fig 3)

Fig 3

INCLINE THE SCRIBERIN THE
70 DIRECTION OF STROKE AND
OO DRAW TOWARDS YOU

WL20N1104H3

HOLD FIRMLY

Lm’ Liehd pmid Camior LwesTLIBSS), 24 mi
Cam®ser L6gb FAPlu yerefld @&plsemarn
@)_ayib. (Fig 4 ommiib Fig 5) Camior Gl ress(h)
919-d@Lb QLT p sl w1 g ufer Henr_ Cammig
wpewaruiey L9y & sid GIHTETeTa LD.

yerefsens@ Qenr_Guw Cumymuwioms 4 165
g ugmwfdsab. LMwere) oI 6T LI %
2AG S5O sIGTeT Qe (H) L6 6 %@hS G
Q@evr_Gui 2 6rer FHIyLom@Lb.

suie v el LTRSS  CHm @ e
Crrmseb, @eentumaalb el GlgafeTsd
Q&Muytb LI WTHD D GTOTGTQUT 6T 6T
CFrr&ghsaLb.

Fig 4

DOT PUNCH

WL20N1104H4

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

p = PITCH OF THE DOT (4mm)

WL20N1104H5

@) & erip: Geuevr_ri - (NSQF: Revised 2022) Liuin& 1.1.04
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§a9 & erib (CG & M) Lu9H& 1.1.05
Geuevr_ri (Welder) - Geusvig i1 Hretere_ov Ludn& opmio GFwevepemm (Induction
Training & Welding Process)

Q&) F 119 V6T FHlemevwild emindBHev, emevr 1y i oHmp LICarenin GlFL
GlFuigev (Setting of oxy-acetylene welding equipment, lighting and setting of flame)

Crragsmigser: QuiulnFuler wpgaled Bruser m Cealetriy i Fmeraer

© s - YFI 19 Vet GleuevLg I FTHTHIFANGT (Q)eDEVTLILIFHGT LPGULD 2JEDLDIF 6V
* @ewewrliLysaflaerer euruy sFllenet LIMNGHFTSS5%56 LD

* Q&Gevl_L_MalmbH CHemaudhHTeT aumi] (1pdhDHHDHHET eHLDSHH@LD.

REGULATORS

FILLER TORCH OXYGEN

ROD e \ A
\/ \\\I\\‘\\— \\|\I\ \
>

\/

Qeuemevullest aurflens (Job sequence)

Q.\n\

WL20N1105E1

26T  @BbUBSHDGHLD  wHmid  OeuaflF Lpsrer Cammev LI 19 miens LMGCFTES 5
O &F 6b &) & &I & & LD T 6¥T QU IT 6V @) & 6T, QLIT(BS S Lb.
Qr@CGevl L rreiv Hmitb &Fedlewsr L iTeiv oy derll geir 10 Db P19 oS,

Q) reriy @ uperer HO\ L &6 LomHmiLb

QLTSI B Q)WaUHET 06T eS| LD
LfGFT &% HaLb.

QUITGVGYFHWAT FD M| Hb S CLPL_&LD.
Qr&Cevr’ 1_Mewest GILIT(hdHeyLD.

14

FeOlevorL_rflgyieirer euruailenesst Gnd:HEaLb.
Qr@Cevr’ 1 _Mesr cumevellenest aumujelesT LiLg-

PGy Cprdsled SpliLge epeid @)
Cammsivaemaruib HdhsHib OFUILIGLD.

L enaslitig uleves LiMCFT&dameLb.



« Fhilwrer Canmeailena ()eneuTdaeLb.

s HSHGSMLILY oM myLb % & & 69 Gor
LMGF TS SHa L.
« oo9Geriblewert erilwdF GlFUiwieyLb.

o Byl ged SLIGerllhETS SLICeriSlenest fl
QFuweyLb.

GIimedr eurflema (Skill sequence)

« 0oliGartb G’ I ewest HeuestddayLb.
o HTTLeT&FB LICTLANHTS Fifl G)FUILIGYLD.
« 0oliGartb G’ I ewest HeuestddeyLb.

o Laird oLiCeriblewest eLpL_ayLb.

* UPSBID MUBAUSET epl & GIFUIIGLD.

9G] - G119 eletT GleuevLy MBI FTHTHISHEGTUILD, ool IGATLEIHGTUILD JeDLDS i
pmitp etiilwF GFuisev (Setting of oxy - acetylene welding equipments, lighting and

setting of flame)

CBI&EBISZET : Q) F 2 hIFHEHSESG 256 el

© sal- &1 19 et G B TLHVEHLD IS SI, FHlwiTeT Lpewmuilev LiFTLOfS S50

* 0ol1Gamid Hluyl’ gev yserdlent Sk LopmILd FTTLIDTFEI 2eDLDS5SH6)LD.

Qe - G119 aSledr 196 T 65T L9 6 6T
ImLnd H| emaudhsajp (Setting up Oxy - acety-
lene Plant) (Fig 1)

svGrL_miedl(mb g Caxev Gleuevigmi Q) _SHFNH&
&) o mitb 9§19 c0lesr Flelevsr et CaLs

D1 G LOTHDY] DeOHLDGFH@LD.

@Y [T GBOT LD Lol L g

& ) 6T L_ 1T T GoT

& (HLILY
<94, 5 6v6] g9 Go1
L wmertdp G&mererevrid. GLoemest
QUTeRTLD LLFLIl 1% F L 19 et
& &) oot L_ 1T 6T GoT <9 6® L_ Ul [T GIT LD
@ & mrareu G ® 9 F 19 &) 6b1
FevlessrL_emg el 915)F 2 Wiy (LPGTET HILD
wHmip FederL_Mewr oL 5)emcor
. Gepeumer L L (LpeTerT g
9y derdl @6t Felevort i

&m0 Fedlesori rHefledmb g L9Ms s CsHeiv
Blolifuyerer GeSletr_Mener 1L1d& TLOTH
ewaudsLIL_ Cauessr(hLb.

Casiv FeOlevorr_Mewest L rredlufled GlFulest eLpevLd
S 1L 1’ () aidgHev Calessr(Bib.
eriCLm b Fedler _THemer Crrmeseyb/
QFmi&dsTaHad, SmgulCevm/ Fedlessri i
stu”_Gr_evorig Cevrr emeugHed Coussar(BlLd. (Fig 2)

Casiv FlellavsrL_rilenet BHTS HiewHuled, O\Fhi@Gd S
Blenevuiled Q)mbs FAPG FTUIUTH Waud H
opmitd LT HHTLiL) Qsmiiullenest LiwesLi(hG)
FeOleuorL_rfledT  GUTeLe ST  LI(LPHEM L _UITLDGD

saiTd 5 OHmTerensed Gouer(bib. (Fig 3)

Fig 1

GOGGLE

€
\ SPARK
LIGHTER

ACETYLENE GAS
REGULATOR

OXYGEN GAS
REGULATOR \
CYLINDER KEY

OXYGEN GAS
CYLINDER

CHAINING
ATTACHMENT

DISSOLVED
ACETYLENE
GAS CYLINDER

|/~ WELDING
BLOW PIPE

OXYGEN RUBBER
HOSE PIPE

'l |- ACETYLENERUBBER
HOSE PIPE

(=
HES

gi o
VN
\

A\
&

R
i

CYLINDER TROLLY

WL20N1105H1

SETTING OF OXY-ACETYLENE PLANT

savgullest Goed Glewi_ 1ol 1L & Flev
DS SH] FLPDDY] BT EBHHD Fol TSI

Fellevor_flev G gominisever Hob&Hur 196
G eS) eoor 111 LweT L (h & &
2L WSHGL T BIDHSH DUFMST eLPL &
QFIuCHTH), CHsiv FelevorL s cumeveyFHenarr
OLimmdHayLb. (Fig 4)

F 1T & U e o1

Ff) & erip: Gausvr_ri - (NSQF: Revised 2022) Liufn& 1.1.05 15



Fig 2
DS
S
y
)
P
g
Fig 3

WL20N1105H3

Fig 4 BLOW OUT THE CYLINDER VALVE
SOCKET BEFORE CONNECTING
THE REGULATOR CRACKING OPEN
THE CYLINDER VALVE MOMENTARILY

KEEP CYLINDER UPRIGHT POSITION

WL20N1105H4

FeOleBsTL_rT 6umeLelenedt eLpLy HEIBLILjewHUID &Flm)
ST DD MILD DFSHBHLOTEST F M| SHIHTHGT WIT@ LD

FeSlewri 11 6uiTev e 6ol 6v
QDTS GHILD FdHHoMsHE B Qenas Gamev
SF NS0 (b5 B HNTHHLIIHMCSHT(H) FleOlessrr T

FIT LG )] 6T &

UTevey FHwhHm 2L FHTHeUSTeD LDHMILD
Or&Cev’ 1 _Mev C&FipHIGTOT 9FdHBHL0TET &Fm)
BIFHTHT Y ewauuienestd gitb OF@HGevr’ L _Mewes
Lepsan_wgE OFuiagemarujb e Tl

LI &lestmerr. (Fig 5)

WL20N1105H5

<2uiled () Hifelv Dm ®FWTSH 2 GTETSHT
TG LISGOGSTL LIMTITS H1d O HTGTGTGYLD.

9dendlggetr Gy &Gl L_Mener pshemilggetr Gaeiv
FleOlevorL_fleb (Q)enews1sHa L. (IV S 0% LOGHMHET)
G119 Vet O r@Gov’ _Mewest &L 19 cOletr
Garsiv Flellessr_rflsyieir @)ememntdgmeLb. ((Q)L 5 e

LOGOD).

Q OraGal L _isealler 9uwdHs
61V & (1§ & & GIT O o arfl G wr my & &) cor
Bleneulled 2 TTHT 6Iesr LITT DB
Q& T6TGTaLD.

Fe0levsrL_(mdh@ Crosv Friwimerr Gr@Gevr 1 rflenesr
Q)ewerrd 5 Q)& e LoewDUETET F)" 19 clebT
Q)ewenTLIGnLILLD LD MILD UGV S| GO LOGHDU|ET T

2 selgearub @)enent e GCeuessr(HILb.

9 F 119 &) b1 @@ Gevr_ et
Qeeriiy B W5H, Fm Gerl’ @
Q& resriy (5@ (Fig 6) o mitd Lgegrt
Cag L wev woemetsr (Hmadl) BWLoTH
[OCEICTY

6T6VeUT oGO Ui LI’ I (Q)eewTLIL|HEHET )LD

WsHdled ensser epeid " HCL @) miss

G 6w 687 () LD 9w &

LTRSS CauetT(hLb. Q)BT & MI%E

T GOT, 6YV LI [T GOT T

16 F@d) & erip: Geuevr_ri - (NSQF: Revised 2022) Liuin& 1.1.05



LD G [T of M@ %I LD <9/ & G IT GV LD %) [ & GIT

CogpLoeml_cugid HTEHSBLILIGBILD.

Fig 6

LEFT HAND
ACETYLENE

RIGHT HAND
OXYGEN

WL20N1105H6

wengsehdd CoFspib aphUL_Moed [@)Hes,
67 L1G) LI T (Lp &I LD F il wi i e <9/ @I & GIT &I
soLimestengGw Liwie LIRS SHeLb. (Fig 7)

Fig7

WL20N1105H7

Cassiv  OQouevig b &FT S el il & o) 6V
wengud il 1L Q) e 6wt L1 & el 6v
WTLIM &6 T _Femen (2 wiey o6r6srG)cuori)
QBBV YLISB TG HTGLD. HTTITLD,
Qs 5 dusws THUGSSSH Fu@lLb.
(Fig 8)

oo GlFdyb CLims 96meydhd & HLOTeT

s Fhauewpd SHToHFHa D, (Q)eHEwTLIL|SH6T

Cuirgiomes oereydha@ ol BHG enr 1 G)Fu1 %
Q) wsa Gavetr(HLb.

Fig 8

WL20N1105H8

FQ s _rHmar  Or@Cer L rr
Cammev LG rmGL_ &1L 6o

Gam reiv
Lpe» &t Ul &Y LD,
(LmgsTinievwr) ooLiICarm ool (Lpenesrudey/id
@)ewewerd;saLb.

(yFadlggetr aufle@ smiliy Blp Cammesuib,
9FAL 19 0lesT  aupld@ oemetr (Hmedl) Blp
CammenFud LwesTLI(hGHa LD.

2 F"_19 5T @)eGTLILIFET @)L_L1LIG%S
e FuLp, HL 1§ 6T epemev LOH &Fmy
Oaul’_ Bb GC\FTeTLY (hHGLD. 24610 @6sT
R)PTLILHET MVLILIGSSE LD TUJL_G5T

Oaul’ B @eTlujip @)(H&HGLD.

SBLILY Bl Camm&ssT (b (LpewesTenis ) demdlgget
Or@Ger’ 1 _flesr Geuarf euflujr_eyiib, LoemesT
(as1afl) Bl Canm&letr (b (LpevesteniLs yFL" 1 cOletT
Q@ r@&Cevr’ 1 Metr G e arf) e LflujL_gysib
@)ewewrdsayib. (Fig 9)

Qewewr iy sewer Cammev saflls 6)&m et (b
Q) missab. ()% erTTed 1919 iy
ThLUGBUBHIL 6T uTWd FFeb HllTdhsL
LIG&m ). (Fig 10)

eT1QLITpHh Frilwmer oereerer Gammsiv
Geflligsener LwesTLI(hSSHa Lb. (Fig 11)

15 6D 6V

9 Ferdlggest Cammsiv LI @)ewewTdhaL il (HeiTer
Qr@aCel L _Mev  Nyeum 9L gevig i
siv@pedaud F(mLiLiab. (Fig 12)
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Fig 9

ATTACHING HOSE PIPES

WL20N1105H9

Cammsiv eIl 1nH&Her aHTaush Hrdx ()
BILDLS B FTHGT FHGUIN(BHBHTV D606 HHGT
OleuenGuim mieusn@ L1 CLiT HILDTET 9J(LpSSHensd;
SUe[b. 1IDG LITepT 2" gsivig bl svgenee
IOLEZN

®)Cs Gumermr y&FL 19 e0lesr CammaHd@Lb
QFuIwIeyLb.

L1Germ ewLlienL @)enentdHev (Attaching blow-
pipe)

ooLIGerT ewLiiiesr 2.1 GlFebeyih eumieled)en)6ir
o Lpeveruiener Qenewrd Hid GlHTETETa LD,
(Fig 12)

Fig 10

USE HOSE CLIPS BEFORE
CONNECTING TO REGULATOR
AND BLOW PIPE

WL20N1105HA

ATTACHING BLOW PIPES

WL20N1105HD

HOSE CLIPS

WL20N1105HB

Cammev LOTmoL_ &1L _rsewer, LiGerm el
Lpenauruiled ONLIT (KB LD. eLPEOeVHIIGY GurfldhSHTLg
Qs Cammeiv L TmGI_diL T &1 19 c0l6sT
Cammsivenrit’s t5&1 Guimpdsriin . Couesr(BLb.
9] &l 9/ F1L"19 &S] 6dr 2 61 QuLpluyL G
Q)ewewrdsLiLibb. Gleul’ (b DeOL_ITeNd; &MI%HET
®)svevrs Canmeiv LGrmGl_diL_rToHer 9)dhemdlgesr
Cammevenrits L5& Gum@pmsbsrii (B CiCerm
euliier 9y dbellget 26T eufluyL et
Q@)ewewrdssLiLibib. (Fig 13)

Cam reiv LTl &1L _T&HeT, L1Germ
el (mb L euruy @i Cammsd@er
SwbLIs Lmilicuenss HHHFN F). (Q)ever H(HLbLI
Quevrs (non return) QU T 6D Gy 2%
O FweOLIBHS) ST M GIT.

UTU YIpSDHsms Fildbasil (Hpev (Adjusting
the gas pressure)

BrFelet oo ad&d SGbhHLLY. Y delget
wHmitb  YFL g dleT  yFuw Q) ever ()
T dhHafler O pdHHUpldb Fiil FHiL L1
QovaiTGib.

Couenevuilest 2 CeuTsHid LoPH MILD 9SG HGITHENDHL
Qumrns s prTHOT jerey CxirholHHGSHL
LIGGID .
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Fig 13 BLOWPIPE

HOSE
PROTECTORS

OXYGEN
(BLACK COLOR)

ACETYLENE
(MARROON COLOR)

CYLINDERS

WL20N1105HE

sFey &HMlszH CxrFdhzmsev (Testing for leakage)
T QewewTliLjFwerub HHa) Guld i
CorrHs s G 6 6337 (B) LD 9 F 19 &) it
Q)ewewriiLH@ns@ CFTLILS HenTFed BenrulLb,
ydelggelt QevewrLiL|H@hd@ LG Beguyd
vwestL(hgbHayb. (Fig 15)

Fig 14

WL20N1105HF

Fig 15

OXYGEN

ACETYLENE

WL20N1105HG

UTL WpHsSms FhEsL L Q)7 etr ()
FeOlevor1_1Tg61fledT umeveysemari b G)Lo HeUTH: (I
shp G Holls Spbs @)oerE
Qr@CevL’L_rrasefleid FPlw pTH s 0.155.5)/
OF16% &% 9pdHBLD @)HIHGLbLILG LTewT
9/L_gosluLg b1 sivgemenal () MId&GHeIB6T  eLpGULD
s sHab. (Fig 14). aumu HYwWHssH®SH
9Lnd@b Gumups LiGarmeniils sesr” Grmed
UTWGHET GHmhs BHewevulle) 2 6IT 6T 6T 6u T
eTeiTLIGN S 2 MG GlFuieyLb.

Caev OGr@Cel’ L raefler q@id&lh 1LTauT
Caglle 9)(LpdBHenSBLI LITITS H HMNIGTLD.

9 derdlggett Q)ewenTiiLmer 155 Camiiy BengL
LIGTLI(hS &1560, $ aillid H) eTDLIL_ @ILf) U@ Lb.
#5a Cargenar Glauyd GLTeps HH&HFF ()
S pLbewLs LILIGT LIRSS Inl T 5.

Sripioens eTfaflgs6v (Lighting the flame)

UMb HIOTHBLLIL L 9T 6Tl [BTEH eV
Oleucbry i1 ool 1GarmenLit’s Qb (Hpdhl) 2 L 6T
Q)ewewrdHa L. OHTeuS BHTF 6Tevr 3.

FT0) &) 8] 68T L_ [T & 65 T

&S D&HaLb.
Qr@&Cevr’ 1 _raefled LifpHeOTSBLII" 1 6umyy
D(pSBSeSH FrilSHHL 19 HEOLOSHFH@LD.

BT eTer 3HHTar 9 hedleer oM miLb
G 19 0lebT 9)(LpdHLd 0.155).5)/GC)F.15% 9y&Lb.
FeOlevorL T eumeveysener Lllaad G Hieumsd
& HayLb.

OraCal L Me updsHdend LD LD
QLIPS HIVONILDTSH DenLpdd ool ICeTTENLIL
serl_ Crmed eumebeweud SHpps BHewevuied
6D G (hIdBaYLD.
ol1Garmenititied 2 erer &L 19 @)eir
et Grimeb eumebenau, 1/4 & m b S stoLimid
el L Q&smer®h SHLLDHDD eudHaLD.

(Fig 16). & T D 1] 8y GIT &

Q6 LDGISTL_ GV
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g seolgemarts LweTL(hSE 9FL 19 SleT

FH(IBHLDL|GOHUJL_GST 6TITlujLb.

Fig 16

ACETYLENE BURNS USING
OXYGEN IN THE ATMOSPHERIC AIR

SPARK LIGHTER

WL20N1105HH

siuLTTg emevl L_ewrg saily Caums eThs b S
ELPGUAISHGNGTUILD  BLILIDDEOeUSHLT  LILIGTLI(H S
Couesor_rrib.

LIGeTTem LI IGHLI LIT HIHTLILITET HewsFulled Fmibs
Geuerlenws CrTeh& 2 Lod@HLb LIDHEHGHLD DL ILITED
B)msb@LbLILg 191g SSHayLb.

SMILILLT LGOS LOGODULD aUehT FIL 19 c0lenes
9B HL LIRS Ha L. (Fig 17)

Fig 17 NO WHITE CONE

L

ACETYLENE FLAME IN ATMOSPHERIC AIR

WL20N1105HI

B pLbewLId FHeuestld i ool IGaTTEnLILIL ) 2 6iTem
g Feilggetr ser_ Grmed eumebenaud SHmb i
g seilgemar CFrgsalb. sHOIITLP S BTFOIGT
wpeweruliled LNTHTFLOTET 61 U TELOS FnlbL]

Q&g sHeumigLd. (Fig 18)

LievGar my 24 & &) 9 F 119 &) o1
SL1pLoLjFener jemioey GlFuiw SLiSpLoenL
Filgsl_(Hsev (Flame adjusting to set different types

of oxy - acetylene flames)

Bluy” e Srnliptbewrs FMldam 1 Guimgiomest
gseilgemer Cargg Oaiamemind mibL

QL I DTS

Ogefleums () (HsEGLDLIG LD
Q) BE@LbLg ujb GlFunaeyib. (Fig 19)

Fig 18

WHITE CONE STARTED APPEARING

WL20N1

ADDITION OF OXYGEN

Fig 19
WHITE CONE APPEARS CLEAR & ROUND

e

NEUTRAL FLAME WITH SUFFICIENT OXYGEN

WL20N110:

oL 1ICTTEn LI IO BH S QUBHLD QMU HEVEHE
FLOLI(HLD 9/ T &Y <24 & 610) @9 69 &7 U LD
91F1"_19 c0lewasru b ©O)FHTEVTLY (hSEHLD.

2 &5FlewL_Fiu Gl iptbenrs FMsHL 1 Hluy” ged
S ptb 160l hb FH 9 F 19 eOl6dT  LITUIeH 6,
&HEOMGHHALD.

OeuesTenind Fnlbl| FPWIGTHeLD, FnllTHa LD
Lo miLb. SUISLpLbL] F ML 6e0lewiLIg; H(HLD LOH MILD

Gombs herb OEHTETL_SHTSH Q) (HSGLD.
(Fig 20)

Fig 20
WHITE CONE SHORT & POINTED

e

OXIDISING FLAME WITH MORE OXYGEN

WL20N1105HL

ool 1Gem T ewLi 1960 b & ©euerf] @IBLD GuTws;
HVewad FIL 19 0ledT auTuemar il FlHL
LI(BLD YeTa) sherlleenasd O)FTeurLq (hdh@LD.
STTLETFIBI S pLbewi s Frildar” 1 S LpLbenL 1
BRHBlewevs@ Fildal 19, LI FL 19 Dlener
CFrrdhsaLb.

©leuass TS FalbL] BoTLOTETHTS QM@ CLimesm
LIGS) SLpbSIGTATSTS )LD,
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S ptbry FligLbleTYlujb %% BTLOTH@ LD
s1luyib. (Fig 21)

Fig 21 WHITE CONE WITH
ACETYLENE FEATHER

WL20N1105HM

CARBURISING FLAME WITH EXECESS ACETYLENE

oL 1CemTem I IV (B &I @I(HLD GUITU|S HEVEHE
ysellgmer ol YHFL LGB T
G 19 0lewerd; ©O)FHTCBTLY (hEHLD.

o L1CeTmen LILIen LI Q& TL_1Th %l
LG LIRS SLIIBRIBET HTTeRTLONSH, ©lau6vLy Mkl
Q&b Gimapg BT 2 Cevrad; HiheiTaheT
(<)) OBBILILHET eOL_& &id VBTG GIHLD. GUITWL]
umdiey Q&mL_rhsh Heol &%, BT SHerferr
LweTRSE oewi_Liewrs sk Gauessr (HLb.
(Fig 22)

Fig 22

NOZZLE TIP
CLEANER

WL20N1105HN

ALWAYS USE TIP CLEANERS

Srnipbewrs et & (bach fire) 9jebev s @i s
a7&ir$% (flash back) @)eirp) yewiney GlFuiw
Quieyib aiewr, SLpIbewis ®LOLILIGH S
B8t (LD LEGvsT (B G)FU1uiGyLD.

SLi9pibemr ememt s Hev (Extinguishing the
flame)

SUIpLbewL 9jenewTss (LpHelled FL" 19 e0latT

serL_Crmed aumeveney (LICaTTenLILl) eLpL_aLb.

LiIm@ ysealgget ser” Cymed aumebena eLpL_eyLb.

FIHaTHMSB 6 M HIHev Closing down the plant)

Cauamev prgpse_er GCp STl Herer

QUflenF LpewDLILILY. FITHTHeDS b MidhBHayLD.

9/F"_19 60letT FIGOIGHTL T 6uTeLEmE eLPL_GYLD.

2 He0l@96tT FleOlGBeTL_IT QUTeLEma (LpPL_GYLD.

ool 1IGamT ewLIt & 19 0l6hT auTeLeDeUD HbS

QUM LPSSBLD (LPLPRIHSBILD eIl _aldFHa LD.

OraGeal 1 _Me oerer @uewr® L97eum

Cagham@nid ‘0 eneudsrr 1 Gauesr(hLb.

91F1" 19 0letr QF@&GevL’ L1 L9FauT 1" @sivLg i

stu@emenay all(Hedld:Ea L.

9y dedlggetr OT@Gevl L Lgapr o1’ geivig b

stu@emenat l(hedld:Ea/L.

ool 1IGammenLILT G 19 OIGT QITEIEHRI eLPL_@LD.

oL IGATmTEnLILT 9 Ser5l@96hT aUTeLEna eLpL_GyLD.

- Frgardews FDPlID $ T b Gemev
6T GO LIGHGOGTILLD

- pTHdG sHewent fled LbILLSF Ty
wppaugib GeelCumpmiin’ B ol g
TG LIGeOETULD 2 MBI ILIBSS S O)HTEITeTeYLD.
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§a9 & erib (CG & M) Lu9H& 1.1.06
Geuevr_ri (Welder) - Geusvig i1 Hretere_ov Ludn& opmio GFwevepemm (Induction
Training & Welding Process)

Sy L L Hlevewdsd &Ll sa1” HFev @evewTioed 2 (h5E LTHFeT GlFUISH6
(Perform fusion run without filler rod on MS sheet 2mm thick in flat position) (OAW-01)

Crragsmgser: QuiuilnFuler wpgaled Hruser m Cealetriy i Fmeraeir

c auemgLL_SFesr Ly Gouemevuflenest 9)emLpdiEHe LD

« Geauemovuilesr HerBDCHEDL BTHFV 6T emallenet Fifl LTidH Csib0BH)d:SHe LD

* p7&eNletr oyarallNCGaEDLI CaHsiv (1P S DT HGT eHLOGFH@ LD

* @QL_sis5s CBTIHDH B LIGSemet LweTLRSS Seng oL L Hlewewds@ HioLl) oemi’ 1 ib
QeveTioey 2 (555 LT BHBMET eWLOEFH@ LD

« Qeusv(® GHemmEHenenr LTTenatullest epevid LIMNGCFTHSH LoHMID GCOUL _TET BT FdbBLD
GFuIwieyLb.

Z-O
2 ISST 150 X 2.0-50 - Fe310-W - - 1.1.06
NO.OFF STOCK SIZE SEMI-PRODUCT MATERIAL PROJECT NO. PART NO. EX. NO.
SCALE :NTS DEVIATIONS TIME : 2hrs
TITLE: FUSION RUNS WITHOUT FILLER ROD IN

@ 5 FLAT POSITION CODE NO. WLN1106E1

22




Geuemevuilest auflems (Job sequence)

sl 1 Hlavevuilev HibiNuyl L 1oHm

Thsemenr 2eampbsH GFuise (Fusion runs
without filler rod)

ewauilesrred Geur” (Hib ¢0eurflenesrs LILIGHTLI(hSS)
150 x 50 x 2 fl..6 gereysHer MS afl
SITL_Fewer Glau g opmid C&Hmig1L_aLb.

@ou B L9 G e B & arf] ) (1 b &1
LT HIHTH SIS O&merer &Fevasendd
STWID GFHUL_TIOGY 2D 6T6TS%5MELD
2 mpaHEmar ewtlhH 0T 6T @D

Gouatst GLb.

Q&1L _hIGasH@ ool ICarTenLiLiiesr eLpevLb
51 51

D GUTL_[TSHH@LD.

@I _[_LDITGT

& Lp M & ul) e 6ot

ool 1Gamm ewinesr Camewtib Lojmitb Fymest
CousgGenar LITToMss ouevH el (Hb s

QL liss55 D@  wliGarmenlifener
BHTSEa|LD.
THTaUG P(h (povaruiled GleuliLig s ener
QG HLILIg WTSH Blewev 't (h) & &l % 6» 6V
ST HFH@LD.

gyerailed Goed FgHGHullewers G6)smesr (b
G Hs6v, FTmdh@sed OFuUI%Hev.

aILL$E DS SGHHTHCLIT
et safleweard Gl&Ter®H afil 14 66T
LPLOEOLOWITSS LoD MILD @)TTaySev GlFuIeLD.
UL _SFletrLitg afil’ 1g 6t GroprirLitiesr
Cuwed Qewewrwmar GCarhsamaerud’ ()
poib 5
epL” (DB ev1dHTet OFhisEnHHeres 2 Haluilenesd;

eraflullenar e eld sk afLb
Glameser(h) Cauenevuilesr Fievrig enes Glauevig i
CroewFuiest CGLosh Blevevd@ 9emLndHaLD.
wlIGarmeniiH@ 5-94b 9y eTayerer
[5 T & &) 65 Gor (3) o ewer & g Lo My LD
1 OF QLT

2 Govrasid 9FH&LIg wimesr GeuliLiLd
THLBLOTGTTEV, dL1G6mTem L1116 eor
&P BhbH FHm evseyLd.

2 Whs GLpulletlev enmeudhdHl 21 1155

21 Qe

Garesflenesr OHTL_TLOGY, odL 16T Toip GLid:
Lo M) MJ LD
Qpriugeer HallidgsHaLp.

Cuds duwri  FTLOGY

Gxeiv Glewevig I FHeOTeWTTLY  LDMH MLD
LTS TLIL 9] GUBt] & GV GOT & GB) GIT U LD

eflwiLihHev Gouetsr(HLD.

0.15kgfcm?
9 G119 &) b1

Q&G 1 rsefleld) (hb s
oM mI LD
2SS Fwe ewLoSHD.
Blugr” 760 ool ICTLONSTS pdherdl- 9yFI" 19 eOlGsT

%3'267157(67?687

T hsemer Gnhe Huil B Fifl GFu s

Q)& TEITETGLD.

CarenrdGletr CopemeudCHhLI DJLDLPEO6sTU LG5
avg LUSHSHEGdsT Cauemevuflesr  Croed
oL 1Cammen L ILfena bl mid%Ha Lb.

ouemgwiii’ 1 Carl g p@ Gsd 2 ewmhs
2 Govrrsd @Lflullenestd; Glamessr(Reur LomH mitb
afil’ 19 eieml_w euevg peweruiest Giop
Groed

L1y 109 6ot G el g G e et g

ool1Garmeniliermey Fpl g @l L 1omer
FLpHFeowid OHT(hdH LOHMILD  [BHH(HHe0I6T
af sSGlenar Fifl CFuisH Filwphn jeralleneTs;
Qares® 2mphs 2 Cursd @Lblulener

LIT B HTHFH@LD.

oLIGarm enulienaT Q_HI (PO Li%hSHLD
Blmis& pmibd 21 657 Hrssd GFuiwieLb.
ool 1GerLllewest ojemenTd % Lopmih ool iCermT
ulilener sHesrent Med eppsd O Ful s
@aMireildhsHayLb.

2 owpsdler LfHFer Frms LMCFTH %
Lop mILh stureed et Liyeyaflenerd )%
grr Qw1 Cupurlilevest FdbgLb
QF U156V

OGemrmen 16t @ uidsib Lo miLb
[B & (1§ & GV 6oT Gou s Ld Fhwms
RBSSGHWTRTT®, BT 2 MMhHS
L B&er Fgmeet flLiLicvsiv LoH MILD 65T
FvpLd Fgms GHrmmLoer]d@LD.

0o L1 G o 1 6w L1 L1 L9) Go7 EINCET 10T
BT BeTDTHALD LoD MILD FFTeer
YUY AUDL_FPEG BTHNSG PDDEG
Gwew Gm OsFmererensd G (HLDLIF
QFuIweyLp.
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Smesr auflems (Skill sequence)

soLilevevi Fa{® (@)VVTLOG) odLIU N6 9JemLndsev (Fusion run without filler rod)

CBIaESHBISET : Q)5 2 hIFHEHSD 250 el

* BlgLiys sioL9 @)6veuTiosy @Q)emeitey L L G WLod Sl O FwevLIBS 5o LD.

Caremevg gHiamenl_ & 550 6)FulF e LD
Jemins e/t (Cleaning and setting of job place)

TSTUG SI QBbSTD Quit 176y LopmiLh
610G HTeT QHTERT(®) (hdhBaLD.

Quit 1976 / 1551 91515 ojupdsid CFTOS SIS
Cau155 CoustsrL_mib.

FHsHb OFliasn@ eTwhdh STemer &
gFFL 1 GGletr L5 & FHPILT LiwiesT LIRS SHeLb.
brss ewant” Cpm &Cermifld g blevsGled
M.S.gsL" ewr_g Camiid g Gullesr” oullsd (<)
Glfeiv (LpHVTETUDEOD hSHFHaYLD.

BHL 19 65T heTLoTeT aflefLbL|d@, (Q)enewTITS , Ga(Th
RSB0 phs 10 165 serefl GCasmEsemer
eI g, CHT(HH6T euplmals LsTenser @) (5
UAISTL 19 wiTsH 2 Feud GlFuwayib. (Fig 1)

Fig 1

MARKING -OFF LINES

150

120

* | WL20N1106H1

LSMDSHTHLD, HL_&HWeVD,
sGLILSHSTHD Carevevenws Couemev CGroewmr
s & Gamsnser (fire bricks) t6g (Fig 2)
MEUSHHELD.

Oeu6LY b1 HTEHFIGTENV (LIT HIHTLIL|S; FHEESTEHTITLY )
LIIGSTLI(h S B6YLD.

LiGerm ewulieniitb Grilptbewiiuyib  Frilwimest
Blewevuled (CamersdGev) Fifl oug 2 (h&
QLI mIUSDHHTHLI LI ey Lb.

Fig 2 DIRECTION OF TRAVEL

Lz
N (o)
>

JOB PIECE

FIRE BRICK

WL20N1106H2

- &aL 196 yerefluie i’ 1 Campser Casenev
OFuitiahedsE QeewTwims () (hd%hGLD
Lig wirsHa b (Fig 3)

Fig 3

WL20N1106H3

- Geauemev OFuILIUAGT OHHGHGEG DUWITFG)
(Fatigue) @ewmeur s @)(hdh@GHLD LILG WITH@ LD

- Br&eOer CHmewtid Gleuevrg ki CaHre” (HL_ctr 60°
-70° S&6iIT @)(BH@LD LI UITH@LD [HTF6Y&HEGHLD
Cavewev Ligliin@b @ewr i’ 1 Gamrest
era) 90° 95 @)(hFGLD LI UITHeLD
(Fig 4) LiGerm ewLitieniil’s 19ig S&eLb.

Cavewevullesr Ligiilfer 5%, @)L _L11d&HLIOTS

2 Couradansg 2 (55 2 K& CsdbssGlesr Fmlus

seflwims (Puddle) QFuiwieyib.

By sioullest ) 2 (b1 LI wal Q)HSH6

(Making fusion run without fillerrod)

@ CHTL 1967 auevLiiss (Lpewarulleh 2 eerfl

2 (h&sHd Pl L ey _er L1Germ eoLilienLs

QL1145 HenFulled BaHTHBaLD.
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Fig 4
DIRECTION OF TRAVEL

JOB PIECE
SUPPORT

FIRE BRICK

WL20N1106H4

2 5@ CpobssHmsls Lerafld Cami iger L5
Ligmiofdsayib. (Fig 5)

\L\EFT EDGE

Fig5

DIRECTION OF TRAVEL
MOLTEN POOL

WIDTH CONSTANT

WL20N1106H5

RIGHT EDGE

Blewevuwiret parey Ceudsd si_ctr LISarmenL i NHE
FHm QUL QuSGsHUpLD SHTeib. (Fig 6)
eI (penetuile LiCermeniils CahrentdHens

FOM SHODSHEHQLD..
dparensd Hallirds SLrilpbenis Gl geuTs

(Lp & o U 6L PL L

aflevdHayLD.

ghlwmer Gelit 26raf® syeb. e F
gnubeaimsd SlTdhHeib, L1956
OeuetTewLDd: FnlDLID@GLD, HHL 19 68T LIFLILIDGLD
Qe _Cu 2-3 165 oyeresdE Hlewevw mer
SBTTHWBLI LITTLOSHaLD.

Fig 6 ABOUT 6mm
(1/4 in)

1/4 in
AB(SUT 6211m

START

ADVANCE

PER OVAL ABOUT

1.5 mm(1/16in)
<|DDO0 DIRECTION OF WELDING

CIRCULAR MOVEMENT OF BLOW PIPE

WL20N1106H6

2 (hGL LG @alll LUTT@aIWTey fulaf
GlFu1zev (Visual inspection of fusion run)

Gleued® GlFumi i’ 1 Caleoevenul, /&HesT LT
Sphg sIGLUg el GUISTDaD®D b
W SHIDTSH FSHSHD OCFUIS LIDG, LIy 6Herfletr
DFHVLD FITH D GTTHT GTRTQLD W6V aurf)
@IQ @Ib opMILh FHAwWTRT 2 (Hhg YLPLD
(e peued) (Fig 7) gp&flwear @pld S Hetr

LITTenal eLpeULh 9y u'1e) O)FUILIEVTLD.

@ 6 L1 LI LD 1T 63T G o 6 6V & 6 GIT F
6O & W [T GIT 6U & D) &) F @D B Fear Ly
LwesT LI(B S H@LD.

Fig 7 UNIFORM WIDTH & RIPPLES

50% DEPTH OF
FUSION

WL20N1106H7

F@d) & erip: Geuevr i - (NSQF: Revised 2022) Liuin& 1.1.06 25



525 & erib (CG & M)

LuH@ 1.1.07

Geuevr_ri (Welder) - Glewsvig i1 Hiressre_ov LudH& Lopmip GFuwicvpemm (Induction

Training & Welding Process)

97 s5 Oauevig I QuIbBTiD LOHMID 2 LISTETEIFHET eLod Sl LOMH MILD
QYT EHFlemaT 2 clTL_THGHHe (SMAW -01) (Setting of arc welding machine & accessories

and striking an arc (SMAW-01))

Crragsmigser: QuiuinFuler wpgaied Hruser Gm Cealetriy i Fmeraeir
* @euevig i1 QuikGgio eTevsL_ gk Cammevr i opmip CarewevulilesihFlent _uilev Glarsvig ki

Gax9emar @mmﬂa&&@{w

c SUQUUTLE B QuIsssSleT opevid Gleuevig i @uibSTsSenat @QuisS) opHmitb 4TioLld s

Hmitb HmiSSH euflens wpenpuiled (Q)uidseyLd

* Oeuevig i1 1OleTGaTTL I _SBlewast ewind Ll LopmId YTIpLls %I i sSFlenet FiliLilhs%)s

Q& T6TemTayLD.

« G Caerl_@U Uy aemer GFuiw gmenus Hwri GFuIsHew

« CpiGaseml_® Ly lenest FTmds FLOBHGTHEHV 9J6LDOIH6D

s yoliuglin] &epUT®hEen 2 erereteuT erel LIMGFTEHSH6v.

AC ORDC
CONSTANT
CURRENT

ELECTRODE
SUPPLY LEAD

WORK LEAD /

ELECTRODE
HOLDER

WELDING
ELECTRODE

GROUND
CLAMP

WL20N1107E1

Qeuemevullest aurflemns (Job sequence)

LI SISTLIITET Q)& Glevfled & T 560 hI%eweT

QJOLDE H6V.

BAIGET LIIGSTLI(HS HILD H(heHOET [b)TeUSHdHeL.

Qeucvig MG HHTH — HIGHTLg W6sT  LOMH MILD
THTG QRATDTRT ST Harmiilhns

@)ewawrbE(BLiLIgZeneT GlLHB)(hdhsHeLb.

O)eu6bLY I LT TGT6TVOSLITITLO(h: @ LOTHD@LD.

26

QubHrsFnsgse Coeyerear Siomefldhs
1 oGy dlin@, 9jenLndsayLb.
Cammrevr_Meyeirer Cameser aurfli'iLiciTen s Glev
6TGUSHL_[JITLY W6 2 L' I |&HDHSaLD.

Gouebig a1 HlawevdHd sHerafl 2565 1pb 5l
500).1645@& 9 petT L9 Liflener [Flenevd; s F
QFuIwIeyLD.



Smesr auflems (Skill sequence)

Qs Oleuevig I QuIbSTID LOHMID 2 LISTTEISZEET LD S| LDMH MILD
QYT HGlenest 2 L _THh@&HsH6v (Setting of arc welding machine & accessories and striking
an arc

CBI&GEBISZET : Q) FH 2 HIFHEHSESG 256 el
« s Glauevig I Y TSHFHST YDIOLILISDG 2 560l S

9y Oauevig B LIGTTGTL DL 9e»LDF SH6) 6T GO LIG® & CorrHs o 2 IGLILIHS S 5
(Fig 1) Q)& TGITGTGYLD.

Fig 1 Fig 2
GENERATOR

POLARITY SWITCH

ELECTRODE HOLDER

WELDING POWER
AC or DC SOURCE D
o

CURRENT

OPEN CIRCUIT REGULATOR

VOLTAGE CONTROL

ELECTRODE CABLE
EARTH CLAMP

ELEVATED

WELDING TABLE

WELDING JOB

A.C.MAIN
SUPPLY

WELDING LEAD

EARTH LEAD

ARC WELDING PLANT D.C. WELDING GENERATOR

WL20N1107H1
WL20N1107H2

LS gletiLirg. Gleusbig b QuibGlr benpiiLb o|HaT Fig 3
SlevewT 2 mLiLFHeerud CFr&dhaeLb. GleuevLg ki
@@earGCri i m (Fig 2) (9) OGeuedig
QeerrGr i (Fig 3), Oeusbrgh GlFus Cmrr
LBl GST & 1T [T & 60 & EGLEND Gler6vLg ki

L grestevestimirior (Fig 4) Geuevig i Glauius

CURRENT REGULATOR

Lo miGlenF LOTCETTL I dewdd H(HEHDB). N . iﬂ”i@ )
Qleuebig 1 Qub@Tsens OB CuwImsHd g6 ° N & g
3)emewrdiaaLb. 0 '
Q 9
wpsetemin Lllesr ofBCwirs sivedl LD, ° ﬂ

Oarevig i1 QuibS)gupLd Fileuy o1 S b
(Blov @ewewriiy) GFunulii’ Berersm
T2 WIF I ILIBHSS) 5 C\FHTeTeTeyLD. (@)%
QeueVL_(hdh@& FTMDUL - Fnlgw LOedT
B iFFeow s Hailid@Lp (Fig 1)

WELDING LEAD

AC INPUT LEAD

sioL_mir 1wy et @)ementay (ON) GlFuiwe)Lb.

EARTH LEAD

sTevdL 7R Camrebr_(hLb 6111d CaHLIGBLD HerTTa)y
Q)ewewrLiLjL 6T (9)) LS () evenev

WL20N1107H3

DC POWER SOURCE - RECTIFIER
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CURRENT REGULATOR
(FINE)

CURRENT REGULATOR
(COARSE)

A.C WELDING (OUTPUT)
FOR WELDING

PRIMARY CABLE FROM MAIN SUPPLY

WL20N1107H4

A.C WELDING TRANSFORMER

Sariarmer G&i96r () 6w ewr 1L 56T
SUQumewuip, GeuliLigbemHuib,
b & 6v uf) 6V 6V 1T F <94 1T & 6 & uf LD
TDHLIBS SILD.

e1ird Casflewer Gleusbig i Groewr uji it (<)
(@) mi&&))
LTRSS Q) MISFHOTSH ()60 6T dFHe L.
TG L7 QG & 196w am TeV& L)
Cammebr_(HL_65T (Q)enewtddhaLb.

CouewevuyL_ 6ot  6ri7dh SHeTmibLl

2 LIGWTHS5GD @)evevrs GlLTLpSl, Glausdig b
Cuami_&a@& wHerer Hminfe i 1
Q&1S5&UNe 6TevdL TR Cammevr_ewgd O\%This
&flL_ayLb.

HpeuTHefe LITHBTLNDHTS GouevLg i
Croewr_eows FHPIGILD BHTHGHS Fnl ULl FEOTHEHGT
eud & Lb. (Fig 5). GleuebLy b 2 LIy 6osTAISGNT TEHILI
O\ F 515@& FSHGNIG, HTITLIGHT stuleed auuim LTy,
&DBO&HeT wHmitb OFHEHSG LITHSTLL S
FHT T TLY). Y FHWaIFT Fevev [hlewevuded
Q) ws&HeTmeTeuT eTerr CFTSHS5Ha Lb.

WL20N1107H5

LITHISTLIL gewsflaeeiTgHenar (OevsT 6rlIFmes,
Gleraysv, siveSalsiv, Oevd&hisv (&M ey e D
oM M LD
CumeiTenausenar swTT Hlenevuileh e96aIsS b5l

9/ Goot] & 6T ) @TsH0l &L Gs&L

G LT SHIHTLIHL 2 )% OFUIweyLb.
9474 Gleuevrg i1 Quub&lT S&letr Fetr” Grmevsenern
Qi@ zev. (Fig 6)

Fig 6 ELECTRODE - HOLDER

/ MAIN SWITG
A AC ORDC
j

WELDING POWER
SOURCE

CURRENT

HOOK FOR KEEPING
ELECTRODE HOLDER

EARTH CLAMP

STEEL WELDING TABL

GROUND

EARTH CABtE

<> ELECTRODE CABLE

WL20N1107H6

94179 Glausbrg i1 @uik&Tiser Glausvry i Gl
s&hs OTCarm L gamaslt OLImeISHHTHL

LIIGSTLI(DS LI (H GG ) 6oT.
Glar6vLg b QuibH T He»H (Lp & GBT G LD
186t &) (5] G wi 1T & & i 1L GdT G 1D

GO _(HeTeralT m (3)enesT e Lb.

« Oleusbig i1 Quib&ITHens (LpLbipener (three phase)
wpseitenLp LOl6T aIBICWITS CHLNewar cTalcuaTe,
FBwSTH ®eudhG (HHs (LpLgujCLom eIaI6Te/
FlwSTH QhSHGLDLILG. HEWLDSHFHLD. () FI
TDHLIL_d& Fnilgui LOeTFesT Q)Lprients Heilirss
2 FaLD.

© wpseitenLn LOlesTeNBICWITSHS HiL_GST BT BBTLOTS
) ew awr iy Sl abr

lesriessflwmereng g Gamest(h Gl FuiwiayLb.

QEITTY Qb
FITTGRTLD 2 HI 4L I5HDS NeneTaildSHd Fnlq il
el 255 Courev” Cr_engy o1(hd H1F
GlFeL&YILD.

Ooufleir sveill” &, odliyFsiv, Leur Csiier,

eTeusL_TT(H) Cammevr i, 6TiTd SMTTLbLI LoM miLb

CaLileir cudhsiv o &lweney CHeneuwmesr bt

Gmatt O\ &HTevTL_eoeuwm 616 2 M%) GFuIwIeLD.
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Ooulletr Flienar @)enewTiiL) LTS GUEHHUITS
@ miiber Gousvr _Gr Glouler Flieneremus
(Q)ewewTdHeUTLD.

Gloufetr sl & Fieug Cearewev GIFUIGDHT
eretTLIGng CFTHdhHeLb.

QuibglTs&er @)enewnt/ ojenesst (ON/OFF) sivall” &
gharg Goaremev QFUIGDEHT THTLIDS
CFr & ghHaLb.

Oleusbig i Quib@lrsGlest srer’ Glr@Gevr’
oy Quis@EnST etest CoFrHssHeb. 315 L6).L5
ol L_perer eTewdl grBHe 110 9yt
18)GSTCeTITL L LD 9GWLDS:H@LD.

D.C Quauevigis OeerGrii m s ()
O rsigosemLnur s @) mbsred GlLimeomii g
svalll_Getr GlFwpLim’_eor_ CFrTHdbHea Lb.

Qe ig b C & 196iT &6, GleuebLg 7
QupHrsHlwps  WSTCarT L S
sTvsl gr® Cammevr (rEGHD Couemevd @Lb
1D FiF OIFeLLT LIRSS ILIBS TG, 6TITd;
CaLil6i (LpewestHaTL 6T H& b 611Td CHLI6T cudeiv
@)ewewr sl 19 (hdh@Lb. (Fig 7)

Fig7

EARTH CABLE

CABLE ATTACHMENTS

WL20N1107H7

orirg Galeflesr wmiepevarevw GlaredLg Al
Coewr_uyr_atr () Geuewevuyr 61 () mishHL0TS;
Fig . 660 &L 19 wieuTmy 6117 FGTTLDLI LILIGTLI(HGS)
Q)ewewrdaaib. Q)BT (Q)ewentiL) Lpenmser Fig -86»
ST L1 (HGTET6yT.

s gr®k GCslafler @  peverTenw
QUIBSTSBI60T (Q)TETL_TaU S (LpeOUTILI FIL_e)ILD
om© T (Lp &% GOT 6B (L 6TV L7 (h
Cammebr_(HL_65T (Q)enewTd:eayLD.

2Y7é Qaudiy B QUIBETS®S SIS SILD
Bl mi1d H1Heio (Starting and stopping of arc weld-
ing machines)

@euevig i1 L_gresteivooLimitori (Welding trans-
former) : Glewsbrg i L rrresteivodLriorflesr Gloudlesr
sivalll Fena (Q)ewenra) (ON) GlFuwiayLb.

WORK BENCH

N

GROUND CABLE
BOLTED

TACK WELDED

WL20N1107H8

METHOD OF ATTACHING EARTH CABLES

QST SS60r L5 gieiren (@)enewt/ ojewessr (ON/OFF)
sivall L’ FenF L1116 L (B & &) G auebig b
L grestevesmirweny (2 - 3 wpevm) HieudhE
B 0155 e]Ld.

@auevig i1 G@erGri L i (Welding Generator)
Qaeuevrg i1 G gerGri’ 1 Mesr Glioullesr Filiewarm
sivalll”_ewa 96T GlFUILeLD.

Qus&TsGer L5gerer sv_mr GL_ebL_m
svL_mml L eoglt Lweat®sSS  Gleuecvig i
O@erCrL’ Lo (2 - 3 (Lpewm) HieudE) bl MidHeLb.
STUL_TITL L6 sTuL_TIT [Flemevuile eneud:dhayLb. Flev
QBT H6T HTHE (HIHSHaLD. LD el Fens
QlL_6vL_iT (Flenevd@d O)HTesst(h) auTeyLD. @)aeuT m)
OFwicugTed QubHTsHENHEH ahubB GCsFgib
SN THBLILIBILD.

@auevig i1 Glydig cbemiwri (Welding rectifier)
Oleusvrg i Qg osewiiuiflesr Gloudesr svaill Fene
<96tr GlFiIGyLD.

QuIBZTSHE0 jemindHLliLl ReTer (Q)enest/
2ewent sl FenFlt LiweTLI(hSG ©leusvig ki
QT L ovemLIIenT 2 - 3 (LpeD FHiaudE b midsHayLb.
Flov QT Lg SSeLNLITHGTG) G(1h L [T TGSTEV0LITITLOIT
svalll”_Fens QUUsb@GHaUS6T cLpevld QuibEIT S
D.C Qavevig i QuibFrwmsGear () A.C
©leusbrg 1 @uibGlTLomHGeum L6 LI(H1dHeVITLD.

LBdHena Blemevuilev GLo6dT 6Tod@ M.S H&HL 19 6bT
LB s o @rL_mH@Hsev (Striking of arc on
mild steel (M.S) plate in flat position)

eTevgL 7R Cammevr_fest HrevL_sHepdhGlenr G
315 A5 &L _perer pERBlewLT LLF T
Q&I meO(R) VL6 TEVEHL _[JTenL LI
Quim(mgHe Lb. (Fig 9)

eTeusL_7T(H Cammevr_fleb 2 6irer aufldhamig uied
@LOWIGY odLliemdeiv LyFLII L 6TeUSHL [TITIQ GBT
Qe mi @pewer Q@ mibHwmHs 1919 G500
LI (BSTeTHT 6T6dTLIGnNS 2 Mm% O\FuIwIcyLb.
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Fig 9

WL20N1107H9

WELDER ABOUT TO STRIKE AN ARC

315 A5 &L _qperer erevdLl gmhdH@ 110
b1t 18esTGermi’ 1 _1b 9ewiney GlFUILELD.
LevGoum yerayerer erevdL 7T (H%GHSG
LevCaumy swmMiimeriser et Cesrme 1
DTGB GG HLILITITSHGT. LOGTCETTL 1 dews
mwe) QFuiub OCuTIps Qo5 @
QULAIFHTL 19 WTHd G\HTGTSTGUITLD.

2Td ThLBS BB eTeTLIG cp(h GlauebL /T
Oearevig BIensHd SlausGHw LTS ()
TS el ompmid Oimupsl ( 9f) 947
gjenawtibg OUiTpsib GlFuni i Ceuessig s e
9YLg L1iewr_— O)FuIGVT@LD.

Geuevrg s Quik&rib D.C 9% @)HbSTeD
eTeusL_rrenl_ OBsHLg aeileh (3)eneurdsa L.

O HTHSGHLILIL_RSTeT HLpley @)(HLDLIS HFHL_1q 65T
(Couewovd; ie8er(h) LITL1L965T 15 5 6TeveTOlewsTs (<)
Glifsiv gevorewt m Lopmitb GG o7 HTeu B
Q)BHHTD jens shvieed e LNTey Glamessr(h
& HLD OIFUNLIGLD.

Filouyg &HbHLILIBGSHNN W6V 6T 6ofl Gor
9 &I Fflouy
THLBRSSTHI. Goucv® &6 M LIT(HHGHT
STFeTioTds Galev® LievaT 6or Lo T &)

@b

L6 651 @) & T L_ 1T 6 L1

Goucvig i1 Goewr . 1551 Carewevd H6omenL

Lihgena Hleweuileh _9ewLDd:dH6LD.

o aref(® LerelBlCumssens Lol (Q)emenTay

15 Gauevry i QUIBSTHENS FHiaubISa L.
LITSHIFTLIL] G HGUGTHGT 9cuofluiLT
Ll _(HGTeT6sTeuT 6168 2 MBI 1B B LD.
(Fig 10)

Fig 10
HELMET

LEATHER
JACKET

LEATHER
GLOVES

LEATHER
APRON

SLEEVES

SHOES

WL20N1107HA

eTeudiL” grent Cauemeuuliledt qh (Lpewesuiled 5 LA
CuoGev @)hd@id Ligujid, Gleusd® G (hiL_sbr
75° Camewrd&eitb HHL 19 657 Ly et 90°
CarersF e Q) (Hdh@GLbLilgujib 1919 $&HaeyLb.
(Fig 11)

Fig 11

| \
ELECTRODE

PLATE SURFACE

_

JOB
ELECTRODE ANGLE WITH PLATE SURFACE

DIRECTION OF WELDING
oooo)

WELDING

WL20N1107HB

ELECTRODE ANGLE WITH WELD LINE

2 g&ib (pemm (Scratching method) (Fig 12)
OeuevLg B VS FHUFHMH INIG/LD (<))
Oaouedig bl FUFHSH 2.1DLH 56T %GHS: G
Ap&STLITHG O\HTEST(H) GUTGYLD.

6TeusL_TTenl_, Causomsad OGS EHLOWITHG@/LD
Gleusbrg a1 Cauewev LE&HI GMISHTH LoGSSHGHL (B
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@uidsH 1oL BHILD LTRSS @) LpdHI 4TS
THLIGSSALD.

Fig 12

ESTABLISH THE ARC

HOLD A NORMAL ARC

%)
A
>
)
3
o
(e}
@
=]
[@]
F4

\\ /

\\ \\

N
\\ ~
N
~
~J

3.5mm GAP

SCARTCH START METHOD

WL20N1107HC

Fev Qpmry Cmrib &Fiwomm 605 2 wrdhHnE
Carewevuiesr  LigliNeS (pp s 1961 C BT &
S1dsayib. Letrr) ews Capmymuinms 3 LOLS
SNTSEDG QSS9 THedHLI LITTLOfSHa LD,
2hs Fflaug aghu@SSLLIL L T60, e T
QouelldFidb LI’ B HleOWITRT FHTHT @eOF
(cracking sound) erHLI(H)LD.

QrHms BmiGs TewHL grenl_ ewreuTs
CoGev HrdhHaLb.

L _Bb wpewm (Tapping method) (Fig 13)

Fig 13

LOWER THE ELECTRODE

TO OBTAIN THE ARC GAP \ HOLD A LONG ARC

START BY TAPPING
AGAINST THE PLATE

—~

-
-

O\

| DIRECTION OF TRAVEL

TAPPING METHOD OF STRIKING AN ARC

WL20N1107HD

stevsl grent_ Gip Crrs& parss Cearenev
ugtier 185 Ceovgnss OCgmi_g OFuig 9T
TDLBSS]LD.

T gment_ Lglit9edhb s FLomr 6LO).L5
2 wrs&Hn@ CoCev Fev allpTiy. Chrid HrdsayLb.
ing s Casmymwions 36.55G QneHE)
Frilwrest 9yrd LIFTLofSsa LD.
s B gpewp OL@HLD
LMpaedTSsliiBGeaIsD@H HTTILD 9 B
Gauewevulletr Ligl'iLy 5% GO LIGTSThISHeHET
THLI(BS SHIUF 6.

LI TGO 6® LD WS T LT

TS grT(h S (BT 2mbLH (PL_19 5
Q&res(h)) ol 1L Ted 9emd, LoewTdHL oL
LPMIHSGHUSBGT eLpeVLD 2 L aTlgwimdh od(heddhs
Couatar(hLb. (Q)HeTTe 9] 5 9F% Gleul'ILILDDL 6|
(<)) Coaroewr_aig sellirsasliLipLb. (Fig 14)

Fig 14

WL20N1107HE

o J&HID (Lpewpuiled 4Td THLIBIGHaLD.
Soglledr/ sausHsd ()
ST F el F G G 6V QuUIThS L1 (B 6T 6T
ey s (Hib Hevrewstrig- (filter glass) eLpevrd tor” (HGLo
QY THEOSLI LITITHSALD.

O euebig ki

<2175 Glaebrg i 1119 &yFeir L5 g1 Crolev eLpLg ujsiTerm
sFBFHwor FALnlk Caminr LiwesTLI(hSS £56)
it L97ely GlETessT(h) FoHsLb GlFuweyb. (Fig 15)

Fig 15

CLEAR SAFETY
GOGGLES

CHIPPING
HAMMER

]

= w\(‘

‘\
2
«(((((((«((((((((t\‘(((«(l

Qarcv® Qi 1 Caiewev FPlusms
Q) ppsTD Geuli Ceuewevaewerts Lg% %
QST GHDHBSTLI LILIGTLI(HSHaLD.

9T &
Weruppiur. Geuehrigw LImTH&HTLIL
wpestQesrFafdemnasgsenr (Safety precautions dur-
ing arc welding) :
O Furuy b

WL20N1107HF

Qeuevig i1 Gauiuyo G LTS

o Cours 9yrd Glasevig i
© i i

o Qeum &b
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Qe @SS () eTevdL_Me s Glauli
eLp 6V & B 6BT eLP GV LD
THLRSSLILIOSED . FCp STl (heTeremey
@G iciTer GVIT HIQUTCT LI FHiHFHEITTSLD.

- LOGSTFTT 9B TFG

2 (Ih &) ew ewer 1L

- SUOUTHSHeHD GBI EHLD
- SHUWLD BFFLI LIGDHHULD
- Qeuliud sHir af Fev

- QEggsiiul 1 Qauliid sFHG HIHCTHET

- OeuliLiflencvuiey 2 eirer Geuenevdeir LM mILD
OeuliLs g peverd et (o6 (stubend)
Cuh@B L9 _Rerer 911 5% aefed) (b
QIL_GOT LI LITHISTHS UTF 6V LITHIHTLIL
(Lp 657 ©) 637 & & 1) & 69 & & 6 GIT Crom G & meirer
CeavarBib.@awey yPlupss LWHFSGS
Q)& T LT 1T GoT & (h & & w @) 6v fler g & g

FapLILIL (HETETG.
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§a) & erib (CG & M) LuiH& 1.1.08
Oaeuevr_rir (Welder) - Glewsvig i1 Hrevsre_ov LudHG ompmio GFwevepemm (Induction
Training & Welding Process)

10 A6 M.S. gaL 196t L6&H LIGF®SE Hlewevullev GrisGaEmL_BL1 LIy ayFHeT
@)®sev (Deposit straight line beads on MS plate 10mm _position flat)

Crragasmigser: @UiuuinFuier wpgeied Hriiser OGln Geueriy i FmeHeir
s UFLIL_SBHeTLIg @TemL SWTi GFuIHev

s Filwmet eTevdil_ga®), sgessrt_ wopmio GumevTill 19 Gxiey GFuizsev

* g Garevig i epevid LIhGHemss Hlanewuilev Fymesr Gprid Cami L1 Ly ejsemer O\FuIsHev
* Hg510 OFu1g Copuyliysefley GenpuThoHenar uiey OFuIsHev.

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

@ JEF 10mm THICK IN FLAT POSITION. CODE NO.  WL20N1108E
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Gauamavuiesr auflens (Job sequence)

34

SHHIFET YSHFT OLIGVIGT (LPGILD 9 i B
eVl (filing) oemeysaflesr Lig (eueny
LIL_$&6sT 111g.) swimi QFuIwie L.

S5 19 687 (Couemevullesr) LITLiL|SHFHEHGT HITITLIGH
sivie 6b euiT Lgey LTRSS FHSHLIIE5S)
LG rsewer el bhdhsayLb.

Couewevuilesr @)resor(h) Lidamisemad auenr
UL g5 Ly Qenesst CHT(hsemen auenrh s
Iwasemar OFerL i Liehd 6 esr (b

Lyeirarfld @Gpluil_eyLb.

SsL el Glauevrg i Coewr_ 155 LI(HS%Hens
Blewevudley _9je»LOGHGYLD.

55(B) Gleuevrg i1 GLoent ujL 651 pesT@ O\HTL_rTL)
QS TEET(HGTOTHT GTGTLIGHSUJLD GTITd FHETTLDL
©leusvrg i1 CLoenL_ujL_65T SeTITaUTS (Q)eewT:dL
L eflebewev ereiTLIHSU LD 2 M5 O\FUIHIG
Q)& TGTGTGLD.

LTSISTLIL] YeOL_FET, LITHIFTLIL| o)
FHEUGT HEGT _9GWSILIGLD.
Gouevig i1 HeuFdGer (Shield) odrfebr i1
FHEOTGHTITLY- [HeVGV [hlewauudleh 2 GITGITHIT 6TGH LIS
2 Mm% OFuiwieLb.

416018
m.s.eTeV&L_TTenl L't QWLIT(hdHeyLb.

Cammevr_rled L L (peirerm
Oleuevrg b1 Hyesr_eoL Cammunmss 150 wLpsHed
160 94LbLuIrT QUGHT GWLOSFHELD.

eteusL_gm(® Cailewer L _gmesreiv ooLITITLOT
Olausbry i1 THSTSH HIL_6T (Qamentdsayb. D.C
Gleuebrg 1 GlgerGrL L i () GlFdhiLg ooemLiwT

25 QPohsTed yws  Gpsigal
Q) 1T LE) 65T Gyy 1L GoT (e &HiT (Lp & &7 Wi LD)
(9)ewawer & FH6Lb.

e1irdh Sermibrienrs Carenevulesr/Garenev
Cuenr_uiler arewg C&Hmig  (1peveruded
3)ewewrdisa)Lb.

OleuebLy b1 THEITHOBS HIUSHFH@LD.

sLleayd HIWT(H) @eTHleT L5 LTS fSHTS
YTd TPHLRSS 9jewioay G)Funli’ (Herer
BlesTCatL’ L jereneud; FHeuesldsayLb.

TS gmlH) FTSTITIIOTSH oI flalfldasil
LGGIDST 6T MILD, 9YiTdh FIms o GTersm
TG LIGHGUILD 2 MBI ILIBGHS GHTETETELD.
GL WL 9T LIIGTLI(HS S LD.

Cauewev 55 CrrdCamil (L Lig oysener
Q1185 wpeweruiled) (hb & oM (LpEHET
Cprd& yerefld GCamiigesr eulflums
O FuIwieyLb.

6TevSL_grenl_ Geucd(h CHTL (Hi_ctr 70° (LpFH6D
80° CaredGlev Liig ssajb. ens Glarsd(
Carrri” 19 681 auLplGus Gouenevenus Gprd Fimest
CousdGley baTdHSHa LD.

97s U@L Curbgeemb s

wmipedn  HoudE LIy @ HerflL_ayLb.
GG ey (GLoIeTerid) Byl Lhaiens

2 MG LINSEH G GlHTETETER/LD.

Lig efletr @) mugulled seummioed HCrL e
BlrLiLieLb.

OQeuev(®) LiLg ayHenedl(bh S FHFbHenar Fiib
Camioir  wpmitb  svieed quim  L7eay
LIGSTLI(D GG F&HLD GlFUayLb.

FOH HHsd OQFuiyb Qurups aficd®
LGS LI(h1 S H@LD.
Qw1 LILg @ & GO GIT G1p
GBI _(BHeTereval Gmld 5 1e) QFUNLIGLD.
- SFgre 9jHeuLD LoHMILD 2 WITLD

— Gpir seirenio

- e 9emev aurfl quLg b

- &FOH 2L LGB

- Blotdr o mg Gt

—  IBIGBT  BHIGOGTHGIT

— et S (HLp Glaul’ ()
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Smesr auflems (Skill sequence)

L®FEma Hleavevullevy M.S H&1" 19 651 Cogyerenr CridGasmL 19 ev Litg & emesr
eamipSHev (Straight line bead on M.S plate in flat position)

CBI&GEHBISZET: Q)5 2 BIHEHGEG 2 5Ha/als

* lewevwiter 9fid Gevers, erevdl _gal) Casmewtip opmid Bxie) Gaisid LIFTLONSSH60.

QUSFIT LoHMIb 9yib LiweTLI(hg% 100 x 150 x 10
IS gemayeirar M.S. S5 (hd 56T (HHGIT
St G FuIeyLb.

CrirdCam®h%er QUGW [T b i, 15 L6
Qe _Gleuefl safled jaTefld @mlsefl_ayib.
(Fig 1)

yerefld @plsefl i’ 1 gy Gprymid
@) wsb@LbLiguwirs (Fig 1) Gessbig i Groewr 154
Couswavenus, LIBGmS Hlenevulled 9eWLDS:E@LD.

Fig 1

WLN1108H1

Cavemevs@d Oleusvrg i Groewr @b (Q)ewrGu
pevev OleTFTTd OSTL_TL @)BLILISDHTS
Gouewevulledr ojig L1yl LigliLy LO&e b FSHLOTS
Q) msa Galetr (HLb.

GTeUSL 1 T(H) SWTHALIITETTTGV, 6TeVdHL_1T(H Gl
2 DS &H HTLILIL (RGTTLILG, 6T6VHL [JTLG 65T
AL $GD@& anp sgerl Q&TL_T 9eTenal
eTIQWIT(Lp HiLD LIGTLIHD@LD.

eTeus g wHmib Caiemey p&luienes Fielr
2 (Hm&SHLILIBGFSTDTUT T M R(h HLplay
2 Covrad seisrig et 155 CFr&ls s oymlwieyLb.
Glaucv® CaHrL_HiL_ctr/Ljeirerfld @HmlECHTL_ (HiL_6tT,
ereudL gmig et Gammewrib 70° (psbed 80° cuemi
QpFHGb Lguwms (Fig 2) erevdl gment iy
L9g SFH@LD.

Fig 2

WLN1108H2

D.C Glewebig i eTh&rLb
L@GOILITLp S , 61iTd CamLilener Geauenevulleir (<)

LTRSS LI

Caremev Croewr _uflesr euevliLidha (Lpemerudled
QewewriiLig) , Glausb(®h) 2 Cevrsdens (Q)eneuriileh
Frilwmer @G5l Lig e Q)Fui 2 HayLb.

yerefld @oluil Berer Cam@asemer euLfl
HTL 19 WTHHCFHTeT(R) GLpd: GBI L 6Terenal
sewertt wgmimsg Crrds Cami G
L9 0 FHeDETLT Litg uidF O FUILIGLD.

- BBl 9rdh Berd (L) (QySmeus LiwesT
LIWSSLILIBLD 6TeV&L Ty 6T il 1 GFHhH@ (d)
FLoLor ). D.C Qewevrg i 6TpSrid LG LI(hd L
Ul L med, GLewl_ s [Berid Liueh
LI(hS HIUBHGST eLpevLD, 2 (K& 2 CevmaLb 95
GlFevev Coueserig us LITenguIeO(hb Bl eNGVHTLOGY
Q) (B&s 2 HaleTLD.

- glwrer psrey Ceasww (Csmymwinoms

BILb_S&BD@& 150 LAIL5)

- gflumer et gk BHewev/C % mewtLd
(Figs 2 Lopmith 3).

6TGU L [T T LG GOT (Lp 6 6T & & LD 2 (h&d

Cs4555 D@D Qer_Cuw @enr_Gleueflenwils

Lgmiofss erevsl gr®, Carewevenws Crrsd)

B&THSLILIL_ CauesstHLb. (Fig 4).
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WLN1108H3

Fig 4

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

WLN1108H4

2 (h&%d CosbadBler 155 yTs&ler GlFued
umleo . plweytb, Lererfld @Gplui i1
Camient & smesrab. Geuevig i 6v& F 6o
HEOSTGUTTLY HGIT, CLIT HILOTET TN DE FBBLOTS
) hsaGouetr b, Glausvrg i GlFuiybGLim g
QYTEGGT Frmet FTHT @eUleId HaUcwlSHa LD.
9 &I TS T Frms eTifleuensd &DlbSHD ).
TR 2 hGL of SHwSBUD , 9] B 2B
CapdamdBletr auplGwr Limiip s Lig e 2 CevmaHLoms
2 (hUTHmeVWLD HaueslldH bHTa) Cousdens
Fhldg&as L _ayb. Gerev® CoHmiiger euflGus
G@aearcv® Casriewr Cpmss&E  GFedeyib
GTUSL [JITLY GO FTTGT [bHTe FITeT LIl eOald
S(IBLD.

97s B RUGLITGLD Gumep, B 1
Q&80 Gy erewrliBd GLALILIETETLD
TDLIBILD. 9YTHend LEGT(HILD HieudGHLd GILITLp S
Q@b FCr’ 1Lt 1psedled Byt L Gauessr(BlLb.
956 &Gyl iL_emg &HHHD  GFuig,

HCTL L (%@ FLomiT 201015 (LpETGTHTSH T
2 huTs&, FCrL L (KH@ allewgeursd &mLbLd)
QUIT@LD.

Ly o) gpu®Ss Gy Blrind ps
T&EL grenl . (pdTCarmTd&  BaHTdHalLb.
(Fig 5)

Fig 5

WLN1108H5

@aCar@ vgomawyhd wybs LIPS
GG 1L_e»gd GLpdhaedTi_aumm HlLiLa)ib.
(Fig 6)

Fig 6 i

-——— CUT THE ARC WHILE DRAWING
A 7772777277 A SMALL CIRGLE

WLN1108H6

- QL B&H vy gpLBSH 2B
Gaucv® g afesr G ol 1 GEHDE@ euHLD
QUG WD 2 UITSHH@LD.

- ey pLrnfer @) miSulled 9yrd Berib
GL_L_WTH meudbdhl 2 (LpHeD 3 (LPeOD GUGHT
Flw e’ 1 _1b eI LD.

- @Qmi&ulled BT (HID BT (HID Y ITHemS
QmanTsh & wHMD Qenewray Ol Ful g
QEINTTGY)

&G 1_ewr BlyLiieib. (Fig 6)

G b1 Gamiorr Lom mith euirt 976y LwesTLI(hdS)

&F{ LoD MILD G) e ev ()

©lLoedTL" 19 0l &I BSSH@LD. (Q)BHETTCD Lilg &FH6rleD

GODHIT GDPSH CFTEHES 966w er 6o
LIT LI & & 6T [b GST & Q& fluyib.

OEIVINEL Y0,

(L _muser 7 ommiLd 8)
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Fig 7

CHIPPING
HAMMER

WLN1108H7

CHIP OFF THE SLAG

WLN1108H8

REMOVE ALL SLAG AND SPATTER

Copeplss Gab® GopuT@sr GHss
ST hIGHwend Siriomestd s, CLom)smaess (k)
QeFiwtit@®b Ly eyFafley  GHop Hiray
BL_culg GenagHenar Gop GHTETeTe/Lb.

Lig ey QFunulii’ 1 19 oysener, GLpd GHplbsenal
sefled CeaumuimBHer 2 6TeTereum oI 6T

CFr B ghHaLb.

- Lor&fl 2 (meus s _ewi_ (Template) LiwichrLi(hs%)
%6Vl Lopmitb 2 wiLh. (Fig 9)

Fig 9

BEAD WIDTH

TEMPLATE FOR TESTING THE
BEAD CONTOUR OF WELDS

WLN1108H9

- 2 (p&lewesriideT 9yLpib

- 1ng ey pL_nlesr Cwrmer HesrenLo

— &FO) 2L L&DV, LUDLILITLIL| [BI6ST HIeHGTHEIT,
oL T Friluflebevrs  Lig a6 Gl @ULD

sl Lgliyd @GeopUThEHer @&nld sl
CFrgldsayib. (Fig 10)

Fig 10

UNDER CUT BEAD
DEFECT\

iy

WLN1108HA

@) & erip: Geuevr_ri -(NSQF: Revised 2022) Liufn& 1.1.08 37



Fa)) & erip (CG & M) uudn& 1.1.09
Geuevr_ri (Welder) - Gleusvig i1 Fyetor_ev Luin& opmio GFwevapemm (Induction
Training & Welding Process)

2 1615 &L 19601 LDF BlyLins soflenvw CFrid sl LIBFens: Hlenevullev LTLg eeor
9Jemind Hev (Deposit bead with filler rod on MS Sheet 2mm thick in flat position)

Crrsasmiser: @ uinFuliss wprgeied Bhiser Glm Ceusssigw FmetraHer
c UILILIL_SB6TLIg. @memit Swmi G\FuISHev
* L flevevrr Ool’ 1 _6v LiweTLIRSSE) Gouevl’ Lig ey GFuizev.

1 ISSH 150 x 2 x 50 " Fe310-wW " " 1.1.09

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

SCALE : NTS DEVIATIONS TIME :

DEPOSIT BEAD WITH FILLER ROD ON M.S SHEET

CODE NO. WL20N1109E1

@ 5 2 mm THICK IN FLAT POSITION (OAW 02)
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Geuemevuilest auflems (Job sequence)

Lu@Fma Hleavevullev BrLiyds SHoLuyL_csr
2 B&L L1ga) B)BHBHD

pr&le gyere; Sgp Csipbls®ssiL
Qummss, FL1geller / 9455 ggedr
AWwHssm®s 015 §& / GFif? o5
<9|GOLDSH@LD.

1.6 OIS il 1peirer GVFibLy LjdFa GLo6ST 6Toa@,
(ccms) Blri'iys sibiflenwd Corbo)HHSSHaLD.
LITSIHTLIL] 9esullaevaiHenarud Gleaevig i
HTHETsIV @ULD 9(ewsilIeyLD.

55 YFI" 19 06T QUITUSFT 6T eSS
BBBlewevd BLILIPLDEDLI DJeHLDS:H@LD.
LiGerm ewulienLs euevd; ensulled Ceuemevullesr
yerefuf i Camil g pa@ 60° - 70°
CamenstdGlev L91g Saayib. CHTL 19 66T QUGVLILISGS
RUSZED FPl 2 15 Copdadems THLIBSSLD.
Govenevullesr Ligliydh@ CoGe Griiipibrys
Falbly HTTSms 2.0 wpsed 3.0 OIS Y&
B)BSHGLDLILG. IS (HdbFHaLD.

Q) _sesulled BlrliLyssbilevw 2 (hGs
Copsss6r mCs GCnmdh&ulhd@LbLilg
Qerev® Casriigne 30° - 40° CarentsGled
L9g SFHeLD.

yerefld Camiiger euevliLids (peneTulled
YUSTTS BH_L_ 2 (555 2 (5G5S CHsHH05/
(puddle) a7 HLIBISS@LD.

Bloliyyd sbililesr wpeveaTemw o (h&d
Csd5dBl6T eoLowihBHled LBILDpSHE) 2 (hdFHaLb.
Bty 2 Coursgens Careweoules LigLiiesr
55 Qeaued® LIGITH 2 (haITGLD LIl
CarrdsHaLb.

SImesr eurflema (Skill sequence)

LiGarmenLilieniujb, HlIliLyd sibifeouiuyib
Q) tiugswrs, Fgmer GCeusd HiL o,
LiGermeoun g FHm ' L QUUSHLD Sib Sl
yeirefld Cami’ 1 681 auLflGus BHTdhBHeaLb.
Bl sibfenws Gogyib Guprors (Llsvr_atr
Guirest my) Hlewevwimesr CousdFled BoHTHSHaLD.
2 5% Cap5:55560 CLmgIomest emainhhd:
sibtflevws CFrig s Lig 6T 2 wgdhensuyLb
DFVSHBUILD FTTH 2 WITHBHRLD.

Lig afesr  arewauufitb, G 6w euuwsmaer
oar(h(heleweUjlD 2 (K& YLD HULD
SRR b, L1IGarTenLill BaHTa)

Cousgens BHloLiydh Houiest Gousd s 6ot
FMSHHL_L_@LD.

Blrligg &bl wpewerenw S5 p b9 e
Qeuafliymis NpbtNHGer e»aud ) b 5
Y SFCL_auetr euemss HeTdhHa L.

QL L_eog &Fifl eug BILiLjeseT epevLb
yerefd Camiiger @ Liiss peverulled
B 0155 e]Ld.
Sri9pbents oeTd B BTHMWSG
@aMireildhsHayLb.

Qearcb® wglifener &gHib G Fuiweyib.
2jemeaurf] @Iy el FFMsH 2 GTATHT GTeTo LD,
Oeueb(®) LIy @) FFTET 9HLD / 2 WITd HIL_GST
2 GTTSHT eTaa)b 4u1e) GlFUILELD.
QewaGuw LbGweirer 4 1jeirerfls CaThlaeir LS5 5Lb
1Besst(bid GlFu'1 g L1ICarT eoLL't Lop miLb BTy
HLDLIlenW 6T eOHUWITG@HLD FmLd GlLipeyLD.

Blliyd &Ly LwesTL®S%) 2 (hGLiLIg emeu 2jemiodHev (Fusion run with and with-
out filler rod)

CrTsaBIST. Q)5 2 BIKEHSG 2 50/alF
* Blyligyd sibflujL_gyiio Lop miLd R)eVETLOGILD 2 (hG LI ellemestd: O\aTasT(h) e (hed HILD LoD MILD

<9I WLOS B GYILD.

Casiv Glewebrg i HH IS OCIHTETLIGUTHGT LILDS

Couetirig wisnal,

- UGerm ewuilienrs Filwime Hlevevuiled LIg Sopeb.

— gflwmer CICATTELILIGDLIS 60 UIITGT 6 %G

eLpevld 2 CeUTHGeDS 2 (hdh&hH6V.

- UGermewuitienriuyib, Hlyliyd SHibLlevuwrujib

DFWTHTUSDG Q) T6OT(H) 6% %66 LD
R(bEIGHenessTIISF O)FIU15H6D.

- Coueweovullett euevliLidha wpevestuldlel) bk 5

Qu tiugswrs CrrsGasmi_ms o (hgL

Lig ema (3)(Bg6v.
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Qarevig 1 QFuIwg HEHL 19 6T HW T
GFu1zev (Prepartion of sheet for welding)

SHBFH®Td: HWTE@HD O LITLp S5
FHUIGHDEHCOCT DGTSIUIGLD.

Qeul’ L '1iGeugsnHTet @enL_ jenay 285 945
Q) msHL_Hib. @)sermed Freilw LInG wpLg-Li
geray 152 X 50 X 2 016 945 @) (hd@GLb.
Qaul’ 1 L1 IH@ISCET HTTGRTLOTS QUCHGT [ FlGITGIT
Sl eralled 5H abHs FdGweD
Qarevs(h) L 19 CrImdHEHaLb.

KFrsewmer K%, @uphann Geuenevuler
grdmsud @Cr Frrs @bers @romsuLb
gradl, 150x120 85 eretreyib jemeneurs GLImeyLb.
Caremavnd sHiamenl_ HbHip 6 FulF e LD
oS Hevo (Cleaning and setting of job place)

TSTUG S GBHSTD Quit 76y LoppiLd
61LoMlg HTeir Q) FHTEBT(R [hdhdbeyLb.

QuIt 176 / 1551 91515 Djupdsid CIFTES SIS
Cau1gs Coucssri_mib.

FHaHb OFlieusn@ erwfldh SHTemer &b
g FFL 1 GG L5 % FHOILT LG LI(HSHayLD.
bhrss ewanl Com @Germfls 9iblevs Gled
M.S.gsL ewr_g Camiid g Glullesri’ uilsd (<)
Glifsiv wpBevTeTUDHEOD hIhH@LD.

SHL_19 6T berTLoTesT eXleifILbL @, (Q)ewewTIITS , 63(1h
RSB0 phs 10 165 serefl Camm@semen
e h S, CHTHSHET aULfITHL LjeTefser @) ()
QUAFHTL 19 WTH 2 Heud GFueib. (Fig 1)

Carewevenwil’s LIR&H®S Flewevudled eweud Gl(mL
LSDHTHLD,
sHLILBHHTHD Cavevevenws Ceusvmev Groewmr
Ba G&F Gemesnser (fire bricks) tdg (Fig 2)

QIYEEI

OIYININE FL_SHDV

Oeu6LY b1 HTEHFIGTENV (LIT HIHTLIL|S FHEESTCHTITLY)

LIIGSTLI(B S B6YLD.

LiGerm ewuliewiitb Srilptbewiiuyib  Frilwimest

Blewevuled (CamersdGev) Fifl oug 2 (Hh&

QLI MIUISDHHTHLI LI ey Lb.

- &L 1960 ereiui i’ 1 Camhaer Casenev
OFliLeImsEG QeveTwmTs Q) (hdEGLD
ugwmseyrb (Fig 3)

- Gouemev OIFUILIGUAGT EOSHHGHGEG WITIFF)
(Fatigue) @ewmaurs @Q)(H&b@GHLD LG WITHa LD

Fig 1

MARKING -OFF LINES

150

120

WL20N1109H1

Fig 2 DIRECTION OF TRAVEL
Lz
X OOO

JOB PIECE

FIRE BRICK

WL20N1109H2

Fig 3

WL20N1109H3

- Br&e0er Caomewtid Glauevrg i CoHme” (Hi_ctr 60°
-70° $&6IT @)(hIHGHLD LI UITHa LD BHTF 6Idh@GLD
Gevewev Ligliin@d Qoo i’ 1 Caxmewr
gera) 90° 95 @)(hIHGLD LI UITHe LD
(Fig 4) L1Germ ewLilieniil’s 199 &&eLb.

Gauemevulletr Ligriiesr 155, QL LiL1&Hw0ms

2 Coursghamnsg 2 (H%G 2 (hgh CssbadGler Fmlu

seflwims (Puddle) GFuiwieyLb.
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Fig 4
DIRECTION OF TRAVEL

JOB PIECE
SUPPORT

FIRE BRICK

WL20N1108H4

BloLigyd sl G&rest® 2 (hGLI LILg 6 FHemarT
@)®s6v (Making fusion run with filler rod)

Casiv Glewevig i GFutuyd Gimep g, GLI(HLD
LITGT GO LOUWI TGO ()60 0T L1 L| & @¥h 5@, & Tl T et
feraerer Glaeb® FHevl _dFHab uedleHLOWITET
QevewriiL) Hleor _sFayb, By o Gevmsib
CaewauliLiib. SriiipibL) pHmy 2 GevrsHdensd
2 (H&H@GLOIITAP S BITLIL|S HLbLlewwi|ib > (5%,
auflliuererdems (9) QewenTiitied 2 6iTer

STLpai_Sevs BTG

o5& G556 By 2Cwrssoms
sar’ HaIsHGd Hall aiews  piesT  Glpei
Capemaul LI ).

S piotflesr Qeut'is o eref® erfeldasliipib
2119 dledT pmiD 945G gaevflest LiHLD
aremarls OUTHSSSTGHD. Ceumiil’
ereerer pTHAOFT Goumyiil’ L LI(HLD
DeTeeTeT T dsemerd Hahb. CLoeyyLb
2 Courssams 2 (hdhsHdh GCHemaul @b Geuli
are) Oerev® OGEFwiwiitn . Geoueserig w
2 CouTHSEIT H6THenHL1 OILIT(HDHSSTGLD.

3.15 8IS Fewrpeirer M.S. H51° 19 D@ 5 yLb 68T
pr&wmevg CaHipbla®mssm LiGarm emLilifey
QLT (BB LD.

Goucd® Casmi BLer (auevliigsd GCrmdse)
LGerm ewus Gsmewrib 60° - 70° 9 sayib
@) mdbHL_(BlLb.

Geuev® CaHrL_(B_etr Blyirnyd Hior) CoHrewtLd
(@L_tigdsb Crrssl) 30° - 40° (Fig 5) 94seyLb
Q@) B&5HL_(BILb.

@bss Camewtib 2 (hGdbsafleovw Glaesed [
Camriiger aufplCu pHTEHS 2 sHayb. Groeyib
LILG QUBISHET, LpSH@GHET (LpsHevTest GapauenuiHm
QUL _sewer 2 (K& CHbssHDE@G LTV
b % (h%%H 2 gajb. Cwayb @& =BG
QLSS (2a1(R(Heueh) CHMQUITET a7 e d G5
SLU_QLILGS S D 2 SFD S (3)eeldhEnL_otT
2 (K& LIGG LImTeneaudsd; hesr@ O\sfluLb.

Fig 5

WL20N1109H8

LiGermenilieniuytb, Hlylinyds SHibifleourufib

&L 1g et Ugliyyd@ 900 Camewtd Gev
eSS HHFHeD.  (3)FeTT6d
S pibifletr 21" FalbliesT @)(H LMEAPLD FLD

aradley 2 (KLb. (Fig 6)

o Qevma&ib,

Fig 6
FILLER ROD

i
BLOWPIPE NOZZLE

2TO3 L

mm -/

PLATE SURFACE

WL20N1109H9

2 GovraLls LiFlienLs 2 (565), 2 (h&%hdh CHbdboHhemsHL
ugmwfg s Bloliy 2Corssms SHE&Ghs
QuusspL_ctt CFrrdsHaLb.

LiGermeniiiiing FHmi eu’ 1 Quussid Capenalls
LIS &I Blriigs solse svr_esr GrLimesrn
Quusain (Gogyib Gupib) (Fig 7) Cgeweurii(pLb.

Fig7

directionof " 2-3mm
weld

WL20N1109HA

G190 pibi9etr gmibry sTrHems 2 Gersi
L 9e0mb i 2-3 OIS HL1 LITTLOMSSHe LD.
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LGerm ewuliewuuyb Hlyliyd sHibrlewurujib
Q) tiym GewsFulled ryereflui i’ Gpird
Camiiger euflwms Gesvenr_ pett Garpd
OFuiweyLb. (Fig 8)

FILLER ROD MELTS AT WELD POOL EDGE
FLAME COVERS WELD AREA

Fig 8

BLOW PIPE

UNIFORM WIDTH & HEIGHT

INCREASES WELD POOL
AND REINFORCEMENT

WL20N1109HB

WELD POOL

S&HL 19 68T LTl @ Coprmiors 05 wpsev 1 LOLS
aueng Gleusv(® GlFPley OlLmieusH@ HlTLliLs
HioLleows Geusv® Copd:adhGlev CFrddaLb.
Oeued® QFuybGLTeps LiGermentit’s By s
H1pLl) %@wmwa;@ci@ Blewevwimer Gaussib,
Camewrid opmith @QuiGsHD pFNIHeIFHE6TL]
LITTLOMSSHeLD.

Boligg swluler peoear 945FG L aye
QeSS HTss sk BLillipbiier Glaserf
2 empd@er (Outer envelope) eneudG)(hdbHaLD.

L6 &3o1 () LD Bl ou & @ B GYI LD
Bl mid H1Hevio (Restarting and stopping of weld)
LOGIST(RHILD Hioud@HHev (Restarting) : L1Corm enLils
BTHeev 80° CaHmenrsddHled @) (hIH@GLD Lig WiTS
QBT Falbl] g e QFdiwiiil 1 Gleusd®
Lig eflesr sewr_§) 3 185 @ Cprdh&Gluyib 95melsm
GLplliueTerbeng  (Crater) /  Cpmdh&luyib
@) ms&LbLIg 1919 SHeyLb. (Fig 9)

- \X

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

Gleuevem L

ALV AVAYS

WL20N1108HC

WRONG HANDLING OF TORCH AND FILLER ROD

GLllILeTardFlev Oeued(® Lig enes L5e8r(hLD
2 hasdF OFUIg 2 (K% CHSHD 2 (HhauTHF
OFdiweyib. Bliiys HioL9) CFrdhsHeb. Lig evald
OSTL_TayLb.

Bl mid H1H6v (Stopping) : OGeuev(h CHdsid
QL1155 (peneTens L _bBHID L eHL_
alpauensd s HILiLbss LIGarmeni’l omHmiLb
Blriinyd sbifuflest Camesst bengd; &enmd:dheyLb.
GolieTergFev Guimgiomer Byl o Gevrssid
Carrg g oje0s Hlyliieb. @eieumm Byl Fev
slafl 2 @& 2 Cevrasgensd GHLOLILIGTETSS
&flL_ayLb.

QL_timedIl_GL_® g eflenest LiMGFTHS5Hev
(Inspection of the deposited run) : G irerdi” G
1119 0965t GLoGY BLDpFHEETL_eHGUFHENGNT LITITdHEH@LD.

g aflesr  CGuoeyerer e 16T erfl Harfled
2/(WpsSFeTed T PLIGFIsH Da.

Q)ewarser ool iGermen L IN6T 5% 1B eV 6T T6)
& & b1 & 61f] 6V
TDHLBUSGTTGILD ool 1L6V6VIT [FTLg 6o FrilwihHm
& QU D IT 6T Lo m)y
FHlUGEHSFaTTID 2 Cevrs 2 15 s e evfle)

Car s g G et

2 GUOTL_IT @ LD
2a11" (h %68 6T IT &) LD

ol1Garh OHmTHb Cumg o1 11ss CaHmedr
2 (h& GG LouNese0) (b %1 OBerlshHLILIBGFIGTDET.
Lig eflest Grogyieiterm (Lprg eilesfleh HressriiLi(hel sl
Gip aflflFev.

) e ¢ & 6ir T el e el 9 (P SHLD
OB SLOTESLIIBIST LoHmiLd oL 1GeTLEenesT
2/ 5% FLIGHD HIL_GT 2 DLS HGD,

ool 1GarmenLiLiener FflwhpeuTm BHSHHD 5!
O FUIuSBETTEV, FAlWDHDEIT M oL ILNGOGVIT [TTLY GG
O\F &I i%HTSILD.

g eflesr Gpurlitied 2 6rer @ Lfleumer s
ol1Gariblest 9Hs FLGUPL @D LODH MILD
UTeie)Ienl L (LPSHBHLD DS HLILILG UITEHT LD
a1 ooLiflebevrr Fmig et 2a1” (e CHewauds
SEODUTET HITS.

Fig 10

1 52"

s

per o

W

Uniform ripples
Good uniform bead

WL20N1108HD
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§g & erib (CG & M) LudH® 1.1.10
Geuevr_rir (Welder) - Geusvig i1 Fretere_ov Ludn& opmio GFwevepemm (Induction
Training & Welding Process)

Blgligg &1y @evevTioey 2 1hl.f M.S F&L1ger Gosv LIBFHens Blewevuilev
PISHFlmar Qeneanrssed (OAW -03) (Edge joint on MS sheet 2 mm in flat position with-
out filler rod) (OAW -03)

Crragsmigser: QuiuilnFuler wpgeled Hruser m Cealetriy i Fmerseir

« QaETR&EsLILL L uenguL_gHFlerLig Geuemevuilenestd swmi GFuIHev

* UTLIL_SHBGTLILY SFHL 19 65T T SHFevllev aem6nndsHayLd

* aearSsLLl L @ewewriiny wpmip GL_& Garevig et epevid Garemevullenat 9jemLndHev
 ooflyyser wpepuiley @emetLienr Gausvl OlFuigev.

2
=
SN
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.
*NTS EDGE JOINT ON M.S.SHEET 2mm IN FLAT POSITION | ' ANeE™ e
G @ WITHOUT FILLER ROD S
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Qeuemevullest aurflemns (Job sequence)

s el GG Litg Cousnevulledr 5/6s(hFHenarm
St G FueyLb.

© Fgraig sy gumisener GsilidHb LomHmILD
9T F| QPIBIHEGTIULD FrdBHLD O\FUILIGLD.

« 90° uiled LTiInG SHL_(hFertleT QIhiIBeHET
FHHID QFUIL QOETLILISHEG UHETS:SF
QFuweyLb.

60°-70°- 4@ oLICATTLI WLILILIHEST eOoud Hid
Q)& TGITGTGYLD.

RIBIF®T 2.wDHEH FTTHeD LOHMILD
Q11155550 @ THTTH QBT _EIFH@ LD.

S&HL_ 19651 Qmdhs UFLILeyienL_w
aemaralemer 2 DBy O FuIuieLb.
(Fuse)

UemGTHEHLILIL L LGB ulet berd S et
SHL_19 6T  F@TLD @) (HLDL /515 T S

@B S6v.

« Gasiv Geuebig i LIOTTEETL 691 9eOLOGSHRLD,
BTH 7 g QIT(bSSayLb. LoD mILD ()T 6T (R)
UTUSGLD Lpdsdbems 0.15 §.5)/6lF.15 9%
9OLOSHFHELD.

« pGBleev BLILIPLDEOLI 9HLOGFHRLD.

o G & Qe 1 geer &dHsb GlFIaLD.
wpmitb  QFmaspseievmer  Glasedig i
Croemgguilssr Crosh Ceaueneuuilenest eneud:sEa L.

« Covevevuilenadsr euev g Lidhd (LpeweTuiled) (b5
Oleuebrg eerrd, OIBTL _highayLD.

GImeor eurflema (Skill sequence)

Q& LGs penaTenw Bl misE), Glalsvig emeT
Bleopey O&FuIg wHpmitb HCrL 1 MenerLs

Lir58) GFuiieLb.

Grifpibillener ojemewrs K BT F ) 6w et

Fevstentlifeniein eneus sl GHaflgd GFuneaib.

Glauedr_rar Q@)enewrliSever FHHb GlFUI S

opmitd LMGFTESTSHHTS.

- 9&eLD LoPpMib 2 wWTSHHDHEGHLD LF1g ehesr
Errad GFueLb.

- eogLilereiv FTms @)(hssHeLb.

MS g5 19 651 GLoev rsBlesfler Qemewriiyd GFuigev (Edge joining on MS plate)

CrrssbISeT. Q)& 2 hIHEHGG 250 e
* MS 531 19 65T T HTH T () 6wt SH6v.

swri GFuigev (Preparation): 150 x 50 x 2 16).L5 =

2 Nos. jeraln@ Gau’ Hsev opmib CoHuisHed

Qv 5 Cousvavd; HI6T(HHemar HuiTi G)FU e LD.

QIMLOSHHEV LoHMILD auemarTdhhev (Setting and

bending)

* BHL_1QGT QRIHIHHAT QUGHET S H6U.

o gurr Qi 1 Cerenevd J)6ust (h &6 erm
OGeusbrg 1 Croewgouilesr CLoeh eweud &l LoHmILD
@)re(®) wpewewsaflevib Gr_d GlFuiweLb.

o Compmwiors 6 106 Herd Cr & Gleusd®
GlFU 16V

« CL_s&m 2 @1l 9| G @ & G GIT
FrAlLITTSH6V.

upmemarsbHev (Welding)

© Qewewrliier euev gl LIS (LpeneTulled (b S
OleueLy OIS HI6USHFH@LD.

© B0 DEG @LiLuSDGL DD
B&H(LD CaudGlewest FImes LITTSHS@LD.

Puir Lyeayenaud Glares®h CFidamiin 1
1§19 ewer HdHHLD Q) FUNLIGLD.

QIMGThH H| LITHIHTLIL] F TG kil F6IT
pmip Garevig k1 HTG6msiv (googles)
LwcsT LIS F] H6v.

<guiay GFuizev (Inspection)

Garev® sHTdhGHemer LMCFTEHS5H60.
ursgwent s Gouswevuienet LiMGFTSHdHe0.
9J%6evLh LoH mitb Gleuev(®) LFL_mer o wigtb Fms
2 erensT eret LIfICFTHSSHaLD.

enrLifeireiv (ripples), 2 eomseb Frmas (Q)mdHemev
21ay GlFunieyLb.

@uﬂgﬂ@l'_l_q_, QGTL_THL, 2 emmwpml
Qodssd wpmih FTHLH S, RULd
2 (KHTHeTewLD, Flov GlarebLg 6 HewMLIT(HHGT
Q)mLivens ey QFuig Frfl GlFuieyLb.
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§g & erib (CG & M) LudH® 1.1.11
Geuevr_rir (Welder) - Geusvig i1 Fretere_ov Ludn& opmio GFwevepemm (Induction
Training & Welding Process)

10 65 M.S. &L 196t L6 LBFE®S Blevovullev CouidsGaTL L1 LiLg 6HeiT
@B (SMAW -02)(Straight line beads on MS plate 10mm thickiin flat position) (SMAW -02)
Crrasmigser : @QUiuinFuier wprgeied Bhiser Glp Ceusssrig us SmesTsHer

* CrpigGaml B Ly eysgser CFuicusnaHiTH Calemrevd HITHSHT HWTT CFUIH LDSDH6V
ctgey OFuiwiiul 1 Lngeysefley aHTeausdl YpLl LUFLIL|d: GeDUTHHGT 2 GITGITGT6T 6T6oT

QpU1ay GFuisHev.

Refer Ex.No. 1.1.08

I
o
|
1 100 ISF 10-150 Fe 310-W 1.1.11
NO.OFF STOCK SIZE SEMI-PRODUCT MATERIAL PROJECT NO. PART NO. EX. NO.
SCALE TIME
NTS TOLERANCE *1 10 Hrs
STRAIGHT LINE BEADS ON M.S.PLATE 10mm
@ 7 THICK IN FLAT POSITION (SMAW-02) CODE NG, WA 1E:
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§a9 & erib (CG & M) LuiH& 1.1.12
Gaeuevr_rir (Welder) - Glousvig i1 Hiresore_ov LUH& Lopmito GFwisvpemm (Induction
Training & Welding Process)

10 65 M.S. &L 196t L6&H LIBFMS BHlewevulley 2a1Fev afF&H LG ey OFUIH
(Weaved beads on M.S. plate 10mm flat position) (SWAW - 03)

Crragsmigser © @QUuinFuiet wprgaied Bhiser Glm Geueterig us Fmetraer

* ueFLILIL_SGleTLIg @mem Hwimi OFuIFHev

s T _ga®), sy, Qurerii iy YyFuemeaisamers CoibolBBGH 2LDS D56V

* LRSS Hlamevulley 6TevdL JremL_ 2a1F6v af & OC\FUIZ) Fyest LIy ayFemarntl Ly wdF G\FuIHev
s Cawalwimer s Berip, eTevdl gal mHiey Geusio opmid CEHTTID Y& UIHIFEETLI

Ly Lo & Fev.
CENTERLINE OF
WEAVED BEAI:T4
y/
(e»]
g I
22.5 ‘ 15 ‘ 15 ‘ ‘ ‘
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.
SUIsE TOLERANCE *1 TIME
NTS WEAVED BEADS ON M.S PLATE ’
E @ 10mm THICK IN FLAT POSITION.
CODE NO. WL20N1112E1
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Geuemevuilest auflems (Job sequence)

c Q&TREGSLILIL_BHETOT QU»TLIL_EHGT Lilg
Couewmevenus eTaydh@gHd ST GlFdiuiaLb.

« Carewevg gievr(hser, eressesrdl, Hifsiv
Quuiletr’,  upd@&  (pHaSIIeH 66T
@)svevTioed 2 eiTereTeuT 6TedT 2 MIGILILIBSS)S
Q)& TGTGTGLD.

« Gouemevullest LiFLijdhsenan svieed euirLTey
OFmesr(Hib gprhisever filing GlFuI gD  FHHLb
QFuweyLb.

© oarFe) fF&HLI LG aFeer OFUIeDHDHHTH
Cavewevuilesr LTyl g Qenewr CHmhHener
UTh & LjeTermld @GPl _ayLb.

« Gouewevg Geverig ener Glauevig i Groewr 15 5
Lpdens Hlenevuileh _9/emLndHeLb.

LUTHISTLL 2 6L e (LITHIHTLIL]
9| GO FHGVGHT FHGNGIT) 26081 UIGYLD.

o Qoueig i VG ITGT 5 GHOT GO T LY & 6O GIT
OCePIiLj56T GBS 2D $GbS b cTetr (Shade
number) &1lg &itb ey GlFuILeLD.

© 41018 1 _peirer pRIblewevL LiFs O)FHTerTL
m.s.cTevsL grenl g C&iposhdsab. (BIS
@S ® : ER 4211)

« Oaerevig i

150 - 160
YLD NTHERSG @)evr_Cui LS HaLD.

* Qb HLplayd; SV 6T L5 &) 6TeVSL T () GTHWLD
FTSHSwHsH Halehd s, CHemeuriiir’ 1 mev

ST _emL_,

SHIGTL 6wl oM FAdhHL L 60 GlFUeLD.

« Couenevg Fievorig 6ir L5 51 @)Tesst(h) LeiTerldh@m)
Qi1 CarRsensd Qe _Gui oarged
ofFHL1 Lig el b wpenaTulled(hbsl LM

wpeverraueny O)FuIeyLD.

SImesr eurflema (Skill sequence)

© TS gywewrhg ol L Qureps ()
6TeVGL grenl_ LommHmitb Guimps () Ceumy
Blapeder Gumeps Geusvent 156w (BILD
BIUSHHaLD.

© @msuisd OGeusvewt . Blmiss Gy L _enr
BT LC1L16yLD.

o @b Camior LIRSS Glauev(d) Litg afled
o Girerr &F@ HhohHd GlFdiuiaLb.

© seed uITLITey QFHTesT(h) FdbHLd GWFUnLIG)LD.
&F@ BHhsb OaFuiuyb Gumeps S
HTHEGT6IV LDHMILD L_ThISTV LILIGHT LI(HHaLD.

c ug ey il Herer 2a1Fey af F L
g el Sipdh GOl (herereney &Ml sl
2 iey GlFuneyLb.

— Fymes 9j%6VLD LOHMILD 2 WITLD.

— Lig oyserflesr Cprmer HesTeoLo.

- Fgmesr vjemev eurfl aulg aub (Ripples).

— Glawevrg 6t LidHmGetsv Grosvinirey (Overlap).

- & Geul’ B, mewT GHewarHer, &F6
21" 1&HH6 Cuimesrm QaerefiLym
Oeuev(®) HEODLIT(HIHGIT.

— Boltutii_mg @LplliLeTerLp.

s Fgres 2enFe) GFFHLI LIG G BEHGT FAWITET

tpepulled  HiaudGSHed LHoib BlDidsiSD
G&Fuiw @prgujib aueng @riuudpHF el

LILDSH@LD.

LhdEenss Hlemev Lilg aflenest ey af FFesflev GFidhsev (Deposited weaved beads

in falt position)

CrrsaBISGT. Q)5 2 BIKEHSG 2 50/alF

« Gopamarwmar @)1 55 10 0.6 MS &L 19 asflev 21560 af FFewesr GF/idzHaLb.

YLPLOTET HTLY. @)ewentLiL|gener GlauedRGOIFuiw
IFV LT () 2e1F6) fFHLI LILg 6 F6iT
CaomauliLiGFeTnet. %Herdh HHHHET LOHMILD
Griisamer Ges®h OFuiuybG LTS L6V
pL_tir)  (multipass) oorfebevr’  Gleued (h 6T
LIweSTLI(RSHLILI(HFGST 6T

LB S Hlenevullev 201560 af FFHLI LILG 6 FHemerm
Bz

21 FfF&HL LG oFmerd QFUIaSDHTS
M.S.sa."_(hg e (hsemaer 100x10x50 676876/
<9/ T @ & GYf] 6V L] 6T orfl & C & (B & @1h L 6T
SwmdHgHeyb. (Fig 1)
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Fig 1

@
O

i

160
1@0

WL20N1112H1

4.00 A5 &L _qperer pERBlOL LIS
6TeVSL TR 150 - 160 9pbr it 18lestGewrrr” 1_1b
QLSS LIRS 2 MG GlFuiweyb. L1IVCeum)
QU GO & Lo M M LD 9] T & & 6T
6TVGL_TT(HHEh%:G 2 LICWTHL1 Lihds Ceueserig wi
10lesTCarr_1_Gewnsgd CoHrhbo\SBIg:S, 6Tevdsl Fm([H)
AiugGHer 1BxH  QsmT@SSLILL_(BH6Ter
ANITHISHESTLY LITITHBRLD.

2 Grar

etevgl_grenr_, Gaiev® Cami’ (Hi_esr 75° - 80°
CarenrsGlev jeniodsHayb. (Fig 2)

Fig 2

WL20N1112H2

GTGUHL [JITEDL_ 9/ (h & H| 6T T SH&HL_1g 6bT
ugtiygaepl_er 90° Caumenrd e  BHlenev
Bmisbs,ms QubsHseampls LIweTLI(hS S
LISFHUTL 19 6V 2016V Fd HTQYLD. 6TGVHL [TITEHL
oa1F6) af F& O)FUN LOGwTHHL DL QIGHSGaIDS
ST HFH@LD.

261560 F FSHLI LiLg ayHener LjeiTemd CHTHH61HdE
QoG Gipd GBlssaurm Lig ey GlFueyLb.
eTeusL grewt_ Fifl eug [Hlewev Oupd GlFuIH
(Fig 2 e
QiugGsupd 9 liugGsapb ofF&F O FuUIH
(Fig 3). af ¢ QubsGems eTevdhL [JTLg 6T

ST 19 WRITM) 6TSHL [JITeml

1 _gengls Gumed 3 oL HmGH@ WBlHTLoeL
SL_HIL1LIBS S LD.

Fig 3
GOOD POOR

WHOLE ARM WRIST ONLY

WL20N1112H3

WEAVING OPERATION

(opTaus) 4 OIS oI 1 eTevdl Tm(HdH@; 10 (LpHed
12 185 euemulled)

RaIOUT[H aFf FHdb@LD 2 (LpHev 3 LS LOHTLOGY
g ewar wpetCarms & @)L _eb. ()% e med
Cowsmar, Guevadw o @BHw 5@ 2 Cers
2 5&$CS555F DG LTS wass
GigmereriiLi(hib. (Fig 4)

Fig 4
SLAG

PITCH 2 TO 3mm

g A
AIQAOOUVI\FDS‘IFL?&Y\]HEG LESS THAN THREE
POINTS TIMES OF THE CORE
DIAMETER

N
4\u\u\

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

Ly enel LBgHe b peTGearmdd @1 med HF(H
2l y@sed agpul® pow Csrppdoms
TOLBHSS Si.

LI1g emeu LoMILILg ujid FHleushGHHev (Restarting of
bead)

BeO6V DM HlUdbFHGens 2 MG GlFUIeLD, FeeV
2 pFeweseriiLy GlLmpeytb. G L _eor HlyliLieb
GLpd @WISHauT M GIHTL 7o Lb.

$Cr1L_Metr @) muGuledlhb g Fom 25 AL55@,
&F®) hohHd QFUNLIGLD.
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Gy Mer wper Crrd@ @rbHed BHar
QY TEH®SHG Flauhisa/b. (Fig 5)

0 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

QYT Glogenrs QT 1L (HéGdh &nISHTS,

21sh  parbwsd GODSG  BHTHHeLD.

GG _eor HlyliLieib.

B@Iblene /T BETLD YEOLDD HI FTHTTGRT BFHTa

CousgGlev (LpetCetTdhG) BHTd HiouhiHaLD.

Ly emeu (LpLg $56v (Ending the bead)

@aiOleuTm Glassd®h) Lig el wplgaier LIn@LD

GG L_eog SLpShGBPSSeuTm BlLiLiaLb.

Gl eeb g 67 @) m1 & ull6v 6T GV L [T T 19 GBT

wpTCaTTS:G BoHTemal b missaib. (Fig 6)

6TeVGL_[1TL 651 CHTERTHEnS LOTHD@LD.

Oeuevrg 651 UG 1965TCest TG ot 15-20 1O

SITLD bHT@LD.

G Loy By 2 (<) 3 aiprig Cprid Liig $6)

CEZR

leogauTs THems bl migsayb. (Fig7)

L9 ayFenar uie) GFunue (Inspect the bead)

Gips @Plssmar GPISS CorGlsHsa)Lb.

— g eiletr augeutb (ysHevib, GlFMley LoHmiLb
DDV T FF QULG QULD)

- 9ap Oeu’ B, whHmib Gloeinpiey, b6t

agmer, &F0H 2L LGH LoHMILD (LpLg-LiLy.
(Fig 8).

Fig 6

OFF AND ON THE ARC

DEPOSITED METAL

NSNS

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

/7 /’7 ,%
AN
; -

BEAD WAVE PROFILE

STARTING END

FINISHING END

WUNDERCUT

/ OVERLAP

—

WL20N1112H8

F@d) & orip: Geusvr_ri - (NSQF: (NSQF: Revised 2022) LiufnH& 1.1.12
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Gl & erLD

(CG & M)

uudn&d 1.1.13
Geuevr_rir (Welder) - Glewsvig i1 Hyevere_ov LudDG o mio GFwevpemm (Induction
Training & Welding Process)

10 166 M.S. &L ewL_, sl 918" 19 et GFHTa® ewsullesrTev Glaul BHev
(Cmri o mip Fifley Gaul’ ®) GFuimev (Setting up of Oxy - Acetylene and make straight

cuts) (free hand)

Crrsasmiser : @QuuuinFuier wprgaied Briuser Gmp Geuetrig us SmerHeir
* Gasiv a1 GQFuiw yderd - &)1 19 Vet LT TEETL_e»L_ e»LDF H6V
* Cougmesr &L 19 1 GFuiur Gouemevd; HIGTNL . J6HLOTF GV

* S 191 FUNpLbewL LD BH6
* @I HSHLD G\ FUILH, GOPUTH SHDS5H 2u1ey G\FuIzHev.

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

=&

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

DEVIATIONS

TIME

CODE NO.

WL20N1113E1

50




Geuemevuilest auflems (Job sequence)

Cwrid Cami_ms Goul (BHFH6v

GTGUGUIT  LIMGIHTLIL] QGO _FHEOGTU[LD
9/estliLicyLb.

Cxeiv Gleuevig mr  L1oTTedTL 6L HL 19 I
LGarmepLils o1 _gyiib  HL 19 I 955G egett
Qr@Gev’ L (HL_6dT 9jeOLDGSBGYLD.
Qout’ 1 i Ceuatwriguw 2 Cevr s Gesr
FHTSHFDS THDLILG FIIITEST HL 19 B HTFeHGUL
QULIT(BG B LD.

HL1q B BTG ojenabGs SSboUTDI
YSFeer whHmib &1 19 eSleT  euTwy
2(pSBHH®H FiMlbFH 1L _ab. (945F e 16
&%)/ &. G\FL5 opmib 9F1L" 19 0letr 0.15 &1G) /
F. G\F. L)

Couewevullesr Ll ifenest &g b GIFUILIGLD.
Crrrd Cami' 19 enesr LichT@hF GIFUIwILD.
Frilwirest $1°19 1 G ptbewis Fifld G)FuuieyLb.

LiGarm  ewutienrs  Geul’ (g Cami g HELb
HL19 B BTF FHHGHD @)ewr_Gui Lomhmiib
BTFQISHSLD H&HL' 19 6T LITLILGESLD (Q)ewr_Gu
90° CarenstdFlev Lillg dFHayLb.

SImedr eurflema (Skill sequence)

o yereflds @plui i Gamilig et e
wpevarenws OFrifl Faul'iy HpsEnH@ Gleuliil
LGSSaLD.

Geauemaev g &I VT 19D & LD BT &) 6v

wpeers@o @ent_Guwi, SHiomi 5 1L

Qew1L_Gvard] Hyeip.

* &L 19 7Bl 95T 26T GOGUGHT 2 L_GVTLY UWITH @)LIE)
LmirdgenF Goul (B Hevaullev Gl Fieums
BSHTdEaLD.

Frilwimest L_rriiF GoudksLd LoD MILD HFHL 19 65T
Uglysg BTHRG&GHL Qe _Gu
FRwmer SIF0 5w e alsener
Oeur’ 19 651 (LpLg6y euemF LIFTLOfG:SHeLD.

s Qo' (b OFnuliiBeu %l (LpLg-eHm HiLb HL°_1q b
YSF a6t beueny lBeiSH SLipLbevL
B DIS56]LD.

* Qoult il Rerer  efeflbiled epL1g &
Q)\aTavsTLY (hISLD (b (slag) T &Tevu &1 @) (B Nedr
s OF 156G Fa&Gw g uir LT
O &ress(H) Gleu” BT LITLIeDLI FFSHLD GIFUILIGLD.

* pevew Gl Bib wpevm  eipLbauedy (G
or&fluflevest F(mLbLicytb GFU LI LD.

awsuilesrrev Grymas Gleul (Hxev (Straight cutting along by hand)

CrTsaBEISGT. Q)5 2 BIKEHSG 2500l
* LITSIHTLIL] [BL_GULY H60F FHaUGHH) D H6V

« amasWlileorrevy Cuymas Caeiv &L 19 1 GFuIgev.

ourwy Goul’_ (B G\ FUILLD FTHETHMS OO S

2S5 - FI"_19 0lett C6iv HL°_19 b1 L1eTTETL GO,

9(eOLD G, FH119 161 LICSTT eDLILIGHLI (Q)e0e8eT e LD

(Fig1).

Corid CamLmas Geaul BHeausn@ Geuemevenus
2/OLDS 6V

* R0 & LG GOT LD T GoT Copugiiied

Qe HeousnsTear Coaleneuenll 9eHLDSSHE.

Oeu’ 1 '’ 1 e FGLp aflLpmioed @)(hdsh

@61//'7 QDITHIENT HGOLDSHGLD.

* Qo' g CHmiiger gL orhseils
S®L_b  @ebevrioed @)pLILIDS 2 MG
O FuIwIeyLb.

o auruy eul’ (B CLim s LT HIFTLIL] Jc5sHHeneT
9/ewsflLiGyLb.

Oeul’ G GLi19pLbens FMgaL_(HSHev

Qe Bib prHRowewd CsHihol%HeHa b

Qout’ 11 ipib Carenevuissr HeTSFNDG, eTHLI QT

(PG BHWEH HWLDSHH@LD. (L I_cuenesor 1)
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9L L_cuemeoer 1

Qe BHeusnamTer Hyeyxen (Data for cutting)

Fig 3

L

WHITE CONES CLEAR AND ROUND

CORRECT FLAME ADJUSTMENT FOR CUTTING

WL20N1113H3

&L 19 b1 6Tod@& &L 19 b1

oﬂé&@gdﬂ oL L _1p oﬂé&@gdﬂ

BTF 6| SHEHL 19 G5T

&HGOTLD on@g'sg,Lb

(1) LB).L6 (2) LB).L5 (3) Z&ad/
Q@ &F.LH?

0.8 3.6 1.0-14

1.2 6.19 1.4-21

1.6 19-100 2.1-4.2

2.0 100-150 42-4.6

24 150-200 46-49

2.8 200-250 49-55

3.2 250-300 55-56

Fig 1 CUTTING OXYGEN

CONTROL LEVER

FUEL GAS
{oooo
{oooo

OXYGEN

JOB

//
N

WL20N1113H1

SUPPORTS
CUTTING JOB SET ON SUPPORTS

S 19 B prHewev HL1g i L1Germ  ewiiliiled
Filwrs’s GummgseayLb. (Fig 2)

Fig 2
PRE-HEAT-
ORIFICES

END OF NOZZLE

CUTTING OXYGEN ORIFICES

PRE-HEAT ORIFICES

WL20N1113H2

HOLES ON THE CUTTING BLOWPIPE NOZZLE

wpast Gauli’s Lbss BEBleeVS SLIpLbenL
FidbaH" 1_eyib. (Fig 3)

&L_19 B <94 & &) g9 Gb1 el auem [J
Qus@uwouTeps FHEGsL L il 1

SUpiby AHOL UL TS BLLIMS
2 W15 GlFuiweyLp.

CriaGasm_mas Geul (Hsev (Straight cutting)

Camessr(®) s 19 hr  LIGaTmenLIlienr:, HHL 1 65T
Lgliyg@ 900 CaresrgGlev Liig daayib. Cmird
CaurLmss Geul’ 13 sHeukiseyb. (Fig 4)

L1 b1 95 @6t OauenT J(LpdBILD (LPGSTLITS,

SIuBIGLD QL deng GlFeh&HL_(h BHlevevd@, (LpeiT
Qeuliit’s L®SGSHaLb. (Fig 4)

Fig 4

STARTING OF CUT

WL20N1113H4

et & apuBeuansd ST,
SIGVTLY DGLD BTFeYIH@GLD @)enL_ LI 1 FTTSHe0D
5 L85 & eweudFhdsayb. (Fig 4)

Couemaevd

19 s 9y SFeoett Hesr”_Grmeb efaueny 9LpshH
s 19 h1 9 dhFgemar ef(heldsayn. Geu (Hib
QFwedevd Has& LiIGermenLilieor LeTerd
Camiiger ouflums Frmer Geudsd HiL et
B&HTHSHa b. (Fig 5)

LGS b156T60 BHTey @)eTm)) b mest (Q)uidhsHdendiLb
Oeut”_®) (pLg-uyLb eueny HTFeL CHTERTLD HHL' 19 65T
gl et 90° 9% @Q)mSGLd Lgud 2 mi%
OFuIwIeyLb.

FL19 MBI SHF 6T auTeenes LPLPSILLTHS
Sn&HHa LD.
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WL20N1113H5

CUT IN PROGRESS

APLY BTV BHHL (HL_6T stul_eorL’ o1 engy (Cpr
flefliby &' 1 _Hewg) 96evevd LOTEHIM 2 (Keausd
s5L enL_ (Template) GlLiT(hdHayLb. HTFV 6T
LPOETHGLD HHL1g 6T LTl s@Hn  (@)ewr_Gu
Bleveowimer Hrydbend LUFTOMAGES HL_1g ki
BTFSVIL_6ST 6(h BT hIGeILs QUIT(BgSHe Lb. FiyTest
Crrmesr Gleul’ 1y ewesrls Ligmiofdseab. (Fig 6)

Fig 6

CLAMP STRAIGHT
EDGE SECURELY

WL20N1113H6

Oau’yewar Gipd @Pldsma GPlsSH e
OFuIwIeyLb.

- Zgmer wHmib muwoTer Geul () (3)Loeweud
Gamr(haser (Drag lines)

— CpiiseTentn, g H6sTemLo

- Qe 19 61 aevid (KERF) (Fig 7)

Fig 7

WL20N1113H7
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5gf & erip (CG & M) LuHE) 1.1.14
Geuevr_ri (Welder) - Geusvig i1 Hretere_ov Ludn& opmio GFwevepemm (Induction
Training & Welding Process)

10 6.6 @Ferdh HHL_meor MSev eumujallesr epevid Gasmig i’ 1 Gmymet
Gloul_BHHovenaest Hlevelwilomet 5@ 2 6.5 GFuiweyp (OAGL - 02) (Perform mark-
ing straight line cutting of MS plate 10mm thick by gas. Accuracy with in 2mm) (OAGL - 02)

Crragasmigser: Qi ulnFuier wprgaled Hruser m Cealetriy i Fmeraeir

« G Geul @B OFuiw Gouemevd, H6BITL) MGT YLD FH6V

« auryaiesrrev el Hip SLiIGeriflemest Fifl GlFuUIH6v

« ewsullerr epevid CuidGami 1961 Groev eurujallenrrev Geur’ (HHev

c auryailesrrev Geur t i’ 1 Gopugiinfenet LuflGFTSs s LHMId FhHp GFUIweLD.

N
01 100 ISF 10-200 - Fe310-W - - 1.1.14
NO.OFF STOCK SIZE SEMI-PRODUCT MATERIAL PROJECT NO. PART NO. EX. NO.
SCALE 12 PERFORM MARKING AND STRAIGHT LINE CUTTING | beviations TIME
OF M.S. PLATE 10mmTHICKNESS BY GAS
S @ ACCURACY WITH IN £2mm (OAGC-02) CODE NO. WL2ON114E1
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Geuemevuilest auflems (Job sequence)

Cwrid GamLmas Geul _(HsHev (Making straight
cuts)

GTGUGUIT  LIMGIHTLIL] DL _FHOGTU[LD

9/ewstliLicyLb.

Caeiv Ooueig i LioTmeirl 6oL HL 19 bl
LGermeniils o1 _g9iib &L 19 k1 9d&) et
Qr&CevL L (BL_6iT 9JeOLOSGHGLD.

Qe i Gouesriguws 2 Cevimsg Ger
SHTSFH@G ThHpLILg FHAWTT HL_1q ki
pTHAwmevs  Qumsseyb. (10 B
m.s.s5L 19 D& 1.2 OIS L L& FHewaruyeirer
(Orifice) 19 B1 pT&FewevLs LIwGSTLI(hSSHaLD.)

FL1q 1 BTFCOIGST 965G BSGbHITHI
G F et wHmId YF 119 SleT euTuy
Q(pSSH™S FilShH 1L _aib. (yHFeger 1.6
&%)/ & Q&8 wpmib F 19 eesr 0.15 &G
/ & Q\F. LF)

QWSS SmS FHsHL_HLd O LTS
S 19 i1 LGerT UL UTeVeYSHeaTD

Swbs BHlemevuley maeud B (hdhHE@LD.

Casiv GleuebLy I HITHG6ITsIV 9f6uviliLIcyLD.
BhBleevs SLIPLDEDLI DJenLDSH@LD.

200 x 150 x 10 _gjemayeiTelr &Heildh HHL enL_
T(h% 51 O&HTevs(h) FHLD CFUISH, HHL 19 65T
5 &I b LiGsLb 15 18IS geirerfluyb 1o miLidsHiD
25 1S gerefluyb wpewpCur auewye) GFuis
CrirsGampsevarts Lerend @pluil_ayb.
L1Germ ewuitieors Qeul’ (hdh CHmi g H@Lb
SL19 b1 BTHD 9)FHFHGHD Qenr_Gus Lop miLb
BTFIGSLD SHL 19 65T LITLILSGD @)enr_Cus
90° Carenrd&lev LIy sFHayLb.

yerafld @pluie i Cami g6t s
wpevarrenws GF T eul'iy HwSEnH@ Gleul i
LGS SaLD.

SImedr eurflema (Skill sequence)

Couenevd &8I D@&HLD HTHFD (LPeH6sTd@HLD
®@ewr_Guwi, Fomrr 5 A5 @)enr_Gleuerd] HrayLb.

wp&st Qeul il LI(hG HILb FalDLICOGST HHL 19 65T

CuwGe &wmm 1.6 OIS 2wrgsHed
US| (hH@LD.

LpeO&sT Bferenas i, FHm Giflu eul’ 1 1o
Grifpibens  parsse)b. 2 GTsid

OFepFeuli) HnsFH@H Oeuliibent _boHe L b,
g L1eoLs (Lpewerenws) S 19 657 feflbLina,
BSHITHHRLD.

HL19 I Y FHF @6t Seueny oL 6Ly Ui
Quss LmrFews Geul Kb & enFulled
QU SHIUTSH BFHTHSHRYLD.

Filwmet Lmird Ceuskid oHmib HHL 1 65T
LTS &G Brees@n Qent G Fhlwimer
STLD YFeaisear Gl 19 65T (LpL)-&f QIGHT
LITTLOMSSHeYLD.

beromer sHBHT Gleul 1 Liipib GlLITLp i,
pevev Gprd Came_mer anmyy e’ B Ly
Fleol_&3, Oau’ (hd Cari’ 19 H& (Q)ewenTuims,
Cmrr aflelibL) F1'1_geng () miS&Is 191 SaaLb.
HLLQ MBI L TTFFHL_GT (Q)enewt s’ L 6
Ll oo g 50 euLpl ST g evw (Spade guide)
LIGTLI(RSS@LD. () mISH&FI 1 1919 FaL1L1" (HeiTerr
FU L $FetT euflumsds LmiFenF Frms
BSHTS HIoUSIL_65T 6VCLI(R) ewFHewl_ (LI ool
SaB) uLpl HTL g enw) FLL Gl L5
D(PBSILD LG ujLD BHTSEa]LD.

OeuL”_ (B ClFu i 1Reu S LPLY- DD HILD HL_Lg ]
&G getr dauewy eBaldH SLidipibewis
B 01$56]Lb.

Qoui’ t i’ @Rerer afleflibifed e’ 19 d
Qameriy (hd@&GHb SF@H (slag) asme s
Q)mLier oyens GClF 5145 BoHGW LInG euirt
976y Gamest® Ooeul” B LIFlienLl FHdHLD
QFuIwIeyLb.

Ty Goeul B GFUIuD FTHTHHSH emiodHev (Gas cutting)

ChTsaBEISGT. Q)5 2 BIKEHSG 250/l

« auryy Oeul’ BHHeGT LIGTTGHTLY GHGT DJ6HLDD H6V

« Caemoudi@harL_mesr analln@ 2 CavradsGlenest Goul (HFHev.

aury Oeul BLD FTHATHMBH 9 e0LDD S 6D
(Setting the gas cutting plant): _oy&)" 19 c0letr Casiv
S 19 i1 Liermeir_ewi_, ©leuevig i GFuIaISH S,

QFuis s CumeaiCp ewidsEayib. GaievLg Al
LGerm el In@Ls L& evrs, s ig b LiIGerT
mulieoy @)ewentdsab. (Fig 1) 9448 ggetr
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Gleuevrg 1 GT&HGevL L (hFHSLI LIGeVTSH 955 @6t
&L 19 i1 Glr@GevL’ L_gms LomHDeyLb.

Cwridg CamL_mas el BHausne@ Caremevenws
JemLpdHaev (Setting the job for straight line cutting)
(Fig 1): sa’ger 15a 7 Cprid Cam@asewer 15
U5 peref] euengwed. oHGmr@ eflefibifed
Frilay Gleul”_ B GFu 25 1OLS seirer 3 Cam(hasevarr

GUGHTILIGYLD.

Fig 1 CUTTING OXYGEN
CONTROL LEVEFi/

FUEL GAS
B (oooo

oo doooo
OXYGEN

WL20N1114H1

CUTTING JOB SET ON SUPPORTS

Gour”_ (i Croewr_ 15 %1 Cavenevenis, Gleur’ 1 i i(pLb
slr®h) srgmeromsds GGp llepdb Lig

<9GOLDSH@LD.

Qeut’ 1 Lii@p Cami 19 6t GLplinymib
T HID @V 6T MILD (5 6V
SULDDS Fnlgw QUITHL _&FGT 6 HILD
Qveme erTMID 2 MBI LIRSS 5
Q& TETGTALD.

OGeul’_ Hb Gripioens s’ Hsev (Adjusting
cutting flame): Gl (b 5T & e»6vd
CairhGls@mssad Oeul’ L i Ceasemevulesr
FHBINEG THL QUTL 9(LPHBHDSH |eWLOHGLD.
(/" 1_euemewer 1)

Fiflay Geul 1ger Fifleyd Herib, O\Fhi&Hd 5l
Oau’ enr_ UulBIb CLITpL , CH HeTLpeITET
S 19 DG, YFFHLOTSH ()(HSSLD.

TGUIT &HaTdh HHBHGHSSGHLD D F L 19 ¢0)6dT
2pssHb 0.15 &&af / QFi5? 948 Q)hss
QovasTGib.

10 W85 sewrperren Bl e Gleu' 1 1.2 S
N L_qpeTer s 19k 955 @6 (SHIemern)
BTHRSG G0 %HHSHeLD.

s 19 B YsF s 1.6 §& / .06

DI(PSSHLpLd G 19 6T euTwyayd@ 0.15 K& /
F. QIFLE? D(LPSHSBULPLD DEOLDGEH@LD.

LIT &I HTLIL <9 6501 & GV GBT & GIT o ewfluiLs
Ll Rerererer et 2 &l L®B S S
Q)& TGITGTGYLD.

9L 1_auemeser 1

Qe BRaushaTet Hyeayser (Data for cutting)

SL_1g 51 6Tod& SL_1g 151
<945 F) ggatt SFHL_1g 6T | 955 g6t
BTF® FHrewer | el L b QJ(LPSHLD
HGOTLD
1 16).L5 21616 3 &G/
O\&.L6?
0.8 3.6 1.0-14
1.2 6.19 1.4-21
1.6 19-100 21-42
20 100-150 42-4.6
24 150-200 46-4.9
2.8 200-250 49-55
3.2 250-300 55-56

S 19 B prEHemev S 19 m L1Cerm ewiiliied
Filwrsls GQummgsayb. (Fig 2)

Fig 2

JOB

BEVEL CUT LINE

SUPPORT

STRAIGHT
CUTLINE
UNDERSIDE OF

THE cUT
(CLEAR)

PARTING PIECE

SUPPORT
CUTTING JOB SET ON SUPPORTS

WL20N1114H2

LiGarm enLils @)enewTiiLHerfleh 945&eest Lom mih
9T 19 et eumuy euiplsefley HFay 2 eTeTSHT
o1er CFTEdhaHeLD.

wpaetr Qeutii’s L®SS BEBlewevd BLripLbenLs
FMaHaH 1_eyib. (Fig 3)

HL19 B 5@t daueny (Quid@GHLbOILIT LD S
Filda L il L SUnSpibry mHorIL TS
Q)pLiens 2 miG) GlFunia)Lb.

CrisGsm_mas Geul_(Hsev (Straight line cutting):
Camessr(h) &L 191 LIGeTmenLIlienr:, oL 1g 65T
Lgliygs@ 900 CamenrtdgGlev Liig daayib. Gpird
CarLmss Geul’ 1 g Heukisayib. (Fig 4)

S 19 b1 95 @6t OauenT 9J(LpdBILD (LPGSTLITS,
SIuBIGLD QL deng GlFehHL_(h BHlevevd@, (LpeiT
Qeul it L®SsHayLb. (Fig4)
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Fig 3
END OF NOZZLE
PREHEAT ORIFICES /
CUTTING OXYGEN

ORIFICE

PREHEAT ORIFICES

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

WL20N1114H3

Fig 3

L

WHITE CONES CLEAR AND ROUND

WL20N1115X3

etr & apuBeaumsd HllTsHs, Carmevd
BIGBTLY DSLD BTFVISHGHLD @)enr LI’ L HTTSHewD
5 L85 945 ewaudGl(msHeyLb. (Fig 4)

HL19 b1 9 SFenett Hetr”_Grmed eSeueny 9ps5)
SL19 B 9 sFgemar oipalldseb. Gleu (b
Qrweevd Fiaud& LiICermenLilienr 6T
Camiiger euflums Fymer Goudsd gl
B&TSHDHa L. (Fig 5)

Fig4

STARTING OF CUT

s&re  @erm  Gmymer
Quissgemsub Gleu’ B wpLgujb aueny HTF6L
Carrewrid Hai' 19 6571 LIt 90° 94 @)(BSh&SLD
Ligub 2 0% OFuIwIGLb.

SLU19 Bl GGG QUTMaI (LPLPSILDTHS
BmdaHaLb.

ALY BTV HHL (HIL_6dT sl _eorL 61" engy (Cpr
dleflbL) FL' 1 _Sews) 96evevd LOTHIIF 2 (heud
saL ewi_ (Template) QLimpgsayib. BT&F 0 6o
LpDTHSGLD HHL 196 LITLiLd@d @ewr_Gu

WL20N1114H5

LI & & 1 & 61T 6V

Bleweowmes SHTTHensd LFTMES HL_ 19 ki
BTFeVIL_GST 6(1h HTraIGleoILs QNI (BB LD. Firmes
Crrmesr Geul' 1g ewesrls LigmLofdseayib. (Fig 6)

Fig 5

STARTING OF CUT

WL20N1114H5

Qan’igewear Gipdh @pldsmas GSPSS i)
QFuIwIeyLb.

- Ggmer wpmib pworer Gel (B @) peneld;
Gar(haser (Drag lines)

- Cpirgesrenin, smiflis HetrenLn

- Oeu 19 681 s (KERF) (Fig 7)

Fig 6

CUT IN PROGRESS

WL20N1114H6

Fig 7

DRAG LINES

WL20N1114H8
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§a) & erib (CG & M) LudH& 1.1.15
Geuevr_ri (Welder) - Geusvig i1 Fresre_ev LuID& opmio GFwevepemm (Induction
Training & Welding Process)

10 6.5 Ferdh HHL 19 6ty FABTITLOTE @CWTLOGTL 1§ MdEHV UL 6MEIHGT
LoD MILD UL AILDDD) UL UBISET LopmId Fileysemarujip Geul” (Hkev (OAGC - 03)
(Beveling of MS plates 10mm thick, cutting regular geometrical shapes irregular shapes
chamfers by gas cutting) (OAGC - 03)

Crragsmigser: @uiuuinFuier wpgeied Hriiser OGln Geueriy w FmerHeir

c auemgLiLiL_SGlerLilg Geuenevuilened 9JeHL0dHE@ LD
« @CwerGoL 1y MEHev LHmid eugauoHm Filey Garl BHev
* oy Goul BHHovenest FHhHp O FUIH6.

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
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Geuemevuilest auflems (Job sequence)

© YWD G LITHIFTLIL 6O &F 6V GH % 6w 6T
96T H6V.

« Qoul’t 1i@®b Cuplitigliievesr &b
QFuweyLb.

« Gasiv Gleuevrg BIG6HT LIGTTETLY eHET DeWLDD H)
Lop mitb Gaur’ (Hae06st ool ICHTT eoLiL i Yenestu b
QULIT (BB LD.

2 Corsd FarSBHD&G HSHbSTH CLimev

Oarl’_HLp BTHemeT M6uUdHFEaYLD.

© &I 19 e0etT Lom ML Gleur’ (h) serdleesT GuiTiy
(LpdsHSFevarud Frfl GFuUiHeb.

QUL H(HEHFGULIL] QI(HLD GUEHT HHL Lg 6T
Cuayerer yerefluill 1 Gommi’ g6 gt
wpLg- a6t aueny Oouliilii(hgHa Lb.

i’ (Hib  sHedlgefledlmnb 5 Hel%Ha LD
opmitd e’ BHib GClFWeOlenesT HeueslldhHa/LD.

9] B 6OT LD M (Lp & &oT & & T TLDLDIT S
Qau’” (BHsedler SLICarTeniilifenest B&HTHE
Capemauwmer CasmentdGled Hlenevwsms Lo miLb
Grpaesrr . Gami 196t Grogyieiren Ljeierfluilesr
Crosv Gl gieurs GlFeHeVELD.

Qo B BTHN 6T JaTey LoMHMILD
2 Govrasd & 6T & &) 61 Lig
2WSBHPTUILD YLD S| Dol 5]
Q& TETT R LD.

BT T  @ewL_  HTT S S TS
Q@&Tesr® Lpmid 2Bt GousdFem et

Ly mLofldseyLp.

c Qo Bs CamawsGneg CsameaudsCosnL
S5 19 ever CaHmig L (B LoHmitb LyeTefudl_eyLb.

« Qumudsiomear & 1gk NCerenin  Fil
QFuweyLb.

« Qaeu’ 1t 1@ G & 1 w01 FiadH &
QLT HLomsH Goul”_(Hib ool ICammenLIL L emnesr

16l IS S LD.

Smesr auflems (Skill sequence)

OeuL” (hgev (LpLgeuT@Lb Blemevulled ojsetr Groed
TDUGBLD HH@h O LILITGTHST LDH MILD
©leu”_ (b gy derdlggeneruib eLpr & GlFuLIGLD.
1858 HvOWwSF D Tet LIMGFTHemesT LoH mILD
OaiL’ 19 6T oD GlFUISH6L.

emauilert cpevid Filey Glarl BHsev (dherd) - o9& 19 aletr) (Bevel cutting by hand

(Oxy - acetylene)

ChTsaBEIST. )5 2 BIKEHSG 2 50/alF

« Fley Qo BHBIEhEH Carenevd HIGHITL) DG eMLOFEHGLD
« anvauilest epevld aurullenestds Glasmer® Filey Gopuglifener Geur’ L eyib

« Filey el BsHevemest LIMNGCFTHSHH6v.

Gouemovuilemesr 9yemiodHev (Setting the job)
(Fig 1)

Blewevwrimer Groewauiesr Groev Gouenevullen e
QDL H6V.

Fig 1 JOoB

Qoul’ BHFCHTL 19 65T 919 L1LI1F:SLOTGET B

FHBHIOTEH Q) (BLILISGT ol Sl

Gamerer Gauesor(BHLD.

Qe Hseler oL 1Gariblenet Fiil GlFuISH6D.

Fhaldpsrer bhorsGHCosnLI Glaul HBHTFHemesr
Caipels®sse (Fig 2)

A

WL20N1115H1

<
-

SUPPORTS

SETTING JOB ON SUPPORTS
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Fig 2

FOR SQUARE CUTS

FOR BEVEL CUTS

WL20N1115H2

wpsesTenowret Geulir epl” B eId:E,
Blur gev dLiGerflp&HmTs 1o miLD
0o L1G & i ew L1 L1 L9 65T BT &) &) 6m Gor
Qe HBVISHHTSH HLDF:EHGLD.

Frfley Geul’ (HHev (Bevel cutting)

CaowausCapn ey Careaws@ng Geul @
ol1GermewLitifener Bl midsa . (HTHD)
(Fig 3).

Fig 3

BEVEL ANGLE

\
WL20N1115H3

Qe Heurlifesr  pemeruiled  (LpF 6w LD
OeuliigGlenet O\BTL_hIsa Lb.

NeTLIdh S Bullemest Hed i LILIE DTS
B T & &) et Lo M LD
Caremevsd SHIcwTIg @I %hGID @)L _uilev

(Lp & o7 Uf) 65 6ot

&md 5 6.6 1L Mev emeudFayLb.

(Fig 3)

Gsorer gsamilgear GleueafGunm Gau’ (k)
Couswevuilencr FHeuesfldaseytb oHmILh eOHUINH6T
BlewevwiTHa b, Frmest Ceudsd Hil_g9itb CaHrL’ 1g 6
Guogyreirer 1yeirerfl 155 O&mL_misd GFebevaLD.
(Fig 4).

Fig 4

REQUIRED BEVEL
ANGLE

S
QQQ DIRECTION OF CUT
<

WL20N1115H4

PGy & GT & B) D) & T & Comyma
Qe BB WISHGH, Gaul’ B CousdFlemeor
Comals@ GopalTs @)(hsHe

Gouatr@Lb.

wpLy pseraiey, CasmerdGenet Ligmiofld sl
pmid Crrmer Geul” RHsash@ GupLs GLmpm)
QumpssLomet Crrmer HibLisever Glai’ (HLb
Couewevd:@ 9Lordsa ib. (Fig 5)

Fig 5

BLOWPIPE STEADIED AND CUTTING
ANGLE MAINTAINED BY USING
TWO SUITABLE BARS

WL20N1115H5

Fifleoy Garl Hsevemesr LIMGFTSHhHev (Inspec-
tion of bevel cut)

Oeut” (HgeVlest srdbGHevet LiMCFTESH LopHmiLb
95651 O’ 19 6T FSHLD O)FUISH6V.

Guoevresr Glesrenetuienestd GlHmasorr_ Geur’ (b
LS SiL_6T Lom mith Hessri GLoavLidd: GiT Glemert
waub s GO L @ _GGlefled B BHebev
srwrer  Gei’ (hsvrgib. (Fig 6 a ). eury
Gout”_HB6e0lesfled Filwihmi Hriomer G%Hergdhimiey
(gouging) erHLIILD G)LIT HieuTest GewmaaenrT@Lb. (Fig
6 b) Fsringurer Cousd () B HLoTGT
00 L1 G &1 L) 67 1T 6V G LD GBT 6 LD WI T &
QeuliLiept’ (HHeesTTe) 67 HLI(HGGT DeoT.

Fig 6

WL20N1115H6
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GFui Geuevsrig ur Caremev 2:

100 15 f6 50 L85 Bowtb GHTEOTL_ (LpHGTEOLD
2 CevrasgGlesr CropLiri'ienest FHdhHib GlFUIS6D.
Carewevullenyenr_w od&Hw C&Hmi’ 1g esfled
opmitb L), AL B Lerenuil(hsev.

g ewaul_Meperts Lweri®s G 100 LO).L5
AL L_SFlev BT QUL I _SFEHGT T ILIGLD.
(Fig 1)

Fig 1

=)
o
WL20N1115.1

ol L_gGlewer Gloul Hsavs@ (Fig 1) 50 Ll
Y TSElee0 A- ullewert eoLowid G)FTessT(h) BT
<2175 (eflsbellenerr) euenyiayLd, (Fig 160 2 6irer gy
Cuimed) opetr Y rdGlevar auengws B-ullenet
eoLowitd Glawmesst(h) F(mLbrs G)FUIwIcyLb.

2 mtICHTesTdSensd OHmer(h) ey LohmiLd
Crrnl’ 1 5Csmellenerd Glsmessr® (Fig 260
2 airer &) GLimed) AC, CE, EB, BF, DF topmytb DA
@vasailstr Camiigemar () ewenrd g
GUGHTILIGYLD.

Fig 2

WL20N1115J2

2 mHICHTEST ULy oudbGlewerT (LpLy L1LIFDE
2 GTL_TeT Qe wimer @GHplufL (Hsemar

Lyeirerfludl_ayLb.

QUG [T LIL_ & G 6V & T 6807 L9) & B1 6T T
e H@hECHnL 9 mikiCamesnt GGG
Wp&ECEHETETHW®S  QUMTW LD  LOH MILD
wpHCaHmTeardhens (LpLg ey GLID DjewL_wimer
GDIUTL 19 GDHET UEHTWIGYLD.

oG @pluiL 1g 61 Groeb 6 L8LE il 1 (LpeiTer
SIdaTdh@ 146y GIFUIwIeYLD.

& L) GBSt L 1grfl & o 6T QU 1§ @ fh] & G1T] 6L
aurujeflarmed Geil’ HsallnG Yy dbed -
9F 19 60lesr ermest . opmid e’ Hib
oL ICTTEOLILILNHGT DJeOLDDH6V.

Qo bhosas@ 2 Ceours FerdSHCHHMTT
Cumed, euru) Goul’ BHBeVIS@H OULITHSHSLOTEST
BTHROewest CFrdHaLb.

Garl BHspeller 2 CurssGle HaTshEDHHTS,
Gaer’ (B & eVl 6 Lo myLb
G _19 06T curruyeilest ereilene Fifl G)Ful L

%567157%687

Q)& TGITGTGYLD.

(1115 Spetr auflensFulevesrd Glsmessr(®) 90°
Qout”_® dLIGerT el ifewest 5l mish& Lo miLb
QurrdsLomer Geul’ HLb dLICarLllenes fl
OFuIwIeyLD.

@O L i’ apsCamesst CaHmL’ 19 p@eirer
slewerui_ Uil 1L @)L G hha Ty
Oout”_ HBeveneT GIBTL _hIFa/LD.
wpsFCaHTenTdemns (LpLg-ay GlLim @Gplui i’
Cari1g6r CLogYIGITGT 9SG GULY GUHKIHEHET
Oeut’ & GlFuuayLp.
Caewmauiiii’ 1 91 )1 151 G & T GvoT
Qg QUGS | CHTL_Tes HaHL' 19 657

RSSO b & Glau (HoHevenet G)HTL_kis%eyLb.

Qo BB OaFuiyio Cumg BTF 06T

SrysSeaver  wphyiLd
CauadBlenestujid LIFTLOMFESHGYLD.

&F f) wi T o1

QeI RSB0 ULy hoHayL 6T 0oL 1CeT T LS 6w 6or
9/ 69 68T & Lo myLb GarL’ B & el e
2SO (LPL_GLD.

R0 Gamew @aflTdFuwen 5 LInG,
Oleul” (Hdevenest HdsLd OFUILIGLD.
Errd@ausn@ CopLigiiiener LifGFTHener
QFuIwIeyLb.
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O Geuesrig uwr Ceuemev 3 :

« Qo Bpb 2CowrasgGerr Cropriglienesr
F&H1D O\FUI1%H6D.

© QUTLIL BV HITL 1§ UGTGT GULY GUAIFGITIGTLILG
GDUIL_B) opmib LeTerfluil_eyLb.

o S g m oLICETTELIL L 65T QuTw) SHL_Lg I
LINGTTGTL L9 GO DEHLDG:F@LD.

o 2 Qs St HHCHEHL Fhwmear el (B
BTHROemest CFridsEaLb.

o QUTRSSHLOTET Hlewevd@ ool 1IGATTEwLILIL w68t
top mitd QLITHSSLOTET HL'1q b1 ool 1GETLE 6w 68T
&) G)FuIweyLb.

o HOeuelFFs H et GlHTeOsTL_ Fouliimest
Qouliigsn@ Glami_im wpeweruield (kb sl
2 Govra Gropigiilesiing Oeuliiept’ 1 eayib.

SIimedr eurflema (Skill sequence)

aumul Ooul’ BHHestT LIGTTHTL 1§ 6T 265 LD 6V

© MILpdTEG THTTH Gloul (HbevId ST e
oL IGeTTenLIL I eneT GLpesert  @Gmlud 11
Cami g afled Ggemse b  ophmib
BleOeUWITHALD [BHITSHoYLD.

c Qe @b Cumgm pTRDIGST HTT IS w6t
Lo M M LD

LITTLOM S SH@LD.

& rflwi m et Coua g Geweru)Lb

c Qe BHHed Wy hsayL_er ool 1Gaer L e e
2| o el & G Lo mi b <24, 1) gg 681
Oloul”_(HBEGHET eLPL_&LD.

o gvSlwwmer yearallpe LMGCFTEH S 5
opmitd G’ 19 evest HdsLd GFUILIG/LD.

(Setting the gas cutting plant)

CBIaSHBISET: Q)5 2 BIHEHGEG 2 5Ha/als

« wp&Gsmewrid LoHmid 9 MBICHTewTRIST Goul (HFHev.

Geuebry i1 L ICerT ewLil el _d&lev Gleur” (HiLb
wLIGarm eulifener Q) enewtd H  LoHmMILD
Oeuevrg mIGHSHTH aThHearCear GFuis g CLimed
sl - &g Sler  eumu HL1qg b
ermer’_ 1§ ewer  YymindsdF O FuiwieLb.
g dedlger &g m  GrgGevl L _Meyer,
g dedlggerr OGavevig i O g@gGevl 1 Mener
LDITHD@LD.

wp&HGaHTent eug ausFnHTS Gleul’ Kb Cmrmest
Cami 1y pe Cousmevuienar jewindsev (Fig 1).

UNDERSIDE OF
THE CUT
(CLEAR)

SUPPORT

CUTTING JOB SET ON SUPPORTS

WL20N1115X1

saL 1967 Cuoeyerer GCprmer C&m(hsehd:E
GO B opmyb LeTefluil_eyib.

srgmerors  GGp & heusm @ eser LT er
QYL ILIGHGUNGT H1688TLg HHTH, HL 19 i1 GroemeFuilesr

Grosh Gauemevuilenest —9/ewLDd:HaLD.

Y LIS EHESF v Goarl_ o Cam®
FRwWTs Q@ BSEHMST 6T 6T LI S 6o 6T
& 17 Lo 17 65f) & Y Lo My Lb AT
QhFTmWUNev erilwd iy w
QUITHETHET @)VGTLOGILD LITT S S5
Oareiremse Geussr@BLb.

&L 19 1 19Cemiflemesr Fif) GFuizsev (Adjusting
cutting flame) : Qo' Hib Ceuewevd 6oL _Teur
FASHDHTH QML SY(pdDHdHFwarl LSl
wpmitb el B prHS)ewerub Cairh 5
T(H&FHaLD. (" I_aienewT - 1)

ST S G| HeTd HHHHEHSHGLD 015 HGevr/
Q&F.62 1 1gellest s D5 e
Q&1 (H&H@LD.

6 LO.L5 et (peitern HoHL" 19 657 Gleul’ (HHeOlhaHTs 0.8
115 Geul’ (B ysHedlggesr grflovrisiv (orifice)
BT&Oewest Coirh0)%(hd5H60.
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AL 19 letT eurweih@ 013 HCevr/ F.O)F.LE
2AWSsp> wHoyid G’ G Ydelgaihe
14 8/ #0F.15 9)1pSsdP(LpLD LS SH6D.

9] W G & B LIT&HIHTLIL
DB & HLLISwTS: 2 m & F

Qs merereLb. (Fig 2)
END OF NOZZLE
/ CUTTING OXYGEN

ORIFICE

2 GO L&D 6T
O Fu1 5 &

Fig 2

PREHEAT ORIFICES

PREHEAT ORIFICES

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

WL20N1115X2

T QULplFermer  9F L 19 S)leT Lo mILD
2 selgget ool iGarmenLiliieT (Q)ewewriiLFerfleh
sFNenest LIMCFTHSSHaLD.

wpest CleulILIGEDSHTH By’ 76b ool 1CarLblenet &rfl
GlFu1560. (Fig 3)

Fig 3

WHITE CONES CLEAR AND ROUND

WL20N1115X3

Oleul”_(Hib pshenilggett eleurflenest ()u1d@Heud)evib
ol 1Gartb Fifl QFuiuG b 6Ths LITHIILLD
®@)svevrrined @)pLiLiBemeT 2 mi% GlFuiwIey)LD.

Cwrid CGamiL 1y eflev Gaul’ (HHev (Straight line
cutting)

R Cprd Camiigellsdd Oeal’ BHpamears
Q&L opmib s 19 et Gropriglidestled
ool 1CarmenLiLifener 90%uieh eweud & enHuilenesd;
O ressr(h) Gleur' L _ayib. (Fig 4)

Oau’ (B sedlggesr eleumenat 9)pdLHBDSG
wer FHeaiphs OCeuliugsGnsrs Q&mTL &
wpewaruiCevCur wpatr GleuliieLpr” (Hsev. (Fig 4)
NesrCarm & au@pb Geow HiTLILISHHTS
pTHOHID@GD whmid Carenevd; H6HTLY HELD
@)ewr_ufled o 5 85 1 _fled ewaussHaLb.

Fig4

\ UNDERSIDE OF

THE CUT
(CLEAR)

SUPPORT

WL20N1115X4

g
2
3
g
g

SL_BILiLh S HILD
Oail’ HBV5HG WS HIaSDHTH el (HLb
gy sedlgener GleueaflGumpmaeyid Lop mib Gleu” (HiLb

%éa@%m

Coavewevuilewer O &HmL_rhias oHmIb Giymes
CouagGn@ Casmiiger Goedll 1 Lyeirefulesr
Groev ool iCarmenLilitYenestd; O\ FHTesT(H) BHTHBeLD.
(Fig 5)

Fig 5

UNDERSIDE OF
THE CUT
(CLEAR)

SUPPORT

CUT IN PROGRESS

WL20N1115X5

6T1hd LIGHSHBIYILD LIGHHBIDE LISIHLD BFHTHHTLOGD
ChBIms BH(BBVEOGT Bk OaUd Hld OIHTETETGLD.

Qe hHed  (pLgUjlb  UDT  HHL LG GO
Copriginepier preedenienr_uwi CHrewrib 90° 945
Q) BI@LD.

Oloul’ (h 9dherdlggett auTeLAIHET (LPLPEHLOWITS

Sn&hHa Lb.
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Wy ooy sH 1y ailng GGl ()
sivl_eorL’ o1l ghallewest OLIT(HhSG D LoH miLb
Oleul’_(b) pTHOeNNG S TTSHewers O)Fmesr(h)
QLT (hd HaLb. [5 T & &) Gor
LpeO&THGHLD LoD MILD HHL 19 657 CLopiig it 9H@Lb
Qew_ulled 2 eraTens HlOVUTTSTH Hh
waid s Crgms el HsdlhHe Frms
LIT $1%TS 5% GEHmerareyLb. (Fig 6)

%ma;uﬁmﬂm')

Fig 7

UNDERSIDE OF
THE CUT
(CLEAR)

SUPPORT

WL20N1115X7

o Cariigesfled yyeirerfluil i’ 1 CaxmesrdGlesr
Cuev 2L 11G5SEH 0 ST 19 ujeTemLILg

Oeu’ (HFeenest (LpLy dFHayLD.

9 msIGaHmenr Geul’ (HHev (Hexagon cutting)

« Fig7 & sriguyereriig Couenevulenesr
<9|GOLDSH@LD.

« Coowaudamear Gsmewrib 90°6%@ Gl (Hb
o 1Cerm ewulifener (HTHD) B mydsF
QFuweyLb.
Cami’ 19 evfl6b yereflufe il 1 Sesr

Crogyieirer o mimiGamenstdeng Geul’ L _ayLb.

Fig 7

UNDERSIDE OF
THE cUT
(CLEAR)

SUPPORT

WL20N1115X7

@arl HBevemest LMGFTSILILISDHHTSH (Inspect
the cutting)

© Qupdaslin L Gar®k) () ©LoedTenLowlmeT
Olai' KB HMID FTTSH Q)(HhdDeVIHESLD.
CBITH@ILD, FnlTGOLOWITHGLD.

c Qoul’_ Hsdler ysewib (G &roar’t) (Kerf)
(Fig 8)

Fig 8

WL20N1115X8

DRAG LINES
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§a) & erib (CG & M) LudH& 1.1.16
Oaeuevr_rir (Welder) - Glewsvig i1 Hrevsre_ov LudHG ompmio GFwevepemm (Induction
Training & Welding Process)

aury Oail 19 el LweTL®BSS uewFhsbl LoHMILD auemareuTet Oeul (BHev,
siemaruilenet Geul’ 19 GFuig wpLyHsHev (Marking and perform radial cuts, cutting out
holes using oxy-acetylene gas cutting (OAGC) - 04)

Crragsmigser: @uiuinFuier wpgeied Hriiser OGlmn Geueriy i FmeHeir

s Ty FHL 19 7BI LO)afesT 9)emLDS SV

* 19 b1 FTFGV TTeneTUjLD FHI'_19 kI 5T @6t 91pdhSSaBujd Csib0)%5H)S5H6v
« Gpri, ey aul L ommitb euig eu OGeurl’ HaxEemardF GFuiIFHev

« Qeul" QL1 YpLliLgliL&emer &d5HLp GlFuIHev.

@20mm RADIAL CUT
=\
40 x 40mm PROFILE CUT /*00
220mm HOLES CUT
150
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 | rive
OUT HOLES USING OXY-ACETYLENE GAS CUTTING
@» S (OAGC-04) CODE NO. WL20N1116E1
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Qeuemevullest aurflemns (Job sequence)

HL19 1B GTHETSME DDLOSSI , 6THSITSB60

Cammev 2.1 6T YsF g6t o mib
9 G119 &S b1 FeS) 6B L_1T H6iT,
Q&G L mser <2 5w 6» 6 & 6 &I

Q)ewenTdsHab. HSGhs HLL19 B HTF L
QLT (BB LD.

Qeu’ 1t ' Gouetsrig wr 2 Cevrad, HaHL" 19 65T
LT enest FdaLd Q) FUINLIGYLD.

Qe 1 i Couetsrig w1 5119 65T HeThHEH DG,
L prFmes CoipoIs®Hd S QLiTbdoaLD.
(Cs765)
QI BHTOT auLpld HL_deoHujd, UL’ L
LoH MILD @ILg & DTG 2 (HeUAIGEHSTULD FgbLD
OFU1 g USHET L5 L 9(LPSHSGHET oI HILb
Qevemer  eTeTLIDS 2 MG  OFul g
Q)& TGITETGLD.

S 19 LmmFE 9 FibLler)

BTHOGT erejshe anmiiy CHeneuumes

AWsHs  yadflpg  YsFgeeruib
919 OlewerTulb DIeHLDSHFHRYLD.

Smesr auflems (Skill sequence)

Qe i Gouesrigw 2 Cevmsg G et
uglinys@ CwGe 505 2 wrdGed wpedr
Qautiuis @SS HLiIpibrlesr mibry
Q)@ LbLig [5 1T & &) Gb1 2 UWTSHDH
FMSHHL_L_@LD.

SriSpibenrs erlaild % BmHBlewevd SHLillpLbry
9GS H@LD.

G g0 evr 2T &Y & & (Lp GOT
Qe ittt semev 9 eIoGdsalb. LIDE
24 SF 6T HTewTeOWILs Lm ilL_cyLb.

aury Geul’ (B Ol 1 Cealewevenisd
OHWITAT L_ThIGHGOHEGTLI LILIGHT LI(HSB@LD.

e’ GubOILITp L aTDLIBLD 2 (K& FHF(HIb,
Oeul” @B wpyhs LD OCF&HEE HohHLILIELD
Qaoutidg HF@b, Cwent d@Hds GG
SL1g6d  @lbGl
aflpauensg 2 mi% OlFuieLb.

MEUSHHLILIL 1§ (1hdEHLD.

Qout’ '’ 1 feflibLserfledliphH HFewL
b&&), FHpD GFded. Gei' (BHib Liriiied
Gaoil”_ K& GopUTHHT GHUldH 9uiay

OFuIwIeyLb.

Griguwiev Geul’ ® LoHMID FHIewenkEemnar Lomis&Eih GFuisev (Marking radial cuts
and holes)

CBIaEEHBISET : Q)5 2 hIFHEHSED 250 el D
* Gy we Geul’ B LoHMILD HIHTHGT LOTTHGIBI GlFUIHM.

1
2

66

HL 19 b1 LGTTEETL . 9JeWLDSSHGYLD.
Criguwev, Cumesrmp
QUL UGLDLIL|FH@hS S T MHMDEOG.
G’ g ewer LiweTLIRSE Couenevenus (job)

QUL L& HET
QT Iy
GlFUIg6D.

amy Qe B BTHD THD YUWSSSDS
QETR%s Geusssr(hib. (0, & C,H,)

4 Fgmesr

UMATE), L L b  HL_Lg Al

RUOBIG LIS HISH6V.

5 auruy 19 i Cauenevens 2 MG iLi(hd 5HiHe.

fgh & erip: Qauevi_ri - (NSQF: (NSQF: Revised 2022) Liufp& 1.1.16



Sgf & arip (CG & M) LuH&) 1.1.17
Geuevr_rir (Welder) - Geusvig i1 Fretere_ov Ludn& opmio GFwevepemm (Induction
Training & Welding Process)

Ty Gail BHHeVeT GHemmEHenaT el _wrearid HTamsHev (OAGC - 05) (Identifica-
tion of gas cutting defects) (OAGC -05)

Crragasmigser: QUuilnFuler wprgeled Hruser m Cealetriy i Fmerser

« auruy Glarl’ (HFedletr GenmEHemar 2jHaet Geul’ BHeVesI 60 2 GITGTHENGT WL _UITETLD HTEB)]H6V
« auruy Oeul’ HGalest FHenmHarflesrTev eFDLIBLD NeHGTeYSET LOMH MILD 2 FH6OT HITJ G 1FHEHGITULD
LSley GFuIHe.

Fig 1

220mm RADIAL CUT.

40 x 40mm PROFILE CUT

Fig 3 ©20mm HOLES CUT.

A\

WL20N1117E1

(=]
~



Qeuemevullest aurflemns (Job sequence)

QUHTLIL_SHBIe) HTL 19 UJGTOTLILG HeODHHTF; © wlpFwrert, LWIHE) sV @)eurTHeen;
ST/ BH6V. O sretsr(h) LIMCFTEHS Hid OHTETETeYLD.
9L L_auement - 16T LI GHODHGHSEHTS

IewaTey LoH MILD HITTESTLD LODHMILD FHEOMFHEN6T
Quuwigmeb L1IFey CFUISH6L.

9L L_cuenewt - 1

ouflens erever @ar’_BHHadesr CHThHmLd G ey &I

—_

N|o ol | WN
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§g & erib (CG & M) LudH& 1.1.18
Geuevr_rir (Welder) - Geusvig i1 Fretere_ov Ludn& opmio GFwevepemm (Induction
Training & Welding Process)

2.00 A.1f MS &L eowr. LBSdE Hlewewulled FHIT (LpL_Lg 6O GOOT LILIT S
wpL_1g emewriiL) GFuisev (OAW - 04) (Square butt joint on MS Sheet 2.00 mm in flat posi-
tion) (OAW - 04)

Crragasmigser: QuilnFuier wpgeled Bruser Gm Cealetriy i Fmeraeir

s auemgUL_SBlet Ly CHTHSHLILIL 1 9enesH@hdhd Galemeveniis
SWITH S H6v
* Ll [CFmIGsTenToTSa D 195 MIFH6T Q)eTHlujd @)TTe H6v

. . . S . . Scan the QR Code to view
* Caramavenw svOHETWIT L grulleil 9% (FSHIT LpL 19 GHTLILITS) the video for this exercise
Fflwmer Gari @ewr_ GeovaflujL_c1 e s, aismenr GL_&
Qarev® (Fmy upPlenewtiiLy) GFuIse
c ul Qaueven . FhHLp CFUIZH 9 Hest Geuri 2en1(BH)(Heuev LoHMILD LIFLILGET
Fymest sestemioenws fuiey GFuIFHev.

2
750
N
P *
[ ] ]
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.
SIC\#IS_E TOLERANCE *1 TIME
SQUARE BUTT JOINT ON M.S SHEET2mm THICK IN
@ I FLAT POSITION (1G) (OAW-04) CODE NO. WLZON1218E1
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Qeuemevullest aurflemns (Job sequence)

uewg Ll &l Lig Calenevd, 568 (hHenaernd
st Q) FUeyLD.

Neflibysewer O FhICHTERTLOTSH [FTAUIGLD.
@)enewT g ILIBILD GITBISET (LP(LPEOLOUITS FighBLD
QFuiliiReusns 2 miG GFuiwiuib.

Caremevd Gt BHosemer, 2 W 9ig

@)evr_Geuetuy_er stvGHmwir L' gorufers’
25 Olassbig i Gloewgy L5 % 9IS HaLD.
Casiv Oeuevig i LIGeTTedTL 691 LD F
BTF6e eredsr 7 @it OLIm(hdBe b, ()Tevsr(h)
T SsHeneT 9Lpsbssemaub 015 H&)/ G
152 9% DELDSHFH@LD.

CL_&& OEITENYCIT G aredig
QeFdieusn@b 1.6 OIS &l 1 _wpeirer ccms
Blriiyg siblenwg Cairhbo)s(h&:Ea/Lb.

LIT&HI&TLIL 960l 3 G6VGH & 6O G Uy LD
O6UGVLY MBI LITSHIHTLIL| SHGISTGSTTLY GHUILJLD
9 GuilWI@yLD.

BBBleevS HLILIPLDEDLI DJeHLDS:H@LD.
auevLiLids (peneruiled 2 LS Ceourr @)ewr_Glaer]
wb @ tiigsb 3 WS @ewr_Glauemuyib
2eoLod & 16 OIS L' 1_peirer Byl yd HLbLd
() & 1T 6337 () &I 680 (b) & &) GoT @) 7 &¥r ()
wpemarsHerfleib wHmib ogHuleid Cr &
Qeusv® GlFdiuiaLb.

CLs@ser (Fm LY ew et L1L] & 6iT)
6T 2 (hFHemewTLiL] GFTeTL_&THayLD
sarh)(haucy OEHTEHTL_STHaLD @)(hH%
CeauaorGip. Qewar () em ewor 1119 b7
Qg L1iLnHev GFurwiii_ Geuesr(HLp.

70

Gt gettenoemuwiyb Geurr @)ent_Glauerflemwiuib
Crrgldbgmayb. Caeneuliil’ 1 me) Lbm eHLOG
QFuweyLb.

CL_d@asmer &#dHad OFuiwed. Calemeenus
OGeusbrg a1 Croewa L5 &1 LIBSens Blewevuileh HF
QFHISDHGTTED HThHISF OVFUIZHI eHLOGHHRLD.

GL_& Qarcv® QFurwliLl 1 1155550,

SOVELPTHS S (HLILIGLD.

Gauenevuilsedt auevLiLids (LpeweTuied Glachens d
BIUGHFH@LD.

Griipibenrs Q) enent 16T Siaud S dew S
Crras GlFedsaLb. (Gleusry i CaHm®) LiGerm
Lt pr&Hed 60° - 70° C&mewr s Gev
QUGVLILIGHLOTS (Q)(hdhH Ceuessr(hLb.

Blrliyd sbfleow @enewtiiing 30° - 40°
CarentgGled @) Liissid Crrh&It 1919 daeLb.

Bl iy
2 Cavragengs Goeb Supomer (sl et

RIBIF®T FTTH 2 (HhSHHaLD.

Cumetrmy) @Quisbsb Hhs QUL _LiLishs LOTS
Oeusb(® GIFUIG GVBHTL _[FeyLD.
LiGermenuing FHmi e’ 1 QUissHd HL_ctT
Grmest Ceustb SraLb.

Q)L i
@ LD L1 LI VT &IT & 6 & ] LD
©)6u6DLY GG (LpLY dFHGYLD.

(Lp & ot Ul 6L
Byl

B i% 5
oM M LD

S SLpLbenL 9eHewT 5 Hevrawt ML HTFenevd;
@oflirelld & opmib Fedlesere i L gmedluflest
CLoch  e»eud:EaLD.
Oeueb® GlFunl’ 1 Q)enewTlienL! FgobLb
OFuwaLb. 2 (mGGIMewLt bdhHayLb.
umrenal e LpeLh Q)enewTLienil SLpd;
GBI 1L_ewer GPlS S5 iey GFUILeLD.
- @gmes yHeuptb 2 wiypLb O)HTeTL
Ly et sp Oeu’ &) Qe FHm @ai
QULY QULDTS (Q)(HHeD.
—  IBIGBT BT He TG Fmest 9jemev aurf)
QUL GULD.
- Ggmesr Gourr 26n(R (K66

VGV  LIVGTHGT Gl H@GLD e[

Q@)iinFeowd Fmibrig FpLbis GlFuIweLb.

Fg)l & erip: @auevr_ri - (NSQF: Revised 2022) LiufH &) 1.1.18



SImesr eurflema (Skill sequence)

FSIgUL_ QemewriiLy (Square butt joint)

CrI&EBISZET: Q)5 2 BIKEHGEG 2 5Ha/ald

« Gaoiv Glarevly mIFlev FH17 LIL QewewtiiL) GFuisev.

swri GsFuisew  (Preparation) : Caramevs
sierigemer 150 x 50 x 2.00 O 9joTeyd @,

S5 19 et Geut’ 1g el Huirr G)FUIweyLb.

LS sn CL_&&h GFuisep (Setting
and tacking): swrfgsiiu’ 1 GCaiewevd
sl (hgHewar Gleuevig i Croewr L5 &), auevLiLIds
wevaruied 2 185 @enr_Geuarflujb @ 11155
wpewaruied 3 LS @)ewr_Oleuarflujib @)(Heb@GHLbLILG
Crli®ss oemiodsHeab. (Fig 1)

Fig 1

WL20N1218H1

Ceurr @evr_Glauerl] cuevliLidas wLpewestuiled)hb 5
Q@ _tiss wenerevw GCprsd 95 %Ms 515
Gares(®h GFever Gauessr(HLb. Hryesrid, Glaucv(h
@) tigsioms GG CUITepsl 9Ly
2 Couraid aNMeuenl _auHeT  HTTGOTLDTS,

@)ov_Gleuer) QmbiI% b IGID.

Qewentied Fio @Qewr_Geuatl FHrrdHlevd GL_d

Oassd(®h) O\FIU1 L aUHET RGTDTHLI L9 & B

Qareirend GFdnieyib. Filwimer GpT HeTenLOGWIL

vigmiofldsayib. (Fig 1)

GLpsGDILILIL_(HeiTer enausener o G ILI(hsS)5%

Q)& TGTETGLD.

- GL_& GacbBhHehdh@ QenL L'’ 1 &rrLb 75
LS s @)hds Causssr(bLb.

- G4 Oeusbigeir perb 6 OIS s ([@)hdbs
Geusir .

CrL_& Gousv(Bhseir, Gleucv(h Gl Ceuesrig us

L&SSFDSGL et miors ) hshe Geusssr(hLb.

918 Glauevigerr Caumi’igeir auflGus @) (pdbas

Gauessr(pLb.

CLsqm OQauis KIpg Cpm sHeTewioeww
Crr@ssad. $HHHT CBuiT H6TewLoulled)iHb 5
& Q)BHBHTED HAUHET DM NG
GFuweib. (Fig 2)

Fig 2

~
@arevig i1 (Welding): @ewewriiydsd $CLp

s wpn QevL_Gleuellenwid Hhgh 20(k)(Heed
LPUPEOLOWITS eoLiowl 2 Halajib. (Fig 3).

| \ 4 |

i
2

| ouror
ALIGNMENT

WL20N1218H2

Fig 3

WL20N1218H3

SUPPORT BLOCKS

Glausbewr _ @)ewewrliiles euevLiLIds (LpeneTuied
SleusseyLb. (Fig 4)

Qg5 B 11 gpedmedwls LeTLIRSS) H6TF
o2 (hGHHLILIL L Fymer  Lgel  (LPLP

oen(ppeusL_6tT Geusv(®) GFuwieyLb. (Fig4)

Fig 4 FILLER ROD

MOTION OF BLOW PIPE

\ .
DIRECTION OF °
WELD

==
zeS
<~z

4]
BLOW PIPE

KEY HOLE

WLN1219J4

LGermewiliyyd@ib, BHrliyds Hbils @b
Caanauurer Quisssamsd HHausn@Ld, L1Germ
OLILIS@GLD BT LI GHOLNSSGLD  Liflh BT SHSBL
vl Camewtdensls LIFmwiliisH@L erpL
LIGTTeoLILIEDLIS OHUITTRYLD.

Fg)l & erip: @auevr_ri - (NSQF: Revised 2022) LiufH &) 1.1.18 71



SU N ptbL D@D BITLIL|SSHLDLNSSGHLD FTTET BHTay
GousLd Lopmitb 2611’ | 1D LIFTLOMSH@LD.
& Gammed Lgmofdsab. @)% (@)ewewri e
D LILUTHID e 2 (K& eV o DLIBEH DB
TG LIGD@GLD, Bevev Ceurr 2e1(Rpauemey 2 miG)
O FuneyLb, Gk ewL_wiTerLoT@Lb. (Fig5)

Fig 5 KEY HOLE

/ 3mm DIA. HOLE

@

WL20N1218H5

@it Lyey LTRSS GlFunuciin’ 1 1ig ey
F&HLD OlFU LI LD.
©leueLLy 65T BT SFHewedT BLDHGVILILIL L _eDau eLpeVLD
21ey GlFunieyLb.
- Gouewevudlsdt (pLg Liyd Hestewioenws CFTHdH60.

- Gprir & GOT 6B LD GO UL CormB s sev
(Copewarlii’ 1 _med 2 (BGGMewL hohHa Lb.)

- Oerev® LI NG TG, DHGT D HGULD
wHmitb 2 wyth y&Fluemelsaflesr &gme
FesteoLn eLpevb CFr&ldaaib. (Fig 6)

- eufl eV Qg @ilh, 2 (h&GHe LoH MILD
AP PEOLOWITET 261 (Bh(HaUGY 9 FLIGHaUSFHeHET
Crr &g sev. (Fig7)

— OlaueIg 6D, [BIGHT FHIHETH HEOTGOLD, JGESTL_IT
FL (yap Oeul’ (B) 2 ;pgsHev CUITHTeLD,
Blodiutiur mg  Glliuererd  wpsbedlw
&GODUTHHET HDld s CFTHdhHaLb.

Fig 6

UPPER SIDE

WL20N1218H6

Fig7

'e]
PENETRATION S i

a [

ROOT SIDE

WL20N1218H7
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525 & erib (CG & M) LuH& 1.2.19
OGeusvr_ri (Welder) - Lipplemewriiiesr miewmishasbisen (Welding Techniques)

LBGSema Blemovuilev 10 .6 FerdhBHev MS SH&HL 19 D@ GLosv odrflevevr “ T 7
Q@)ewewriiy (1F) - (SMAW - 04) (Fillet “T ” joint on MS plate 10mm thick in flat position)
(1F) - (SMAW - 04)

Crragasmigser: QUuilnFuler wprgeled Hruser m Cealetriy i Fmerser

s ueLIL_SFHeTLIg @Temit SwTi C\FuIHev

« LRSS Hlemeullev @TenLI H6ud SV

* epL_ LoD mILd Feuflbl Fedt Lig 6y GlFUISH6 Scan the QR Code to view
the video for this exercise

* Gupuglienu Hs5H0 C\FUILH GHemaHenar uley OFuIHev.

2 50 ISF 10 - 150 - Fe 310-W - - 1.2.19
NO.OFF STOCK SIZE SEMI-PRODUCT MATERIAL PROJECT NO. PART NO. EX. NO.
SCALE
NTS TOLERANCE *1 TIME
FILLET "T" JOINT ON M.S PLATE 10mm THICK IN
— @ FLAT POSITION.(1F) - (SMAW-04) R
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Qeuemevullest aurflemns (Job sequence)

eyl Gy eaumy Qe B/
anrsFrailearTedd Gall HHVmeT mald %l
F5L" 19 et Glour” (HB6.

© FHIT PUHIFEET 00a0LIc) OIFUILIGLD.

s Gewgevrig il GFuiewHuled LITHISTLILS
F6V0T GO0 LG U 6HGT LILIGSTLI(h By LD.

« s Wsaflesr Cupuglilenesub oHmib
@)eweTSH LI L QUBISEETUD FdSHLD
QFuweyLb.

© LITSIFTLILS B8 HeO6T 9JeuuiliicyLb.

« aegLL gGEler Ly T-&@& G&HTesr(h) aur
s Gaoer  Syewds WP G
wpevarsafad Gr_d Garc®h GFuiwieLb.

o sl 196 CopLigiiiin&enr uflevmer 92° - 93°
Cameamgams OLDD HSGHLD 9 eTad 6D

BITT(HF®T BT SH fleuen _6ubnHHTerr

Im(hHed et 2- 3°6& (LpeT e®LDLIL|

GFuiweyLb. (Fig 1).

Fig 1

FINAL POSITION OF
THE WELDING

e

PRESET \
T03

WL20N1219H1

c u@FSms  Fleveuiss ‘T Q@ enewt i@
9OLOSHHRLD.

SIimesr ecurflems (Skill sequence)

« DC QuipSowrs Q)mLiier erevdL )
CaLiewar Qpasl 19 a1 wpeveruiey CFidaeyLb.

+ Oaeusbrg i 18lesTGarmi’ 1 _torer 110 9y1bLisiv
ommitb MS erevdit” rmig v LH1g witb Car” G
315 Bl.f 1 G&Hev LiweT®SS Caurr

Lig eflenesr G&FirdsHayLb.

« 80° Gleued(® Lo myLb
S5 (HHEH%HG Qe _ullsh 45° GamewtsFled

Cami’ 19 esfled

TS JTLg WeT waudH LOH MILD FyTes
CaurrtiGlLiesfl”_Cragemes (root penetration) &
GNGUSHHERLD.

o GE HeviTeneTTLg ulewesT _9jesiliayLD.

« e Kyaflenet eneid g FdbHid OGIFWIS LomHmiLb
G119 () & 1 6337 ()
GourrtiLig eflestl spieirerm stueLT&lenest [hddheyLb.

QD IT LD 1] 6 GoT &

« 160 gybiisiv Gleusbig b 1hestGarri’ 1 g&led
woHmitb 4 Bls L gperer  MS
eTu& L gmi_mer 15iguwib C&Hmi g esfled
LweTLi®SG  afallt  Cmeapesiiey  ep®

L9 cfleweird CFrrdsa L.

« OeueLg emerr FHdsd OGIFUILH LoHMILD (LPLY-GY
119 elesfled) (bb &1 SVeVITEHIEHGHT [hdhdheyLb.

+ Gleouevig eyjen L _u G 9/ 67 &) 6B GoT
LuMCasr&HriugsnsmTs Gav® Csallener
vweTBSsab.  @uesri_mib  Gleared®
L9 Hasrs 10 165 QeUEFIGHT 9eTaUTes %)
Qevevrs Cumgy @oewri_mib g enHd,
LIGT LIRSS 1 b1 115Gewestd; GlHTessr(R)
eLpeSTTeU D) Litg ellenestd CFirdamayLb.

© GODEH@RGEHTS T ooriebevr’ Gleusbig emesr
LfGF T & gHaLb.

L®&Gams Blemevuiled odrievevr ‘T’ @Qemewriiny GlFuigev (1F) (Fillet ‘ T’ joint in flat

position) (1F)

CrrsabISeT. Q)5 2 BIKEHSG 250/l

* LRSS Hlaevulley ‘T @enerlifenet swiri G&uigev.

T Qevewriitfeear GL_&&k GFuig LopmiLd
9minshsap (Setting and tacking of a Tee joint)
(Fig 1)

Fig 161 1119 && HFHEpsHGlenr_ulled 92° uflsd
et S0 HTeT )y SWTHHmer  CFTE 5
QLG LD. QauelBLomearens LpedT Fnl' 19 Gui

eoLng gevrar 92° ufletr Gleusv(® CFridalii’ 1
Q)_1b GefTdFFwimed THLIRILD F(hdbHdFlewar Fiil
Qa1 5 AHILD.

110/120 _9ytbi'1siv Glewevrg i LBlesTGavrri’ 1 gGlestleh
wHpmitb 315 0.5 N1 G&H@ LbHwms
Uil MS  erevdil grevet LiweTL(RSS T

74 Fed) & orip: Geuevr_ri (NSQF: Revised 2022) Liufin&) 1.2.19



@) ewewnt iy sefl eerer ()h  (Lpe» et s aerflevT e
sl (hgHevar Cr_dGlaecv(®h GFuiie/Lb.

Fig 1

92°

TACK WELDING

WL20N1219J1

SETTING AND TACKING A TEE JOINT

Courr auewgdh@Ld BeTnTsH 2 comh o Cr_d O\FuI s
2 MGG sHa b, CL_&&n GlFws Ipg ‘T
@)ewewri 19651 sppmGlevewriiens LIMGHTSHS560.
T dlevewl’ Qewenriitfiener 6leevig ki
@FuIzsev (Welding a ‘T’ fillet joint)

LIhFem s Hlevevullevmet aumi1s%med GCLimed 2 6irer
@)ewewriy LiwenieiTen sT@Lb. (Fig 2)

WL20N1219J2

@ sEHSHET  FwwTs 2ephgH  45°
CaredFnd@& 6Tevdh gmkh 2 HeNumsHa b
wpmitb 80° CamewrgGed pevew 2 Cevrs
oa1(hl(heuaVIh@ CFHTessT(h) Uy 2 HNUTS (Q)(HHSLD.
Grest papLd CoussGlenesrd Glwmess(h) ©lauevLg i
Carign@ Cwed Osmr_m&G whpmid Ceurr
261(H(HUIGHHTHAYLD FTTET 2 6HDBeYIHHTHGLD
ST T S5GIewer O\HTEET(h) QUTa LD,

Courre L1119 & &) 051 (15 [ i 61V 6V 1T &) 65 GoT
WPPUSIDTSH BEGUSDGLD e ullerr 6D
2GS g Aelellpbg ver®) 2L Lj&aIHeT
& e» m U9 6 GoT @ [J T LD G QLI BmH &b
QFu I 1LI(HFGSTDGT.

AP s LUSFHSGDG LISHD 2a1FD (LpewmUIleD
et mi aupBev Cauessr(Hib. (Fig 3) 10 LAl.L5 Glevd
eraih@Ld afellb 9jHevsHleneu b O)HT(HdaHe0
Qeuai @b,

Caurr

9885 T ga®

CarewrdGHewarCus Ligminfldsed Gareser HLb.

Ly e mHaHTH

Q@)geseor_mib L9 elestihFHTa LiweTLIBhSS W 2G5
B LgGHewer  LweTLI(hSE 6T DT H
v eurerens 10 .ibsh@ Gempeaumer Gevd
WD

Qevh ST @) (5% @G Lo wi T &t T 60

9LiLig efewer CFirdabayLb.

APLY-QUTS eLpl L1t" 1 1119 @IGHGT (LP(LP&U BILDIT T
F & & LD QFuIHe./ DY GT LT &L 1§ 6 6T
FSATLILISDHTH GlUeDLY GO (Lp 6w 6T H6if) 6V GIT 6T
Q) sgafled  eTwHLgr®h  of @l ki & ew e
Boigsejb. U] ey  Grgsd
GOy L_Mever LTS GlFdiwieyLb.

ooLflevevr” Glewevig emerr LIMGFTHGEHeyLd (In-
spection of fillet weld)

Oeuebig 6tr arGeumh L1GHgEler GLoeyierer
Qev&0leVhE FLOLOTHALD LOHMILD 0oL N6V6VL 19 65T
DM@y LOHMILD FHAWTET @G @I, &eDDH6T
wireyLb oorfevevr’ Glasebig esfled LIMGCFTHdHHa LD.

Fig 3
LINE OF WELD

SIDE TO SIDE
WEAVING
MOTION

COVERING
BEAD

WL20N1219J3
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525 & erib (CG & M) LuH& 1.2.20
OGeusvr_ri (Welder) - Lipplewewriiesr mismishasbigen (Welding Techniques)

2.0 L6l.6 MS g1 enr_ LIBhSens FHlenevullev Glararf] cpenev @)ememTLILITS ooLllevevL’
(epemev Blyriy) Geuesv@® GlFuizsev (1F) - (OAW - 05) (Open corner joint on MS sheet 2mm
in flat position) (1F) - (OAW - 05)

Crragsmiser: @uiuinFuier wpgeied Hriiser OGlin Geueriy w FmerHeir

s uFLIL_SBHeTLIg @Tem SWTi G\FuIHev

* uflbgiewgssiiul’_ 1L Garr @ent_GeuaflujL_c1 Garemevenrw yewing g GL_& Garecv® GFuIged

s gflwmest Blgligyd &bl , pTFev 9eney wHpmib Hluyl gev (1Gerid Cibo)%®B) e

* @ iuss mil U gpewpenrwls LweTL(hSS) @)eentiienL Gelcw® G\FuIsHev

* QenevBOeTL e (Bmhs apedev Qeewtlient) &HSHip OFuIgl, Gl GeDLITHHET
&S5 Yuie) GFuige.

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=0S TIVE
JEF @ IN FLAT POSITION (1F) - (OAW-05) oot Mo, WA ionce
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Geuemevuilest auflems (Job sequence)

Qevenr sl Gauahrigw &5 0H) e 6t
Meflbrjsemar el uirr GQFuiieLb.
SHBHHE®T 9ewauehd:Hen_CGu 90° CsHmewtLb
<ELOUYLD LILG UITH SIS CLPEOGV (Q)eHeuTLILITS,
MefltbysensFewr_GCuw 1.50005 GEymes
@)ev_GleuerlijL_atr 9jenLndHaeyLb.

BTH erever 580 OUITHSBe . ()T ese(h)
UMW SaH@EnsGHD 0.15 §&) / GFL5? 9)ipdhsHLb
<9|GOLDSH@LD.

1.6 U5 il L _qperer ccms grewL_ g
1 OF QLT

GTGUGVIT  LIMGIHTLIL] DU %HGUGH %6 AT UJLD
9 el w ey Lb. GlarevLg b & IT & &) 61T 61V
LG LI(h1 % H@LD.

shBlewevd SLilpbens 9IS He LD,
defltbewrs 2 (hd& Hlrliyd Hibifleow
Cerliuger epeib @ enewtlitier ()
Camiguiieyib wHFuleyib Cr_& Gared(®
QFuweyLb.

@ewentliyd e Bsaflesr Filwmer Gpir
sarenedws L ewyg s ETwr  ©)%mes(h
CFrrldsayib. CL_d@GHEemer &&Hid OFUILIGYLD.
CapewmeuliLi’ 1 med om) ojewioey OIFUILIGYLD.

et & gpUBMDSH ST
SU191pIb 1S FlDL S GHLD 2 (hShHS
Cs4555 0@ Qe Guw 1 wpspev 1.5
LO) LB Q4 & [J Q) ow LG euerfl e wi L
ugmomdsan. Garr 2 (hkhHe H6TE
BenL_OGLp & Cammev B L1 (LpeomemuIL
LwesT LIS H@LD.

Qarcverl_ 2 wiids 2 (h&Hd CHdhdd B 6o
Gev @rsHHew CsemeusdsGamur Byl
2 Gowrsgems G&FidseLb.

Fhlwmer 2aB)(HeueVIL_6T FHMI H
auLg L't LiLg emeull GILIW, B&HTey af &b 56T

Yaremanujtp, Hlgriy 2 Gwmsid
G&ritiuemBuLp & (b i1 &) G o7 L1 1|
@FuIweyLb.

Qaeautitng saTBosmarts 1919 &H L
&oBFHemar (Tongs) LiwiesTLI(hS HeyLD.

Crg Qi1 Qenewriienrs ©lausvry b
Goewr_ 155 LIhHes Hlenevuiled eneud:Ha/LD.

LGerm  ewuliewiiud  Blrligyds  SHbLiewuiu b
Qeusv® Cami’ 19 pa@ wpempGus 60° wpspeh 70°
aueny Lopmitd 30° (LpgHev 40° eueny CaHimestdGleh
@) hs@LbLig 1 1919 FFeyb.  (Q)enewt LI
QLIS (LpewaTuledl(hh s Geusv(®) GlFuiuis
BIQUBISH@ LD, QLIS B 11 (LPEODEOUIL]
LGTLI(hSE) @) LILISHLOTS BFHTSHIHLD.

Qevewriier euewg C&Hmig  pemaruilaed,
@lliLeTergens Hliniw 9ng Gleusvig ki
OFdieuens bl midsHeLb.

Srilflipibens 9w s  BTHMWS
@afreildsayb. L1IGeTT ewLlienrs LG TLomesT
Q)_5Fe> waudHayLD.

Oaucd® OFinlI’ I @)enewTlienLl FbsbLb
Oaiigl Gipd @PlSsaUsET GUISSHI 24iIo
OFuIwIeyLb.

Fomer  eurfl g eudHIL T  Filwimes
QETeOTEL_& SHTh DL _GT Tnlg Wl Fhn)
GNUTET LILG @

Gmest 9)FH6ULD Lop MILD 2 wiTLD O\HTESTL LIl @
Qemewriifetr o miLidssFlew CauhdsH&leD
Lig edlest Fmer 2en(p(meuey (Courm 2 (HE&Hm6eVS
CININEN

Ggf & erip: @auevr_ri (NSQF: flewev -4) LiuiH& 1.2.21 L4



Smesr auflems (Skill sequence)

L®&Gms FHlenevullev Fmbs cpemevgenet QementssHev (Open corner joint in flat

position)

CBIaESHBISET: Q)5 2 BIKEHGEG 2 5Ha/als

* LRSS HlanevdsTs Geual papamew @enariiy Geuevy enet SwiTi OCFuIHe.

&F 57 erflLbLa@nL_ctt Hwimfldsiii 1 Ceuenevd
SIFTHSwer CHTewr FL L LD eLpeULD  HITHIG)
Fiwmer plenevuiled jewipdhsHeayib. (Fig 1)

/ TACK WELD

Fig 1

1.5mm

WL20N1220H1

ROOT GAP

Friwmer  @evr_Oeuaflsafley, Filwmear Gasemev
auflens  pewpeowls Lissrpy) 1.5 B Ceurr
Q)evr_Gleuariluy_ctr Hiesrhisever Gr_d Gleausb()
O FuIwIeyLb.

Cr_g QFunuc'in’ 1 siessthweresr GpiT HeTenLoemiLs
Crrgldsayb. CHewauliil’ L me) oM eOLOG
OFuneb. L evyg evOSBTWT  LIWIGTLI(HS S LD.
(Fig2)

Fig 2
CHECK ALIGNMENT
WITH TRYSQUARE

TRY SQUARE

T AT T ETeT
N |

TACK WELD

WL20N1220H2

BwbD cpemev QYWeRTLILITS 2 (& Oeuevig ki
G#Fuigev (Fusion welding on open corner joint)

- &gmer Filwmer  Ceurr

L9 &)L _6y/LD
oen(h(meueyIL_e0/LD, LICeTTenLILIeHLILLD BT
sibLleowub Frilwmer Blevevuiled LI doHeyLb.

(Figs 3 Lop) mytb 4)

Fig 3

WELD LINE

WL20N1220H3

Fig 4

ROD
NOZZLE

45° 45°

APPR 1.5mm DISTANCE
BETWEEN

CONE AND ROOT

WL20N1220H4

- wpup 2aBpaudd Heovi das, & Gamred
2 (hUTSH S HIL_66T IGMDL ST 2 (hdbaLD
(Fig5)

- sa@saflesr Coev ofleflibyser &HoTH
2 (KHTLOGY QLIS 2 Mm% GlFUia L.

S eLpenev Glausb(h) GlFunii’ 1 @)enewTiienL

Gips@Plssmas GPISS Ui GFua)Lb.

78 @) & erip: Geusvr_ri (NSQF: Revised 2022) Liufn& 1.2.20



Fig 5

KEY HOLE

WL20N1220H5

Fig 6

FINISHED WELD SIDE

WL20N1220H6

- Qaeb@® OFuiwii’ . @evewriienL
PP BHILDT S FdHLD G FU1% L@, Frilwmes G
SGTEOLD LOHMILD  FAwTesT  261(R)(HeY eV 5T
2 GITer LILg &X6ST FTITeI HGSTEOLD,

- Fgrer 9jenev el QULy QULD, FLD 9FH6eVD HIL_GWLD
2wWrSHSHIL_eyib 2 erer Ly e (Fig6)

- g GNeuTer Ly e , QenentLifed Glasv()
oen(h)(peued (Fig 7)

Fig 7

CORRECT PENETRATION
(1.5MM)

SLIGHT CONVEX
BEAD CONTOUR

WL20N1220H7

Pgf & erib: Qeuevi_ri (NSQF: Revised 2022) LiufH& 1.2.20
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F)e8) & erib (CG & M) LuH@ 1.2.21
Gleusvr i (Welder) - Limmlewewsti'itfeor miswnidsmisen (Welding Techniques)

LIBFens Hlewevullev 10 h.b FarHBHev MS H&HL 19 651 Crosd odLfevevr’ Gevrl
@)emawriiy (1F) -(SMAW - 05) (Fillet lap joint on MS plate 10mm thick in flat position) (1F) -
(SMAW - 05)

Crragsmiser: @uiuinFuier wpgeied Hriiser OGlin Geueriy w FmerHeir

« @rilewr jemailn@ euruy Gl HBHevenest LIWGTLI(HSD) 56T (H)FHH6IT
swri CFuIsHe
* @b wpawersmarujo GrL_g Gerev® GFuig opmip Gevls r
QTN HFBF®ET I LOEFEA LD Scan the QR Code to view
« Qauevg BERH&TH LBF®S Hlavevuler Gevrt @)emenriifefley maudamayip he video for this exercise
« Flwresr jenaln@ Q)ewewtiitiev 1pig ey aphlseme OCFuUIgev

* gemwpaemar CopuLygLitfer Gatevig enest LINGCFTHSH LoHMID FHHHD OFUIFH6v.

10
2 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 THICK IN | 'O-F°ACE™ TIME
@ EL FLAT POSITION (1F)-(SMAW-05) ot
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Geuemevuilest auflems (Job sequence)

« UL _GHeTLIg. aurw) Glas (hHeOesT eLpeuLb
BHL" 19 65T Hl6vsT(hHener GeuL’ 1 _aLb.

* FHTSHDHTSH QhIFHe6rT Ui GlauL’ (HHevaneT
0060 L160)AI Q)FUILIGLD.

o et reflenerd Gsmes(h Coprigiienest
FS5sHb  QaFuig wHpmib NG mFHeer

Glewgavsrig i OV Fu Gy Lb.

© aeguL SFleriig  Gevll  (@)enewtiiiener
& (Bl &) 60 6307 L1 L1 % 1) (& 51 GOT (B) & &W GIT
<9|GOLDSH@LD.

- DC QupHrwrs  @eplifer, DCEN
Quimeuril’ 19 ewest CairB0)%(HdSHeLD.

T Lyeypaflenst eoeids Lommid Gk
Camiofenesrd; G&messr(h) sVeVTHWGT [hdbdHeyLb.
Cousmevuilenest  HTdH&GHUSDG FHHSHuilencrLs
LGS T LI(h1 S H@LD.

ST HeM 6T  LITHSTLNDHTS G
FH6ET 68T LY UG 6DEsT D6suilticyLD.

150 - 160 <2 LD L1670 GlauevLg b
BlesrGarri’_1_SGlesfled 40 1Bl i’ 1 gGlestlev
WBlgoms  LyFrial’ L MS  erevdil’ i eneurd
Qaretr® ofalld Gomayesfled (LpLg 6ums
eLp(HBeVletT Litg eflemest CaFrrdHeb.

LITSISTLIL] QYeHL_SHeneT 26wl uiafLb.

© @) peersEnd@Lb GL_d Gleusb® G)FuiwiayLb.

© UBss Blanevuisyier Gevls (Q)emewtLiener
<9|GOLDSH@LD.

« 100 - 110 9yibrisiv LhlesTGermi’ 1_gGlevsflsd 3.15
Bl 1L $Flev gomasls sl MS
6TeVSL" [11TLg ewarTds O)%Tesst(h) Caurriiig eleneard
CarrdsHaLb.

Qouevig i G&HmL 1y eofled 80° emoud Hi
wHmip dLwewr &mriermey 45°
G & 1687 S B D& 6T6VEL_[JITLY GO 66U F)
2 MISLIBSBH S5 C&TeTaTayLD.

Simesr auflems (Skill sequence)

e@psd  Blois sl b S
sl 1ger GuerTer @rdHeersd

ST HEHLD.

AP(LPU HILDTH Frds LD GVFU'I i LD MILD (LPLY-GUITGHT
1119 v leON (B &I 6TVGVITEHIHET [hdHaLD.

ooLflevevr’ ojarallemest LIMGFTHIILISDHS
Qarev® Cagdlemerrts LiwesTLI(hSBeLD.

9jerey LopmiLd Croprig i est Gewmasenar Gevr's
ooLflebeur” GlauebLg emeeT LiwieLI(BdSHeLD.

L®ses Blemevuilev Gavrt ooLflevev (Q)emewriiy (Fillet joint in flat position)

ChTsaBEIST. Q)5 2 BIKEHSG 250/l

* LRSS Hlancvulley Cavrs diiflevev @ emamriiier Geusviy D& Swri GlFuigey.

Gowtr Q@ewewrtiewn GL_&& b o miid
Q@& 19k GFuiksev (Setting and taking the lap
joint) (Fig 1)

25 181151° 1_rfleb spettilest GLoch cpedTHlewast eoaud S
Cevrs @Q)ewemtLilenar 9jenLnd 60,

sHbHaflesr FardBng anu gar Gevll
NSGSWITFLOTHGUITLD.

Q@)p wpemerHEns@d GL_d Geausb® GlFuiwaLb.
(Fig 1)

Fig 1

SETTING TACKING A LAP JOINT.

WL20N1221H1
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Friwms HhH1b GlFunuciin’ 1 @)resr® Cevli b
Copuigiin) oHmiLd eoeusHeT et )id0)HTesT M)
Frilwims QGmL_iry () & T GBST L 5 GO GoT
2 ISLILIBSGS GlHTETTaLD.

120 oyibtisiv 1Bles1Germi’ 1 gGleslsd 315055 MS

6TeVGL_TTenard Oamesst(h) Cr_&&lk GlFuiwieyLb.
Camewr uirewartl LweTLBSSH LIHIemS
Blevevuiled eweud g () 6wt LIS D ST T 6%
9L e Lb. (Fig 2)

/i

TRAVEL ANGLE

ANGLE IRON
SUPPORT

WL20N1221H2

Lu@aEmas  BHawulew Gevrr odrfevevr
Qewewriifenet Geusvig i GFuise (Welding
the lap fillet joint in flat position)

100 - 110 —gyibiisiv LolesrGavrri’ 1_g&led 3.5 LO).L5
Blsoms sl 1 MS eTeudl’ [7Tig 65T eLpevLh
Gourr's Lig efewesrd CFrdspev.

Olaucv(B) (Lp&hiHEhHGenL_uled 45° Lop mib Gleucvi(R)
Cami’ 19 esfleb 80° Camewr S M@, LigmLoMsaev (Fig
2)

Courr 16 Lievfl LG 7 g 6b7 Lo myLb G 7T Go1
2 ONSNVIFHG CFHTET(H) Uy ST TSHFenaeT

LI T BH6V.

TG gam®h USESEHDGH LUEHSLD

BFHHBHVTET H6d)T D D6V

CeurriiLig eflewest AppausIoms FHdplb GlFuI s
LopmILh 19-svveuT&lenet GlFuia Lb.

160 gytbrisiv LllesrGermi’ 1_g&lev Lopmith 4 LO).L5
A1 5B

6T GV L' [T T L GO GUT &

Blsoms sl MS

Oamer(h  (LPLgUTSH
eLpL_L1LIR&STDSHewet CFirdoHayLb.

BT L GG 25458 < YHHWLTH
GTGUSL [JITLY 68T LIGHSFDEH LIGSHLD [BAH(hBHEVEHGHT
QFTHHHS Fnl T ).
Courmr g el el H & LTRSS 1
6T6V& L 7TLg 681 CHmessrdewsCus LiwiesTLI(hD HIFH60
Gauessr(B)Lb.

Goev @rs5Flert GLocy 9yidh&Glenet hlenev
B mid B BT 9 )LD F) F & T LGV
2mppw@ear  HYisF 55 1q 6
Cuagisrer @udhfoear 20555

Q& TG LD.

i Camioflenerd Gl&Hmess(h) 6V6VIT & 6w 6T
b&H@LD.

sivie 6b Ut LTayaflenetd; Glaress(h GlasLy enesr
& HLD OIFUNLIGLD.

Gevr ooLflsbevr’ Glewevrg enest LIMGFTSHS &) LoH miLb
2 MISLILIBSGHS Glmmerereab. (Fig 3)

Flg 3 CORRECT SIZE FILLET
WITHOUT MELTING OFF EDGE

AND EQUAL LEG LENGTH

INSPECTION OF LAP FILLET WELD

WL20N1221H3

- Ala @b OGwEHGe BHerib FLOOTSH
QLIPS 560

— sa’ g6t Goed grmiseisy 2 emmuwimioCGevGus
Blest mi ilBgeb.

82 F@h & erip: Geuevr i (NSQF: Revised 2022) Liufn&) 1.2.21



§g & erib (CG & M) LudH& 1.2.22
OGeusvr_ri (Welder) - Lippleneser'iL9er B1sw0) 5 %5156

20 1O M.S. s L LBG®S Blewevuilev ‘T’ @QewmewT iLITS oolflever (cLpemev
Blgliy) Gercv® GFuigsev (1F)- (OAW-06) (Fillet weld ‘T’ joint M.S. sheet 2.0 mm in flat
position) (1F) - (OAW- 06)

Crragasmigser: QuilnFuler wprgeled Hruser Gm Cealetriy i Fmeraeir Eﬁﬁam

c uegLIL_SHeTLIg @Temit SwTi ClFuIHev e

« @renLl emind Hl GL_d Oeuevr GlFuIFHev -

« evevri ga® pmidb pTHRev Cspriey GFUISHe [w]

c LU@BSmE BHlemevullev @Temrr Geusv® GFuIFHev Scan the QR Code to view

the video for this exercise

+ Gausvemt_ (weld ment) #5510 OFui s uiey GFUIge.

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 0.5 TIVE
@ EF FLAT POSITION (1F)-(OAW-06)
CODE NO. WL20N1222E1
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Qeuemevullest aurflemns (Job sequence)

o CorewedsHTest FiHsT(hHeOaT GUeHTLIL_SFIGHTLILG
SWITHSHEH@LD.

« Qasev® OaFunulin . Geuesirig ur HH(HSHer6sr

LTLLS®TULD, GQIHBIGEETU[LD & & SLD
QFuwIeyLD.
c Qauevigm  Cwewr 55 SHEHF®arT

Q)eweTLILITS 9eDLDSSH@LD.

o QFhigd S TS0 1§ sTVOIHTILIT GC)FHTe8T(R)
FALILITITS B LD.

© LTHSTLIL] YewflgHeveTaenarud ©GeicLg ki
LIT B FHTLIL S FHEESTGOTITLY GOUILLD DJGBTLLIGYLD.

« Gazsiv Glauebig i LIGTTETL WL 9JeDLOGHG LD,
BTH eTevsr 5g GLITHSSBe LD, (@)T 68T ()
QUITWSHSHG@HGGHLD Y(Lpddens 015 &&) / Gl 152
& DOLDEHALD.

« pGBleevs SLiSlipLbents jenLoddeyLb. 1.6LEL5
ccms ga®k  O&sreaw® () ewewt LS
wpewersHefleb ohFuleyd Cr_& GeusL(®
QFuIwIeyLD.

© Qevewri et Gpirgestenioanis Lewy sivQHTILIT
Qs ey CoFm&d:saLb.

c CLg OQeuwiiul . uGHow SHSSHLD
QFuieb. Ceuenevenws Groenr L5 & LIRS0
Blewevuileh eeud:;dHa/Lb.

© @ tnide w1 penpulled Glewevig b GlFunLIG
SIUBIFHeD. () 6w ewer 1L 6tr
(LPEMGTEOI 2 (hdHHELD.

QIGULILIS

Gmesr aurflemns (Skill sequence)

« Qerev® OeFuiwii . Ceussig w LGS eous
2 ((h$FHaLb. (Flewl oL’ L (pDT&T LDHMILD
QBEHGHFHTHT HHHH®AT FID D GTAUTS)
@)ewewriiLied odLfsbevr’ Glaueb(® 2 (heuT@GLD
g 2 & s CHbadbGlev Blrriydh sibilevws
@)_ayLb.

o Fflwres pare) Ceusid LTTLoMdse b, Ermest
Qeueb® LIy ey 2 @heuT@Hb g L1Cerm

Byl s

&® LI LI6® LI LD FLbLI e usuyLb

GNSBUITGT@LD.

+ Qaeuebig et @ muGlulled & LHLILIGT T G em S
gl , &%) G837 L1 1.9) 65T LI5S
Hw Opa L9
wpevaruiley Glewsbent bl midHa L.

© SUpbev QT HH@LD, [HTFH VS
Gaflraldsayn. L1Garm eoLlienls 956
Q)L _SBHe) eoaudHayLD.

+ Olauev(® GloetT” 6oL FdhHLb O)FUIF oo febevL’
Oleuavig e GPUTHFET SGPSH 9 Uiay
OFuIweyLb.

LITITED6N (LPGULDTGST QfUIGY

« Fhm & eugeub, FTIET 9%H6eVLD, FTTEI
2emev aurfl augeud YFwear Hevev Glared(h)
g eead GPldGlerper. oyasp Geur’ (b
Qevevrs,
siewarwpn Oearcd(BHHET BV &I LDT 6T

Cuewre @eerg mesr

Oleusbenr 2 mIFIT LIHD HILD.

« Guayib vps, Q)enewtiibesr 1omiLidhsdEleD
Geusv(®) GFuIwIaLD.

L®sGems Hlenevullev 2.00 Lhl.f MS afi’ 196t Gosv ‘T @ememriitiley odLilevevr’
Gleusv(® Glxuigsev (Fillet weld ‘T’ joint on MS sheet 2.00mm in flat position)

CBIaESHBISET: Q) FH 2 BIKEHGE 2 5Ha/alF

* U@Gs Blaneuilev 2.00L6).L5 MS afii’ 19 61 GLosv ‘T’ @)ewentiitiiD@ ooLilevev . Glarev® Huimri

QFuISH6v.

T oofl6bevr’ @)ewewriiLseir, Glgmiflevshisertey
LITeUGVTSHLT LIIGTLI(HSSLT LIBHGIGT DG, (2(HT6v B
DY ST FL I FHL1L_WLOLILSHGT 61658 0)esoTi]
opmitd Hesstest i GlHmeTHevesTHarfleir OB(B%H G
STBIGSHET, LoD I Q)BT HL_(Hlomer Ceuenevseir
LpHONLIEHEUSHEMIGV LILIGHT LI(BSHLILI(H G5 D6T.)

@) a1 Gomhs afliby swmmiiy G&mer_
F&FHTLOTET (Q)e0ewTLILITGLD. erTed Glauedr T
Filwmer LulH& 6 messtig (b5 mo 6w T Ll
@DUT(H&HafeTY) (FLoLODD HT6L BHETLD, HHLD
Qe B wosSlwer) Geaev® G Fuicu
HL9 GOTLDITGUT BT GLD.
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Gaurr 2ar(h(haued LPLPEDLOWTTHTH () (h5%S
CGauasrhib. 9y Ol B HeAmdheHlii
Gauessr(pLb.

CouemevE&HTaT  HIGOT(HFHHGT 960 LD B YLD
& miumplemesriiy GFuiseip (Setting and taking
the job pieces): g (hsenar Glaevig i Croenr
155 T Q)enewTLILITS 9JeOLDSSHLD.

BITT(HHOGT SHThIGHAT O\ HTeOT(h HTHIG 2 Ml

emevuiev Liig Saxayib. (Fig 1).
Lg-$5Hay

Fig 1
SUPPORT

TEE JOINTIN
POSITION
FOR TACK
WELDING

/

WL20N1222H1

OBH%SHS HiwT(®h), Hewil 1oL’ 1 g 68T (HL_6oT
OFh@Gdh STHD  @ewewruydb LIS uded
@)evL_Oauaflulerdlujb 2 6rerBm Tl 2 MG
Q&1 515 OSHTGTETGLD.

OaFbighd Hd HeaTamwemws g o) &M
O ressr(h) CoFm&d:saLb.

Q)ewenT1965T (b LI%HSFIeD, @)enewti e ()

wpeoarseflen CL g OGeasv® OFuiweLb.
(Fig 2)

Fig 2

TACK

0

WL20N1222H2

TACK WELDING A TEE JOINT

LBSens Blewevullev ovorflevevr’ T @)emewotiicn Lt
Glouev® GFuimsev (Welding of fillet ‘T’ joint in flat
position) (Fig 3)

CLsg Qeuuliu’ 1 @enewrliens LGGems
Blevevulled FrTuIdsH ews HThisdF GlFul s
emeudhsHayLb. (Fig 3)

Fig 3

BLOWPIPE

6

‘%\/

30°-40°

45°

WL20N1222H3

Q)ewewr et aewliLigs pevaruiey CrL_&
Ooucvenr_ujid Hru1 2 CeUTHSHBUILD D (HEHeUSHGHT
eLpevLh 2 (& CadhaLh 2 (haurTss GleuevLy hIcnsd
Slumsa . Basreyds Csmil g hae 60°-70°
CarewrgGlev LiIGarmenLilienriub, 30° 1psHed 40°
G & 11 ewe1 & &) 6V Bl SLb L9 6w wuyLb
ISP (hISHLD. (Q)enewnTi 16T @)1 LITLIL|HEHI:S,
Blewr_Gui 45° CamergHev L1GarmeniiiLyib
Blrligygasiuyd 19g Sscin . Ceusss(Bb. @)
Gourr 2en(ppaueney 2 MG LIRS SHib. 2 (HEHWI
2 Cvrsdwsd Fmipbs Crrsdd (Q)Ter®
SIST(RHGBHLD FLOLDTSH 2 (hGHFHGSTDGTUT — 6T60T
2 MG LIBSF S C\ETeTeTa LD. ST (HHET FT TS
2 & flevewaGuicipmed L1Cermew st esr
Camewmrdens wTHDajDd. 2 (hghd CHbsLb
2 (huTeTeyL 6T , Blylindh sllevw o HmGHd
Cada55)6T ewLowibFled @) ayib. HLiLpLbLIHE
(LiGerm ewult) FDmy LSS Tl (B QUUISHLPLD,
Blrigyg s1o198@ Sev_etr Guiretrm (@)uidhsepLb
ST QLD.

Ceurrlig@uileid @)ress(®) sHBHerflevib Fiymer

oen(p(HeUeneVLs GILIDeYLD, FLOKHTEV hemLd G)HTeBTL
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ooLflebeur’ Glewevewt 1 Gpeytb, L1IGemT eIl

woHmitb Hyliyd swifuier paie) of sHans

FMSHHL_L_@LD.

umriemed epeviloTest puiey (Visual inspection)

(Fig 4)

Qarcv® Olerl ewr_ FdbHd OFUIH Hipd

GPILII_(HeTerenaisener 9yuie) OFuILeLb.

- Gpmer Qarcb® arey oHMID LiLg 6 6dT
aigaib. (GFfley wHMID @ig aitb FhHm)
&euTs Q) BLILIHS)

— F10 &1V [herid, Geuebrg et LITSH (LpeweTuiled
951D Glaul” (h [@)ebevTLoed (@)(HdHev.

— BT FHeDaTd ST (Q)eD6UTEnLD LM MILD
Groeuioiray (@)ssTemLo.

86 F@h & erip: Gleuevr i (NSQF: Revised 2022) Liufin&) 1.2.22

Fig 4

SLIGHTLY
CONVEX

NO UNDER
cuTt

WL20N1222H4




g8 & erib (CG & M) LuH& 1.2.23

OGeusvr_ri (Welder) - Lipplemewriiesr miewmishambisen (Welding Techniques)

Lu®FHema Blewevullev 10 6.6 sHer MS saL 196t Grosv Gleuardlepemevullem cor
Q@)emaewr s Hev (1F) - (SWAW - 06) (Open corner joint on MS plate 10 mm thick in flat position)

(1F) - (SWAW - 06)

Crragasmigser: QuilnFuler wprgeled Hruser Gm Cealetriy i Fmeraeir
* Goearwmer opl @enr_Gleuafluj_er LIS Hlewevuiled
SHL_1Q OGS 9GOLDI 6V

© BTy T @)H (pevarsaflin GL_& Gearevl GFuigev

& G'Q—H)OITQ”’_.GBT eHL— Jmmm_ ey '@&u:lg,d) L. Scan the QR Code to view
« Fgmest seudm Gevweng af il CLpeVLD LILG &) @JIUQ)GU the video for this exercise
* $G8ym_ FerTib LHMID 2e1(H(HeI @)ewenTL Iy uiey GlFUISHG.

2 50ISF10 - 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 TOLERANCE =1 TIME
JEF @ IN FLAT POSITION (1F)-(SMAW-06)
CODE NO. WL20N1223E1
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Qeuemevullest aurflemns (Job sequence)

cuengLIL_ jeredletr Lig Cauemevd %HaHHEaT
ST GFUIH6D.

SaBFeer GLopLITLiL|FeT oH b @)enewri i
RUIBIGEGTUILD F:GLD O\FUIFHeD.

Carewr et gfldhGlenerd G%HTesr(® Glaerf
ppevew QemenTLILISH@ 2.5 0.5 e
@)ovr_Gleua 2161 HHHFHENT eNLDSSHaLD.

D.C OgearGri r Mener o Qs

L& Gearmevy DCEN  Qumevmfli g emeur
i OF QLN

21" 1155 @evewT TG @ _s&lsv 110 - 110
9blisiv 18l Ganrri’ L_gGled ommib 3 - 15
BLs AL gHlev blgoms Ll L MS
TG gy enerd O&Teur(h) Q)evenTliLs
s@T B sefler Q) poersafleyd Gr_s
QFuweyLb.
9| W 6T & B/ LIT&HIHTLIL 2 6ML_%6»6T
Syellaflb g 2 mHGML HOL LGS S
pepuilever FRwms  LIwedT Li(h D B 6D
Gauessr(plLb.

Caewarliiil 1 mev CL_g@sar,
Cardgaliuc 1_gewer LMCFTHSH LoH miLb
om CFrinfencrd GFuiwiaLb.

Lhdens Hlevevuiled @ewriifener ©lalsdrg i
GroengFulest GLoeh _9jewLDT:H6LD.

wpp 2Gevrs 2e1(Rheued G mIGUSDHTSH

Lo myLb g G am i S 6m Gar Caird i
aralewent il d@&Ger  Caurlitig ¢fl e er
CarrdsHaLb.

sveuTElenear &b OFuIg  LOHMILD

GourrLig eflewertu b Faoib GFu1s) Lopmib Ceurr
oan(p(pheuenev LIMGFTSH%:HaLD.

1.6 0.6 2wyghFPnsaE & geyesr
2ear(H(haued @)GVEVTLOG) () (HLILIS 6N 6T
2 MIGILIGBSBd: & TeTaTeyLD.

88

CapewauriLig et Capuis & opmitb CeurrLirg afed
wpHsSGevet Fil GlFUI1%H6L.

4 1015 1 _qperer Bigunpd Casmi (b
(coated) MS erevd L’ gmig ewer 160 _9yibi'ieiv
1Blest Gesrm i1 & &b O e eb g b1 & 6w 6T
9|GOLDSHFHELD.

4 1615 e 1L TS [JiTLg 696t LIweSTLI(hE)
A& ewev gy amawimer 6 Feb e a6
Geurrtiig afi@ CLosd @)yesere_rib Lilg eflenet
sTals Qe Qent_ulled cestmeir GLosd
parnrs CFrdse Ceuesst(BLb.

TSI Geon Q)pLiber, @)ewl @)ent ulsd
Carirdsiiud 1 gewar OTESEHIDTE FdbSHLD
QFUIg oHMID GHedDHT LITCFTEH B0 LD.
@GeopgHener Fifl GFuI% lL_eayLb.

Qe _meug Gardensd@ LweT®RSSW
g Cu afeflir Comeayuefley opmib (LpesT
rGMGu 2 erer llestCermi’ 1 9yewioLiLy
TG TTH Q)eweusarTayh LGTLI(h S
Glousb(®H) YTID& (LPLG-QUTESTLT LILg G en6Td
CFrrdhsaLb.

LfGaFrgemerdasrs pLgaumer Gevwrflener

F&HLD OlFUILIGLD.

eLpeDGL 0oL feveVL” Glaueig ewert LIMGFTESSHa/LD.

- gflwmer 7 @)erooGLimrevGlinedrig H &
Lopmith Frrareupplb@Ld Blevev blmishSs
Q)& TGITETGLD.

- Qeued® BLICLIFAeed G rimgmendl ig.,
VT 2L L &Hsev, Fhwppm SOy i,
@auTGeurs (Q)eweuskelr wimayLb ()eVevTLogY/LD
wpmitb Cumgwmearsnp &Crmi g 6br
STLD/ SFHL 19 6T @ThHFlelled 2 emmbH
Curgsed Qaneiwemerd g ()esrm
LI d 5195 QHTETETeLD.
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Smesr auflems (Skill sequence)

SaL_19 61 Goev Geverd) epemevemws swiri GlFuUI Qementdsev (Prepare and make

open corner joint in flat positon)

CBI&GEBISZET: Q)5 2 BIHEHGEG 2 5Ha/ald

c u@BSshlarevuilev 10 O.f FersSHev MS 5L 19 D& G cpeev @)ewewtLitihsTs

Glouevig emesr GFuiwr Hwimi GFuISH6v.

Qarafl epemev @QYeweTIIDG & HL_19 65T
BITBTRF@HHG CL_5&)E emind s (Setting
and tacking plate pieces for open corner joint)

(Fig 1)

Fig 1

&,

T
i
I
|
|
|
|
|
|
|
|
|
|
|
|
(M
i
11l
WL20N1223H1

@)ewewriiietr GlomdssSHled 25 OLEL 1L (hdh@
@eewrwmer  Geaur  Q@enr_Glauerfuyr o
9" 1_cuenewstuiesr Croeyeirer g Crimed Gleuer)
eLpeweY QenenTLILIDG SHBHGT HEHLDSHaLD.
Alflaewl_arseuemerd S HLriBss 87°
Carenrdgled ssbsemer Qe uled dalds
Gouas@ib.

1° L19 D& FTSHTTETLDTS HedT CHTewsTSSH60
aflrfleuenL_&T@Lb.

Ceng ewOsmuwmenerd O &Hmesr® ) edr
@)ewewiL9esT phiGFlenewnTiienis LMGHFTESHaLb.

Alfleuenl_aigemeard &L B LILGBSHBDSG
o asrL_rer LopOWT(H (pewmuimest Ol kG T e
Qe ool NGevMlenerd G Emesr(H  90°
9 LD D B
e _agsmear GHaondsd O FUILIGTLD.

(Fig 3).

G & 1 ewr & &) 60 G & U1 6m & u) 60

100 - 110 —gybiisiv 1hlesrGarmi’ 1 &f SLoTent &
wpmitb 315 1l L gGHefled MS
6TeVL 7171 awarrd; G)hTewT(h) eLpemav (Q)emewstLiLi)er
o I 1155550 GL_d Glausb(h OFUIFH ealbleuT s

20 .5 BearGed Gasliguirs @)
wpoarse@hdh@Gd GCLd Gee@® G FuIged
(Fig 2).

Fig 2

WL20N1223H2

SET UP PLATES AND TACK WELD THE JOINT

Fig 3
TACK WELDS (20mm LONG)

OUTSIDE - CORNER JOINT SETUP, FLAT POSITION

WL20N1223H3

LITSHISTLIL 96500 HeGT 9668 & HILD
el b &l LoMH MILD () 6w 6veT L1 L I 6rf) 65T
& 7 b1 & aif] 6v L0 & & FhHBHLOMTH
Qoriugsmer Blowds Q) HSHF
@FuIweaLp.

ouwiir 9gey wpmib Pk CamioflenesrL

LwGSTLIRSS CL_d@menar FaaLb G\FUI S oH mILb

19 seVIT@& OIFUILIGLD.

GauriLig oflemesr GaFrigaev (Depostion of root run)

ST Lol 1L_Blenevd @ (Q)enenTL I IeneT 9/eLodS60.

GLp D GTAT eLpEn VU QI GT O HEHET 6D 6 S B

CourrLig elewest CFiTGHMaB]...

— 100 - 120 _y1br'1s1v Glawebrq b LBleTSEwTTL 1 S&leh
wpHmib 315 &L MS erevdL Jmig enerrL
LIIGSTLI(h S &I H6V.
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- SP) s GG TS5t LITTLoflg g6,

- Oeusv® G 19 p@er 60° - 70° ufled LopmyLd
9IS R BIHEHSHFIGL_Ull6) 6TeVHL _[TTL) OGO
OFigS5TH Q) HdHHe0 Cauetr(Hlib. (Fig 4)

Fig 4

60°-70° FOR FIRST RUN

70°-80° FOR 2P&3° RUNS

TACK WELD

WL20N1223H4

- wpepeniowimer 2ar(hheusd GlLmieusnH@ CL_db
Garevig hH G G Lo ey 6T o QIO
GG 1 hdb@b )m&Fed FCanmelleneTt ¢ettm)
Carrgaayib. (Fig 5).

Fig 5

3mm DIA.
HOLE

WL20N1223H5

THE KEYHOLE.

- Gpymer Lig eflenest LGRS CalsdGlenesrd
Q&TETH BFH(HhSVGTULD LITTLOM G FH6D
Gouassr(ptb. CourriiLig aflenat (LpLpe HILDIT S
F&HID O FUIGH LoHMILD 261 (R (16 6V I 6H 6T
FHaU6S %S LD.

GourrLig ain@ Grosh CaFridaslii’ 1 gesfley 6Ths

Q@b VGITE LIMTITL 19 HGHLD (R)6VVTHUT NI HbT

QIYEEI

@alOleurn Ly elelin@d Fflwmer Gyl i

Q)mLigeet LT H1d GHTerehse Ceauess(BLb.

epBBelest LiLg aysemer GFridspev (Depostion of
covering layers)

160 —gybifluirreiv Glewsbig i 1olesTGastri’ L& Geb
top mitb 4008115 e 1 t8lgiomer Lyl 1 MS
TS gl LweTL®SSF (@) evTL_Te g
g flewarts CumewGer apHemeusm epBLb
Covwarhenesrd C&FirdaaLb.

SHHFHETGT ()1 CLPEHVHEATIILD D_GOMIULI OIS F)
Lo myLb LIGYT &7 & G) a0 671 G & 6em 6wl T Gor
2 CovragGlenear erevdhl gm®h epevib of ol
Quussgsens CHTHDH CFrdsHaLb.

Fig - 460 sreawlgsuy sl gr®
Carewthisewer Frmer 1OSHWOTRT 9T
beord et Fymer lgiwmer Gelsd G et ch
B&ThE LFTomgssed CearemBLb. LpHedled
epl_tii 1 Gevwirflenest QUOTSBLOTEH 9SG
sVVTH T &HFHIb OFUISD. 96T %
@Geoopsafier Cuwpuglilewer FMf Gl&Fus g
2 WISwTEHGS GHTETeTa LD.

epeTmTeu g Ly eflewerts GLimed (Q)ressri mib

(eprg-ay) eLpib Cevwrflenesr CaFirdsHayLb.

— 160 _gjtb'1siv Glawebrg i L8lesTGevrT’ 1 _1b LoH miLb
4 115 L MS erevdL_im().

— eLPeD6V (Q)eneRTLILIGT LIddhibhIh@hh @ HHEULDTEHT
af i Gromayest G)&HTEHSSH60.

— Fig 4-60 2 6irer & Cuimed 1psHev eLpBlged Cevuwsrr
vweTL®SFw g Cumed 9C% 9Td Berid
Lo My LD 6TGUE L [T T L9 GW GOT 2G5
CaresstSFenert LGB 5560 Carcssr(HLb.

9% 2 CevrsgHaear CFrrliLgsng o0
LI$5560% (B LoppSD@ Felb OFUI6uSDHHTSH
@aIOeUT(H BHTIDEGHLD, LoD MILD HEOUFHET P
Crrib 61(hd &id O)HTEITGBLD.

L9 aysener Fil GlFdiaisn@ Bl misE oHmiLb Lom)
OBTL_hIGHVIGG 2 DIGILIBSSH S CST6TEHHD
QovaiTGib.

FTHTTET GHODWITETH OleUeDLy 65T (LPLY GIT6NT
Covwirr $aL" 19 6T eLPEMGD 2 eHDUITHGHED bl Mid HILb
Curgy Qenes e@&shsl @b GLms ()T mib
AP g seraf] CHemeudHTs 6TeVSHL [TTLY 69 68T
afall GFuicusemest 6T(Hd S5 ©\HTCTISGH TV
QBT  RUBIGET  FPlH 2 6»mau e ().
SO YTHHTeTS TLIGLITSHILD ST
@I BIS6M6D O)FGSTMENL_ILITF).
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epemer  @emenrLiileir ooLflever . Gleuevig HG,
uflGFr S sH6v (Inspection of fillet weld in corner
joint) (Fig 6)

Fig 6 UNIFORM RIPPLES

FINISHED WELD SIDE

WL20N1223H6

©aueL(BHIOILOESTLY GDGYT (LP(LPE HILDITS: FdhbLDT I EHH6D.

90°%:51s BaH(bseter Qe _ulevmer CaHTentdhems
LfCFm &g 560.

Grpaeserl_ Glausb(®) lenevsarlesr eaiGleuTm L1 6
Lig efevet LMGCFTHSH60.

<2/SHGULD LOM MILD

2 wyLb D Fgns Qw6

GasrhmLd QBHEIGWw ewevaeT GLimed
O)LDGSTEOLOWIT 5.

9faTay LP(LPEOLOWITET 05L6D6VLY 6D,
DB SLILILG WITET
QIR (HHGVGVTLOGY.

GarevBLpFHLD

&7 b1 5 61f] 6V
Garsv®

QOSBTL_BIGHBH®D :

LDQ')Q_IL'D
[ EETER)

LGOS T LIS S LD

SFHYILILD

&L 19 651 GLom

LT LI &6IT

GeurrLig @y Lom miLb

S GOL_UWITGT LILg 65T (LpFH6D
epBIBD, LPLG-ITET LiLg @f
Sl g Gwms Q)L gy,
[BGTDITH 2 GOMHEV, JGTL_IT
S @)DEVITLOGY GaUIT
Cevli b (g)ebevrTioed.
D(PSSHLD SH®DRITS
Qwd op it o wit

e s, GO’ 1_flenestL’s
LiTdH% GlFuiseb.

Grmresr Gluiesfll_Cragesr
opmitb LiTHG GlFdiseb.
(Fig 7)

G’ 1 Medl(mb 51
aflev&HBHev

Fig 7

COMPLETE
AND UNIFORM
PENETRATION

BEAD CONTOUR

WL20N1223H7
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F)e8) & erib (CG & M) LuH& 1.2.24
OGeusvr_ri (Welder) - Lipplewewriiesr mismishasbigen (Welding Techniques)

2.0 6.6 MS 311960 LIS Hlanawulled Gevrs corflevevr’” (Crosvriey) (@)emewriiLy
GlFuizmev (1F) - (OAW - 07)(Fillet lap joint on MS sheet 2.0mm in flat position) (1F) - (OAW - 07)

Crragasmiser: QiuinFuier wpgeied Hriiser OGlin Geueriy w FmerHeir
s ueFLIL_SBHeTLIg @TemL SWTi OC\FuIHev
« @l emind sl GL_d Garevl OFuIsHev

« pTFev opmib Hlug' gev L1Gemb 9jemLDSHe»

Scan the QR Code to view
* @reu &S50 CFUIg uIe) OCFUISHe the video for this exercise

* @ ussml U gpepuiley g@remL Garevl G\FuISHe

« Qeucv(H) GHODLITHHEGT FGHTL_1H)FH6V.

150
20
50
2 ISST 50 x 2-150 Fe 310-W 1.2.24
NO.OFF STOCK SIZE SEMI-PRODUCT MATERIAL PROJECT NO. PART NO. EX. NO.
TS FILLET LAP JOINT ON M.S.SHEET 2mm THICK IN TOLERANICEH TIME
EF @ FLAT POSITION (1F)-(OAW-07)
CODE NO. WL20N1224E1
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Geuemevuilest auflems (Job sequence)

« auengLIL_SGletr Lig Carenevenuid suimr G)Fu'g)
RIITBIFEET FrdBHLD OV FuIuwieyLb.

« Oauevrg i Goenr . 155 Cevls @)ewewsriiLims
Couewevenws ojeoLoay G)FUIweyLb.

« Gaxev OQeuedig b LIGTTGTL L YLD B).
BTH6 e1evr 5 g GLIThSG) Qreer(h) cumuys
H@hG@GLb 0.15 &&) / GFL6? 91pssHensd
9WLOSHFHELD.

o CLa&h Qs 1.6 LS i L @peirer cocms
Bloligyg siotleow Caipols(hdH. 2.00 B
A& sibflevws Glauevrg i GFuiug G
OEIQEEINNY

LITSHIFHTLIL] 9|600f)HeVGHT FHeWGIT 96ustlib F)
wpmio CGasiv Glewevig b1 LITSHIHTLIL|S
& GUSTGUOT [TLY GWILT LIWIGT LI(hS H@LD.

« BOBlewVSG BLINPLDEOLI 9(eLDSHGLD.
« 1.6 BUS B Blyliyd sotleowls LwesTLI(hSS)

Qe (h)  (Lpe» T & @Eh G
HGulsv Cr_d& Gleusv(®H GlFUIweLD.

51 68T () & 6f] GBT

o gaseflesr Crir serevivewws CFmHd 5
QarcvBasemar &gHb O Ful g
Ialsener Lihdamss Hlenevuiled Glarevig i

G4

CroewFullest L5 &I ewaldbsHayLb.

© QU rigs ml wpevpedwils LTRSS
LiGarm ewLi'nn@ Bliriiyd sbife@d (2 B
@ i 1b) Filwmer CaHmest ojere) &b
Oleuebrg i GIFUILIG FHiauhiHa/LD.

Smesr auflems (Skill sequence)

© @uhisemer Fyms o (h4G Fhlwumer Geurr
2 (h&HHev hHmitb GFpley (Reinforce ment)
Gewi_sa By 2Cwrssews CFiss
QL _Li1&FHTSH S Gevrl

Qeventii sy GoGev 2 aiTer o mylifesr 155

Q&L _TayLb.

Sripibenrs b LpsHLs Lihss Ceuessri_ib.

o Ggmer Geucd(®) Lig eweurt GLim FAwITeT HHT6
Cousgsgengub , LIGeTT eoLilieoLiuib , Bl
HLOLINGOWIS GOBWITETEUGHBULD LIFTTLOAGH@LD.

© GLlliucTerdeng Blrlnw ety Q) LiLids
wpewaruiley Bl midhsayb. Glauebenl  (LpLg daHeyLb.

© SUSplbewLl 9y enenT S FH @ LD, & 6veT 6wt fl6D
BTEeweVE: @Geflireldhseayb FeOlewri i L7l
L5 9peT 2.Mw Q_s&Hev LiGarm evLilieoi
M6USHHELD.

« swieed uir ey Gareaw®h Gased®
OFunuli’ 1 @enewriiens FHgsid G\FuIeLb.

umriemed epeviomest uiey (Visual inspection):

ooLflebevr” Gleuevrg 6d1 Frilwimer eray, FHODH HeI

QUL QILD, FTTET 9HGULD LOHMILD D UITLD, GILD

2 (hGHHW HODLITL DD FTTeT eV &rf)

a1g aitb (Ripples), wwpmib @)sr LTl

GODUITHISHET YFiesT FHBld 5 4ie) G\FunLieLb.

®)Cs Lig wpewmemwir’s LsstLimm) Cavewevuilssr Lomy

LmdGHevid Gleusb(® GFuiIaLb.

56V6V LIGVGTHGIT Flewl_s@&Lb aueny Q)i miHFenuws

1568 (HLD LEeSeT(HILD GlFUiieyLb.

L®R&ems Blenevullev 2.00 Lh.b MS g1 19 61 Groev Gevrs Glausv(® (@)em et Li11I)em 6ot F
GFuizgev (Lap weld joint on MS sheet 2.00mm in flat position)

CrTsaBISGT. Q)5 2 BIKEHSG 2 50/alF

* LRSS plavevuilev 2 1Al.L8 MS &L 19 61 Cosv Gavrs Glaucv® @ewewrLienLs swiri GFuIHev.

Caremevg et (hosewer Filwmer Grrlii(hss
IL_eyitb, Frilwmer GLoeVLpTeyL _g9itb (eOLDS B
CL_& Gleueb(® GlFuiweyib. (Fig 1).

Fig 1
| : |

OVERLAP

WL20N1224H1

Frilwmer @ misaflsd GL_& Geusd®) GlFuiwayb

(Fig 2)

Fmes , [beT@ 261 (b) (Heu e L 65, Fflulmer

jaraerer ooLfevevr’ Govr's Glaschenr  LI(BHdGemS

Blevevuiled GLpdh@mldbseur mi G)FuiuieyLb.

- QewewrlienL Frilwmer Flevevuilsh jenLndSHe LD
(Fig 2)
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Fig 2 ?

30 20 30

TACKING A LAP JOINT

WL20N1224H2

- UGerm ewuliIH@d Hlyliyd Hibrle@Lb
Filwrer Camenrid syeaybd (Figs 3 & 4)

Fig 3

WL20N1224H3

WL20N1224H4

- UGerm ewuiliewiwytd Hlyliyd SHibLlewnuiujib

FINUTGT LILg GOHUITGTGLD

Q@ _L1ss Bl L (pedpewill  LiuieT

LB S5e .G Lop LD &
deflbyds@ P L1Gemrm LIS

& FHL_19 6T

SL1191pib19eT BHTeMUS SHallT B LD.
@) &1 aleflibL) 2 (B&HBHV GODLITL ®L_5%
ST &HGHLD.

- Gprmer paHTey Ceusib wHmib 267’ 1 1D

LITTLOMSSHeLD.
Qaucd® Gleir el FHgspib GlFuI L Hipsd
GUissma GUISSI e Gsiab. (Fig 5)

Fig 5

SMOOTH REINFORCEMENT
AND CONTOUR \

GOOD FUSION INTO LOWER
PLATE CONTOUR OF
LAP WELD

WL20N1224H5

- Cwed ps1ger ofeflibry,

- Zgnewr Geusd(h) emay LoHmiLd (F)eneveri it

app BorsBipeoner augaub (Dspley o pid
aurfl 6uLg GuLD)

- FLD HTeV [heTLD

- Gleusbig et LITHpevaTuied aLp Glaur’ (b

@)sbeviTioeh (Q)(HSHev.

9T @ & &
GODAUTSH 2 (RHLILIL_TGOLD (Q)(HSH6D.

— pULDTeT jenev aufldh CHThHmLoetdgev.

- @Lilliueertb Ffl euy BlrliLliihseb.
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525 & erib (CG & M) LufH&) 1.2.25
OGeusvr_ri (Welder) - Lipplemewriiiesr miewmishasbisen (Welding Techniques)

12 6.6 MS gaL 136v LGS Blewevuiley smenm “V” wpL’ 19 ewewriienis wpr” (b
Gleuev(® GFuIzHew (1G) - (SMAW - 07) (Single “V” butt joint on MS palte 12mm thick in flat
position) (1G) - (SMAW - 07)

Crragasmigser: QUuilnFuler wprgeled Hruser m Cealetriy i Fmerser

s ueLIL_SFHeTLIg @Temit SwTi C\FuIHev
« GL_g Oeuev® GlFuizsev

" bl gest, @ewi plewev opmid @) miF) wp® g el GBS
* GODUTHFHE®ET FHeoTL_MbH Fil GCFulsev

Scan the QR Code to view
the video for this exercise

* Qaucvenl_ FHdhHID O\FUIHI, YDLILIFLILS GHDUTHHT puiey OC\FuIsHev.

FINAL COVERING OR
THIRD RUN

INTERMEDIATE OR
SECOND RUN

Ro
Or
Q
Ap§2
02 50 ISF 12 - 150 Fe 310-W 1.2.25
NO.OFF STOCK SIZE SEMI-PRODUCT MATERIAL PROJECT NO. PART NO. EX. NO.
Sﬁ"IA'IS_E TOLERANCE *1 TIME
SINGLE "V" BUTT JOINT M.S. PLATE 12mmTHICK IN )

WL20N1225E1

@ S POSITION FLAT POSITION (1G)-(SMAW-07)
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Qeuemevullest aurflemns (Job sequence)

Qe ® 121815 Ferperer &5 (H)Femer
uenLIL_SGletr Lig euruy eLpevrb Gprr Gleul” (B
QFuI g YTeyHafleLIlg 96066
Glewyeverrg i GlFUILIGYLD.

aum Geul’ (B epevib @eIGIT(H Bl 19 65T
@rsansi b 30° CaurendFn@ eure) Geu (7
QFu1s euewgLL GGy Ceaur psLienLs
@)rreuayb. Fifley Gleu’ B GlFuiweLb.

SHHHDET, (LpHG , HevTewst T, cTesrOlawTiLl,
Glifsiv, GlLuleT (LpHedliieneusFHer (@)esbevTLoeh
G B0 OIFUINLIGLD.

Sa@Fern, L @evewriiims Filwmer Geurr
@)ovr_GleuariliyL_atr Hewev GLPTH HaUdHaLD.
Q)ewent L1961 gaiGaim@m LsHwepd 1.5
2 (HSSML| Q)ewr_ 9jare) LiFTLofdSHeLb.
GTGLGUT  LIMHHTLIL
9/esilIGYLD.

315015 &l b p@Bd T
eTedL_grenl_ LweTLI(hbsebd 110 opbi it
L8lesTCeTTL 1L _Gend enLndsajb. D.C GleuebLg ki
STBBTLOTE QBESTOD, ThBTSG TG
peoveaTwd HL T etevdhl gr®h CxHriewer

9| 6D L& GG UfLD

(9)ewawer & FH6Lb.

S 19 657 L9l6sTLymLD, (Lpewesterileh GL_& GlassL(h)
OlFunueib. GL_s&letr herrib 20 LALS % ()55
Gauessr(plLb.

CL_g Oarcvent_ HF(® BohHD OFuUILH FdHHLD
QFuweyLb.

e Cr g Gaiev® OQeuiwiiid 1 Garemevenuws
Li(hdend hlevevuiled GLoewr L5 & 9eWLDGEH@LD.
(@hevm V LGS CoGev Lmmdhs Lig wims)

« Qaurrditng eweu Ligwd QFdi g, F&HT
apL 1y ewewrienrs Glaeb® OFuis s CLimesr my
GCrL 6o BlyLiieib.

o Frflwrest Courr wpast'iy ommitb Geurr 2em(h)(hHeved
AFwumeasear gpuL_. F GCanmeerls
% @) GoT LD

LI Mol & Qi & 1o et

CopGlameirerayLb.

« 4 S L _qperer pERBlVL L IR
6Tev&L g, Lommib, 150 - 160 %L'DLWILI/"I'
18lesrGasriri’1_1b, &L oo 1BeireileD, LoMH MILD
6TV renl_ Frileuy onged @uidaLd G)FUIgH6D
U Fwever LIWGTLIRSS), @)TeTL_TLD Lilg 6he
/ @)ewL_flevevl’s Lig eneud GIFUILIa L.

- Coaoawmear @ migsefled Gyl _ewg
BlrLiieLb.

© &F® BsD CFUILIGLD.

© @edr_mib Ly oSGl LweTL®RSFw G
9[ETGY (LPGODHEGTUILD, [BIL" LI (LPeODHENGTILILD
LT LIRSS eLpeTmTeu s Lilgevad /[ ep(
g enas @) ayib. Filwmrer GFfla 1 wpsHed
1.5 05 s Q@QBSGLg 2 ni% Gl&uig
951D Glaul’ eoi_g HailiTdsHaLb.

o agsmaud ypliglin) Oeusd® @&HewmiIT(HSGHT

2 GITATGTGUT 6TGOT %U:IQ/ @Jzﬁlu_l@/Lb.

Gmesr eurflema (Skill sequence)

LB gGms Hleavevullev 10 .5 FearsHFlev MS &L 19 aflev menm “V” i’
Q@ememriiiev Glarevig i1 Gauigev (Welding of single “V” butt joint MS plate 12mm

thickness in flat position)

CBIaESHBISET: Q)5 2 HBIHEHGE 2 5Ha/als

* LU®SS Hlewevullev 10 LE).LE FeTshFlev MSLIGarL’ 19 esfled FbiIGlev “V” LI Femer @)enewtLiLienesr

@auevrg i1 GIFUIH(1G).

SISsTHFHmond Hwrir GFuigev (Preparation of

the pieces) (Fig 1)

258 &1 19 eDletr Glaur’ 19 ewerls LiwesT LIRSS
@aGleurT(h SHievrig et L5 i 30° Frflay Gleur’ 1_ayLb.

Frilay 1 LT 96T L5 SIGTeT HewF(h) LiLg 6fFHener
hda Fiflay eleflibLjsenar Glenreserig ki O)FU e LD.
Qe Frilay efeflibyseweruyd grai 1.5 8
fereyd@ Fymesr Courr wpsLiL) swimr QFUILIGYLD.
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ROOT FACE
APPROX. 1.5mm

90°

PREPARATION OF BEVEL EDGES

30°
N
R
N

PREPARE EDGES BY FILING, GRINDING OR MACHINING
AND SET PARALLEL 2mm APART

WL20N1225H1

@hmem V @pL 19 T LI LI 6D LDd %6V
pmio GL_&&ik GFuizsev (Setting the single
Vee butt joint and tacking)

deflbysewer 2 105 Gourr
Qevr_Gevefluj_gyiib 3° 2 (hSESH ML Qe

DITRL_G9ILD FGbS HTHIGIHT LILIGTLI(HDS
SV GLpTH ewaushsalb. (Fig 2)

Friley

Fig 2
2 ROOT
GAP
SUPPORTING
PIECE / < 1.5° DISTORTION
ALLOWANCE
UPSIDE DOWN
S
R
N
SETTING THE SINGLE VEE BUTT g
JOINT AND TACKING g

(sTaus Q)enent 16T aiGeUT(h LidgHdE aVILb
1.50)

Qe pemersaieyd Gr_& Glassb® GlFuniab
(20L8)L5 hemib)

LITGIHTLIL] 9J6v0l)FHGUGHT HGT  9f6uvhwiLs
TGN B 2 M F)

L1 " (b) 6T GIT GoT & T

GFuIwieyLb.

CLsa&m GFuis L9ng Qenewrlienis L(h&%Hems
lemevuied emaUddeyLD.

Gaurits L1g emeu @)(BH)BHev (Deposition of root bead)
(Fig 3)

Fig 3

WHIPPING MOTION
OF ELECTRODE

WELD LINE

PLATE SURFACE

ELECTRODE ANGLE AND MOTION FOR
SINGLE VEE BUTT JOINT IN LAYING ROOT BEAD

WL20N1225H3

3.15 B &l 1 _peirar MS erevd’ gm(h) Lom miLb
110 pbtwrir Geuedig i 1hler Garmi’ 1 1b
LweTLBhSS Geurri'iLig enes (@)L _ayLb.

GL L T LWGTLBSS FITET FTHTT 0T
CoussgGlev O\BTL_TaLb.

e1ev&L_gm(H Gamewrid, Gleauev® CaHmi_(Hi_ctr 80°
2% @)hSGLbLg (Fig 3 60 &ml g welrmy)
US| (hH@LD.

Friwmer 2e1(hmeusy G, & Camme) eTenaiL
LTTLoMss eTeusl gm(hdh@, 26156 af Fa QuishaHLb
ST @LD.

CourriLig eweu &gH1b QFUIGH 261 (b (HEIEHEVS
H6G6T 5 FHGYLD.

p® uUge HpiD G Flaed
Ly eoysemerts LigwsF GFuigev (Deposition of
hot pass & caping beads) (Fig 4)

Fig 4

SLIGHT MOTION
OF ELECTRODE
SIDE TO SIDE

ROOT BEAD

1st COVERING
BEAD

ELECTRODE MOTION IN DEPOSITING
1st COVERING BEAD

WL20N1225H4

4 1B &L qperer  pHBlL  LdFaH
M.S.eTevsL () Lopmitb 160 tbtuwirr Gleuebrg i
1B8lesTGevrre’ 1 1b LiweTLI(hGS) (LpBHev eLp(h) LILg w6
@)_ayib.
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6TeVSL_TT(Hd& Frmest GaudsLb, LOMH MILD FIT /T[T 6T
QT LoHMILD @) ILISHAPLD LILISHHAPLD DeTF6D
of Fa 9pFwieT LweTLBSSS CBTL_TayLb.
eTeusL () Carewtid CeurrliLig ed )mbs i
CuretrGmn @)pLiiens 2 mi% GFuna)ib.

LIy eOaU BSTDTHF FHSHlD OIFUIL Lig afskerfled
2 ¢irer GLo(psenar (humps) Gleneserig i GlFu e L.
(@) BBsTD) aTHTOUL BlouTshd OFuiid g ul
GDUTHHET Q) hLidlssr Girey GlFuia)LD.
QS Lig eweurs Lig wF GFuiged (Deposition
of final/ caping bead) (Fig 5)

Fig 5

FINAL COVERING BEAD

— 1-1.5mm

WIDTH 18 REIN FORCEMAT

1-1.5mm J \_/I

PENETRATION CROWN 180°

BASE LINE OF JOINT

WL20N1225H5

5.00 LIS M.S.ereudsi’ 7r(h) , 220 91wt Glavsbrg i
BlesrCarmi L 1b wHpmib 6T gTHeG
Q)G EApd  YLILISSHUPLOTET 2e1F6D 6f &5
QuussLD S5, Q) mIFIT LG eoau (Q)L_afLb.
Oleuebrg 61 LITSHLpeaTH6rlech (Toes) erevdL T(H
af s #mmi Bl miss OFunIeLb. @)HeTT6d 9JHLp
Qout”_ g GHewmLITH DHHDLILIBILD.

B ep(h) Lig oydgHd OFuis s Gumerm Lin
LILg (LpEODFHEETULD LIGSTLIHDGYLD.

FSSUUBS ISP Yuie] OFuiseiib
(Cleaning and inspection)

Garcb® GEFuiwliil’ 1L QenewtlienLs ()b
Lm1s6rl e F&HLb G)FUILIGyLD.

Oeuev(h) Ty, LDLILITLIL|S GHeomLITH%H6T, Caurr
2e1(hl(haued LoHMILD 2 (hSHML) YFluicwalsener
21ay GlFuieyLb.
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§g & erib (CG & M) LudH&) 1.3.26
OGeuevr_ri (Welder) - sivic sdleyient_wi Glarevig b1 Gauiwu @uieyip Heremio (Weldability
of Steels) (OAW, SMAW)

umienaiwTew Yuiey GCFuig Oeew®h Qeamewriifeamear GCFrFlssev (I&T - 01)
(Testing of weld joint by visual Inspection) (I&T - 01)

Crrasmiser @ @)UnuinFuiet wprgaisd phiser Glm GCessserig ur Gmetraer
* urieaiwmew Gav® @emerLiLmet OFTHSSLILIL L LTS Mullenet FaiestdseyLd
* HODFEGT HWTL Pl LiF FHOTeT Ty LIWGTLIH D B FH6V
* O r@SsLLL_ 1L oLITiGoL (LomGf)ullest Ly F(HLoLr yuiey O FUISDEHTRTDSH BUITT
OFuISH6.
TR Qaurcv®@ - LFE (Weld sample - bead) Qav® LfG Cogyerarans saefldsed
(Observations on weld bead)

QFurw Gouadsrig ur Geuemev 1

Lo &) 1

Lo & 3

@oliLi:  Qearev® LTBHFaflev Cogyerearsencst Fouelld skl LIS ey OFuialsD:Tesrem s
LupFwmenisensd Gaicv® rHflsmer LudbDmBi efldsHev GeusssrT@Lb.
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QFuiu Coustsrig s Garenev 1:

1

Qar@Rssti 1 Gered® GLoesri’ 19 6br
Lor & Auflenest Heueslsgev.

& O D & 6D G &GO L) [ &/ Lo myLb
OeucbROILDGHTL 1g eesT Wb H1% OVFHTET GTHSH6D.
a0 (h Geued(® LomSHMulesr eTFTTe 2 cirem
@Geopseier GLwMever L1Gey OFuIS6L.

@Ol Geoopuilemear LGe) OFuiesnsHTs

LSIHEWITSTTHEST 9JeWLOS &I LDMH MILD
Qaercb® wrFMullener LiudpHmimr
9efdsHe CauesrHLb.

Lo )il Geuev® - ooLilevevr’ ()emewrLiLy
(Weld sample - Fillet joint)

@&emaxerflesr GLiwii
(Name of the defect)

QFurw Gouetirig wr Geuemev 2

SAMPLE 1

N OO o A W N

st iGLiL 1 rrsiv

Couemevuiletr 2 GevrsLd

aflrflFeb

S 1T

Ouesfl_Cragyesr

Gp Gaul’ (B

2. bl 2ar(b)(HaIe

@&oiLiy:  Gared® LT (B & orf) 6v
CayeTar et Heueeh b H LIS oy
@ F W oo & H & T WT @ H
@ a1 6v (B
wr&fEsemer LulDmIbi o6l dsev
Qauaisr b

L1 u§) ) & wi T &1 T & @1 & &

Qe Ceuetirigusr Carenev 2:

1

100

Q&rTRFHsLil 1 GQarsd® () ewewt 119 6r
LorGfullenest HeiestdHa Lb.

GonHEar GOILILIP G5 wHmib Gered®
Q)ewewtLiewar oflsev.

RaIQeum@m WwTHMAEGHL THTTsH 2 6rer
Qaucd® Q)ewewr 1960 (hsh@GLD & enmarfer
Quuirsewer LIFe) CFUIH6D.

@DILIL: & DS T

ude GFdesH@
LSIHEFWITSTTHENST 9JeWLOS &I LDMH MILD
Qaercb® or&HMlsemer LiudpHmimT
9oL G 560 Cauesr(HILD.
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Qi Ceuesrig s Cousmev 1:

Qi Ceuevsrig w Cousmev 2:

QFuiLpemnm

QumrmgsLomet GeuefldFsFsGFley LFig gyienr_wi
Quiayssrs C&THSHLILL L Gad®
orgfullenet omlb 5 GSHT6TEHH6D.

GEgmer  Geevig m&ed wHmitb CHyms
Q)pLiuGesiled omHMD THTUS () HLISNGT
(2.2.5) Grodestlod119ui b % 68or 6587 1T 19U 6w 657
LwesTLI(h 5% Geusv(®) LFLg 6T HeuesldHa/LD.
Qaeuev® LTigeir Crogyeirer GGmL_TEFFwHD
LwHmIb svevT& 2L L&bEHI, T -16v
Gauev(® GlFdiwlin’ 1 Sesfled LIMTTEDEIUITED
FHUMN LGV FHTewTliLi(Hasemet LiIGey
QlFU156V.

ANghs@pl_er LFaey O FuI L
F6USTS Bl LIGeUTHEd O)HTGIT 61hB6D.

© Gopsailer lgmismer  9yuiedHaHTS

soLflsvevr’ @ementliing GHTERSHFHLILIL 1
Qeusv® om & fludest eLpevd 9pilHev.

ot Lyeuaflencrd O%rett(h LITTeneuuileh
ey  OFulg
QUIT(hSSLOTET FdDHdHIL 65T LoHmitb Glauev(h

FHm e Fu L 6T

Q)ewewnTLiLiTeT 0oL606VL" g NG FHaUGHTS5H@LD.
Cupugliielel hd&GHd &HTFH, 9UHS,

sveur@ @)eTeyitb Fevaunmled) hb L LBk
FHBLOMS O FUCIILIILC | FEOGT 2 MIGWITHES;

Garcv® LTIy emesr puiey GFuIZHe

wr&M 260 (Figer parsFHnH@ Coed
HTeTLILIB6u %) Gmrmend g, Glaucb®) L9 6o
Groed sresriiLi(hearg evGLi’ 1 rren.

or&ifl - 360 HODHFGTTET LGS  BHIGUIT T hIHEHT
Qasresr . 1Fig 6t Cogyerer &mhmdsenes
S S H6V.

2 eisremowiTest Garcv® OFurwii’ 1
Lo T &) il uf) &® eo1 L1 ud) i ;i 7 T ey
L1 ud) D & wi T & 17 F (61 & & QU Lp 161 & L1
Ul 1g (pLaNer euwi 197 ey afi) 6w cor
LweTL®S5S Oarcv® @)ewewtiiLjserf)esr
D FSHBBIFHET, (LPHSGHFHATTGT 6VEVTS
Q) o au 5 arf) ) (5 1 S1 &S ST S L
11 (5 G Lo w1 1T o1 1T 6
uflGsFrBHliILGlev 95 HTHFlewient _w
CasTHmid LTS L ILITHETLD.

LI T 1T 63 6 U9 6V

ooLilevevr @)ememtLiLjFariflev Garsv® oG flullenest guiey GFuiIzHe

Gareirer Gauetr(Hlb. (Q)eweusker LImTenauied
ufGsrHomauiies 9b5s57d5GH LW
CaumhmLd LITEH S ILIL_6UITLD.

+ oolflebev’ @)ementLiiled Glausd(®) GlFuwni i’ 1

orgMuleer @mllni il L gpaibleu(m
@eopserayenr_w OLuwfenet LiGe) GFuiHeD.
L&y CFdni i’ 1 efeurer eNLighiserenet
FHeUests B LIS oI’ 1960 LIS LD.
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5gf & erip (CG & M) LufH&) 1.3.27
OGeuevr_ri (Welder) - sivic sdleyient_wi Glarevig b1 Gaunu @uieyid Heremio (Weldability
of Steels) (OAW, SMAW)

Oeavev® Gag@semarti LweTLBSS OeacvBsemer uiey OFunueyn (I &T - 01)
(Inspection of welds using gauges (I &T - 01)

Crragsmgser: QuiuilnFuler wpgaled Hruser m Cealetriy i Fmeraeir

+ QaucvBFemen uiey GFuIaIsHHETET Geucvl) CoHgsemartl LIweTLIHSSa LD
* ootflever Glauev(® auig aumbisafadl(Bas@GHo &all/@Lp) LMGFTSdHea LD

* Qauev(® et/ Govd OGovbd Qeweusenar LIMNGCFTSSH6v.

READ SIZE

OF CONVEX

FILLET HERE
0
Y

— 20

N

TO MEASURE THE SIZE OF AFILLET WELD TO CHECK THE MAXIMUM PERMISSIBLE CONVEXITY

WL20N1327E1

QFuILpemm

GFun Gauetrig ur Gasevev 1:  Oewev® Cogseamar LiweTLIRSS OGarcvBHFHamar uiey G)FuIs5e

+ Qausb(®R Cagllenarls LiweTLI(hSS yu1clhaHTS
Q&TEHEHLIL 1L Gearev®  LomG fludemeor
2ABb g1 GC\&HTET EHSBED.

* AFSBID, WSS LHDID RIS
Q)eauserHmI(BLILISDHTSH DHMILD QIUIT
reyafleverts vwerL@®s S  Oarsd(®
Copritigiienest &daid GFUiLIaLb.

c Qaev@® Cosdlayent w L@&GH (1206).05)
Copenoud@heisrL et jerailenet Caiibols(bd sl
opmib Fig -16v srewidsiig Gleevig Ha
THITH HOT DaudHey Carcssr(HLb.

Fig 1

WL20N1327H1

Fig 2

t Gaear 2 6if @1 o o U b R ICE TESTING FOR PROPER
éﬁc%@c%@lﬂ@'ﬂ GLD@Q/@'T@/T @mmuﬂmm LEG SIZE
QS T(HFGTMGT.

12mm

+ Fig -26b 2 6irerm g CLimed Cahglesr (LpemeTiLTee B

CuoGevusiter ers&letr Frilwimas GlgmBib GLimg) ,.\

Gleuevig 6t erarmers Fhwms Gleared®

Cami’ g avfled (Q)(BIhGLD.

WL20N1327H2
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Casgd wpmitb Garedig et  wpeverd
@)ew_ulleyieirer @ 1b Hmedluims @)L
BT M DGLD GHODQUTS 2 6T 6T
QeuevL_T&H HIHBHaLD.

Fig 3-60 &mLiguereriig Gleuebig gjemL ui
LpemeTdh @ bEH(HenHulled, G as)d: @ 68T _iTeor
QL ib  yFswrs OGS 6T D6
Coralegiovr_w OFhipdsH CoHmiig esfled
SHTOTLINGHmHUND D SeIOL U LG LILISF
pevarTest s CHreneudsmeaT eremel efll
OPHLOTSH Q) (HSHGLD. (FAWTET 96Tay).

Fig 3

THE CORRECT OF WELD
(REQUIRED SIZE)

LEG SIZE

12mm

L

]

WL20N1327H3

QFdi Ceuevsrig ur Garemey 2:

Cagbld@ s@bsH1H Cumed 121015 9erey
Oeuevg mGHHTH Q)(mLier &Grmi i 6ir
sersGlevet Fifl OFtiaisnaHTs (Fig 4) CFrdld 5
©) & T 61T (61h & 6V Couatsr Hib.  Glawevig 6
WaHdHHUTTLD Gl eV H & LW TS
2 G ST eTesTLIGeweT LIflCFTSHSD 5 GFU e Lb.
Fig -46b 26rergy Cuimed Casgblh@hd Gleusbr
WaSSDGLD st m CFrbsTHCLImed Filuims
&1 Fuwefd@Lb. Caglenest LpasdbGHn@ CLosd
el H arsGd Curgy Qe _Gleserf
@) B&@Crowmesrmed, Fig-560 arevsrisg Grimed
OlaueL_Tedt & GHeMUTSH HTeTLILI(BILD. (Q)FHevTT6L
Glauevrg efled Flwmer $CTmL’ Hesrd Glewesr
GupPlmLILGevemer Yevewdh CHeveud s
Gowpourest YarGey 2 TarTHTGHLD. TarGo,
Q)peneT a1) mid QWFTGTET (LPLY ILITHEDOULITELD.
@)ewar GLplwims @)pLier, yermed, GlevsElesr
9(GTQ GOMUTSH () (BHBHTVILD (QLbLom G

OausbBb T mid GFHmerer Quievr ). Fig -66d
FHTeSrL% HieirorLilg Cagy jemed@Hid (LpHLD
Lo myLb GlarevLg 6T (Lp &% 6T & & LD
@) ew_ud gy 6ir @I Q) ew G e ol ufl w eor &

SHTGOTGVITLD.

Fig 4

THROAT
THICKNESS

TESTING FOR
FLAT FACE

———

12mm

4

95

LEG SIZE

WL20N1327H4

Fig 5

CONCAVE WELD

THROAT
THICKNESS

12mm

- 4

WL20N1327H5

Fig 6

TESTING FOR PROPER
LEG SIZE

12mm

A

WL20N1327H6

ooLflevevr Gaxgmesr AWS- Blewevd@ (svL_elorL_i[®) LiwesTLIRdS)

ooLfevevr . Gauevig et Glovd: TN JGITIH6V

Fig -16b &rL 19 uyeireriig Glausb(® (LpevesTd:d,
T &grs Cagblever ewaldasayb. Ceusnevuilesr
BB DG 2GLILTHSG DG GLosd %6t
LpEOGTUIEHET 2 L FHTT WaId S HETEHeMHUIH

Cosdflayent_w  svCaellarmed  9f&Hadr
SIVONILDTET DfeTayHenar SHTayitd GLimg)
ooLflebeur’ 1y 61 Glevd YOTQy HTGWT (LPLY-ULD.
Q@)eweu SiTaiT ool ilebevr’ 19 6T Glevds DjeTe) 9 SLD.
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Fig 1

READ SIZE

OF CONVEX

FILLET HERE
-0
-1 10

—20

N

TO MEASURE THE SIZE OF AFILLET WELD

WL20N1327J1

Qe Ceuesrig w Couevev 3:  dLilevevr’ GleuevL_mest @Hal b HIGTGT BT oI D MId C\EHTETN S Fnlg Wi

2MAUTH () (hd%GLD
+ ootflebevr’ Gleueb(®) @)emewtiiLimet O\FbiGHd 5%
S5 19 D& THTTH CHreblenat eudsa/Lb.
(Fig 2)

Fig 1

WL20N1327X1

TO CHECK THE MAXIMUM PERMISSIBLE CONVEXITY

soLfleve’ Glausb(B @ewewriiing Grogyeirer
Gip sHL_mer wHmitb Qy O FkiGd S
Blevevwrerensg 45°%& Q)h LISHHISETULD
QBITL_ITLGTOTHT GTGTLIGHDET 2 MG LI(BHDE)5
Q)& TGITGTGYLD.

Olouev(B) (LpFHSFN&H CLOGY 9Jddn TEOLOLITETEDS
Bi$5) sereraLb.

L&GSHIOTS SHeT@hBemar GOl (b a6t m
Crrrbsl QEBLILISE®IDL U 6T e %D
Qamras® GOl Cumg 26reien e
FH6U6ST 5 FHaYLD.

Garsb® awaal BHHaSler 9 eraien e
FT(HILILG & & eTDMId QVHTETGIHLD LILG UITCOTEDS
LGley ClFdIF GHTETGHSBeL.

i Gouatrig s Gauemev 4:  odLilevevr’ . Geuevig et GHLfluflenest T mid GHTET@HLD LILg WITET

9|TNemesT 6T (B H6V

+ ofever Glaweb(®) @ewenriiied, O\FkiED S
SHL 19 D& TEHTunLoT s CHESlenest cnaldhsHa/Lb.
(Fig -3¢0 2 6irar g GLimeb).

+ ouflevevr’ Gaued(h) Q)ewenLiLIH&, HHL 19 eoerT
GlewL_ 101" 1 1DTH LD Lop) MILD O\FhIGSSHTHALD
Qxress(h 45° LdhasmgHendh@ G HTL TL
G) & T 6857 (b) GIT T & IT & 2 G LiLihS G 5
Q) HTEIT @B BHED.

© GOUTL 1§ T eud B HETEHENHUI T M)
Ca#@pLb @)_$Hle1 LoH MILD DG FEDGT ]FH6T
Croev @PluIBLd CLim s 2eTelleneT HeuesdgeD
GouasBib.

Fig 1

TO DETERMINE THE SIZE OF A CONCAVE FILLET

WL20N1327Y1
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Qi Geuessrig wr Geusmev 5:

Qaucb® auaalft L Geilet 9eTa o Hmid
Qamrerend Cums BT 96T el ewer
F6oTL_ Ml & LIGe) OVFUISEUTELD.

QBYBLILIZGT 961 H 560

Fig -460 oararg Cumesd Coblemer
ewauliigarmed Gersv® g Lifing Crosd
DI BHGT FnlTEOLOWITGTEDD DJLDIT D HI6UHNHTH.

9H6tT  [hleweuuiley ewouLliLiseneTd  (0)d%Tess (b
Oleuebrg errevr_wi LIGGHuiletr @alhs (2ev6v )

LGS WleT GLfleurer QL_SEH@& LT
LFiH& LoHmib eTelleneT FHeuesildseb.

wl® OGaisw® Oeuiwiiul 1L @eaeTiil9hHE oleayl 19

Fig 1

REINFORCE-
MENT HERE 7

READ
BUTT WELD

MAX ——

MIN. ——

{ )

CHECKING BUTT WELD FOR MAXIMUM AND MINIMUM CONVEXITY

WL20N13Z 2721

F@h & erip: Geuevr i (NSQF: Revised 2022) Liufn&) 1.3.27
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§a9 & erib (CG & M) LudH& 1.3.28
Glauevr_ri (Welder) - Glarsvr_ri (Welder) - sivic sdleyient_w Glauevig i1 GlFuiw @Q)uieyip
sesremip (Weldability of Steels) (OAW, SMAW)

2.0 Of M.S. ol ewL_ GewL 1ol 1 FHlewevuflev F&Hig wLpL Ly eTLILITS LpL (B
Glousv(® GFuIm (2G) -(OAW - 08) (Square butt joint on MS sheet 2.0mm in horizontal
position (2G) -(OAW - 08)

Crragsmigser : @UiuinFuier wprgeied Bhigser Glp Ceuessrig us SmesTsHer

s uegLIL_SFHeTLig @memit Swri GFuIHev

« gflwrer Gaurr @ewr_Gauerflujr et Hlugr” gev L1Gemid ewins g CL_g Gaicv® GlFuIgev
* GlewL 1ol L Blemevufled @TemLl LD BH6V

* @ iss mil_Lgpenn LweTU®BSS) Galcv® OGFuIgev

c @reu Hs5Hip CFuIG uIe) OFuUISHH

« QeuevL. FHHDUITHHEGT HeBTL_B)FH6v.

]
~
]
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 | '™ ®e | T
= @ 2mm IN HORIZONTAL POSITION. R
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Geuemevuilest auflems (Job sequence)

« Coromeavd HIBTHHMET UEHTLIL GGG LILG
St Q) FUIIeyLD.

« 2Cowrad TR SN GT G hIGe T )LD
LITLILSHEOGTU LD FgpLD QFUILIGLD.

« Carmevg gam@Hasmar 1.5 105 Courr
@)ewr_Oauefluy_er F&HT LpL 19 HERTLILITS
9WLOSHFHELD.

© BTH® erevwr 5 gujb 1.6 5 C.C.M.S
sLoL9evwijib Carbo\HHSFHa LD

© aury 9Lpdssams 015 §1& [ GFS? 9%
9WLOSHFHELD.

GIimedr eurflema (Skill sequence)

« Coewauwimer LTHSTLIL LpesTOlesFFiMldhens
&L LIGSTLIDDGYLD.

o ssGsmar CL_d Gaicv® GFuig Frmer Ceurr
Qe _Gesafl whmib Cri seTemio
Y Fwevaisenar GC&rFsseLb.

© @)ewewTLienL @DEnmLI Lilg &L 65T FlewL Lol 1
Hlewevuied Geusd(® GIFUILIGYLD.
o Qouev® OFunulni’ 1 LIFLIL ST FdHLD

OFu1 I, uiey GFUILIeLD.

GewL_tol” 1 Hlewevullev 2 LO.LS HFHL e FH1T (pL 1y emewTLitiev wpl B Geusv®
GFuizge (2G) (Weld square butt joint 2mm horizontal position) (2G)

CBI&GEBISZET: Q)5 2 BIKEHGEG 2 5Ha)als

* Glew_tol L Blewevullev 2 1Bl MS &L 19 evfled FFHT(pL Ly emeTLILNeHT (LpL LY 69GITLILY

QFUISVIFHEH HWTT CFUISH6.

Q) L1 1T &F ey 67 1) 67 CINELS
FHBTLOL_L_SHFD& 2ewLndasayLb. (Fig 1)

FL L S

Couswevenws QLiTFeapetilesr &mis@ FL LS
551 Hewr 1ol 1 Hlewevuded LIig SHeyLb. (Fig 1)

Fig 1

/ CROSS BAR

WL20N1328J1

S F et wHmid  F 19 et eumwy
(pdBHew 015 G5/ Q\FLE? 9y Fifld HL1_ayLb.
Ouerewiwwmear pEHBloS Gl pLben L
<9|GOLDSH@LD.

Cauoweveniws  @)pepeversefl gyib Lo miLb
wsHGullevid 2.5 A5 Ceur @ewr_Gleuerfluyr st
CrL_& Geusv(®) GlFdiuiaLb.

5] & 6v uf) 6v

2 GTAT ST

G 6w em 6V Fewi_ 1oL 1

WFFGwmer 2wy H ey

sTeTLIcn S 2 M%) CFulHF5 OGS TeTameyLD.

L1Germ ewritienrs Gleuev(h CoHr (et 60° (LpHev
70° CamewsrdSeyid Bliriiyd sibtieows 30° (LpHev
40° GarewrgSlevid 1919 dFHayb. (F)ewewtLiiiesr
VLIS (Lpewetulledlph g LiCarmenLls L9Ha
L QuGHD HhLH QL _LIISS (peneTenil
Crrd& baHTHBa/LD.

QT ® @uhis@pd (@) e ewrL119)esr
Gaurreuemny FLOLDTSH 2 (hhHeuend 2 MIFL
L®BSSo LD

Wpp 2B BIRISSG FHWTET aIlg 6IdhGher
Oarevr_rmereng LIMGCFTEHSSH60.

ooLleveurr g H@&HLb ool 1Germ LIl H@LD
Q)ewr_uflevresr GCaHmesstid OMIT(HSBHLOTET oL IevevrT
gr® wHpmib oyl tger Gop Lgli9pasms
Ligmoflgged. (Fig 2). @)enentL19mh@ CroGevujeiTer
@b 21" CaHrewtsFle0)(Bb& @u(HLD ool 1GerLD
auh g CFapLd aueny ooLlsvevrr 1Ty ewest CFTH 5
) & ew7 5 % @ LD
RISFelled 9P SHLILIG WTRT 2 69M H6Vaen 6T

Q)enewrLifer g 11T

F@h & erip: Gewevr i (NSQF: Revised 2022) Liufnd) 1.3.28 107



SANTLILISDE @)enes 2 HeTs Q) (hdhEGLD Lom LD Fig 2
©lausv(h) 2 Cevrsepb G\GmIeUTUT (Q)IHLILISEHETILD
ST H15 O\ HTETATGUTLD.

108

FILLERRODTILT
78

N

BLOWPIPE TILT

LEFTWARD BUTT WELD IN HORIZONTAL

WL20N1328J2
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§g & erib (CG & M) LudH& 1.3.29
OGeuevr_ri (Welder) - sivic sdleyient_wi Glarevig b1 Gauiwu @uieyip Heremio (Weldability
of Steels) (OAW, SMAW)

Gewi 1oL’ 1 FHlewevullev 10 bl.Lb Fer MS &' 9@ CridaGasmi g er Groevy
Lig oflemest 9emiodHev (SMAW - 08) (Straight line beads on MS plate 10mm thick in hori-
zontal position) (SMAW - 08)

Crragsmigser: QuiuilnFuler wpgeled Hruser m Cealetriy i Fmerseir

UTLIL _S$FOTLILY @mTem Hwimi OFuIHev
* GlewL_ 1oL’ 1 Blemevuiled @TemLl LD BH6V
* Flew_tot’ 1 BHlewevullev Fymesr CuidGaml (B Lig aflenest 2/6mL0d %6V
« @reU Hs5Hp OCFuI% 9uie) OFuIZ5e.

15
15
15
100
1 100 ISF x 10-150 - Fe 310-W - - 1.3.29
NO.OFF STOCK SIZE SEMI-PRODUCT MATERIAL PROJECT NO. PART NO. EX. NO.
*Nrs STRAIGHT LINE BEADS ON M.S PLATE 10mm THICK |  TOLERANCE® |  TivE
AND MULTIPASS PRACTICE IN HORIZONTAL
@ S POSITION (SMAW_OS) CODE NO. WL20N1329E1
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Qeuemevullest aurflemns (Job sequence)

© UL _G&eTLg &L 19 emeT Oall (Hbed
wpmitb CarRuUIGs. CaHmi’ 19 Homer
LeraflseaflGeausnD@ LPETGTTE G khiskener
@omral whmib Cuopliglilever %&b
QFU156V.

s CoueneVEHTeIT UGHTLIL _$EHIGHT LILg QWL _WITGT
Lyererfluflenest 2 et &) Lo mitb CaHmig L _aLb.

c ool By Carenevudemer
eLod &, DCEN-eow LiwesrLi(hgS) Lop mib 110
QliedIHg YowdbgH wHmib 315
BB L (h%S 6TV L[] T LY GO GoT &
CarpesG5560.

© QBEBSHLOTET 9 T5Glewerd ClHTeR(h) 2 b

Camuih & QuliLieng
SN TSHBLIIBHFIGTD B.

o Gevma&iLbd

Gmesr auflems (Skill sequence)

« sver&lewer L gml GFdieusn@ LT1g o6
GNUITSHGHB6V.

« g 2 CevragGlesr Com Liyliine 70° - 80°
CoamenrgGev CeavCrms&d erevdhl gm®
wevarullenear B mis5s HFHL_196T QLI
11555 G160 (Bb 51 O\BTL_rhiFHe LD.

o et LreyaflenerdsG)sret(h) LT1g 6O FbSLD
Qeuiged whHmib Frilb Camiof e erd
Q&TeBsT(H) VVITEHHGT [hdbhoHayLD.

1719 emeor yuiey GFuIzev (Inspection of bead)

« Cupuginier @eopsermear sp Geal (),
shveuT & 2.1 L|&B6, gaur Gevls (Q)ssteniib Flev
Gleueb(®) LT1g ewerr uiey G)FUIge.

Glew_to" 1 FHlewevullev 10 6.5 MS &L 19 esflev Cprids Gasmi1geor GLogyjeimer
519 G HaHETH Gaucv® GFuizsev (Weld straight line bead on MS plate 10mm in horizon-

tal position)

CrrssbISeT. Q)& 2 hISEHGG 2 5o e

* Glew 1oL’ 1 FHlewovullev 10 Bl.f MS &L 19 Dd@ OCmidsGasmL 1y e LTy mGnasTs Gloucd®

QFuiauFlev swimi GCFuIzev.

Glewi_ol’ 1 Hlewevulled &L 1961 Crod TG
Gaucv(®h GClFUIUSHmeT L HeTLOL 1 Hlenevdd,
OFuiusenatGuw LllFHea b fl(hLbL S ST DETIT.
garmed, Fig -160 Srewis siereriig
Cupuginipsrs Casmewrs&led [Hlmis sHi6e1G 60
6T6VS L7171 657 CHITewT &GO LD LODH MILD D SHGHT
Cami 19 651 GLosh G)Feveyiensuiled s Fruiaums
sressreurid. (Fig 1).

21 Ger Gl FFwms@GesH DS
BlerCarmi’ g Genar GHeowmd s O &HTeTer
Couetsr(HLb. HHL 19 66T YLg L'111555EDE ©leusL()
LG UTeT S HYFFHLoMs OBThIGUBET (3)HaHT
eLpevLld HeTd H1d GIEHTETATGUTLD.

6TeVSL" JITIg GIeL 1 LYFLII" L e 1L gend el
P swTHE QevewrTwed Gassd® L9 efl 6t
ojeraileweariss LFmwmdsH HMILD [BFHLD
CoussGlenait HIMBLOTHSHHmV  LILIGHT LI(H D60
Ceuesor(hb. Fig -260 &g siereriig “C”
aig @ OFLIHD VeV H FPlLH FTUIGUTS
OFevayped Q)smeard O HTETH @6 H
LIGSHSFDE TVSHL [JITLY GO [hHITdh HiH6V. F) 5|
LiLg e GeMITFFWITHSGHUBDE 2 HNITHGYLD
21 6 G omeusD@&GLD wHmIb LFL 76T H
(Fig 2).
‘C" wiledlpb gl @ Coed Grrs&l “C” aurg e
BHbSeeT LLGTLGSS FDlg) Hlpiss Cleiiged

Gauessr(H)Lb.

Carmiiaugsamer sHaiidH ol HLD.
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Fig 1

Fig 2 4

Y
C MOTION
WEAVE MOTIONS

ELECTRODE ANGLE IN

¢
&
WHIPPING
SMAW

WL20N1329J2

WL20N1329J1
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§a9 & erib (CG & M) LuH& 1.3.30
OGeuevr_ri (Welder) - sivic sdleyient_wi Glarevig b1 Gaunu @uieyid Heremio (Weldability
of Steels) (OAW, SMAW)

Flew_1ol” 1 Blewevuiled 10 6.6 1S Blev MS sa1 19 651 Groev ‘T’ @)ewewr 1D,
ooLflevevr GlFui1gev (2F)- (SMAW -09) (Filler ‘T’ joint on MS plate 10mm thick in horizontal
position) (2F)- (SMAW - 09) :

Crragasmigser: Qi ulnFuier wprgaled Hruser m Cealetriy i Fmeraeir

s uemLIL_SHeTLIg @Temit SwTi GFuIHew

« Glew_ 1ol 1_plewmevuilev @memrs jemind K1 CL_d Geuev® OFuIsHe :
« epL_ gedt, 2 run opmio 3 run Lig ey GFUIHEV Scan the QR Code to view the
.« T dﬁg’sg,Lb QJU:IQ_I @mmu/_r@&mm U"ZLU:'@I @Ju:lg,ai). video for this exercise

30
10
2 50 ISF x10-150 Fe 310-W 1.3.30
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. WLN1330E1
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Geuemevuilest auflems (Job sequence)

© FHBF®NF FSHLD OVFUILH HWTT GlFCILIGLD.

© T Qenenriien eUenTLIL_SF6T Lilg LD B
CL_& Gleueb(® GlFuweyib. (Fig 1).

© Qeewlieny  Gewi_wi L Flevevulled
QULIT (BB LD.

« DC Qi@ vwetu® Sl 1 med
TS [JTITEL_ O b %19 a6 6» (T &iT

LTS FID) @)enentdsab. s LIGarT
S BHLIIBSS G oL YTd LILIGTLI(HSS|LD.

* & (HAIEHSD 6D & [T [J G80T LD IT & e DL LD
2 (h&$Gfleverrd HallTdhs HHEHHmT GleusDLy Ml
LssSHD CL & Gearev® OoFurwriin 1
@)ewewri st Cammrewrid 92° @) mbs 93° 9%
2B FMSH@GHID Li11g (LpedT ewLoay O)FUILIGYLD.

« Qaurrting emau oanged afdFa Q)eryl Liguid
QFuweyLb.

© TSl g @eewriifer 1o & ulled
L9g SFHLD.

QLG HIOBBES  SHEG  FHHL 19 6T
2 LI nSFd yGlHiomer 2 CevTsLiLig &y
Corrrauensd HTdhs HGHhd BHIL LI LPEHDEOHUIL
LGS LI(h1 S H@LD.

© HF@ hosd OFtigh  Courliing eous FHdsLb
QFuweyLb.

« el M (@Qewplitigey) g ey mILC L
wpempeuils LILGSTLIRGS) (Lpedtry GlFd i’ 1

Li1g &fle (K LIGGILD, H5HL 19 65T LITLIL6D 6a(h

GIimedr eurflema (Skill sequence)

Flg 1 VERTICAL PLATE

S
DIRECTION OF WELDING

e

\»}—‘\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

LGSWLD 2 GTeTL_hIgD LG (Q)TeSTL 16U
LOHMILD CLPGTDITOU S| LILG 6 FHeD6Td QFUILIGLD.

o SCrL L m Brlili®EnST 616 LISemesTu LD
LI & HeT FHSLILIGBSS LGS T UL LD
2 IGLILESSe]LD.

+ 0aLflebevLg 68T eTay, Litg 96T Ly auLh, Glacb(R
G@DUTHSHET &Huemeisewer GCFrFld s
emaussenar Fifl G)FuIweLb.

Flewi_1ol”_ 1 Flemevudlev 10 bl..f MS gs1” 19 et Gosv ‘T’ @)ememriitienesr Glausv(®
GFuizgev (‘T joint weld on MS plate 10mm in horizontal position)

CrBT&GEHBISZET: Q) FH 2 BIKEHGE 2 BHa/ald

* Glev_ol L plencvulley 10 1.8 sergGlev T Gemanriiy Glauevig H& eLOSSH6.

Q)ewenTLicnr Feni 1o’ 1 plevevuiled Liig SsHayLb.
QaD&HTH 919 S50 LLOGEG (Q)enewTTHe LD
pOnTh 550 OFhIGSBTHALD OUHBLILIL
Geussr@ip. (Fig 1).

T @ewewriienis (cdv1fevevr’) Hlewr Lo’ 1
BHlemevullev Geusv(® OGFuigev (Welding ‘T’ joint
(Fillet) in horizontal position): 3.15 16]..6
el L_uparer eTevs_ga® ommib 110 prbi Gt
Oeuerg b1 Hyessr’ . LweTLIhSS Courriig eneuls

g wdF QFdiweyb. etevdl gmh Camenrdend
Oeusv® Cam (HL_ssr 70° (Lpsed 80° auenyulleiib
QOBEH&HSGHS SHL1gDSGLLD TS 7T [H @D
Qewr_Gur 40° wpged 50° cuewyg CamewrepLd
Ly iorfldseyib. (Fig 160 o 6irer & GLimedr my)
Grmer o (m&ewesriiL opmib Friwmer Geurr
sar(Rmearcd Glup GLewr_ s BHerid
LITTLOMSSHeYLD.

Fgf) & erid: Qaucvr_ri (NSQF: Revised 2022) iufp&) 1.3.30 13



&F®) bbb OFu1%H Courr g 66 BeSTDITH FbHLb
OFuIwIeyLb.

Fig 1

WL20N1330J1

LID&@GHLD HF®  HIHTH6V60 (b HI  HEVTHHGTL
LT E&TSHSE HF6H BohaHb OFuiyd GLmips

LIT HIHTLIL| S FH6E8T GO TLY- GO DESTILIGLD.

4 1015 erevsl gr®  Glamess(® 160 9pibiuwir
Qeuevrg i BlerCermi’ b LiweT LB F),
Qe _mib g et LiguwdE GFuiweib.
6T6VSL_7T1g 657 C&HTewsTLb, 919 & HaHL (HIL_6oT 25° -
30° 9y&ayLb, 55° - 65° OB(hHGS S5 (HIL_gib 70°
wpsev 80° aueny Glausb(R) CHTL_(HL_aid @) (B
Gouessr(pLb. (Fig -260 2 Girameurt my).

Fig 2

WL20N1330J2

Q)resstL_maug) Lig afilest b LGS Gaurri'iig eler
LBGID @ LGS 2)19-SSHL" 19657 LESILD @) BH&LD
vigwrsls wigey QaFdiwlii . Geuesr (BLb.
(Fig 4).

GLL_ s LweTLBSE Tevs TT(hSS
BleneuuITeT @UUISGHLD HTaLD.

SF®H) hoHosb QFuis Glaucd®) LI edaldF Fdhdblb

O\ FUnIeyLD. eLpeTHTaUSG| LoD MILD @IMGBILI Lig ema
4 185 L _qpeirer erevdhl gm(h) opmib 160

114 F@d) & orip: Glowsvr_ri ((NSQF:

b1 wirr Geuedig i Hreverr L6t LI(h S G F
OFuweyib. Gleuevr CHTL (HL_68T 6TeVHL  TTLg 65T
OLL4C)
SFH(BFEHL_65T 40° - 50° 9saD @)Hdbs Cauessr(pLb.
(Fig 3).

Gamewrid 70° wpped 80° _9%HaeyLb

Fig 3

WL20N1330J3

epsTmmel s g e, Ceuriig e LopHmiLb
@)gesstL_mib Lig et @k LGFewwiuyib eLp(hlLb
v uwires @ 1 Gauetor(pib. (Fig 4).

Fig 4

10mm

~ o o

OREDER OF MAKING STRINGER BEADS FOR A " T" JOINT IN HEAVY PLATE

WL20N1330J4

eLpGSTDTLD Litg 96T LI (Lpewest (toe)BsmL 1q 6ot
QY LInSSHled LeTarsThG (valley) @)mdhsd
wml_ms. @H Cowaiwmer QFTeaETenL g
HNTSBLI LITTLoM:e 9uGFILbT@GLb. @)7evr(h)
L1 (pass) MBI L1 (LpewD LIIGSTLI(HGSLILIL I T6D
@)reverL_rib Li1g &) 2enF6d @uidaLoms GIFu NI ILIL
Qausir@ib. (Fig 5).

SF® hosd OGFuIg Oaicd®) LG eDa FddLb

O FuIwieyLb.
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Fig 5

2P | AYER

ELECTRODE

1st PASS

DIRECTION OF
WELDING

WEAVING MOTION USED FOR 2¥° RUN
OF FILLET WELDS
(HORIZONTAL POSITION)

WL20N1330J5

9B FHL1 L9 6 QFUIIeHSUILD LISF HLD
@orlewi_wio Fhluwmer GirerLid
Lo My LD B & T & Cousgbeans
TVHLJTHSSHS HbSI HH%5e]LD.

T QewewrlienLs yuiay GFuigev (Inspection of
‘T’ joint)

ootflevevr’ Gleusbewl . FLo&HTeD (heTLd LoHMILD
Friwmer ere) Gulss Yuie) G)FUnIa)LD.
soflebev’ Glaueb(® 9&HLp Oleul’ B (@)edrpluyib
99 SHHL 19 65T L5 B G L 1Lig wimet CLoevLoTay
@)sstluyid 2 ciren s eTer uiay GlFUIIG)LD
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525 & erib (CG & M)

LuH&) 1.3.31
OGeuevr_ri (Welder) - sivic sdleyient_wi Glarevig b1 Gaunu @uieyid Heremio (Weldability
of Steels) (OAW, SMAW)

2.0 6. MS s ewi_ Glewr_ ol 1 Flewevuilev Gevrt @emewriiy GFuigev (2F)-
(OAW -09) (Fillet - Lap joint on MS sheet 2.0mm in horizontal position (2F)- (OAW - 09)

Crragasmiser: QuilnFuler wpgaled Hruser m Cealetriy s Fmeraeir
s uemLIL_SHeTLIg @memit Swri CFuIsHev

s Fflwmer 9yarey osLlevevri Fr® Lommid HTH CGHiey GFuIHev

« By’ gev 1Gerb yewins g GL_s Gausv®h OFuIsHev

« Glew_1ol" 1 FHlewevullev @memrs Geusv® GFuiIFHev

* 5510 OFUIZH GHwpUTHSHmT uiey O\FuIHev.

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
NTS

1-&

FILLET WELD - LAP JOINT ON M.S.SHEET
2mm IN HORIZONTAL POSITION.

TOLERANCE *1

TIME

CODE NO. WL20N1331E1
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Geuemevuilest auflems (Job sequence)

« Couewevd 5T (HSHMGT QUGHTLIL &F6TLILG
SATHH@LD.

« 2 Qevrsls wugliienet Lopmitb G IT 151 &GO QT
G B0 OIFUILIGLD.

« Gadr @enenriineg GCelenevd &l esrLg e et
<9|GOLDSH@LD.

* BI&H 6165 opHmitb CCMS oorievevir 2 1AL
L L_qpeirer g ever Cairay GlFdiuiaip.

* 0.15 &Govr / 152 eumuy) YWSHSS5H DS

<9|GOLDSH@LD.

GIimedr eurflema (Skill sequence)

« Caowanwmer LTHSTLIL LpeTOleTdFhdhens
&Ll LI6GSTLIHMGYLD.

« ssBsmer GL g Gleusb® OGFUILH LoHmiLb
Grrest 9wl sener CFT&HldaeLb.

+ Qareb(h) Qewewriifenar Hewi _Lor' 1 &&eD
®aud F @IT Lig elenat OlFUILa L.

o Qauev® OQeFuiulii’ 1 LFLI ST FdHLb

OFu1 g Geuelg 68T GHeODLITHFH®GT GHD)S 5
91e) GlFiunieyLb.

Glewi_1ol” 1 Blewevuilev Gevrls @emewriiL) Glarsvig emesr wiriflghsev (Prepare and

make lap joint in horizontal position)

CBI&GEBISZET: Q)5 2 BIHEHGEG 2 BHa/ald

* Glewi_iol 1 Blewevuilev Gt @ewewtiiL) Gleuevig enat Huimildhsev.

Blewevulest GHmibHF FLL SoOH  FHeUT
WL L $FDE& eOLOGH@LD.

ysellger wHmib  HFL 19 dleT  euTyy
2WSBS5m5 0.15 §1%)/0C\F 152 95 FMlHL1L_aib.
s hHaflest Filuwmas cestpler GLosh epesTmiTss
el FM O &1 % L) & &
Couewavd giavsr(hsener GL_d GlFdiuiaip.

Filwms

Filwrer Q_sGlenerd Heur(h) eiaill_sdeflsD
CL_& GlFdiueLb.

Geor oL’ 1 Flevevuled bs O\LITHFapewT 6o
Gmsad s GGer G Carenevul)ener
QULIT(HSG B LD.

Qeusv® OFuiuyd Cam’ 19 H@ 30 Ol(pB S5 40 DG
ooLSlebeurr 7rig ewerd GlETessT(h) 60 eOl(BBH S5 70 HES
oL1IGarm ewrinenet eweud g GaFui Causss(hLb.
Q&I peward@ THTTHSG OBHTL_EIG Lo miLb
oLIGarm enLndesT epeuld QUL @QuidHSGleD

UV (LpeweTuleOl(hb 5 LT1g eoerd CFiTddeyLb.

Oleueb(®) LT1g 606T FTmss oLV [TITLY GO eLPGVLD
Qg whHmib ooLiCermiiey L enerd
Olamer®) BSSBS SiLb, CausbBIeT HaHhHeemaT
Grmseaibd QFuiged Calet(bhiLb.

uMGFrgsemeardsaTs wHMD Geausv®

Q@QFuiwliul L _gemer &HhHHp OGFuigev (Clean

the welding and inspect for)

© @evewr et (Lpp Hem augauh om mitb Gleuebih)
(Cu® wererid wHmib - euaa,l BHHeD)
(reinforcement and contour) _oyerellenest Emdh@Hev.

« Fworer Glevd Gevhd

- Qarev(® L _Gr_mraiesiled
@)sbevrrenin.

O GUTL_THL

* aupeuLpliLimet erlitied GHmmmib.
« Qumdsiomest HCTL L LTHEWITSHSH6L.
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§a9 & erib (CG & M) LuH& 1.3.32
OGeuevr_ri (Welder) - sivic sdleyient_wi Glarevig b1 Gaunu @uieyid Heremio (Weldability
of Steels) (OAW, SMAW)

10 6.6 MS 51" 19 60 Glewr 1oL’ 1 Flewevuiled ooLflevevr’ Glawev(® Gevrs @)emewriiLy
GFuigev (2F) - (SMAW - 10) (Fillet lap joint MS plate 10mm horizontal position) (2F) -
(SMAW -10)

Crragasmigser: Qi ulnFuier wprgaled Hruser m Cealetriy i Fmeraeir

« @renul Swrn CFuIg Few Lol L Hlemewullev 9JeLDBH6V

* eTasL_ga®), LhlesrEmyip, Gumevrdll 19 opmip sk Geverrs Cpiey GlFuIsHev
c L s vl GL & Oarcv® GFuIsHev

« epL_ gedr, 2nd run oMo 3rd run Lig ey GFUISHew

* 5510 OFUIZH GHwpLUTHSHmT 9 uiey O\FUISHev.

SECOND RUN

THIRD RUN

N
2 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 FILLET WELD - LAP JOINT ON M.S PLATE 10mm TOLERANCE 1 TIME
JEF @ POSITION HORIZONTAL BY (SMAW-10)
CODE NO. WL20N1332E1
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Geuemevuilest auflems (Job sequence)

o QFHTRSHLILIL 1 9T HeGHT LIy H(BHFHEOGTF
FHLD CVFU1% HWITT GFUILIGLD.

« Govlt @ewewriilenast auenyii_GF6sT LiLg ujLb
opmitd Gr_d Geusv(h) OIFUIGHILD eHLOGSHGYLD.

© Qevenrlifener Glewi ol 1 Blemevulled
QLT (BB LD.

« DC  erh&yh LweTL®SSLILIL L T6D
sTudL grenl_  ‘OGpsLigar’ & (e1HIT
LTS F6D) @)ewewTdHayLD. 9fTd ool 1GermT
SU_BHLIIBSS G oL Y& LIGTLI(HSS|LD.

* F(HAIEH D6V T DL LD
2 GG Mevwsg HTH5 HsBHswer GL_d&

SHITT eI LDITSH

Oausd(® GlFuniini’ 1 (Qewewri et GaHmesrid

87° 4@ LI6tT LIGSHSBD@ HEODUTHUBDG (LPGST
feoLoliL] GFu e LD.

« Geurrlig ewey senged afFaH @etrm) Liguid
QFuweyLb.

SImedr eurflema (Skill sequence)

TSl g @ewewriifer  og G uied
g sFeyb. @ rindsbllery)  gaibi&l,
HHLUG T 99 LD G 9 Fl% L0 Gw
2 Covrall Lig ey Coraiensd HMTHEs HSHbhs
I L1 (pementil] LT LI(hSHaLD.

o 5@ hHsd OFuig GoumLig el &HdHsHLb
OFuIwIeyLb.

s sl et Cupuglilinsd s Lo myLb
wpestarHTHGou OHTHSHSHLIIC L Lig afleneT
sivO L_MeiTehF T Litgafletr @ 1L1d % e ar
®aus Bl eLp(BBGUTGLD. (Q)TETL Tl LoHmILD
eLpeSTDTeu %) Lilg afleweru D CFrdboHayLb.

« Qo m Brluli®SnST GTGTLIGHSGHULD
LI1g- & & 6IT &% LILI (b & B @ 60 g U LD
2 pISLILIGSSaLD.

« Govlifetr oyerey, Ligeiletr aigeutb, Glasb®
G@PUTHSET FHlumaisewer GCFrmgls s

emeussenar Frfl G)FUIweyLb.

Flewi_1ol”_ 1 FHlemevullev 10 b5 MS 5119 H@ Gevll @)ementiiihd@ ooLilevevr’
Gleuev(® GlFuizsev (2F) (Fillet weld lap joint MS plate 10mm horizontal position (2F)

ChTsaBIST. Q)5 2 BIKEHSG 2500l

* GlenL_LoL_L_ [lenavuilev 10 L6).L5 MS g51° 19 6sflev GLoev @)ewewriiny Gleuevig H@& Huimi GlFuIZev.

@)ewewrLiens Glenr 1o’ L Flevevuied L9 SoHaLb,
@BDFTSH 919 5550 LLOGS (Q)enenwTUITH@ LD
wHOpTmm S50 OFhIGHSHTH ®UdHHLILIL
Gouas@ip.

Govt @ewewriiewu (Govrr) Slewr_ 1ot 1
BHlemeovuiev Geuev® GlFuizgev (Welding lap joint
(fillet in horizontal position)

3.15 LBl &l 1 _peirer erevd g opmib 110
btwr Geuevig i syesrl LweT (B S
Courriig ewaur’s Lig wigF O FuIwicyLb.

ctevd T Camenrgeng Garcv® Cohmi’ (Hi_csr 70°
wppev 80° euewguilaid, OCBBIGHGHS HHL 1§ DGLD
eTevdL_TT(hdb@Lb @enr_Gus 40° 1psHed 50° auenir
Carewtptb LFmLofd&leaLb.

&F®) hhaLb QVFu'1 5 CauTL g el FeTDITS FdbHLD
QFuwieb. 5@ hoasb GlFuybCLIT S, LIDSHGLD
BIGST  FFBHFHGT  FH6ET B 6D LILG ULIT 6L GVOT 6587 LD
LIT SIHTLNDHTH FHeVTOTTLY 9JesTIIaLD.

4 185 etevdl gk GlHmer® 160 bt
G eueb g ki LTRSS
Q@) rar_mib Uiy ema LiguwdF GlFuiuweb.
6TeVGHL_[1TLg 651 CHTewTLD, Y19 SSHHL (HIL_adT 55° -
65° ysayb, wHmib 25° - 35° GIp(BSGS
S&HL_(BHIL_gitb 70° LpsHeb 80° Gleuev(R CaHmL’ (hiL_edr
Q)ewenrdsHev Gauetr(HiLb.

WBlestCerm__1b

b FipdsHige Cued o0 UGS wpmib
Geurriiig aflenet eLp(HILDLILG WITSH (Q)Te8TL_ToU
Lig eflenerrd OGIHTL T % ep(hiHed Ceuesr(BILD.
GLwL_ 24T & & e aur L L6t LI (h & &)
GTGUSHL_[TTeDaT HleweuuiThG) Ba(hsHev Caressr(hLb.
Oleueb(®) LF1g 60T HFBFST HH&H LoHMILD FSBLD
GFu1g0 Caueser(bhib.

epeSTmTaI G HMID QmiF Lig e 4 1.5
L L_peiTer eTevd_gr(h) Lo mitb 160 9gLbrSluirr
Qeuevig i sHresrt LweTLBHSHF GlFuIweLb.
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Garev® Cam (hi_etr 6TevdiL” gmest Camessrid 70°
Lpsed 80° 9yseyib oHmitd Q)TevsT(R) HFH(BHEHLD
40° wpsed 50° Yy sajb @) hEs Gouetr(hLb.
epdTmrel & Ly e, Ceumlitig ey Lohmib
Qe _mib g eileT @@h  LIGF emuiuLb
COpGHGSsHL 196 R0  UGH®wu b
eLpbrig wirsd @ i Geusss(hlLb. eLpesTMTLD
g efletr  LTHLpewer  (toe)
QU LImS ey LieTarTSSThG (valley) @) mdasd;
T @& Cosemaiwmear 6T

Casmi’1g et

FRTHBLI LITTLOMSGS: DeuGiom@GLd. ()T ess(h)
BL_LiL] (pass) ML LiLpenm LILIGTLI(HSSLIIL | TEV
Q@)ressTL_Tib LiLg & 2enFed @idhHomds OlFun i
Gauessr(B)Lb.
&F®H) hasd QFuig Oeued(® LIgeDal LD
O FuIwIeyLb.

B sliLg ey GFdieuem sujLd, LIGSH
9&LpOeu_emL_ujp Fiwmer G%Tewtib
Lo M) MJ LD B &7 e
TVHLJTHSSHS HbSI HH%5e]LD.

Cousdbens

T @ewewriiienar uiey GFuigev (Inspection
of ‘T’ joint)

ooLflevevr’ Glauehemwr . FLoHTG) [Hamid Lo miLh
Frilwmest ojene) &Gulss uie) QFUnLa)LD.
ootflebev’ Gleued(®h 9jaLp OGleur’ Huilesr Pluyib
DY SSHHL 19 6T B5FH YFHLgwmer GLoed
Qe @erPlujb o eTeTHT Tl Uie)]
O FuIwieyLb.
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§g & erib (CG & M) LudH& 1.3.33
OGeuevr_ri (Welder) - sivic sdleyient_wi Glarevig b1 Gauiwu @uieyip Heremio (Weldability
of Steels) (OAW, SMAW)

2.00 6.5 MS sal’ 190 OBGHEGH Hlewovullev BlgLiyds oLy OG&ETessT®) 2 (HGHLI
Lig ey OaFuigsev (OAW - 10) (Fusion run with filler rod on MS sheet 2.00mm in vertical
position (OAW -10)

Crragasmigser: QuilnFuier wpgeled Bruser Gm Cealetriy i Fmeraeir

« eyl _SGlerg Geauemevenwr swimi GFuisHev

« Qeuev® OuTHaperiev CBHSHG BHlenovuilev Geuemevenwitt GLIT (b FHIHev

* BTG pmid FFLriys HbLh) jene) wpmib Ty pHH5mB Coib0\5HSHm

« UGermemuitieniuyip Blyriyd siotflevwujio Filwmet CHrent D66y LIFTLON S HId5 HFHUITEHDH6)
* OBBHSG Hlanewuilev Comymip Cprs& Gmid Gamii1g et eutfluims Lig eneuls Lig & G\FuIsHe
* Ly el Fgs CFUIg LTimeawTe Yuie) OFuILH GHDLITHFETS HETL_1HlSH60.

[

\&&K&K&&&K&&K&&K&&&&&K&(Q&i(Qﬁ(&&&&&&&&&&K&&&K&&&&K&K&K&i&(&&&&&&&&&&&&&&&

700

\(((W(&(((&((((((((ﬁ(((((((((((((((((&(((&(((((((Q((((((((((((((((((&(((((((K((((

\K&&&K&&Q&Q&&K&&&&&KK&&(&Kﬁ&&&&&&&Q&&Q&&K&&&&&&&&KK&&(&KK&&&&&&&&&&Q&&K&K&@Q

\(((((M{((((&(((&((((((((((((((((Mﬁ(ﬁ(ﬁ&K(&((((((((((((((((&(((((((((&(((&((( D

\m&m«am&m«(m«(&mm&m&m«a«(&m

—_
N
(=1

\(K(((((((((&((((((i(((((((((((((K(((((((((((((KQ(((((((&(((K(K(((K(&(((((((((((((KN

@ © ===

A

1 ISST 100 x 2- 150 - Fe 310-W - - 1.3.33

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

SCALE

e FUSION RUN WITH FILLER ROD ON M.S SHEET TOLERANCE:( | TIME

@ S 2 mm IN VERTICAL POSITION
CODE NO. WL20N1333E1
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Qeuemevullest aurflemns (Job sequence)

C UMNTUL SFT LG SHL L& SWITIT
QFuiweyib. euewgLL_d&Her Ly CHmHHer
UT b & DOUFEGTLI LicTemd GHmluil_ayLb.

© &L 1 68T LITLIOLI FSHLD OFUINLIGLD.

o omrE&n Qi 1 &1 e Geev()
OuTHReauetilsy () CBHGS Glauevrg ki @lh&leh
OIACET R 2wy dHed
QILIT (BB LD.

* 5 b eredwr prHemevg Csib0sH1dHeLb.
g LIGarmenitied GLim(hdsHa Lb.

« 16 181L5 ¢ CCMS flyLiyd sibieowib 015 &5/
OF.152 YuWdsS™B QUM S GHSSGLD
i OFIQEE

QU F &) Wi et

o Caeweuwimer LimHHTLIL (LpeTOeTFF MG -
FHeOETLI LG LIHDD@LD.

« UGarm evulieouls LHm eeud s Hluyl’ red
SL19LpLbewLI 9GS FH @ LD.

SIimedr eurflems (Skill sequence)

« UGarmevuitionn OGerev® Csmiigmna 75°
CamessrgFapid Hliyiiyd sHibifleouws 30° - 40°
CamenrdGaytb 1919 Gasayb. L1CermeniLiL
BTHRAISHSHD HILrid HE@GHLh HHL 19 65T
L is @@ @enr_Guwi o erer Garewrib 90°
245 Q) msbs Gauetor(HiLb.

o yereflu il . Gsmilg et FHewi &
g L1yerefluled) mh & O HmL_m& Groed
Crrs& Glausb(®) LILg ajsenaT @)L _ayLb.

© 99 & SHDBILD 2 (hGHd HLOLIMJLD Fa(HILOTEST QUGHIT,
Gopps araipG 2 @ssLLGAUDS 2 pif]
O FuIwieyLb.

« UCarmewili @b Byl &HiblE @b
Frilwmet ensd QuusbHd FhH Hp Gleul (B
TDHL(BIHES HITHHGLD.

s Lg ooy FH&Hb OFuig LITLIND THTeUH
Oeueflliynd GHeODLITHFET 2 GTETETOUT GT6s

YY) QF e L.

2 6. MS afil’ 19 eflev GBBHF@GH Hlewevullev dLievevri Fmigemesrd 6)%T6s (B
2 DBV LG aflewerd GFuigsey (Fusion run with filler rod, 2mm MS sheet in vertical

position)

CBIaESHBISET: Q)5 2 BIHEHGE 2 5Ha/6ld

* 2 6l.f MS afil 1gefley GBBFEGH Blenevd@ dLIVeT FTLYNT eUdhHl 268D F6V6H6HT J

@areist(®) Sswri GFuisHew

Gouemevemnw gyindhsev (Job setting):
Gousmovenws OpHSH@ Hlewevuisd (Figl A (/) B)
Ly B0 (mb 51 2 1o &1 2 wiT SEleT 9j1g L1 ienr_ufled

oL 11D eWLD&FH@LD.

BTHD eretsr Tgors Guimpss 1.6 LAL5 ¢ CCMS
Blriiys sibleowid Cairbo)s(bldseyLb
@euevrg i1 w11 pemm (Welding technique):
Qarcvenr . GIpHSHTHE Coed Crrsb& Lig ey
O FuIweyLb.

LiGermenLitiesr Comesstdeng 75° ullepib Bl
by GCamewrgens 30° - 40° _geradeyib
vigmiofldsayib. (Fig 2)

LiGermenilining erhsalls Ul L @uidsupLd
STMLOD 2 (h&d Cohdbssensd S HILILIBHSSLD.
(Fig 3)

Fig 1
MARKING LINE

| )

VERTICAL WELDING k

FIG 1-A FIG 1-B

WL20N1333J1

Oleusb(® 2 Covrals Lig ey Fuiged Grosh Cprdhe)
wewl_ Qimyb Cuimupgy , LIGerT et Loh mib
Camrelest eTent_ 2 10 % engenwid SHp Cnrdd)
Q) psHTH UTMI Hb% FHeuaTid Gom G)FHTeTemayLD.
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Qarcd(® g eDau, LITLILS D LIT(HS%TT6T
e _ral, Geasv® 2 Cowrsd OG&smuiey
SHTTGRTLOTH  HTNTLILIBLD  LILg N6  [B6L6V
Campmiblesienin, G s g uimer GFPle) , eV
emevwtrest Geued(®) LIgaf, (LpHOWGT GBS B
91ey GlFunieyLb.

Fig 3

WELDING ROD

AIM THE FLAME
AT THIS POINT

DIRECTION OF WELDING

MOLTEN POOL

STRING BEAD

WL20N1333J3

F@d) & erip: Geusvr_ri (NSQF: Revised 2022) Liufn& 1.3.33

Fig 2

DIRECTION OF WELDING

WL20N1333J2
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§a9 & erib (CG & M) LudH&) 1.3.34
OGeuevr_ri (Welder) - sivic sdleyient_wi Glarevig b1 Gaunu @uieyid Heremio (Weldability
of Steels) (OAW, SMAW)

2.006).6 MS &L 19360 GBBFEG Blewevullev FHhig wpL 1y emewriicnrs Ll Geusv(®
GlFu1g6v (3G) - (OAW -11) (Square butt joint on MS sheet 2.00 mm in vertical position) (3G)
- (OAW - 11)

Crragasmigser: Qi ulnFuier wprgaled Hruser m Cealetriy i Fmeraeir

s uemLIL_SHeTLIg @Temit SwTi GFuIHew
c e @ewr_Oeuaf), eauruy upsSsHip Osraslh) GCBHSE Hlevevulley QTeLI 2/eDLDIS5FH6V
s Fgflwmer BT&ev, LiIGarmemuls wopmip dLievewd ga® Cspiey GFuizsev
« OBBFE@& Hleewullev CoawGrTs&E @Tem Geusv® GlFuIHev
c @reu H5510 OFUIg Geuev®h) GHenpLThHHmar uley OC)FuIse.

/l

a
£
|2
Ny 2
< .
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
EF @ 2mm IN VERTICAL POSITION.(OAW-11) (36)

CODE NO. WL20N1334E1
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Geuemevuilest auflems (Job sequence)

© BFHL DL & FHHMSS RUBIHZEET [T LD.
LIy CieoL g et Lyey Glsmetr(h) ddhall
L®PSsab. sl 1gemer 1.5 105 Ceurr
@)ewr_Oauefluy_er F&T LpL 19 HERTLILITS
9WLOSHFHELD.

© BITFH oTevr 5 @it GWimT(hSSHa L. 955 g6t
wHmib G 19 et euru) yipdsems 0.15
F&)/ GFLH? Y F FildaL L_aLb.

C LarE®FL LUDD weald s BHE S
SLILPLDEDLI DJGDLOGFHALD.

« 1.6 W5 ¢ CCMS Flgliysd sblhleows
1 OF QL)

© Qe () s (hsemarub Frms 15 LEL5 Gaurr

Q) ewr_Glauarf W LD S Fi @) &vor ()
wpewerrHafleb opmitb og&Hulleyib Cr_d
Oeucv® GlFdwiaLb.

o Fflwrer Crigeen &Hpls s CFTEHHH0 Lb.

© sl C Qmisd Oasraw®h 6nHS% S
Blewevulled H&HL 19 67 19 L1yp N el by
Oeusbr_rfledr oML 2 WTSSDEG @)HSSHLDLILG
L9g SFH@LD.

Smest eurflema (Skill sequence)

+ G OQeusbenl_ 2 (B&%HayLb. ()ewewtLiLler
9y L11ds feflibtiey Geucv(®h) Cohdbsdbens
2 (IhGUTSHSHGLD.

« LGerm ewus Gamewrgeng 75° - 80° 948
pareydh GCamil (HLeyb, Blolinyds Sl
Caremrgews 30° wpsped 40° 95 9GCs
serd siL_ayb. Geusvenr . Coed Crrdh&HdF
GlFui Gauessr(pHLb.

o Blrligyd sl wpevesteniid; OSTL % 2 (h&d
Cssss55e0 @' B Ced GCprsd mHTeLb.
Qewenrlion @hewmis Ligears Gesed®
QFuIwIeyLb.

© apepeviowiret 2ar(h(haued GlLmib cuensudled
Qe 2 Gevrshisarler 67 kidkeneriyLb
FLOLOMTS 2 (hdHLILIBeUenS 2 MG O\FuiwieyLb.

© Qewewtiilesr @) miGuied GLimsiome Bl
o Covrsgansg CaFidsdh GLHLILIGTTdS
Blrcieyib. Quimms&uledbh s Cauenevenus
bds GHDBHFH®GTLI LILIGTLI(HSSHa LD

o Ooucvewr  &Hgsib GFu1g, LywLr LFliyd
GOPUTHSHET &HPdHID Coaur 261 (b (Heied
&S SHId 9yu1e) GlFuILeLD.

2 106 MS ol 1ger Gev OGOpBFH&GH Blaveowullev eud sk FHT APL-B
Qememrifemar 9jamingsHev (Square butt joint on MS sheet 2 mm in vertical position)

CBI&EBISZET: Q)5 2 BIHEHGE 2 5Ha/6ld

* 2 1616 MS afi” 19 et GLosv G\BHS@ Hlenewuiley eneid gl FHIT pL_ B @)ewenriiing Glalv®

Lopmio Hwiri GCFuISH6.

Q)Tesr(h) HHHHSTUILD FHIT (LPL L9 GHGRTLILIT S
arnTs GLg Gasd® GlFuig, GCasmevenus
QBBHS@ Blewevuiey GlLImhbHaLb. (Fig 1).

L TTESDF, FHITSH HTIgulest 91g L1 yDSHFnHS
B&HTSE) Glauab(h Heflewws 2 (HeuTdhsHea b, Herflenw
Qumsasd GFuig & GCammed 9yss GlHMub
auewrd OHm_geyb. (Fig 2) @& wppenLOWITET
2a1(hl(HUHeVS HDIHFID H).

Capevauwimer 2e1(h(meuenevrs GLiHmeyL_ebT, Bl
2 Covrsgheansg CFrdss s Goev GCprshs
Oeusb® GFu wpeveTwiaib. (Fig 1).

(3) o cvor 11 1.9 Gt Q@) & &1fl LD L & ¥h LD

2 hsHsLILIPaums 2 m& OeFuiw CCerm

LIS LISESFDGLI LIGSHLD 6T of F& FDhm)
ST ALD.

Cued Cprss& Gymer psrey Calsd HiL 6o
wpestCearpayid. Byl o Cevrssbeans CFig s
FITesT 9HGUIPLD, BeVV @l aIpLd, CHTHDHULHLD
Q)SHTCOTL_ LILg 696 2 (heUTHEHRLD.

Qeweweri st GLomrmdGled Gleusbent  (LpLg FdkeLb.
@LpliLeTarid Byl iReueng 2 m& GlFuneLb.

Lig eneu &b G\, 05 OIS 91ps@iv& Frmest
Gourr 2e1(hl(moued 2 6irarsm erarad , ©Oeush(®
GFmley 05 wpsped 1.00 OIS euewy ulleib HLp
o’ (h psevTaTeDal (FGVGVTLOGILD 2 GITETSHT
eraTaLd CFTEHSHaHeLb.
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Fig 1

lol

QOW°
‘ BLOW PIPE AND FILLER ROD

WL20N13341

Fig 2

KEY HOLE

««

/ 1.5mm DIA. HOLE

WL20N1334J2
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§g & erib (CG & M) LudH& 1.3.35
OGeuevr_ri (Welder) - sivic sdleyient_wi Glarevig b1 Gauiwu @uieyip Heremio (Weldability
of Steels) (OAW, SMAW)

12 1616 MS Ba1" 1960 Glewi ol 1 Blewevullev gmemm LpL 1y enewriienis LpL (b
Gleuev(® OFuimhv (2G)- (SMAW- 11) (Single ‘V’ butt joint on MS plate 12mm thick in hori-
zontal position) (2G)- (SMAW- 11)

Crragasmigser: QuilnFuier wpgeled Bruser Gm Cealetriy i Fmeraeir

UTLIL _S$FOTLILY @mTem Hwimi OFuIHev
« aflaflibysemenr Gxsiv HL 19 1 epevid Hwimi GFUISHe Scan the OR Code 1o view
 epL @@nl_@waﬂup_dﬂ GlevL_LoL' L Flemevuiled @TemLl 9JeLOSH6V the video for this exercise
© TS _ga®), LletFTyip, 9ridh OGevesrd opmitd GuTewTML 19w GgHrie) GFuIgev
* eBL_ T @)FGRTL_TID FeiT Lop M efafmbi evifL 1119 &y G\FuIsHev
* Gupuygliyseer sgsi0 ClFuIS5 GPUTHF®T 2ule) CFUIZ6v.

R
S0
24
R
30
R
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 BUTT WELD - SINGLE VEE BUTT JOINT ON TOLERANCE =1 TIME
EF @ M.S PLATE 12mm IN HORIZONTAL POSITION (2G)
CODE NO. WL20N1335E1
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Qeuemevullest aurflemns (Job sequence)

« 12 U5 serperear MS 5L L 96TahG,
Geut” 1_aLb.

« aleflibysener Frfley GlFweLb.

© saGBsefley et m, 45° CarenTSGn@ Ty
Qeul”_ (& epevrb Friley GlFwiui'ii . Cauessr(HLb.

© Qe _maug $50), 15° Carents GG eurwy
Oeul” (B epevib Friley GlFdnucii  Geussr(BHILb

« feflbysemaer &&HHD OGFUIS 6TV
LG T HemeTULD (hdhHeYLD.

© 2 pSHMewsE S BHLLBSS nedm V ewus
Lpest emioey O)FUILIGYLD.

LITSHISTLIL] 2 HLILSEET 9J6sfluiayLD.

« 2 S5 Geaurr Qawnr_Oeuell Hps, Filay
Qe 1 gs@Bsmwer G g OGearev®
QFuwIeyLD.

SIimedr eurflema (Skill sequence)

« 45° Fflays Cammewrid G&mevi . 2 myliienesr
(o ) Gupymib @)HS@GLbLigujb 15°
Fifloyd Camewrid Q&Hmedri_ o miii9ener
QL LImLd  @)(hSHGLbLIg UjLD (F)eHewTLIeHL
Gewr 1o’ 1 Hleweoulled GlLiTBSHaLD.

o Gourrig eweu Coprnd S&HL19 65T HicunkIF),
v e GaFuig, Fpll YUpsssLl el _ujib
2 (p&lewewtLiL) GlFuiaLb. FymeT 261(h(HeUEH6V
Q)ewenTL L) (LpLp&USILD LIFTLOHSSHa)LD.

© @TeRTL_mib L9 edaUILD eLPETDITEU S LoD LD
@&t g eweuyd GFUIL Q)enenTLIeHLId
GlewL_Lot" 1 Blevevulled (LpLg dFHayLb.

© @alGleuTn Ly emayb FF6h Hasn GFUIs
L9 e FhHLD OGlFUIeLD.

« Qarev® OEFurwi

GOPUTHSET GBS S5 u1e) GlFuIIe)LD.

) & ewr L1 60 L1

121618 sars5Fev MS sH&HL 1961 SGlewi ol 1 FHlewevullev emenm LIl
Q@ewemr 1D @ 9emindHev (Single ‘V’ butt joint on MS plate 12mm thick in horizontal

position)

CBIaESHBISET: Q) FH 2 HBIHEHGEG 2 5Ha/6ld

* 12 b FergHGlev MS FaL 196t Goev Flewi ol 1 Blewevullev gmemm V' wpL 19 ewewriiLy

Qarev® LoHmid Wi GFuIgHev.

Flaysener aurey Geul’ B GFuig whHmid Fred

St GlFnueyLb.

sE@Femer Gpyp o miliy 45° FfleyL_gyiib,
Spliym 2 myiy 15° Frflay_eyiib (Q)hH@LbLILGUJLD,
15 18IS Gaurr (LpsL'iny @) B GLbLILg TTeGuLD HUWITIT
G FuwieLb. (Fig 1)

Filenau grai, Geur @pslieos 1.5 105 945
s sayib. (Fig 1). Ceuemevenws 2 1AL Ceurr
Qewr_Glaeriluy_er jenL0d S Q)1 (LpewesTH6T eVILD
Cr_& Gleueb(h GFUIwIaLD.

Qb auens Fiflay, enenm V L eomuller enr_
Glew 1oL’ 1 Hlewevulle, Lyeufriiy flewsds,
THTTHLI 119 6 Gl F e LIRS D F.

Caurriig ewar sangFed afF& QeTpPl 1LILg oy
OFuweyLb. eTevdL_rrenl_ CB(BIGEGHD HHL(HL_6oT
90° CarewrgGlayib 65° wpspev 75° CahimesstdFled
Qewewntiiys Cami’ (H_gyiib 19ig &FHe Lb.

Fig 1

PLATE PREPARATION

45°

ROOT GAP -
2mm

ROOT FACE 1.6mm 15°

WL20N1335J1

Grmer 2an(hlpeusd GLim & Cammed LiFmLofd:eeyLb.
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@)geser_mrib L9 ewau, OBBIGSHd HHL_(HIL_eoT 55° ePSSTDITLD Lilg 6wy , 6TV FTH CaHmentdend
Lp&6v 65° CamewtLom s 6TevdL” 1T CHTeserdensd: CrhSGS HHL_(HLcrT 95° wpsHed 105° 9 s
GODS S , 20156 af F&H QUIGHLD BHbSH (Q)L_@fLb. 2B FMSSID, FHM 20FeD QUIGHLD Hb /LD

(Fig 2).

@)_ayib. (Fig 3). @)L 11 ewau, 2 (h@L1 Lig allest GLosd

Fig 2

\ 2°RUN

WL eib, @)Tessri_mib Lig o6t FhGIIeyLh

OFuIwIeyLb.

Fig 3

125°-115°

WL20N1335J2

WL20N1335J3
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§a9 & erib (CG & M) LuH& 1.3.36
OGeuevr_ri (Welder) - sivic sdleyient_wi Glarevig b1 Gaunu @uieyid Heremio (Weldability
of Steels) (OAW, SMAW)

2.0 L6l.b MS ga1 eaw_ GBHSHG FHlenewullev “T” @emewriienis ooLllevev GlFuILHed
(3F) - (OAW -12) (Fillet “T”’ joint on MS sheet 2.0mm in vertical position) (3F) - (OAW - 12)

Crragasmigser: QuilnFuier wprgaied Hruser Gm Cealetriy i Fmeraeir

s uemLIL_SFHeTLIg @memit SwTi CFuIsHev

« @renLl CB®HSG Blenevuiley 2JemLodH6V

* Beveod ga®), BrFev oHmib auruy iphsd CHiey GFuIgev
« By’ gev 1Gerb yewins g GL_s Gausv®h OFuIsHev

« @renrs Goev Cprs&Gw Blenevuiey Geauesv® OFuIzHev

* Qavrlionu &&H0 CFuIg G@PLTHSH®an Uiy ClFuIg6.

-

2 ISST 50 x 2- 150 - Fe 310-W - - 1.3.36

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

SCALE
NTS TOLERANCE 0.5 TIME

FILLET - 'T' JOINT ON M.S SHEET 2mm

S @ IN VERTICAL POSITION CODE NO. WL2ON 133651
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Geuemevuilest auflems (Job sequence)

o 2 Couradensd auewTLIL_SSHTLILY. HUITTSEeLD.
@uhsmar GFhGHTeRTIOTS Q)T TaIa)LD.
L nSlenest sivie 6b euirt Lyeiy G\HTesT(h) FidHLb
QFuweyLb.

* BTH ereder 5 wHmb 1.6 S5 ¢ ccms
slewwg CarhOsHESHa b, BH Bl
SLILpLDEDLI DIGDLOSFHALD.

© ey pssdems 0.15 .G / QFS? 9y
9O FHELD.

C UTGHSTLUL YL _Feerujd ©lesebig b
LIT B FHTLIL S FHEEST GO ITLY GOUILJLD _DJGUTLLIGYLD.

+ Gevewevg satrhsevar, T @evewriiims GL_d
Qeusv® GlFdiuiaLb.

© Qewewtiiy Fflaug GummsbFuled (fixture)
Or®R %@ Blevewuiled Q) mis&ll 1919 G0
Ll (BeTergm ereiTLiensujb, Gercv® CHr®
Ly615@ O\ FBIGSBTSH Q) BSHFMBIT GTGTLIGHSILD
2 1% LIBSHS OFHTETeTeyLD.

o UQarmewuilieouub Blyliyd sHibtlevwid Frfl
UTSH  DHWTETH Q)ewewTLienis g L

Smest eurflema (Skill sequence)

Lms &0l (b s Coev Crrs&Hlur HewaFuilev
Oleusb(®) GlFUILIG FHiauhiFHa/LD.

« UGermewLiliny&@ib Hlyliyd &Hibild @b
S 19T LITLILH@HSG whHmh Gleusd(h
Carl’ %@ Qe GCu shwumer Gsmewr
jareweuts Lgmwflgs CeumliuimswpLd
Q)ewenrdHLILIGD LTl SE@RLD  FhleuT
2 (K@ LbLIg & GlFdiuiaLb.

s 2 &Bw 2 Cowrsd sefl yeufiiiy elens
FTTGTLOTS B FHLoMHS O\GTUIGIEHL _UITLOGY

Q)mLitiens 2 mi% GFunia)Lb.

© Qewewrliier @) miGlulled GHLAILIGTAT S5
Bl Geuebenr  (LpLg daeyLb.

o QuTsSHuNeO Bk 5 (fixture) Licssili’s GlLimmenerT
$5&) Glausd(h) Lig el FdsHLb QFUILIG/LD.

« Oeueb(h) LILg QU FLOKTGV HeTLD LoH) MILD FiTTest
2/evarrfl aug b Y&Huie SplSSH uie
OFuiweb. 9% LITLILS GHeopLITH%HeesT 1]
DETATHT eTedTLINS 2 MG OFuI s s
Q)& TGITGTGYLD.

OBBS@ Blewews@ 2.0 6l.ud MS afil’ 19 eflev oorlleverr ‘T @ewewriiLy OFuIgHev
(Fillet ‘T’ weld in MS sheet 2.0mm in vertical position)

CBT&EBISZET: Q)5 2 HBIHEHGEG 2 5Ha)alF

* OBB%G BHlewevullev 2 165 MS afi’_ 19 h& ‘T @ewewrLiinsTer oLisver_ Galcw® GFuigev.

Rh BHL_wL_ 91g SBHHL_ D% OCBH%EHTH 90°
Camer s &Hed emaudas (Fig 1), s Bleovevd
SriSlptbeoii’s LTRSS (@)enewtiieT (Q)h
wpewestgHemeyib Lop mitb LodGuieyitb Gr_& Glasb(®)
QFuweyLb.

LGermevris Camenrdheng 75° - 80° 9 HayLb,
Blriiys sluiler Casmemgens 40° 9 He/b
Glauev(® Cam HiL_ctr GpHGHTH Crosh CprdhEs
Sewsuiev wigmiomdaseyib. (Fig 2) . Goeyib
SaHBFeMeT LITLiLjs@ensEHent_Gur 45° LiGermenLi
Carewrdensls Ligmiofldseayib. (Fig 3).

2 (h&s CHdbaHbemD Hlewevd HeTewLOW/L 65T (FTTH)
S BB B LD ooLilsvevl’ @)emewriienis, Geurrt
LGSuled, @ewewrdai_ Geouetrig w  (Q)reser(h)

ULy &seeru b FIowmsds 2 (hdh&E Geasd®
QFuIwIeyLb.

Blrliyd sibtuler peveteowd OHmL_rThsH
2 (h&d CHsbasdhdled blpsF), Giosy Gprdhd)
Oleuebry 1 GFuiwd GHTL_[eyLb.

Cop@m L’ G Fuwied wwpeom,
Ceurriig@enwiyid, @enessrdarii_ Geuessig
SHBHFfleST LTl |seoerujb FTms o (hdhHayLb,
Qewewriied g ey GeFuiwli@m 2 (&w
2 Covrag OGgmuieneud; S BHLILIBGSLD 2 HaLb.
L1Germ ewuirs, Camrsiv LpHelienel»arfle 6TenL
ST LOTH Ljell ML eOFWme) 6%
Q) psHLIIBuSDSG THTTSH L_111d B5HTey CaudkLb
Fors Qhd@Lb Ly 2 M5 OlFuIeLb.

Pef & erib: Qeuevr_ri (NSQF: Revised 2022) LiufH& 1.3.36 131
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§g & erib (CG & M) LudH& 1.3.37
OGeuevr_ri (Welder) - sivic sdleyient_wi Glarevig b1 Gauiwu @uieyip Heremio (Weldability
of Steels) (OAW, SMAW)

10 )b M.S. &L 1960 OBB&GE Blavewullev (CoevGrrs&) ‘T (@)ewewrLicn L
ooLflevevr’ Glauev(® OGlFuighev (3F) - (SMAW - 13) (Fillet weld Tee joint MS plate 10mm in
Vertical postion) (3F) - (SMAW -13)

Crragsmigser: Qi ulnFuier wprgeled Hruser Gm Cealetriy i Fmeraeir

c uemLIL_SFHeTLIg @Temit SwTi G\FuIHev

* @eewrlienu CBGB%@ Hlenewuilev O\LIT(HS SIS0

c Lo 9yid Gama® GL_& OGewev® LIy ey OFuIge A
Scan the QR Code to view
the video for this exercise

* eBL_ JedT LoMMILD @)FeTL LD Ly el FrassF OFuIsen
* YpLILugLiys &0 OFuIg G@pUTHFHmen 9uiey G\FuIsHev.

]
<
&
=
S
S
Nt
N
—
N’/
7 '\
=
—
=
—/ Q
—/ X
N—" §
—/
N—"] Q
—/ S
= %
N
N— <
=
Ny
—/
—/
"
=7
=~
Ny
—/
—/
=
N—
N/

>

v
L~
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 TOLERANGE *1 TIME
E @ IN VERTICAL POSITION (UPWARD)
CODE NO. WL20N1337E1
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Qeuemevullest aurflemns (Job sequence)

* SHHL L <9 T & & @h I & QUen [T [h B
uen LIl GGletr Litg Geul’ L eyib.

o leflbysewerd OFBhICHTETIOTSHS HUITIT
QFuweyLb.

+ Garamevg giadmrBsemer ‘T Q)enewtiiiims
9OLOSHFHELD.

« 315 Blb L _peirer M.S eTevdiL grenL g
GG shS s 110 oybtwir 18lestCeormi’ 1_1b

<9|GOLDSH@LD.
s TS gT® Caifewer O TR
O\L_ITLAIGOT 8VIL_GHT ()e0aueT @y LD.

« Gouemevd givr(hsener (peveatsemicy GCL_d
Oeuev® GlFdwiaLb.

2 RSB MNYSHTSH 2°96TeydG, (LpedT
9jeLoey GFuIwieyLb.

« Qauevig i HlevewliiBGFulled (Q)enewTLienLs
QBBHSHHTH DaISFHALD.

« GeurriLig eneu Gewmbs 4% Berid LopmiLb
FHhm oagFed Quidsupb Gogyib &ptb
@ widsHpLd eTevSL_TT(HSGS HibH G\FUILIGLD.

TS grRhEG FT e afFaH QuidsLD
LG LI(h1 % H@LD.

Smest curflena (Skill sequence)

o &F@ hasb OFUIg euwir Lgey O%HTesT(®
BTDTSH FdHLD OVFUILIGLD.

&F0H BHaHFHD OeFuiuo O umTeps
FHTEHFT6IV LIWIGTLIB S B LD.

« 4 Bl L qperer eTSHL grenl g
Ca b6 BBSH 160 9ybwirr 18lesrGevrmi’1_1b
D GOLDSH@LD.

© oarFed @QUIGHLD LILGTLI(RSS GHL_eoL_ 9T
barib GHmeer(h) (Q)TeveTL_TiD Lilg ewel FrTent
Couagsd gi_ett 2 Cevrals Lig 6 eTHLI(bILD LiLg
L9 6y GlFdueyLb.

« et ol (9yaLp Oeul’ () HalliTdaHeLb.

o S0y ey Fieuy BlyLiieib.

© Boolu@sFuid Qaba OCad®
O’ 1 @enewrlienis (55 FdbsLb
Oetigl GopuTBSEaT GSPSH Y Ua
O FuIweyLb.

G o 6v 1 rh1 @ LT p BI
G % om e w1 T 6T LIT & &STLILY
LpTOITFF NI EHHMTLI L6 LIHDGYLD.

@ & urujLp

OB®B%5@ Blemevullesv 10 LO.L5 FHershBlev MS saL e ‘T Qewmenr i@ vLilevevr’
Gleusv(® GlFuisev (Fillet weld ‘T’ joint on MS plate 10mm thick in vertical position)

CBIaSHBISET: Q)5 2 BIHEHGEG 2 5Ha/als)

« OBBHFE@ Hlewewullev 10 LO.L6 FersHBlev MS FHL 19 evflev ‘T Geucvig D@ odLIeVeVL 19 66T HWiTri

QFuISH6.

OBH%E Hlenev Geusdrg ki G)Fu b GUimLp S Fev
FAyomisever 5P GlFdnulin  Caesirig o 6reres.
el Glarev® 2 CovrTssGHlr HFEH 2L L&HHev
9ap Ooul’ B wHmitb 2 BEHW 2 CeuTsdensd
OB TUIIS (b S5l HL_HLILIBS FIH YFHNIGHEIFHET
UG QdaUFmar, GLewL_ YT LoHmILD
Filwmer erevdL gm(h CHTewTd HIL_6ST Fnig Ui
tpevp

Y Fweisarts LTRSS HalTHHeTLD.

Fflwmer oarFed Quids ML LI
Camewt 2 (S SHHTH (b BL_L1L5G 1° af HLb
Fig -16b &7 19 wieum i HHHHEAT (LPGST 9GHLDG|
OlFunueybGaurri'iig enes L9 e GleFund GUiTps
Couemevd HI6BTLY 6T DL L11LIT S G 6V (15b 5
SIeumhisa . (Fig 2).

GauritiLig eweu Ligws GFuizgev (Deposition of
root run) : @Q)rewr(h sHHGFHefl gy Gased®
2 CeUITHLD FLOLOMHLI LILgUujLD LILGUWITH FHM)
o2a1F6) @QUISSHLD HibLl OFuIwIeLD.

Fig 1

PRE-SETTING THE VERTICAL
MEMBER OF A TEE JOINT
TO BE WELDED ON ONE SIDE
PROIR TO WELDING.

THE MEMBERS SHOULD BE SQUAREs,
AFTER THE ANGULAR
DISTORTION HAS TAKEN PLACE

WL20N1337

TS gTHSHG FIL L QUISGHID SHTaLD.
(Fig 3). #m’_aw_ @QuidasGletr GLim g eTevs gm(R
> bG5S CopobadBlalbbe Hor yid 2.1 e
L1T6D eT(H1SHHLIIL_(h) OGS (BHILD GHL DL 4T
berupLchi sBhGSH Ca5555DG 2 BG
Q&TesT(H) uTLIIRFD S TS TTH 2 (hhd
Cadbadh G0l hha 2 wirdhsliiGib GLmLp s,
Olassd(®h) 2 CevraHid AWl & GHellTHn sl @rereing
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G Heowmw oL Fng. @)H 2 ;BEw
151 69 6v U9l &Yy GIT GIT Gared® 2 Geum&ib
QBTUICIGHL_IHEHE: GHEODEHFD F.

Fig 2

WL20N1337J2

S BHLULBSHID TUSHL_[JTTmL_ &k H6wTLD
OeuebL” LiTs pevaruiey 2enFed af F&Fetr CLim g
Blmis 5150 5L ol B TpLBamSd SH)S5S
2 FaLD.

Fig 4

WL20N1337J4

VERTICAL 'T' FILLET ELECTRODE ANGLES

Fig 3

WHIPPING ACTIONS

Fig 5

VERTICAL ' T 'FILLET

WL20N1337J5

WL20N1337J3

T grenL . @QBLISHAPLD  BHTHS@LD.
RaI0uT(h LSSHSF D st Grrd Blmiss
s Oeul' ant g sailrdhsab. 2 CeTsdsemns
Qewent 196y Fflwmer @ _&&e0 GHmuialssri
tgwdFw i etevdsl gr®h C&mentdens
Fig -460 &L 19 wWeuTm e»6udG)(hdhdeyLb.
Courrtitilg ewer peTDTH HdbHb O FUIweyLb.
APSHFNILDTSH LITSH (LpewaTsharfleh (toes) 2 6irar HF(h)
s Cauesst(HLD.

Copemauwimes ojemea 65T FrmeT Lig e FHlevl %%
Q@) er_mib g ewes Glesd®h O Fuiwe)ib.
Fig -560 &L’ 19 weurmy (zig zag) (<o) wpdCamesst
QuussseS T TTRSGD SHTLD. GHL el
QTS LWGSTLIBSE) LTS Lpeverserich Glaicven.
Blolin usshisefled Fpm B missab. Fig -66d
D GTETQUTM 6TEVSHL [JITLY 6T (LpenerTd CahmesstLd
Guoed Grrd& @Q)mLisTab, GL e i
LT LGS SLILIBQUST LD 2e1F6) QIdhS HiL' LI
Lpe»MULD Glarev @

Qgruiauedl _aiewsHuib HFH oL LGS

o Gevm LD

Fig 6

WL20N1337J6
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§a9 & erib (CG & M) LuH&) 1.3.38
OGeuevr_ri (Welder) - sivic sdleyient_wi Glarevig b1 Gaunu @uieyid Heremio (Weldability
of Steels) (OAW, SMAW)

50 6.8 &1 _@pip 31615 SFHeuriserpip 2 emar MS @rpmemuws, 1G (2B (HSHev)
Blemevullev evl” OyFHyev @Lomul (pL1g ewewriiL] GlFuigev (Structural pipe welding
butt joint on MS pipe ¢50mm X 3mm wall thickness in 1G (Rolling) position) (OAW - 13)

Crragasmigser: QUi ulnFuier wprgalesd Hruser m Cealetriy i Fmeraer

* MS @orenw auemyLIL 560 2 66l OjenasatleTiilg. o midhsHl SWTi OCFuIsHe

* GLomuisamer Grilihs5S GLomul wpL 19 eneatliLms LG blanevullsy 9JemLpd e

* BT&6v, BlFriys F1oLl) eTeSHET, U] YUPDHBEIFET , FLIINPLDL] IDF FUIHaIFHET S,
CE ORI TS

* Gourr @ewr_Gleuaflenwr 9yewind s GLpmuiseenr GL_& Galcv®k GFuIgev

* G s Oearev® OFuis GLoTUIFen Yenalsafle &% Slewl Lol L _Lomsk @) HhSEGLD LIl
9| LDS 56V

* 5510 OFUIZ LDLILITLIL G G@DUTHSHT $HPldhH uie) GFuigev.

2 50 x 3-75 - Fe 310-W - - 1.3.38
NO.OFF STOCK SIZE SEMI-PRODUCT MATERIAL PROJECT NO. PART NO. EX. NO.
SNTs STRUCTURAL PIPE WELDING.PIPE BUTT JOINT TOLERANCE *1 TIME
ON M.S.PIPE @50 x 3mm WALL THICKNESS
Ep @ IN 1G (ROLLING)POSITION. CODE NO. WL20N1338E 1
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Geuemevuilest auflems (Job sequence)

GLPTUIFSEGT YSFT eLpevLd 75 OIS BerdFn &
9 WIS B, BT (LpeOeTHeOGNT O)FhIGHTESTLOTS
gredl 75815 Berd@h@d Glamesi(h eureyLb.
@Lomuier Gevefl oflefltbents 30° - 35°
Carentd @D Fiey OFui1L, @GHpmuiler g
ferflbrIev 1.5 OIS oyereyd@ Ceurr wpsLi) /
sen (Land) ail_ayLb.

99 m psEsd QOFuIs 9D, mISHLII 1
ST (hHemesr 2 61 opmid Geuer) LITLILjSHeerT
G HLD GlFUILIGLD.

5 9y1b e1e¥T BTHemeLs GIim(BBS@yLb. 1.6 LEILS
L L_qpeirer cems siblflenwd Coibo)%HHS B
0.15 §1&)/CF15? o|1pSHdHens Q)TET(H QT
H@HSHGHS GOLDSHFH@LD.

Q)re(h) @Lpmiisearu b CaHmewrd FL' 1 GGlesr
& () U euger FLi 1b 55 (Channel)
OUIT(hSS), QIT dFa GLPTUI (LPL' 19 CHGTLILITS
Friwirer Geurr (@)ewr_GlaverlijL_65T eWLOGFHaLD.
Q6w 1wl T et LIT & HTLIL
TFFIflHenBEHATL LIGSTLIHDGLD.

(Lp &d1

BBBlewevd BLILGIPLDEDLI DJenLDS:H@LD.
GTiiserse Qe Gu 1.5 165 Geurr
B@)eor_Glaverf! b5 3 @)L _ruseafled (120° peirerl)
CrL_& Geusv(®) GlFdiuiaLb.

eoLILIeT Fpperellenet BTeT@, LiMeySHermas
LIS s liewliiencr Hewl_ oL’ 1 GGev
ooLfldavimlesfley eneudHaLb.

oLieveurr gmig et C&mesThi&Her oM mILD
QLTRSS SLOTEST ool ICaTTenLI I LD (16u ) LITey)
LwesTLI(hSS) 3.0° Loewst] Hg S hlewevudleOl(mb 5
12 1oewsf] H19 &1y Hlewevdi@ Ceuriiig efenet
Q&TL_m1&) Caridgped Cauesr(BLb.

Smesr eurflema (Skill sequence)

HLYHTT FD M PeOFhG UL (Q)ewent 19D
Sl 3 ewfl Flevevdd eumensuied (b
QFg0wer 19 H&  pserTemoulGevGus
bpenerd@ Ceurtitig eflener GlFuiwils
UL L GOUUITEHLD.

wsperenn OFHGIGHTLY (hSHTSH (Q)Te8TL_TLD
STOUTHITer O FS56 e el O Fu1
wpy-das, Ceaurliug eadpsrer Gelig eoesrd
OBTL_TayLb.

CeurrliLig eweu psHed LITHGGH 6 OFUIS 5
Cumesrmi @)TeTL_Tb HM6d LITHS S 60
QBrL_ri1h &) QFUILIGYLD.

©@)Cs Gumermi, 3 b wHmib 4 b
LIT SIS VILD (LpLy SHFH@LD.

Caurr'iig oflesr GpBHFevib & Camrevev (Fralld
SIWAT)  LFTMLLGesT  eLpevLld
2en1(R(KaIemev 2 MG OFUILIGLD.

Gourr

Ceurriiig ewe svteed euir Lyey OHmer(h)
& HLD OIFUILIGLD.

5 9yib era¥T BTFemevLs GLIT(hdHeyLb. 2 LOLS
0 ccms Blriyd sbflenwg Cairb0)S(bhdse Lb.
Ty 9lpssdems 015 &H& / G52 95
9GOLDSHSHELD.

BhBlewevd BLiptbewr jenLodsHa b, V ullest
Qe wpsHLiyHemid Geurr 1Lig ayb 2 (h&GLb
aenauiley LICearmenLiliLyd@ FhHm 201F6D
QuusHLD Hib &I, Q)TesTL_mib Lig eweud G\FuIs
V &g eows BlrlisieyLb.

FrWITeT Ly 6 2676, auLg QuLD Lop mILb Gleueb(R)
GlFplay 9y Feneal Hener 2 mi% Ol Z5 9sLp
Gleur” (5 Lo mitb @)&iT Glaucd(®H GeMLIT(RHHEHST
ST HH@LD.

1G plemavullev (HLom&Fuilev) ¢ 50 X 3 18l FHeun sersSlev MS ewiiifesr Groevy
wpL 1y et 19D@& HL L _emioliL) ewLils Glewsvig i (Structural pipe welding butt joint
on MS plate ¢ 50 X 3mm wall thickness in 1G (Rolling) position)

CBT&EHBISZET: Q)5 2 BIKEHGEG 2 BHa/6ld)

* MS emuiiev (L 19 emewtiin@ swri GFuisev.

@ Lot Glauevrg i GlFUIHE 6T6STLIG) LBFaYLD [h68T
Fmetr 1045 Oeusdig i CeasewevwTGLb. ()

& il wi it 6ot Gmpirr

& GOT 6 LD (Alignment)

QI HTEITL_BTHa LD, GLpmuier Q)b aflerflbLjs@mLb

FLOLDMTSH 2 (hSHSHLILIL I _HTHa LD [heV6V 261 (h)(H6U6D
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OFmerL_srHa b @)HsHs Ceussir(hib. Glauevrg i,
ewerhs  Lgliier  15& GFuiwliii
Couetirig ujerersmed, (Qenentiifed Glessvig i
O BmL_ritb 5 OFu1 S euBO LTS LICemTenLLs
Lop miLh By H1bLd ySeneisarler Flenevseir
OBTL_Thg omm au@ph. Qensd OFuIeusnHS
FnBBevrer (LpupFREener GopOlamesi(h oLl
Gauevig i1 @GPlsH FmLiy miesst Smevetrs GlLim
Gauessr(B)Lb.

SWTMSsHed 9emiodbsHeyio (Prepartion and
setting): GLprulletr ojereysener CFrHld s Friluims
2 GrereTelT 6Tes 2 MG LIRSS S O\ HTETETe LD.
50 85 e _qptb 70 OIS Herpib 2 6irer
@)ressr(h) M.S. GLpmilld HIeT(HHENGT 9FTeLPGULD
MG S Swrr QFdiweb. 9% FTepevid
QWSS 1 GHLPTUNGT (LPEOST (LPFHLIL|HET
QSN YFH%HG O FhGSESTH Q) (HSSHTH.
GTGTLIGITGY, (LPew&T (Lp&HLiLHemar [Frail, 90°
Carewrid GLimayLb. @GLpmuiest (LpeweTHenar e
Filay GlFuayLb.

GLOTUISHDGT FHdHHD OlFUIL LIFTHET 6T BT
Q) wLifer Bahseyn. Fig 1 60 &L igwelrm
15l &9 6V uf) 6V
Crrli@dbsayb. 1.5 OIS Hibiflenws G\F(m&) Fimest

GLTUIHE® T LI L SHem s
Ceurr @Qewr_Gleuat] Glbm @ewewriienr GL_d;
Gleusb(® GlFunueytb. (Fig 2a & 2b). GL_& Gleusb(H
O’ 1 Gpmiiser @Gy 9&&lsd (Co axial)
2 GrereTeUT 6Tes 2 MG LIRSS O\FHTETeTeyLD.
(@ressr(h) GLomiiseter oFHd PCT 9FFTs
Q) wsa Ceusssr(hLb.)

Fig 1

NS

GLomuiletr o 1L _$ENG LI YBISET 96
(Cammewrd #1°1_1b) () L1 aurg e GFared (Channel)
QS Geowd Cairb0)s(bhdaHeyLb.

WL20N1338J1

Crd Geuev® OFuiwii’ 1 GLpmuisener
QUIT(rSS) L5 B ®6Ud:Ea/LD.

Frilwmest Geurr 2en1(p)(meuenev 2 WIS ILIRSS HTFeL
eretor Suyb 1.6 15 cems Sibtlevwiuyd Geurres

Ly eys&Hdh Casrhbls®Bessab. L &G e
ST 19 weut m) Gaicb®) CFuId SHIQUBIGaLD. (LPSH6D
L& & emuw Q &1 5 UPLY- & H @ LD.
(Figs 3 opmyib 4 ') LiSermewiil’s opmib Bl
siNullesr Commewrib “Goucd(®H  HialdhsdH6v
o erenGuirg” Fig- 4 60 o eTareurm Q)(hIHGLb.
‘Gleusvenr_ K midhHs * (stop weld) Flewevuiled
ST L L1 (B 6Ter G & IT 657 11 & (6Vh & &
QGTL_ITHSHID LG LILIG UITHLD LOTHDLILIL
Couassr(HLb. (smeusm 3.0 oewsf] plewevuled)(mh B
12.0 Loewst] blewevds).

Fig 2

1.5mm DIA Wé

USE OF BENT WIRE OR SUITABLE SPACER TO SET ROOT GAP
(A)

(B)

WL20N1338J2

TACK WELDS AT POINTS 1,2, AND 3

TORCH POSITION AND TURNING THE PIPE

WLN1340J3

oL LigGevw Geusb® OlFuis LInE , Gl
Q)ewewriienL H19.&17 FevFullesd FHpHml LGS I,
& YsTag UGEH Quhs QL SHDGS
Q)& TeBT(h) @ITE/LD.

138 F@h & erip: Geuevr i (NSQF: Revised 2022) Liufn&) 1.3.38



Lag& Il v Courrtiig emeu, LGS | v GFUI%H
Guirrest my GV FUILIGYLD.

Fig 4

STOP OF
WELD

950

NP SEGMENT

IRECT" OF PIPE

ROTATION IN
SEGMENTS

‘ 4™ SEGMENT

WL20N1338J4

&pmeow Il wpmib IV b LIGSHSS FLpnil
Cupsrear® Oouevig hi@hser OFuwliiim
Gauessr(Lb.

pvew o2arhl(hel@ b  LDLILITLILS
Casropupd Hewr_ s CL_dGHmaer Fif)
g 2 (KSSLILIRamS 2 M%) GFuiwaeLb.

@mmﬁufﬁ@ifr Caurri'1ms g Gev 2 (h&D

Cadb55GDG (LpedTLITSH Fralld Hevarenws (Key hole)

Lgmoflin g B&e)h wps&Gw oTEGh. ()5
Filwrer Geur 2a1(p(meueney 2 MG ILI(hG SHiLb.

FLpHMI dnig s OCLmhdHuleOmp 5 Coauenavd;
BITTOL_ [(hhHLD.

Garcv(® Lig e HoHLd Fuis , Caurliiig ema,
Gourr 2ar(hlpeued opmitd Gleuev® &HeOmLIT(HHGIT
G@DWIS S uie) OFUIIeD. GHLOTW FLPEYILD
QUITHSS) L5 I edausFa Lb. T LD 6T68T HTFeHEVLI
QuThSS, aumudsserdhd 0.15 H& / GlFLs?
Q(PSBSH eLodFHa/b. 3 LOLS &fli’ L ccms
Blriiyd sibtleowl’s LiwiestL(hdSHeyLb.
shBeevsd Srblipbenis  LwesT (S5
GaurriLig eiledr 1551 @) IS Lig eoeud GlFinLieLb.

& Cam med £
GourrtiLig @l LweTLihd b 9Csh  miL L
wpedmeWLt LiwesT LIRS SeyLb. L1ICeTTenLIIenLIL /LD

Lgmmiitesd

BlTliLyd Hibewwujid FAwImesT @QuibHid BHb S,
Gourritig ey opmib V Hrig uilest L% FeuTHeT
YFwaipPlest 2 HGHBmev 2 NIFILT LSS LD.
951pOlauL”_ (haeir(Under cut) sallirdam i i(hle gt ebT,
Filwmest L9 6 ey aub, 9eTey LonHmitb G)Fpley
Y FWaUSSTLI LITTLofSSa LD, (Z)enewTLienL
F&HD OFUIg Oesd® GeODUTHFET &GBld S
91e) GlFunieyLb.
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§a9 & erib (CG & M) LuH& 1.3.39
OGeuevr_ri (Welder) - sivic sdleyient_wi Glarevig b1 Gaunu @uieyid Heremio (Weldability
of Steels) (OAW, SMAW)

10 0. MS gl 1gev GBBGHG Hlewevullev (Boev Grra&)) Gevrs (GLoevioriey)
Q@ememriienL ooLfevev Glarcv® GlFuIgev (3F) - (SMAW - 14) (Fillet lap joint on MS plate
10mm thick in vertical position) (3F) - (SMAW - 14)

Crragasmigser: Qi ulnFuier wprgaled Hruser m Cealetriy i Fmeraeir

« OBBFE@G BHlevevullev @memit Wi CFUILH LD FH6V

s etevdL_ga®, LlerFmyip opmip GumewTil g CGxiey GFuisev
Ll s wpmip CL_& Gerev®h) enLodsed

s epL_ geit LommiLp afaf bl et Lig ui G\FuUISH6V

* Gupuygliewu sgs0 CFUIS5 GOPUTHFT u1e) CFUIZ6v.

=
< )
K N\
a2
2
)
/'
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 TOLERANGCE 0.5 TIME
JEF @ IN VERTICAL POSITION (UPWARD)
CODE NO. WL20N1339E1
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Geuemevuilest auflems (Job sequence)

SHL e ey L _gGlesriig aunruy Gleul’ (b
QFuweyLb.

QamGamenrioms leflbLjsewerd SuImT
QFuweyLb.

Caaslen_ , Toddlebev’ (Qemewriifeir B
SHL_ 19 6T Y LG HS S 6T Gauewev
UmTLIL GFHe ST 1guereriig  Gevll
Q)ewenTLiLITS QhEIGenenTiiL) / () midhEHbeD
QFuweyLb.

3.15 A5 &L L _qperer (& BHlewevls LiFsH
m.s.etev& L grewr_& GCHrps®sHa 110
oLt 1GTGETTL 1D 9GDLOSHGLD.

G arebig i Q& drur, D.C erp&yib
LUweTU®SSHLILIL L Ted eTewdhLl gm(hodhG,
QpaLg a1 Guimeurfll 19 LwesTLIRSSaLD.
Oeusvig i Goewi_ 5% cphhIGenewnTLiL]
Qi 1 Cousmevenws jeoind sl H5(h) B
21 61, H%HH C e 9e»ausmenesT (Lpenerskertley
G4 Geusv(®) GlFUIwIaLD.

SHbHeT B wopmib  C 948w ewausaf e
LTI ST 66T mIS0) S meT () ew 6T wim
o erereeut erermitb CL_&&n OFuIHL IS
Ymals@psFlen._Cuw Qe _Glavarfl (@)sbeney
eTehTLIGHBULD 2 mE) OFUISHIdG C\HTETeTa LD.
EXI0) [h & & LD OEIVE} GleredLg ki
Bleweowli®sHuler OpHH@G Hlewevuied
Gouswevemwir't G\LIT(hHaLb.

CeurrtiLig emen G ool T harsHIL_eyjLb,
TS T (hd@ FHM 201F6) QUUSGHLD /b HILD
L9 &y GlFuueyLb.

o & 2 Cevraupd HF@LD O TUICIEDBS
BG5S TG JTHHG FITL L QUISHSHLD
(whipping) $7@yLb.

Smesr auflems (Skill sequence)

i Camiorr Gwmessr(h) HFH) B, sivie v
@ui rey OCETew®, (@)eewtLienLiu)ib,
GOILILITS

LITHLpeeTuiled FdoHib G)FUIwieyLb.

GlarevLg 6o

LILg 6D UJLD

&F0H HaEFHD OEFuiuo O umTeps
HTEHF6T6IV 96vstuIayLD.

4 1015 AL _wpeirer pHIbleveLs LiFs M.S.
eTevsL_grenL_d CaiibolHh% 5, 150 LpHev 160
Yot syer’ GairbolsB%Ha LD.
@)TeSsTL_mib Lig el GL e Td LoHmILD
o1 F6) (QdsHS SHIL_65T LiLg wF GIFUNIG)LD.
oarFed QuussHpd Croed CBTHE 9fTdh&er
warab Frmer Caisssled Q)hdss Cauetr(HiLb.

Filwmer ooLflevevr’ oerey, Friwmes Lilg ey

QL & HL_ 65T
GT GO LIGD & U LD,

Qupliul Berersm
s&H B ullesr  aferflibry
2 (hSHSHLILIL_6fl6VeneV 6TGTLIGNSU/LD 2 mIGIL
LB SBHab. g S5sHH C wied Gersdig bt
LTgpeneTuied 5L Glau (h) o b (Q)svenev
eTedTLIGn S 2 miG) GlFdiwieLb.

GGl ey Holw Ipg, Qeas®
Qw1 () o ewer L1 ew 11
Bleweul1LiBSFNON (b Hi [hdHaLD.

@It L7ey LTRSS, Q)enenTLIenL! FighsbLb
OFunieLb. Gleuerfll iy GHeODLITEHHGT GHDId 5]
Y iey GlFuneyLb.

) 6w 6v 1g b1 G Furuy b O Limap &I

G % 6» 6w wi T o1 LIMT &I &TLILY

et Q et FF M dem HFHmaTLT LN65TLIHDGYLD.

OB®HsH&H Blewewuilev 100).15 sFeraperer MS &L 19 evfled odLfevevr. Gevry
Q@)ememr s Hev (Fillet lap joint on MS plate 10mm thick in vertical position)

ChTsaBEIST. Q)5 2 BIKEHSG 250/l
- OBpR%S BHlewawuiled 10 Lhl.Lf MS &L’ 19 aflev sdLievavr Gevrs @ewriifenar Gausv®h GFuIHev.

Cevrs @ewewriients GbH%S Hlenevuilsh Glausv(h)
QFuieus eTeTig @b LIgdFFemerwmsGal
2 6iren ). - HHL 196857 Groeh aflerflibLjsefleh casT My

2 (5% NG (eieflibL) 2 (KGHH6D) Q)eng Frilwimest

6TeVSL_TT(h) GWHWITETGV eLpevLh LOMF QFUILIGVTLD.
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Govrr @ewewriiilev G BHSHE Hlewevuliley LI @y
@)®b wpemm (Method of depositing bead in vertical
on lap joint)

Gl 2 m@ s CHeHd LIFToMd@Hd flsd G0

@eophs L F L0eSTCTTL L 1D 9)eWLDS:H@LD.

FT el Qussupr_er  Caumiiiig eveu
QBausHG, Gl s LIWGTLIHSSeLD.
@) pearmesd Geisv® o2 Cewrsb G miiel g
SBSHLGID. (Figs 1 opmyb Fig 2) @)ressr_mib
LIy ey 2e156) Quidsib &bk OFunuayb. ()5
o2 (r&w 2 Ceursib QGTuiuemsd HeNTHGLD.
eTevs L grig stGHmenrid 75°- 80° 945 (@) (545
Gousir@ib. (Fig 3)

Fig 1

WHIPPING ACTIONS

WL20N1339J1

Fig 3

75°-80°

WL20N1339J3

Fig 2

S

WL20N1339J2

Fig26d &l 1’ Rerenr oonFed QuidhssEle0
TSHTaUS 66T M LIGTLI(HSSLI LIL_GUITLD.

CGuwew GCprs& ma@mid O LTEpsH

9THDSH MTNSHES Fnl T

GTQUSHL _[JITLY GST (HITGY 2a1F6) QUIGHLOTS Q)(h5
QausiBib.

CLoeb 51" 19 68T eleflibL) 2 (KHTS Lig 6T6VSHL TR
Quusssens Glalsdlg 65T 9FHSHDSGHET L5515
Q)& TGITGTGYLD.

Grmet Lig ayib Bevev CHTHDHAPLD Gl & BHT6/
ofgid Frrs @Q)msbs Cauetr(hLb

Gewwiey HIJLD 19 & SHEHL_ 1§ 6T
sarhass Gumev 3 L k&G D@
LA&TLocy @) (Hdhs Geuessr(hLb.
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F@d) & erip (CG & M)
OGeuevr_ri (Welder) - sivic sdleyient_wi Glarevig b1 Gauiwu @uieyip Heremio (Weldability
of Steels) (OAW, SMAW)

LuH& 1.3.40

10 6.5 MS serrd s 1960 OBBSS Hlewevullev (Boev Crra&l) OGeuaf) epemev
Q@ememriifener Garsv® OGFuigev (3 F) (SMAW -15) (Open corner joint on MS plate
10mm thick in vertical position) (3 F) (SMAW -15)

Crragasmigser: QuilnFuier wpgeled Bruser Gm Cealetriy i Fmeraeir

s uemLIL_SHeTLIg @Temit SwTi GlFuIHev

c etevdL_ga®, LlerFmyip wopmio GumevTil g CGxiey GFuisev

c Ll s wpmip CL_& Gersv®h) enLodsev
* epL_ gedr, 2nd run opmio 3rd run Goev CrTEGw Blewevuiey Geusv(® GIFuUIH6V

* Gupuglienu Fgs50 CFUIg GS@PUTHFH®en uIe) OG\FUISHev.

)

N

A

L— ROOT BEAQ

UPWARD
AN

. — INTERMEDIATE

NG

N—"  FINAL COVER
— BEAD

~—"—
/

/
(¢

BEAD [
N

50 ISF 10 - 150

Fe 310-W

1.3.40

NO.OFF

STOCK SIZE

SEMI-PRODUCT MATERIAL PROJECT NO.

PART NO.

EX. NO.

SCALE
NTS

ONM

OPEN CORNER JOINT
.S. PLATE 10mm THICK IN VERTICAL
POSITION (UPWARD) (SMAW-15)

TOLERANCE *1

TIME

CODE NO. WL20N1340E1
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Qeuemevullest aurflemns (Job sequence)

© BB L 9TeYdE WL WTerd GHDIL (5,
aueny LIL_S&ler Ly auruy Geul’ (i QFuiwieyLb.

o QemGsmenrioms NeflibLjsewerd HumT
Qau1 g, Goaed® OFuiwrin . Geuessrig s
LGB FHeT FdhHb QFUNLIaLD.

© QuaT® gisTHsoeny b, Hnks Lpo
Q)ewentLILITS 9jewLng S, 1.5 1pBed 2 LOLS cueniy
GFrmar Qe Oeveflenwi’s Ligmwom&s
(Spacer)
& & (b) & 6¥f Gd1 2 6T

Q@evr_Gleuafl  ojewLoliLITeneT
LIgmmdEHeyLb.
WL gensGlen_Gur 87° GaHrentLb (9)(Heb@&LD
L wrs @uet®h seThsmenujn G _d
Oeuev(® GlFdiwiaLb.

© Qeor_Oavarfl enioliLiTenes (Spacer) BdHeyLb.
QacvBO weirewr . QOpHSHG Hlewevuded
Qeusb® Flevevl1LiBSHUIH eiodFHa L. (<))
QULIT(HGH@LD.

« 315 A5 L _qpeter eTvdl grenl g

Carpls®dal, 110
1leTGaurr_1_gewg DCEP 945 _9jemindsayLb.

%L'Dl_ﬂluff

GImeor eurflema (Skill sequence)

« GaurdiLig ewen @Gl ewl_ 9yrd herd giL_er
@)_ayLb.

© 5@ HHsd OGFuIgy sviecsd uim LTy
QHTEBT(H) (LPLPEDLDWITS Tl GIFUNLIG)LD.

&F0H BHasFHD OGeFuiuo O umeps
HTEHF6T6IV 96ustwIayLD.

« 4 OIS & L _qperer MS eTevdiL grenL g
Carhs®d s 160

LGSTCTITL G698 9eOLDG:HGYLD.

%LbLﬂlLII'T

© @l 9yTE oHmILD FHM 21FD QUIGHLD
Sb& QIESTL_TLD L9 eoa Litg uidF QFUnIa L.

« 4 IS L peTer eTevdhL gmenL L
LIGSTLI(h GG HF®B) hdhHLD GIFUIH) CLPGSTDITE B
LoHmitb Q) mIS1 Lig ewau Q)L _ayib.

« 9y Oeul’ B apubBeewsd HailiTdhseLb.

© Qenewrlionrs &HeHpD GIFUISH GHeDLITHFHET

@IS 51 Yie) GlFUIwie]LD.

OB®B%5@ Hlenewuilley 10 LO.LS s MS 5L 19 D& BIWHS cpemevuiley ()emenetsHev
(Open corner joint on MS plate of 10mm thick in vertical position)

CBIaSHBISET: Q)5 2 HBIHEHGE 2 5Ha/als

* OBRSG Hlewewullsv 10 hl.L8 saTepatar MS s 19 ailev Glauaf] epenev @) emewtLiL)GlFuISHeb.

Rl FImbs cpamev () e et Liew L
dLos s Fm unpPlenestiiny (Cr_d Garav®)
GFuizmev (Setting and tacking of the fillet open
corner joint) : &&L 19 6T LO&H uewTB S LiGTerd
@GP B QFkCasment wrs aimy Goul @
O FuIweyLb.

aury Geul’ & OeFwiwciil’ 1 fleflbLjsemaer
QFmGaHmenToms Gengetrig ki GlFdweytb (<)
TITGUGLD.

Glewgevrig i LG THeDT BIHFHeYLD. LITLIL|FHEHGT
gred , uit 1976y CFHTeT(®) Fdobb GlFuIaLD.

Qo RO LITUp HILD &) 6w J 6BoT 191
Oyt QUTUPSHILD & T4 F 6 61V
9 ewflWeyLD.

ooLSlevevL’ gpLictT Hrrrewtir goruilesti” emi 1.5 Lpgev
21615 eaueny Gaurr @)ewi_Gleuarluj_atr ojenind i,

2 ((hSGMevrid s QLILINSGS SHHBSHeHT 2 6T
Lt send&lent_Cur 87° Caresstib LimLofldhaaLb.
(Fig 1).

Qenewribetr Geurris 11 Ged ()7 6w ()
wpevarrsarleyb Gr_d Glauev(h OFuiwicLb.

3.15 OIS @il 1_(peiter eTeud 7r(hib 110 9grbiwirt
1OlesT Gt 1_ptb LGTLI(hS S LD. (3)enewTLIGHLI
QBB%G Hlewevulled emiodsEalLb. Geusv(® CHT®H
Groewr_ufletr Croprymd sit_eir 90° Casimesrd;&lev
®@)ms5 Ceusssr(Bib. (Fig1).

coLfevevr gueT S&mieri gmuileT e
CBrBF@& Heaweowullev Gouevig b G FulFev
(Welding fillet open corner joint in vertical position)
3.15 LOILS @il 1_(peiten eTeudi (b 110 9grbi it
Qeuevrg i et Carmi 1 _qptb LwesTLI(BhG G
GeurriiLig emeu @) _eyib. (Fig 2)
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WL20N1340J1

Fig 2 &

W=1.5 TIMES DIA.
OF ELECTRODE w

MOVEMENT

WL20N1340J2

Glauev® CaHmi’_(hi_asr 80° erevsdL () G&Hmewrid
Lgmof&se b, sl gr@h) QUuusbsHdbens FhmI
ugsrs QFassE  Glaisv®
2/19-LipS@0 b CopypsGneg OlFiia)ib.
TS T (hd@ FITL 6wl QUIGHLD STaLD.

LI GG

Frmer o pHewenriiy OGLp GL L i
vigiorfldseyib. Frilwmer Geurr 2e1(hmeusd GlLp &
Cammed Lgmomfsseyn. Ganr 2ear(pmealsd 9)LpLb
1685 945 @Q)m&SFHL_(Hib. 50 BHHD G)FUIH),
CaurmrliLig ewar 9 %a6hr
LpPELOWITS FdHsHD OFuUIIeD. HF{H) BHoHHLD
QFu1 g Geusd(B) Lilg et FdsHLD GlFUILIGLD.

LI T & (Lp 6% 63T & 6¥f] 6V

LIT BISTLIL|d: SHOITGOTITLY 60U DfGUsIIULIGYLD.

4 165 e L (peirer eTevdL _gm(h Lopmb 160
b Suwrr Gleuevig i Fyesri w6t LI(B G
Q@)geseri_mrib Lig eneud O)FuUIIGyLD. 6TeVHL [TTLg 65T
Garenrib Glausb® CHTL_(H_otT 80° s @)(hHs
Gouetor(pb. s BHarb GL_dL_WTSH @) (hSS
Cauetsr(Hb. eTev&L grent_ Hlevevwmer Croed

Crrs&yib L1 aumL’ 1q eiLb (QuidsHea Lb.

&F®H) hoEsD QFUig e LIG e FHBHLD
QFuieb. 4 OS5 A L qperer eTevdEL_Fm(H
Lom miLb 160 1ot it Gleuevry i st , GeOMHS
QTEh BTS LT LGS Tl (B QuisHLb
LweTLGSE ep@TDTSG HpIh () miFIL
Lig eweud GFuwieib. (Fig 3).

Fig 3

3RD RUN

=

MOVEMENT OF ELECTRODE

W =3 TIMES DIA. OF ELECTRODE

* | WL20N1340J3

9B sLiLg wirer GFPley 2 wigdhenHuLb,
af arfl b 1y or rfl &) & & L't L1 () 61 6 & U] LD
Sl &S LD.

Fnhs epemev obLflebevr’ QemewTLienis GLpd
G@PSsmer GBS ia) QFUna L.
- Glouaflliym Glauev®) &GeOmLIT(HSHGIT.

— alaflibry erMefGHLILBBHD (2 (BB LI(hDH6D)
opmid CFpPlefesr 2 wiyLb.

— Gaurr 2en(pmeuedletr 9yLpLb.
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5gf & erip (CG & M) LufH&) 1.3.41
OGeuevr_ri (Welder) - sivic sdleyient_wi Glarevig b1 Gaunu @uieyid Heremio (Weldability
of Steels) (OAW, SMAW)

L®gHansg Hlenevullev 50 L.d il 1_gpip 31615 FHeuriserdFlev MS @ Lpmuleslcy
TewGuT @Qewmant iD&HTH: svl’ O yFaHged @GLomul Geusvig i1 GlFuigev (Pipe weld-
ing - Elbow joint on MS pipe 650mm and 3mm wall thickness in (1G)-(OAW-14))

Crragasmigser: Qi ulnFuier wprgaled Hruser m Cealetriy i Fmeraeir
* TWGLIT GLoTUI @YWGRTLILIGHTET fleITEHS QI TLIL_SHend DT 60
* QjanaysafleiTLilg GLomenws Swiri ClFuIsHe
oLruisemer Geur @ent_Geuafluj_ecr GL_d& Gersv®h OFuIzed
* LRSS Hlawevullev eTevevT @ememtiiL) Gauev® O FuIZHew
* Qaev® GHempLThHSHwar FHshsio CFuIg ule) OFuIZHe.

100 i}
S |
S |
S |
|
| o
77777 \ =
\ |
\ |
\ |
| |
\ \
@50
2 250 x 3 - 100 - Fe 310-W - - 1.3.41
NO.OFF STOCK SIZE SEMI-PRODUCT MATERIAL PROJECT NO. PART NO. EX. NO.
K PIPE WELDING - ELBOW JOINT TOLERANCE TivE
ON M.S. PIPE @50 x 3mm WALL THICKNESS
E @ IN (1G) POSITION CODE NO. WL20N1341E1
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Geuemevuilest auflems (Job sequence)

FHUITET DTG GHLOTUISGT LIIGTLIHSDL
LIG&TDeUT 6TedTLIwS 2 mIFF GIFUILIGYLD.
aTCur Qenenwrliyydsmer  aflfleuTss
aengLL_Sewg (Fig 1) b euewrLL_Ssmertley
ALPLD 2OTRYSHE QIGHTUIGLD.

Fig 1
DEVELOPMENT

a

5 7'

7T\ 4'

1 4o

o010 1 2 3 4 5 6 7 8 9 10 1112

©©

CIRCUMFERENCE OF PIPE

7 11
12
0

ELBOW PIPE JOINT

1
43 2\ @50 OD AND 3WT

DEVELOPMENT OF ELBOW JOINT FOR @50 PIPE

WL20N1341J1

QU»TLIL_GHTaNeO(Bh&I eiils 6160GLImeiesr
feurss aewgLL_gewgs Geul’ 1y eT(hd Bl
amg 100 OL5 Beruperer Gpmuiest
Lpameuiled 6L 1 _@Lb.

alfleurdals LiL_S&er aulgeaudbBHesr euplGw
Gl L5 g LeTend GplSeT @) _6ib. 9yFFT
vweTL®SS  Lereflds @plaer  euplGw
<9 M5 S LD.

Qe t i’ 1 feflibysefled 2 erer
A msewer pHobseab. Oeur’ il
eleflLbLsemlatT eLpbISHD HesTewLn @)(BLIL6T
9w @)l BhseLb.

GOl LFliiest 5% THTaIG YHF®
oM mILh L9 LoTSFH&SHET Q)BLILIGT 9je0D FdHLD
QFuweyLb.

@Lpmevis jenine) GFuig 90° CarentsEna@
&6t by G FUIGyLD.

BTH erevsr 7-goujtb 3 1OlL5 CCMS Hlyiid
sbileowuyib CarpGsBSseab. Q)76 ®
QUITULS5HeMET 9)(Lpsshensib 015 &.5)/ G\ .52
9P D OLDEHRLD.

BhBleevs SLILPLDEDLI DJenLDSH@LD.
Copeneuuwires LITSIHTLIL (LpesTOlesTd Fildhensd
&L LIGSTLIDDGYLD.

16 1815 Gaurr @)emr_GlevarfluyL 6T ([@)enestLienL
4 @ msefled Gr_& Oered®h OGFuIweb.
Q)evenTLIenL (Q)ENEDTOUTSH HEDLDSHFH@LD. LG0T
sVOIFHTWIT LIWGTLI(HSGS), GLOTUI 9]F FhGIhd S,
@ow_Guw 90° Gsmewrib 2 6TerHm T
CFTHdHa Lb.

Q@) L'1155 whmid CBH%HG Glessig b mi 1
(LpemEILT LILIGSTLI(hSSHELD.

Oercvewr 4 LiGHserTsls 9MssH 3 165
&l 1 CCMS hlyiiyd sibtleowl’s LiiestLi(hdE)
@Cr Lgeurs LGermewilieoLiuyb, Bl
SHLDLeouwnyb LTSS @)evewriienL Glassv(h)
OFuIwIeyLb.

beir aul’1_1oms (elliptical) 2 eirer Q)emewntiiL) 4
LGGHerTsH Gousv® OFuwwin . Ceuessr(hLb.
(Fig 2). Geuev(® GlFuwiin_ Geussorig us aurflens
e 2 wpged 6 (LGH 1), 10 upsed 12 (LGS
3), 10 wpspev 12 (LGS 3), 10 wpsHev 6 (LGS 2)
Lopoitb 2 psd 0 (UGS 4) YGL. QbS
Geusbry i1 auflews pewm Cr_d GlFuiuni’
Q)ewewriiens GGk, Hlenevuie CrosvCrmTsE)
R LUSHWTHe D, LGS Blevevuilsd (b
LIGESwTHaDd GlFUI 2 H6 Lb.

Fig 2

WL20N1341J2

SEGMENT 3

G Gam med Ligmf&EsECi ke s
2 GBS & &1 66 T (15, L& G
Qarevig miewsuib wplgayndE GaFurm Caurr
2e1(R(KAIMHeVS HUMITH OCLIDGLD.

DB HL0TH 261(H(h6Y WD HNTHEHRLD.
Glausb() OlFunuLILI 1 @Q)ewenTiieni FdHLD
Qi1 51, Glaued(® GHeDLITHHET, GDld 5 pUiay
O FuIwIeyLb.
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Smesr auflems (Skill sequence)

erev@Lir (Elbow) Lipdena BHlemevuilev $50 X3 L6).L5 Feuri sHesrdGlesflov MS emrir'1L9esr
GLoev @ememrdHev (Elbow) (joint on MS pipe $50 X 3mm wall thickness in flat position)

CBIESBISET: ()5 2 BIKEHSED 2 H5ajeld)

* UGS Hlavewuiley FerhFlev MS eouilidesr Goev erevGum @ememtiionir Glarevig hIS)HE,

swiri CFuIsev.

Q)ewewriidssr @)m aflaflibLys@nd ((geweu3 Lo.LE
2 L_weal). (pLp AYLSFDSG
2 (B&SLILIL_aib Bevev CauT 2en(h(peueid GLp
2 FHUSBD ST H 5T & 60 6T GBoT 7-2
C1GarmenLliyL a5t QLI BB LD.

& GUT LD

Cr g Geev® OeFuiwiinl L @pTiiser 4
LGS FerTa Oousv(®) OFu Il I m6) HTesT Heir
QUL L_LDITS 2 GG (Q)eEwTLIL| FeD6V 2 (h&hbeVIL_GiT
Gourr 2en(Rpeugyl_eyitb Gleusv(® OFuiwiim
(pLg-ujtb.

Casemev aufleans wpewpullesr Gip Fig-26d
srquwerrTm Cr & Geusv® OaFurwiliim 1
aTwCum Qewewriiy W& LG STTHL
LIS 1L1(HGGT 6T

4 vgHsorms LMssLBeusTe,

OF]
Coavewevenws Cgewouwimar BHlenevulled 6oL
2 50Fn sl Q)serTed Geusbig Biends LIGFHITS
OB(HdH@ GlauebLy Al mIL L1 LpedDUieVILD, LIGGNITS
LIhSems Hlevevulleyd GlFuiweuTLD.

Ceyib Ooeuevig i G Fuicugsmed e HLI(BLb
2 h&FMlewrs, LGS 1,2 oHmib 4 eTeyib aurflens
wpewpuiled GlFu1 L S HILILIBSSBEVTLD.

GLTl FHT Loty ementlifled O Fuis s
Cuimrestmy, O&rL_rihs $Cammed LigmoMfgsey,
pevev Gourr 2a1(hlpeuenevrs GLID 2 HeyLb.

Oeusvrg i Gauiuyb Gumups CL_d@semer
wppeLowTsH 2 (hdhamayb. Grogyb efeflibrsHener
FRlwmrs o (héHLILBIMSULD (Q)ewewt L6
Caurtiumsid galeur@m LGHuIad Frilwms
2 (h&SLILIBIDSU LD 2 mIF) GlFuiayLb.
LGermenritiens whmitb  Hrliyyds &bl
Camewrmiaemar Glouevrg i G aFurwlii(ib
yerefufevOsm®h Camml HL_esr pewpCGus 60°-70°
wpmib 30° - 40° &1 LweTL®RS S LD.
LIGermeoLlin|db@& FHmI LISSHSFDSGLI LISSHLOTeT
QuusHLD HTeLb.
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Sgf & arip (CG & M) LuH&) 1.3.42
OGeuevr_ri (Welder) - sivic sdleyient_wi Glarevig b1 Gauiwu @uieyip Heremio (Weldability
of Steels) (OAW, SMAW)

50 8.6 &N 1L_@pid 3 LO.LS Feurt e pLd 2 eiremr MS GLpmenw LIhGems Blemevulev
T @ewewri19hH@ el Gerevig i1 GFuizsed (1G) - (OAW -15)  (Pipe welding 'T' joint
on MS pipe 50mm and 3mm wall thickness in flat position (1G) - (OAW-15))

Crragasmigser: QuilnFuier wpgeled Bruser Gm Cealetriy i Fmeraeir

« 90° ‘T Gleward@flw aNfleuTdss uenFLIL S 6UeH [T Hev

* GLOTUISEGT OoTeysafeTiIg. 9 midSH SwTi OCFuIFHev

* GTow G g Gaw® OGFuigh Caresrdbensd LbTHLD FHLITTSH6

* Qauev® OCFuIwg HiaumkF QTer®) ey aul L _kigsenTs GCFUIH APy dSHed
* 5510 OFuIZH Oeuaflliym Garsv®h) GHePLUTHHET SPSH uley GCFuIze.

50
3
\
\ NN o
\ \
| | 1L
\ \
g \ \
\ \
\ \
ffffffffffffffff —
o
¥s)
- ) - - Q
1 @50 x 3- 100 - Fe 310-W - B 1342
1 @50 x3-75 - Fe 310-W - A 1.3.42
NO.OFF STOCK SIZE SEMI-PRODUCT MATERIAL PROJECT NO. PART NO. EX. NO.
SCALE PIPE WELDING - 90° 'T' JOINT TOLERANCE *1 TIVE
ON M.S.PIPE @50 x 3 mm WALL THICKNESS
‘S‘ @ IN 1G POSITION. CODE NO. WL20N1342E1
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Qeuemevullest aurflemns (Job sequence)

« Frilwmer 9eTeyeiTer GHLTUISHET LILIGTLI(HSHL
-Lieuens 2 M%) GlFdiuieLb.

« 90°GewardasTear aNMeuTdss QUEDTLIL Send
UTLIL_gHTemley HwimmdhsHeayib. (Fig 1).

Fig 1
. E
DEVELOPMENT OF ” 1~ DEthgF(;'\,ﬁETNHTEOF
THE BRANCH PIPE 2 MAIN PIPE
3 10 1 2[ 3
c X ,

2' 2
]
/-_\ -
1 23

E Fi3
1

0
|
|
|
G D HO 123210123210

DEVELOPMENT FOR 90° T JOINT "50 MM OD PIPES"

WL20N1342J1

© g Glaul 1y Gl 155 L L_@Lb.

« dfleurdslin_sGeT ey aibens Q)6
G@LOTUISET L5 LD L96iTend @il _ajib. Hlenerd
@Lpmenut Ljeirems GpBluil_Liin’ 1 aig eudhgler
ULfluiTs Geul’ 1 _ayib. (LpHETENLDS: GHLPTUI L5 %)
@OL_Li1”_(Herer aulg audbens auruy Geur (5
eLpevLb Gleur’ 1q. (@) Teua L.

« oumy Gleu” (i) GFunucii’ 1 gubigsener L9 m)

ba&Lb OFUISH (Q)TTeuaLb.

© BTl 5% THTeIS YSDFHFET LoHMILD
@)s7 WSS HGT Q)BT 9 HeusHHErT
G HLD GlFUILIGLD.

« 90° CaHrenrdBHled (LpHETEOLOWITET @LPTUIleneTd:
O&mesr(h) Fewarts eoLiifleneT eLphIGLIBSE)
9L 5a Lb. (Fig 2)

© 7 b eravr prFlenevuyid 3185 afl 1 CCMS
slowud GCsipOs@ss pEB®VS
S pLbewiiLs LwieTLI(hSSaLD.

« Coovanwmest LTHSTLL (LpeTOlerFFifldhends
&L LIGSTLIHDGYLD.

© Qe preTE @)L _disefleéd  90°
@) L_Gleuafluie, 2 1815 Gourr
@)ovr_Gleuariluy_str Cr_g Gausd(® GlFiieyLb.
Gourr 2a1(h(mouema 2 MG ILIHSSa/LD.

« CLg Qi1 @pmi ‘T @)enewriicnL
Fileugeyb euFGwimsa b, LICATTenLILIGHLIL/LD

Blrlinys sibfleowyib 6ThHeN%d HewL_ujLble )

WSUTHTUSDE THDLILG Bl 1LI(hd S
LI (BSTTHT 6TeiTLIGNS 2 MG ILIBSGHaLD.

Fig 2

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

@LoTeuwl 2 (L L Tioed LIGSTTewLILIenLIu|LD
BlTL1y8 SHLDLeDUILD ()eDUIGUTHS: GHHILITEEST(H
Q)ewentiens Glausb(® G)FuiwicyLb.

Geuevig mI&GeT wprpedind@b &G ammed
Lgmoflésab LIGarmenLliING LSsSH DG
Lusswrear Qudsib Hba mevew Caurm
a1 (R (Heued LHmIb @)ewewrifer ()
eleflLbL|H@BLD 2 (hSHLIIBIBE FNICHaIHEET
2 pISIILBSSe]LD.

agnHerGa (Lphensit UL’ L i igh&uisd (sector)
Qeuev® OFuiwliul’ L GLAlLILI6Tergen s
SIUMBIH L1 (H LD Ul L1111 & & ull et
@ LA LI LI GVT &I & &y L GBT
QeventgaLiLihaiensg 2 % GFuiia)Lb.

Frileury 2 (hd &)
Q) _Lids mil L gpevpenw LIweTLI(B S S
auaralTear Qenenrliler  eupCuw 4
LGS serns 1,2, 3 Lopmib 4 Oﬂ@um@ﬂmﬂﬁb
Gleusbenl  (LpLg H&HayLb. (Fig 2).

9B FHLOTeT 2a1(B)(Heuemevd; HailTSHEaYLD.

Garcvent  FHhsd GlFuIg GlaucdBHOIDesTL 19 6D
GOPUTHSET &HPSS5 u1e) GIFuIIe)LD.
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§g & erib (CG & M) LudH& 1.3.43
OGeuevr_ri (Welder) - sivic sdleyient_wi Glarevig b1 Gauiwu @uieyip Heremio (Weldability
of Steels) (OAW, SMAW)

12 1.6 MS s 1gev OpB&HEG Blamevuillev (CoewBrTas) ememm “V” L’
Q@ewemriienu L Gaisv® GFuizse (3G) - (SMAW - 16) (Single "V" butt joint on MS
plate 12mm thick in vertical position (3G)-(SMAW-16)

Crragasmigser: QuilnFuier wpgeled Bruser Gm Cealetriy i Fmeraeir

c uemLIL_SHeTLIg @Temit SwTi GlFuIHev
« Gasival epevid ofleflibLyseflesr Fileweu swimi GFuIH6v

c e @t _Oeuafl emind g CL_& Garv®h O FuIzew o
Scan the QR Code to view
the video for this exercise

« epL_ geor 2nd run opmito 3rd run GBEGHFHG Blewmevullev LiLg 6y GFUIH6
* Gupuglienu Fgs50 CFUIg G@PUTHFH®en uie) OG\FuISHev.

60° - 70°
Q%
30° - 35°
>
2 1.50 ROOT|
FACE
9
— 1 2.0 ROOT GAP
JOINT PREPARATION DETAILS
E r
A
—
A
A
A
A
M
e
A
N
A
A
A
A
A o
-’ 2
A <~
A
A
A
e
A
N
A
A
A
A
N
A
N
A
N
A
A
e
—
g
| 2
I
2 50 ISF 12x 150 - Fe 310-W - - 1.3.43
NO.OFF STOCK SIZE SEMI-PRODUCT MATERIAL PROJECT NO. PART NO. EX. NO.
SCALE
NTS SINGLE VEE BUTT JOINT ON TOLERANCE *1 TIME
M.S PLATE 12mm THICK IN VERTICAL
EF @ POSITION 3G (UPWARD) CODE NO. WL2ON1343E1
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Qeuemevullest aurflemns (Job sequence)

« 12 1hl.ub

feresarfleiriilg (2 eTedraeir) Gleul’ L eyLb.

serperear MS &% emi

s UL $FleTiig feflbLjsemer Fiiley
QFuweyLb.

© Qeaw®h sHGBHEnd 30 wpsped 35° Filayd;
Camrewrptd 15 1OLE Gourr wpsliyb 195 my
Q)svevrrs aflerflibL|s@HLD ©)HTEHTL_cHeuFHerT TS
Q) msa Cavetr(HLb.

© Qv _Glauall yewinliLimeTHewen (spacers)
LweTLBSS), 2015 Frmer @evr_Glasaflenus
W BTsGH@G LwTLGISS SHEHHman
CrL_& Geusv(®) GlFdiuiayLb.

© Qewewriiberr  Geurls wLdhssGed  177°
CaretGHD&H SHHHI®ET (LPGST IHLDGY
O FuweyLb

+ G g Qeusd® GEFunuli’ i (@enewriienLs
QBBHSH@ Blenevuied eLDSFHaLD.

« DC Qeuevig i GlFuiw 315 .5 MS
erevd gmewt_ DCEN GQumeumflil g wimssis
LGS LI(h1 S H@LD.

Smest eurflena (Skill sequence)

S LiypsbFed  Hloubi G

Gourrtitig eweu Groed Cprs&ld GlFdiweLb.

* HHL1g GOT

Grmrest Geurr 2a1(hl(heueneVL L mTLorfldsHayLb.

* G Tsh LIGTLI(HS SR LD.

© HFH LPHVTTEOUFHDGT hdhma/Lb. Glascvenr
ot L7y Glamesst(h) FHpLd GlFayLb.

« 4 1815 N L_qpeiter MS eTevdL1T(h) LoHmiLh
150 oy it 18lesTGastmi” 1_1b LT I(hldS@Lb.

« Fflwumer efelld (weaving) s/l 1 wpedD
LT LIRSS (Q)TESSTL_TLD LoH MILD  eLPGTMITLD
Lig eweud Frfl GFUIeLb.

« Filwrer Geur se1(R)heued HMID )BT

Qeuaflliyp Gleusd® GHDUTHSHET HM)D 5!
CFrEHdHa/Lb.

« @opUTERSwer Fifl QFUiieLb.

OBB%@ Blencvullev 12 LA.L5 SFearhBlev MS &L 1ger Gosd ememm L1’
Qemaemriifener swimi GFuisev (Single “V” butt joint on MS plate of 10mm thick in

vertical position)

CBIaSHBIST: Q) FH 2 HBIHEHGE 2 BHa/als

* OBBS5G Hlavevulley MS s 19 D@ GLosy gmewm wpL 19 enewrlienis OGeuevlg mIGID@G SwiT

QFuISH6.

saEBFsemer swri OGFuigsev (Preparation of
pieces)

9&H&F 9F 19 adletr Gleul’ () LwetTL(B G
aeflibrysemer 30 wpsev 35° CasmewrdGHG
Oleut” 1g Filey GIFUILIGLD.

U S®FHF®ST BSF@YLD. [BUWLD UTUIHSDHTHS
O FuIwIeyLb.

Filay aleflibLjFHenard Glenretsrig i GQFUILIGLD.

Qar’_ R0 QUTupSHILD &6y Lg i1
Gsuiujip O LT SHILD
LwesT LIS B LD.

& T & &) ST 67V

Q@)rreysev eLpevLd, (LpLp HersGn@td 15 blLf Ceurr
wpsLiLy swirr G FUIwIGYLb.

@menn V' L @)eneTLienil LD S eILD
GL_a&h1 GlFuizeyp (Setting and tacking of single
‘V’ butt joint)

Fifley efleflbysener 25 105 Ceur wpsLiyL et
QeventwiTs 9jewLndFHab. 25 L5 HerLpeTer
svCu&Fmev LweTLI®SS Frmer LoHmiLb
Qewentwimer Geurr (Qenr_Gleuatflenwi’s GlLimayLb.
Fglwmer  Gpur  serenioujL_er (@) ever (b
weovarseafilab Cr g Geasb® OFuiweLb.
2 rSGflevrids s HLILIBSGS 3° 6TedhE (LpesT
gmiwe) O&Fdiweh. (Fig 1) ysme s
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Caurtiissg560 H5HFH@hsEG Q)enL_GuiujeTar
Carewryoray 177° 948 @)(hds Caussm(hLb.
Qaearcv® Our@aflerengrs  LwerL®BsH
Q)ewentLienr GBHSH@ Blevevuieh 9enLnd:sayLb.

Fig 1

PREPARE PLATE AND TACK
VEE BUTT JOINT

WL20N1343J1

Qarev® Uy eysemerts Ul wF O Fulsev
(Deposition of weld beads)

315 Ol5 MS ereusL () opmib 110 9ytbiSuirr
lestFmyb LTRSS 6TevdL TT(hdHE@GH FHmI
usSUTL (h Qudsd shg GaurliLig ene
@)_ayib. (Fig 2).

Fig 2

FIX PLATE IN
VERTICAL POSITION

START AT BOTTOM AND DEPOSIT .
ROOT RUN HOLD ELECTRODE
SLIGHTLY BELOW HORIZONTAL ( AT 100°)

WL20N1343J2

GourriLig aflesr Lpupewiod@io HGammev
LIgmLofldSaLD.

Cammebr_Mlev eTevd’ rig osr Camewmrid 120° 9%
@) hdbas Cauasr(Hb. Q)SHeTTed 6TeVSHL TTeHL_
Geucv® CaHm”(Hi_ctr 80° CamewrdGled L9 L'11
QUFGWITS (B)(HHGLD.

9/Td Bberib GL oL wirsk B)hdbs Causssr(bLb.

Geuri s2en@paued Lot 1.6 LO).L55G
A& TLocy @)(Hdhs Geauessr(hLb.

&F(®) HoaHd CFuned. Filb Camiorr Loph mib
o Lrey LweTL(hSG Ceurriig ewer &HdsLb
QFuwieb. 4 185 L 1 eTevdL rmewL_ujtb 160
b Quir hlerGawrmi1_(pitb LweT LIRS G
TS TITIY 6T (QuIdbHdHend FDHMI LISSHITL 19 6D
Qs (Fig 3), Ceurriiig efletr 155 (@)gessri_imib
L9 ewaud O\ FUIIGLD.

Fig 3

CLEAN SLAG
FROM 1sT RUN

WEAVING MOTION

ELECTRODE MOVEMENT
SLIGHTLY SIDEWAYS

DEPOSIT 2ND RUN USING
A SLIGHT WEAVING MOTION

WL20N1343J3

sFH bHoasd OCFuig Oarcd® LG a6l
UPULPEOLOWITS FidHLD G\ FUNLIG)LD.

4 16115 MS erevdi”_gm(h) LiweTLI(hiSE) 160 bt
BlesrCesrri’L_1b (Fig 4) LwerLihds Glauevig 6ot
LITSH(LPenesTHerled FHmi 6l MishG) eLOGTDITLD LiLg 696
Lig w& QFUIIGLb.

eTedL g et afFoH Quidsib Fig 3 ommiib Fig
“deb Tl il ReTeareweusafley o CHenyLb
RETDTSH (Q)(hHHGUITLD.

9173 barib &L oL Q)b Cousss(HILb. ()5
G ared® 2 Geumaid OF gV IR Y ¥ -
SL_HLILIBSS 2 HaLD.

QYGOTL_IT &L LoD MILD BHLT LILg UITGoT

SR G S

ST EOLOGWIULD FH6)THFEGYLD.

& 65T 6 LD 6 W U LD

G Camiorr GlawmessT(h) HF®) Hohadb OGlFUNLIGYLD.
Qearcb® g ewer euwim L9gey 6)&HTesr®

UPULPELOWITS FidHLD G\ FUNLIGLD.
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Courr car(@@peusd, 9&Hp Geu B, LiGerm
Canmevsiv (STHMIS SHI®ETHGET) LOH MILD
G sLiLg wirer GFPley yFeT GPld 5 9y lie]

OFuIwIeyLb.

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
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Sgf & arip (CG & M) LuH&) 1.3.44
OGeuevr_ri (Welder) - sivic sdleyient_wi Glarevig b1 Gauiwu @uieyip Heremio (Weldability
of Steels) (OAW, SMAW)

$50 X 3mm 1O).16 @meuri FewrdhBlestlov MS emrilifesr Grocv 45° G&mewtdhFlev emLILs
Gleuevrg i1 GlFuizmev (1G)- (OAW - 16) (Pipe welding 45° angle joint on M.S. pipe 250mm and
3mm wall thickness (1G)-(OAW-16)

Crragasmigser: QuilnFuier wpgeled Bruser Gm Cealetriy i Fmeraeir

* 45° Glewer QewewT IDFTS eLlI@ienL_w afeiTsssSDHTHE SWTT GFuIsHev

« 9emeyseflerLilg ewuilifenest swimi GFuis wpmio Geurl’ L _eyib

« dLilevevd ga® HMID LTiFFemeTuyd emFw Tt Gleuevig miend wpLy LILISDE LOMHMILD
GCL& GFu1g GETeTenayLd

* Gupugliswu Fgs50 CFUIg GdPUTHFH®eN uIey OG\FUISHev.

A
@50
1 @ 50x3-100 - Fe310-WwW - A 1.3.44
1 F50x3-75 - Fe310-W - B 1.3.44
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
EF @ @ 50 & 3mm WT BY OAW.
CODE NO. WL20N1344E1
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Qeuemevullest aurflems (Job Sequence)

Glewermr emLILILITesT 45° Gidkmest allifleuTddsd %) eor
auLplapemmaeir (Procedure for development of 45°
branch pipe)

Fig -16b 26rargy Gumed AB G’ ig paosmes
LDSHB)LI% G HET QUGHTILIGLD.

Fig 1

DEVELOPMENT FOR 45° BRANCH JOINT
"50 mm OD PIPES"

[/ ]

SHAPE OF 45° BRANCH
PIPE DEVELOPMENT

N
5 N Y 7

MAIN PIPE HOLE DEVELOPMENT

WL20N1344J1

@O’ Casmi’igesriing ABS@ oSGl
CaHrL" 19 ewarr 6weud G, OHTHSHHL I 1 oL 65T
e Lop mitb %6t yrmisener CDE opmib F
Q)eweusefler LjeTeflsemar aenriia)LD.

Glewer eoLiiLimes 45°udletr Hlewevuienerd G)%Tessr(h)
95C&mL 19 m@ Cwle oerer CD' ullewerds
HGUTL_layLb. 9 H HTeT ‘G Y @GLb.

9 hs ‘G Gl&meser(h)  45°
CHTeweT S Fen6T GUEHTILIGLD.

L] 67 &fl u) 6 Got I

yerafl ‘G W0l ipbH 9HCHTL 19 eyjeir 45°
Glewer  ewulifer  2wgsHGHwer  (G1),
X1 OF QLN

1T wpha Qn ussmsailng G (XX),
Gevr o' 1 & CaHrligemar eI [yuie)Lb.
@)senewr_w (XX') e g eiflalmdsssenienr i
99 Liienl & CHTL 1§ 65T QUGHTLIL _LDTELD.

T O mb s (XX) Cari 19 p@ Cogyeirer |J Gener

e 96T Geuafli'iigs il 1 &&HeneT alenrs.

Gewer eoiilIpasmer wHFw CHTL 19 eer
euenie/b. @)HCamL_mers K erestn @)L_sElesleb
AB’ uflest G’ 19 6vfleh (LpSHGTEOLOWITEST GOLIL1LGsT
0S5 uwiSE Gal’ 1 L1 1RHFeTmest.

GK aflenar Qemewtd s K 4@ OFbiGssTs GK
er6sTD Gl 19 ewest euenTh Ll jHener CD ereirp
Q_s&lev FhHGlssems H eTarr enaudsayb. KH -eouw

@mmé&@ﬂb. spCGumg 1, G K, H, J
(Qeoual $CHmT®H)etr  euigaiainmer  Glener
GOLILILITGHLD.

Govaflliigbs L 1 _omer Gewer eoLIlifnE,
Q)eweTIITET (T DT QUL L_SEHIGHGIT GUGHITILIGLD.

01,02,23,3-4,4-5, opmitb 5 - 6 61607 24mi
FLOLDITGT LITHHISGTTHS OHTevst(h) LM % e
QUL L _LDT&HSH@LD.

1, 2, 3, 4, 5 @GU)QI&GGTHG&T L6 6 6 60) (51 &I
OpB%HGH CHThsemer eauenTwaeb. o nHahearGel
9|1 6 Leraflgmetlell b s 1G ulstr Q)b GIBH%HS,
Garpser opmib ‘O Lyerefluled(mhb s JH @Lb.
Qs COphse Casmhsermear GK ererm
Car_(haafeerer Gever eoLililenet Gla ' (Hib
opmitb KH eretrL g Lyeraflsermer 6',5,4°,3,2',1
& 0 y@b. @Y _ Geseveriy wevesw e 6
Lopmitd G BSHBSBDGETL_T6wT Li6iTai5er O
Lopmitb H y&lwenaisenid G Li6iTefl 6T Hmebr.
0,1,3,4,56,54,3,2,1,0 @mg,ﬁl CrLimeb 0-1-d@&
FLOLDITGY SHTTSHGI6HT LyeiTemlaanmest 13 g Liieor
Cam_mer XX ewer eewgweb. 13
LjeirerflgseneOl mb g1 XX Hh OlFhid 51 CHTL 19 o6aT
QUGHTUIGLD.

6,5, 4,3, 2, 18&0 ysrefsalamps XXés
Q)ewewstwirer Glevr_ior" 1 & CHTHHET QUGHTUIGLD.
@6t 7 Glowr_toi” 1 Cxmpsw@mib 13 Ljeirerlsertlssr
Q)_sHasfleyeirer g rien . Gami g evfled
Qmbs 13 Op®sHe CasrHHwenuyib
Olaul’ RFeTm6T. ULpshHLOTSH GILDGTENLD UMk
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ddeneraleweard OGamew®, 13 Oaeil’ (B
T HMATU[LD @ewenTdhsHab. HnHGE LTS
(VS@esr_mer Gewer el nne CHeweuwsmesr
Afleurdsib Geovr _dasts O m &edr per.
rfleurdasdGlanienl i QIhHEHHEG 3 OlHb S
S5L8LEL" 1 (h%@ In(bBeL 9/61Tey OFHTHGHBLILI(HSB6V
Geousiw @b, (Fig 1).

Qg Litienl_ ewuLiesfley (h Siewaruilenaest
aflfleurdasio GFuizgev (For developing a hole in
the base pipe)

Crom s plw (Lp & GOT 6B LD &9 LI LT LIT GO,
ewgaul’ L g&esr Groed 0 -1 &@ Fioomer 3,2, 1,
0, 1, 2, 3 Quurseer AB&@ Qenewrwims 7
Carhseverub euengwen. 0, 1,2, 3, 4,5, 6
O(bb & CBBGG Hlewev CHTHHMST cUeHT IR LD.
@)zt R %5 CasrThsarTars osHer 7
Glewi_ w1 & CarBlserTs Q)L _IomHMLD
QFuIGFeTpest. 1O (1H ST 6 6n e 6l 6o 6or &
OHTeSST(R) LOT LI | L{GTON ST (Q)emenT d5aLD.
9 sIdaTdhGHS CHemauwmer &l heurdddsLd
SOCLIT & SWITTTSH 2 GITGT F.
© LWSSTLIBSSLILIBLD DeO6Tdh Bl GOLILIL|FHET 6T
ey FRwmers Tt 2 MG LILIBSH S
Q& TeTeTaLD.
© UMTLL_SSHTe DG Croev 45°%
AMeurdasGlenastd Hwmr OFuUIgH6v.

© e eoLliLjseflest Goed &L L eneud B
opmitd Geut’ 1§ T(RSHSHaLD.

© Q) eouliyseilng Gosd olifleurdsssgng
2 GBITL_TGW  GULg QUSHGHemeT ool _wimerLslL” (5
GO _ab. Gewer ewulitIpa@ Groed
Qe wmerid L (b
g augFHever Oeul’ 19 LOHMILD 9 F6® 6T
Q@)7raueyLb.

© @uhiGeer auru) elpevlb Gleu’ 1g 19 i (deburr)
QlFU156V.

GV .

c Ul _w Crom L1719 gy 611 G
Qe ev  (oxides) wpmib  HD
O FSBHIFEOGTULD 555 FdHLD OFUILIG/LD.

« 45° CarentdBHlev (LpSHETeOLOUITEST GOLILILew 68T
maud g Flanar enLlibleneT opphIHL(BS5
LopmiLd yemLodsHa L. (Fig 1).

Q) eumwdsafler 9upsspiomer 0.15kgflcm?
O &HTeBT(H FLODTET GHQUTEHEEUS  LIUIGHT
LBSBIuSDE P ¢3 LO).LE  HibLGlwimesr
CCMS b 7 prr&ellenest Cairh0)s(hd:Ha/Lb.
Caemaumest LT HIHTLIL] eTFFlbenassar aif]
BL_555 O\SHTETETeLD.
45°  @enr_Glesafl g
oar(hl(hauaysars 2 165 Geur ([@ewr_Oauer)
() 4 QL_miskafled 9speir @)enewrLILInHHTS
G4 Gleusbigewerr GFUIS 2 GBS ES

wpmitb  Geurr

Q)& TGITGTGYLD.

6ThS @ HHIG Sl _ulestm) ooLilsvevrr Fr(h
pmith oo LICermenLilifenet o m&uims
& G LI T @H &Y & D (& 68T LT 6T ©) LI T (1> & LD T 6T
Q) Gestled Glewer @)ewewriiimet eoLILILIDS,
Crg Oeuiugsmear o m&riL®BssHs
Q)& TGITGTGYLD.

oL enest FLpDmTenoulGevCis oot ebevrt rm(h)

Lo M M LD
QeventLiSener Gasv®h GFuie L.

oL 1Carmen LIl & & W T 6307 (B)

QewewrLiLiih@ uhisafler @)m LIbHULpLD
2 Wb LoHMILD Bevev Ceurr 2em(B)(KeUBHMHHITET
2 mi & uf ew eur ©) & 17 6o () G Fsbev
oLICETTEOLILILITETNS LIGHSH DG LISHLD
b&H(HBHVecTd O&HT(hSH LoHmitb Geicdrg ki
OFlIIBHEH BT LPLY CouUeHEV: 6T L _IT6o
& geurgsGever Fir OFuig OFHT6TEHB6D
Geuai @b,

QL& 1ss mILLuSSerls LweTLI(b S
9aleuearalrer (Qenenrliing Goed 1, 2, 3
wnmitb 4&H@er_mer 4 9fleysendELb
Oleusb(®) GIFUIH (LpLg FH@LD.

L &It LMeflened O\BTL_kI&heaHenaT D6ld S
Qerev(® OFuiwiii’ 1 appewsw L9Melesr

empbs  QL-&EelGh2
Qi 5 C&Hmerense Ceuetr(BLb.

Filwms

9] &) & L1119 wi T o1 2611 (B) (1 64 6B 6V &

TS5 H6v Geuectir(BHLp.

GODFHGEhI:HTSH OlalebL_marens uia) ClFuIZ
opmitd Glarevig ewesr Fg LD GlFUILIGLD
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§a9 & erib (CG & M) LuH&) 1.3.45
OGeuevr_ri (Welder) - sivic sdleyient_wi Glarevig b1 Gaunu @uieyid Heremio (Weldability
of Steels) (OAW, SMAW)

10 b MS &L 1960 Famewd@ Groev BHlemevulley GrridkGasmL B Lig 6fFHemaer
@)B3e» (SMAW - 17) (Straight line beads on MS plate 10mm thick in overhead position
(SMAW-17))

Crragasmigser: QiuilnFuler pgalsd Briser Fnid GlLn Q) bLiieoal

* MS s L samewd@ GLoey Blemevuiled 9JemLodH6V

* saevs@ Goev Blemevuiley Garevig i1 GFuiw eTevdhL Frl sgessrt, GumevThl g LoHmiLd
s berip yFluwienausenars Czib0%H)d5%H60

« CriGamLi1gev Lig eysener CFaildsev

* 5510 OFuig CuisGarL B LIy aysear LnLiLgriLdh GepUuThsmearyuiey G\Fulse.

1 150 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 TOLERANCE *1 TIME
EF @ 10mm THICK IN OVER HEAD POSITION.
CODE NO. WL20N1345E1
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Geuemevuilest aurflems (Job Sequence)

© sabFET HWTT OFUIS FdHLD GlFUILIGLD.

© UL Gt Ly Q) enent Cai(h)semer
GUGHTILIGYLD.

« Qe ueTtehd Oame® Cambhsener
Lyeirarfld @GpluilL_eyLb.

« Fmevdi@ Goey FHlewevulled BHlewevriLi(hgGlulled
(positioner) & ewr 11 QUITBSHaLD. 2 1DF)
2wySGH&s  HhHLLY
FMSHHL1_ayLb.

Gauemevemws

« 31505 MS erevdiL” gmenr_g Cairls(hg s 100
-110 b luwirr 18l6sTGaTTL_L_1h 9GWLOSH@LD.

GOILILTE 9emevd@ GLosd Blewmevuilev

O e 6V 1g- 7 @ & u1uy b Q@ uimup s
@anewG oL’ (Bemaev s &6 FLD)
9wl @yLD.

stvdl gr® Caxifear Canmevr ey
2108 Cxmeflesr 6% OFvevdF GlFuUIH

BT BISHLD.

Gmest eurflema (Skill Sequence)

@Qsy UTHISETLL 2 LIS G L 6T
MEHUWIGHD LOMH MILD HTGV LITSHFHTLIL|FHEHGT
(leg guards) _ojevefluieyLb.

& rfl wi T eo1 B L (Lp & D & 6 &I LI

vweTu®S S 2 BhGHd CHohsbanpd

SL_HLILI(HS B LD.

© wpsed Ly emau Lerefld Gamiig et auflGu
GL L 9yrd o1 6t FrHmyent GausdGled

@)_ayib.

o &F@ s QFUIG, LG el FSHLD OIFUIL),
GODUTHSET GBS uiay ClFIwIe)LD.

s Lgeeud OFuisg CurearGm @)Hr
g esenaruytb, Ljereflds G (b S erf e
UAWITHLT Lig & G)Fu e LD.

« @opUTHSHT GBlds GCleusd®H) LI 6HeHarT
9 1e) GlFunieyLb.
« CprsGami_® LILg @ & GO GIT GFgmsd

@epuThsaflery) O Quigyib euenr
LuH& GlFdiwieyLp.

10 6.5 Fer5Blev MS HaEL 19 v Fewevd@F GLocv Hlemevulilev GmridGamL Ly evflev
Lig oflemestF GFuigHev (Straight line bead on MS plate 10mm thick in over head position)

ChTsaBEIST. Q)5 2 BIKEHSG 2 50/alF

* sovs@ Goew FHlewmevulled MS L' 19 aflewChiGaTL 1961 GLoev Litg eflewestud’ B SHwimri

O FuUIS56v.

2 Plpsid

@aur Ganl' Oeuedig ki eTetTLI g OlFUIISHGHF
FUTLOLOTET QGSTMTS (@) (BHSHTEYILD, a0 FrilliTer
Qeuebrg i I L1 (pedDIHETL! LI LI(hd G
sreflgmad GlFunuevmib. gaur Glami' Gleuevig i
6TGSTLI &I GLPTUI GRUGHEIHET, HLILIGY HL (HILOTGTLD
LoHmitb S 1L _eooliLydh &HL_(homesrib (structural
fabrication) o &lieneusemleh LIGTLIRGSS ILIBFID .
svGlevgunr Gamaw® Qe Cambhsemer
auengwaLb. (Fig 1) Carhaever GlFesTL T LG ehHS
Qe Ljeiremd; @pluil_eyLb.

Cavemevenws gpaur Glamt’ Blewevuiled 9jemLnd@GLb
Qumups Cearewevuiler 1jerefld @mluidi_ L

vl werer Lssd ylleow Crrsd Q) mes
Gausir@ib. (Fig 2).

Fig 1

N

A

& ‘?'

WL20N1345J1
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2108 2wWIGHHG apmeutn Cesevevuilesr
2wrsems @ld () BleveliibhsHulled o 6irer,
b & QFunud Fmiguw GLoTeowls LTRSS
Flgal 19 oewindsab. (Fig 2). semevd@ GLosd
Blewevuliled Glauevrg i1 GlFuiyb QT 2 (HFWw
Gl 2 Cevrsd H1H6THeT oHMILD OGSV IL|HET
Qewent L1 960(mb 5 FCLp aflpid. @)bs GauliLid
SIS EHNS) (hb H 2 LDWLIDLT LIT HI ST S Hi
Gamerer, GanavGln’, Camer® svedal, Glevd
STr®), Ferajsiv TLIFTesT LOHMILD aidhSener
Qeilel g YauFwioTGD. Q)5 Blevevuile,
Ca1L9eMetr 6TewL_ FTTERTLOTSH GL_eOL_ Y THHLI
LT Tofg 6D &L GTLOTTHTGHLD. (30D &M
Fig -260 smiquweurmy Caflener Cxprer 155
Cuim”_ g Osmerer Galessr(HLb.

Fig 2

TELESCOPING
TUBES

WL20N1345J2

315 BLS 9 1_qpeirear MS erevd’ reme_ujb 100
- 10 ywQwir  BerCearmi _genHu b
LI et (B H@yLb. LpsHens  [Hlevevd @ L
LT LRGSLILIBLD 6T Carmi’ 1 _devng il
Fwomir 10 Yiwur GopeaTs s
Gouessr(Lb. Hmgessrib, 1Ljel FFTLIL) &6 Fullesr
Q) sGD SHeTevin FTTILOTS FPlw 2 (b
CapEHSMBLI LITTLOMLILI S DJUGFUILOTGLD.

sl gr® g 2 Cersls Lyl et 90°
Carenrg G ayib Glausd(h) Hewaur et 5° (LpHev 15°
CamewdGHad 199 s Coueser BLb.
(u_miger 3 whHmib 4) GLedL_ YT
LIWIGTLI(HS HIUSHGHT eLpeULD LGIFTLIL] efenFeniLs
QeuhBSTLOTS LEMGVITLD.

5°-15°
HOLD CLOSE ARC.

ELECTRODE POSITION WHEN MAKING
BEADS IN OVERHEAD POSITION

WL20N1345J3

Fig 4

Te==y

10°-15°

POSITION OF THE ELECTRODE FOR
OVERHEAD WELDING

WL20N1345J4

LB Ligenes Leiremld Gami 19 681 euifluimsd
QaFuiweb. 1l mrli) enFullel HTdhaHd;emHd
GoD&GS APl 2 (h&Hd5 CoHbbdHensLI LITTLOMSSHG
sauertb CopGlsmereriiii_ Cauessr(BiLb.

OE 2
JBIGDLPRIGHGHUYLD HL_(HILILI(HS HILD.

g e GCarewevd; SHIGHTLYGT (LPGHGT &UGH[T
G Fu'iwieyLb. (Fig 5).

o G 2Ceursd G ey 6r

WL20N1345J5
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@)geser_mib Lig eweuujd ComGlasress(h) 2 6iTer Fig 6

U eysearujtb  LgwsF  QFdiw, QGCH
QFwebpempedis Liesst(hb G)Fuiwieyib. (Fig 6).

<>

//////&\\\\‘
& :‘
/
/

LD@&EODLITRFGTTET, Lilg allesT FTmm HeTenLn,
QGHTL_ITHL, HFB) 2L L|GHSB6V, HTHMId HIGHGTHGIT
WpHeOwer &Mld g oyie) GlFuIeLb.

~

WL20N1345J6
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§a9 & erib (CG & M) LuH&) 1.3.46
OGeuevr_ri (Welder) - sivic sdleyient_wi Glarevig b1 Gaunu @uieyid Heremio (Weldability
of Steels) (OAW, SMAW)

seangol L FHlewmevuilevy MS 5B ompmyo 50 LO).L6 il L _$Bev 3L6).L5 FHeu i HestdBHlev
MS eoLil119emet enLIL dLIaTTEhF @)emenTiliL] @)emenTsHev (SMAW -18) (Pipe flange
joint on MS plate with MS pipe 250mm x 3mm wall thickness (1F) (SMAW-18)

Crragasmigser: Qi ulnFuier wprgaled Hruser m Cealetriy i Fmeraeir

* FSHITS BHL_196v 261 LoHmid OGeuall all’ I_kisemer eL_wTearsEHy @)Hs56

* sl & 19 et auruy Garl’ K epevip 2 61 oHMId Gevaed) eul’ 1 _BiIgsewer Gall (BFev

caury Qe B CEFunuliul’ 1L 261 el 1L 5560 gk MS GLpremwid CF(H&) LIl ooL16TTEhF
@muilessl 2 (heur@ioLig GL_g Geusv® GIFuUIH6V

* g apovid 1G FBlewevuilev (FLpHmIFev pewmuilev) Gy BL_LILITSE GLPTEUI oOLIGTTEhSF
@muilesl 2 (heur@ioLiy GL_g Geusv® GlFuUIH6

* Qwavrlionu &gH Csuig Geaaflliyp Gad® GpLTBFHman uiey CFUISHE.

50

50

e 90

|
!

250 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
NTS

PIPE FLANGE JOINT ON MS PIPE @ 50mm x 3mm

TOLERANCE *1

TIME

WALL THICKNESS AND MS PLATE 3mm THICK IN
FLAT POSITION.

WL20N1346E1
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Geuemevuilest aurflems (Job Sequence)

QSBTRSHLIIL_RGTET 3 LOLE SGSTALPETET FHIT S
SHL19 6T eLpemeV L L _BISEWAT sVGenTLIT
LweTLIRSEH uenThH el FhHdGLD
yerefluiled L mi’ LieTehd OHTeRT(®R, SR
yerefld @GOl B FHTSHG 6T LWL
LeTTarflenid HTewTeyLb.

& eLifi 19 UL _iT (HeUTTILD)/ ev&lewrit
vweTu®SS 25 .5 ojeraeTer 97D
QTGOS T(h) FHITSH HHL LG GST GHLOWILIL|GTEVIGHUIS;
GOLOWILDT S OIHTET(R) 6(h QUL L_LD QUEDTIIELD.
45 1815 b Q&Fmevsr(h) opODTE Glifw
QUL G0 UHTHSH QUL GGG FDDETEHE

Lyeirarfld @GpluilL_ayLb.

0.5 8l.if ereerer &L 19k BTHMVS
Cap0SHS B De0SHd HL 19 ki L_TTF D 1_G5T
QULIT (BB LD.

DG 19 Vet eumuyaysh@ 0155.5/ GlF.LH?
QPSHBHAPLD YSF @t auTueyse 1555/
OF.152, o)updHptd 3 LOLLS SFerrperer MS

S5 oL Geul’ I 9eWLDS:H@LD.

BObBlvd BLllpbenrs sl FHIT
&L 1967 e laflibiiler 1o Huiev
KgsmFwrmer GFeh@&L TG Oyl
Flewevauen (Lpedt Glaul iR a/Lb.

YSF @er FHL19m Sy s SeLb.
L TTEeDF SUIRTT FEHTHEHS HHL 19 66T
RO SF0 (BB L Oufl eul’ 1 G&eT Lj6iTems
@O’ shmy eull it & Carlh) euenir
QUTQLD.

@h Comevr ens(® (2 (hewer euLh) & i)
wpHmib e’ b Geu’ Bib @)ewewriiLy (circle
cutting attachment) wiwesri(®s$% 90 6.6
I L_qpeirer Geuellliym Cuifw e’ L gews
Qeul’ g HieukisHaLb.

aurwy Geul’ (B CFuIousD&HS CHemeuwsTest
UTHIETLL  (Lp 6dT O 6oT &F & ] & 65 & & 6IT
LweTL®SHLILIG G ST DT 6T LIGH S

2 m1%) GFuiweyLp.

2671 el g Gleu' L, wpspedled 50 L.
A1 peirer eul’ 1 gG&legieiTGer FHiomrr 10 LS
Q(TRYGTAT (1 FWlw Fewaremws LpHedled

BIDATSHHLD.

BIDTHHLILIL L FH1e0eTuleOl(Bb S| L _TITFF
FHmI QUL L_gGend ChTeHE) BbHTHHLD. FITHEHET
B 19 1 "1 mFOWpesTL LIwIGTLIHSGS) 50 L5
N L_(pGTAT &G &6H 6T Qe 19
(LPLY-SH@LD.

Oeul' L ‘i’ 1 @hiseer FHgspb G\FUIIeLD,
O’ 1 i 1 @ubIsefeT 2 6 (LpHLILFHenerr
e a1 9yrib (Halfround file) LiweirLi(pg%)
@(Lphi& O)FUIuIeyLD.

F&L 1960 Qoul’ L i1’ Rerer Hewarudled
QasTRSHLILL_Berar 50 0.5 Geuerl
L _qparer GpTewwdF  OlFTHHeyLD.
QFT(@Ld OUITApHI, GHLoTUleT (Lpewar 6L.LS
ST HHL 1§ 6T LD MILIGHHSFI6V HL 6OL_UIT6ST
L1G55BI60 FLOLDL L _LDIT DGOLOb F, 0oL IS T hF
Q)ewewriiLiTs @) msb@LbLg & GFUiweLb.

315 85 pBiBlemevls LidFa MS eTeudiL’ TrenL_d
Caprpas®ssm DC Oeuedig i erhS rLb
et S 1 med DCEN Liwesti(®sS) 110
YLDt 1ElGSTGETTL 1D 9GDLOFH@LD.

CL_&&k Gauiud CUTUPSHI GLpTUI
&L 19 65T LgLifL_ast, 90° G&revtdFlev

2 GTan ST 6Tt 2 M%) OGFuiwieyLb.

eTeUSHL_Jrenl_ 4 LO1LS Il L _peirar m(bhiblenevLs
Lss Qamer_ MS etevsl gm®h) 4% Lommi)
160 o4 tb it 18lesTGeatTL’ L 1D 9e9LD&:&H@LD.
Qenewrlions H@&hs5 Glasd®h) GlLmmsFludled
(fixture) eweudsayb. @sarmed Gausdigh 1G
(FLoD MIBHEL) Lpempuied G)FuLILiL_eUTLD.
LIGE Glaebig ki (segment welding) wpewmemuiLs
Serupyl @ewewriiew @Gy mL_LiLms
(LPLY-SHaLD.

OeuefliLind GHeODLITHFET 2 GTETETUT 6T6s
LITTenal eLpeVLb 94u'ie) GlFuieLb.

PaaGarrk UGS  Oeuevig kG et
wprgafleyiip, Gy L Flylicii®Geaeng
2 m1%) GFuiwieyLp.

2 Oeuevig i GFurujp GLITLHILD
&FH Baesd OGFuiujp O LITEpHILD
@ L1 1T (B & & LD IT GoT

LTS &HTLIL

pTOIeTFF NI EHBMGTLI L6 LIDDGYLD.

&b & erip: Qeuevr_ri (NSQF: Revised 2022) Liufh§) 1.3.46 163



Gmesr auflems (Skill Sequence)

L®sGems BHlenevullsv MS emuilifesr GLosv emuilt ooLlemTehFFenet ()emeuetdHev

(Pipe flange joint on MS pipe in flat position)

CBIaESHBISET: Q)5 2 BIKEHGEG 2 5Ha/als

* MS ga' 19 651 GLoed emiir ooL1anmTehFFenest Geaucv® 2emLDDH6V.

Q&TH&ESHLILIL Rerer 100 .5 FHTSH
SHL 19 0l(pb L 90 LOLS &l 1 apeirer eul’ i g
$550 Fewl_55, Geuaflliypioms e’ & GlFuiul,
Qe gemar gs’yer Capm @uHHelmbs
SIeudhgevrid. (Fig 1).

Fig 1

CENTRE MARKED
BY CENTRE PUNCH

WL20N1346J1

Qe B yerefld @plufe il 1 el 1 &

CaHmL’ 19 ewer ewl_hgbayL 6T, auL’ L 1b Gleur” (HiLb

Q)ewewriienrs (Fig 4), & 19h  pr&Hed) 6

OLOWISHO BB S5 45 LOLE HTTSHe0 GClLmbsSE),

ol b Qe B QewewtileT  Fnlbiy

(LPEOGTEOWI, HHL' 1§ 65T GOLOWLIGFGV e06vd Fi, 45 LO.LD

rpeirer Geuellliym e’ 1_gewng Gleu’ L _ayLb.

Copmaiumer 267 ol L g/ allgaldhend

Oeul’ g Sleuhi@Ld (LpedTL|, DbH UL’ L GHGler /

QUL b Glest 21" 1 ndGled ewrievl Cammed ((Lpedr

Slewer) erarliLi(hlb. (b FPlw Fiewareois, auruy

Oeul” & epevid FHewersGl . Ceuesst(HLb. emLievL

Canrenevg HiewarLiLisnamer GlFuedLpenn LT

QUBLOT M Y&Lb. (Fig 2)-goi't LimT&&Ha|Lb.

QULPGHHLOTGEHT (LPeOMUIIe) BLILILPLDEDLI 9JEHLOGFHELD.

— SIdardHLILIL_ Caustrig i @) $&Hle) L_miTdens
5 H&HGH Cuwle 6 Wl.bd@ 9eiwd s
DSTUSG| L_TTFFST 21" Fnibl] CHHLOTHS
S5 ewL_g OGTHIbLIG WTHF OFUILH b
Q)_seng wpest GleuliLi'iLi(bldBHaLb.

- 9bs @ 1b gsrFwTs Feunbs OLITLYSH
SHL 19 OB g Fiomm 13 LS 2 wrSGnHE
LrrdenF 2uwisgd 2 Cevrsd CHsoms
2 (&L DT SHTHFHHSH L TTF®F
LISSQUTL 1§ 60 FNH M| FITUISHALD.

Fig 2

2-3mm

6mm
e

NOZZLE TILTED j0-13mm

%U MV JF

PIERCING A PILOT HOLE

WL20N1346J2

- sl 19k 95F et Saiemg O FeuTS
2pdsayb. Glau’ (hg HHL 19 ener Glau 19 &
O Feveb CLImT & L_MITFeOF FDH M| BHTDHHLD.
LPGST  Hiewaneowd HemerTdhs LIDG, L TTFwF
Fig 360 /11”19 WIGUIT M) BHTSSaLD. @)SIGUT W) L_ITITS
50 Bl 1 e’ SHensd L _UjLD GUEHT
O FuIwIeLb.
R WL g Geil' L 9®FH HUITGD
QUL L SFeST FDHm @l L b QULHWITE BHTHE)
GFdnuevrib. () Fig - 46b 26rerLig &L 1q i
9L mdGloetTL e TLI(hgHeVTLD. ()% 50 LALE
AN L $HDH@H OBHIHFHLDTET & 606V W LD T 6oT
Ooul”_ B LgLnfenesd HpLd CprdGuimest Fymesr
Oeul” Higiiny Gum, FHm) eut’ 1 SEesT euLHliTs
LmrdE, Bleowwmear Fgmer GCousd L6
BHTHBLILIL . Ceiest(HLD.
aumy Oeul’ ) OFunulii’ 1 odLIeTTehd 21 65
@Lprevws Gr_g QFuuyd Quimip OFhi@d5Hd
FeTenLo LIFTofsslitihaiens 2 mi% GFuiweLb.
Fig 5-g wLmirdsayib. oolianmehd (Q)enewriLiletr
UGS SH® 4 QL msefles CL_d &l
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QEFuuti@i. Fig -560 4 1.5 &l L @peirer

TS T LIWGTLRSSa LD Q)HeTTe) 3 (LpSHeD
3510115 ojemayeitern ooLlevevr’ enr 11 GLIpeUTLD.

Figs \
PIERCE THE Z‘j; PILOT HOLE
PILOT HOLE TO
START THE CUT
10
@50 -
©
Ry
INTERNAL CIRCLE CUTTING Z
2
Fig 4
<
=
S
=
s
3
=
Fig 5 @50

HOLE GAS CUT ON THE
FLANGE

~ TRY SQUARE

;

/ PIPE INSERTED INTO THE

FLANGE WITH

GAS CUT HOLE \
\

CHECK PERPENDICULARITY OF
THE PIPE INSERTED INN TO THE FLANGE

3RPANGLE SEGMENT 1

PROJECTION

TACK WELD

IN 4 PLACES

SEGMENT 3
¥ IN3WO3S

SEGMENT 2

WL20N1346J5

Qeventiienrs 1G FHpHmised Hlevevuied Glassd(h
Qi @ Gausd® GLT(HSHeww Fig-6ed
ST 1g weuTm LweTLhSSa . @)searmed 1G
Blewevudled Glausd(h) O)FUIel L QUFFUITSH (Q)(HIHEGHLD.
Gogyitb Glewsvewr — 1, 2, 3, wopmib 4 erer 4
LIg&serts Gleusv® GlFuwevmeb. (Fig 5).

WLy bs TD@ GHL_eDL_ /T LITTLOfSHHa LD
S&L 19 D@D GLpmit LTliLs@ Qe _Gus 45°
6TeusL TR Camessrid LigmLofldbsHeaib.

Fig -560 a7L" 19 wieur my Gleueb(® curflens (LpewmenwiL's
Lermmayid. @) &1 2 (BSFMevrid QLIRSS
2.5ajb IFTaIG, s, LGFH (1) @ Gip
Crra&w BHlevevuiled Geusv® GlFuiweyib. LID@,
Qenewriienrs 180° CamenrSSn&hd S(HLiLIaLD.
LGB (2) & Sp Cprah&Gw Flenevulley Glausv(p
OFunuayb. GLmmsGullsy (fixture) @)enewriienLs
FLpMW LGHsewerd Gip Cpmdb&Hu  Hlenevuied
Oleuev(h) GFu s G\HTesT(H Qb Sl LIS 3 LoHmiLb
LGS 4 gyFuemaisemer @G5 CLimest m Glausv()
OFuiweyLb. (Fig 5).

L@&GHer 3 whmib 4-g Geuevrg i GlFuiuyb
Qumupsm, Geisb®  LIgayHer,  (LpedTL
Qi 1 1ngafled 10 LOLE HTTSEHHS eLpL—
Geuassr(Rb. @) G’ 1 rr Blyiiliibhesengiu b
Courr  2ar(Rpouciled  QFHmL_TFFHewuwiuyLb
2 IGLILIBIS SiLh.

@alOeuT LGHewu b Geus® OlFuis LInG
baHD OFunueyib. Fiwmer Geusvig i Geusksid
eLpavLb, 9HLp Glaul’ ewi_d HeTdHHeUITLD.

ouwm ey LweTL®SE Gleusvenl . FdSLb
OFuieb. Geusv® Cagy GlHmer(h ooLflsbevr’
9fereney CFTEHdHaLD.

Fig 6 ELECTRODE

WELD FIXTURE USED TO WELD
PIPE FLANGE JOINT 1F POSITION

WL20N1346J6
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5gf & erip (CG & M) LufH&) 1.3.47
OGeuevr_ri (Welder) - sivic sdleyient_wi Glarevig b1 Gaunu @uieyid Heremio (Weldability
of Steels) (OAW, SMAW)

10 Bl.f MS &L 1960 FSemevd@ Gloev Blemevuiled, “T” (@ememriitiev odLlevevr’
Glousv(® GlFuizsev (Fillet - “T” joint on MS plate 10mm thick in over head position) (4F) -
(SMAW - 19)

Crragasmigser: Qi ulnFuier wprgaled Hruser m Cealetriy i Fmeraeir

s auemgLL_SFHlerLig @mem swan GFuig G g Gearev® GFuIsev
* saevd@ GLoev Blemevuilev emL geir 2nd run opmyep 3rd run afef b LT® LIy 6y GFUISHe
* OaevBHOoeTL et FHghspio CFUIH GH@DUTHFH®en uiey G\FuIHev.

\mf

%
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 TOLERANGE 1 TIME
EF @ IN OVERHEAD POSITION.
CODE NO. WL20N1347E1
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Geuemevuilest aurflems (Job Sequence)

o Carewevd HISTBHF®TS HUITHGH FdbHLD
QFuweyLb.

© LGS Bleneuulled “T” @)enewTiienis jeHLd i
@@ epewersefiayd Cr_g Gassd®

QFuweyLb.

Goavemevd  Hiaoriger o efl Lb L) cor
Qaeuafliymip GL_& Geusv® OGaFuiuieyLp.
Qetaurm OQFUiarsTev  FHIowd %G
GODUTL L& HTdhBeTLD.

« gaur Ganl flaneuilsh Careneveni jenLnd %
DB 2 WTHend FrilbsL L_aLb.

UTHIFTLIL 2 HLILFHHGT 96wsflwiayLD.
95 Teu g GamevbloL’, Gamest® sivadey,
TLIFTGT (LpSH6eVlIena.

© 315015 et grRS@ 110 9pbifuirr
L8)GSTCGTITL 1D 9GWLDS:H@LD.

Smesr aurflems (Skill Sequence)

DC erp&uwms Qphsmed, 6Tevdhl gm®
Cammevr_eang  um&iger  CuimeyL 6
(Crrrpenerioib) (3)enesrd:eaLb.

315 Bl eI 1 _qperer MS erevdl gm®
LwcsTLI(hg& Courriiig eweu (LpSHed Lilg eoe)
@)ewewriidlesr Ceurr 91ps&lad (@)L _ayLb.

&F®) hSHaHb GFuILH 31565 erevdL Tm[H
LGSTLI(NSGS) (FIDET HHGUCHHEGTLI LITITHBRYLD).
Q@)yedsTL_mib oM MILD LPGTMITLD LILG &HEDET
@)_ayib.

@SDHFB®TLI LILIGTLIHSSE) Couenevents HdoHa L.
OeueLHOILDGTL 6oL FgHLD QFUISH| LIDLILITLIL
GODUTHF®ET 41y OGlFUILIcyLD.
Q)ewewriewrids GenmimGaefers G

Queyib euenyg @UuuIHF WS FHLbL
GpLbrid O FuIwIcyLb.

Samewd@ Goed FHlemevullev 10 LS ser MS g&1 19 evflev “T” @)ewenr 1D H TS
ooL9levevr GFuiIsHev (Fillet “T” joint on MS plate 10mm thick in over head position)

CrTsaBIST. Q)5 2 BIKEHSG 250/l

* savavd@ GLoev 10 LS FeTd5Blev MS &L 19 aflev GLoey “T” @emenTL1LID@ coLevevL Glaucv(®

swri CFuIge.

Cauemevenws swrildsev (Job setting)

smvd@ Cwed Hoewuler Cearemevenus
BleveliLiRSFulev jemLodamad. (Fig 1)

Fig -260 &smiluweimm erevdl gment L
OLIT(hS S LD. LIy a6 Q)L _LILIGHLD FHiaIbEIS@LD.
(Fig 1).

Fig -36v smlquweirm OpRSGHS S 19 DS
9Liimed, 30° Couenevds CHTEwTLD LILIGTLI(HSSHaLD.
@ gym&ler (Cauemevd CHmewtidb) ereiriLI g
Tl grRSGHD GCorewevuiledr LigLitim@Lb
@)oo’ 1 Carentib @ Lb.

Oleuesv(h) Hevgulled Camrmuwioms 10-15° @)rpeneids
Carewerid (drag angle) LiwieTLI(hSSHaLD.

L gms YmGT 6TeTLIS) TeudhL Tr(Rs@ D Glaseb(h)
Car’_(hd@b @evr i1 GCarentib 4@ Lb.

@) & erip: Geusvr_ri (NSQF: Revised 2022) Liufn& 1.3.47

Fig 1

WL20N1347J1

-
[<}]
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Fig 2 =

/ ELECTRODE

ELECTRODE
HOLDER

ELECTRODE ANGLE IN HOLDER.

WL20N1347J2

Fig 3

DIRECTION OF

DIRECTION OF

FILLET WELD IN THE OVERHEAD POSITION

WL20N1347J3

eevevr GCrrupb Gl YrswmsGu
LIy @ %67 (passes)
OFiuii®d QUITIpL @)TETL_Taldl LG e/,
L&D L9 a)dGHLb OB(hSG@ SHL(HHESLD (@)enr_Gu
Qi 1 Coueser(HLb. (Q)TeSSTL_TLD LIl & (LpFHED
Lig o6t L5 % 9IB6T HVGFL 2/3 LIkIGDS,
Cuewraey G&Ter@pLbLIguims @)L 11111
Qeveirib. (Fig 4).

UgmwMdEHeb. Liev

epestprib Lig oy CoCeuerer &Gewr o’ 1 g
SH1L 19 6T LESILD @Q)TedstL b Lig et 2/3 Lirkiends
eLpBUBTHALD (R)hde Cauater(hlLb. Glauebrg 65T &TeD
barid Fioors @)hds Ceussst(Blb. (Fig 4).

Fig 4

—
/ <t \

~—1][L

3

| | | —

WL20N1347J4

T-JOINT IN AN OVERHEAD POSITION

Femlewws HL oL _wWTHe b, FPISTHe LD o6 B
O merTaugn@ auard GLomO)HTeRTL M) gaur
Gami” FHlenevuiled Glauevig i O)FUIaI S 6T6STLIS]

LY GITLDITGT GG HGVGV.

2 (& 2 CevrrsLd LOFa LD STLomseyib. G mug
QBTL_BIGUSTHALD (Q)HHSTE 6TeUHL TTEHL_
sCrLl L (mdb@ YLiumed ofdFaH

2 Couradeng F_Loewr_uwid QFuUiIeLb.

Q&1 &

RCy FLWHSev S %L1LI9 wTest
QQarev® 2 CBevrsdgens LgusF OFuiw
PWDFEES Fnl T

9BSs Ly meaud O FuIu b LpeiTL] 6TE6VT
HFQFHGBLD hdhoL 1L Ceuesr(HLD.

Q@bsd GFwedpedm LOFaLD YLISDHTRTSHTGLD.
FTFeID LIngh&GH OsPlliLjs@pd o (h&w
o2 Gouraupd 2 h&d CH55556e0/mbH HCLp
Geuewevr GlFuiLicuT 5% el(pLd. GHL oL 9T
bertb Lgmwflliigesr epevptb &lew [T e T 6T
OLEL

TVGHHL T

[5 % T & 60T IT &) LD
@GeopLTL ool Gl &b HITHSHeVTLD.
briger Fig -16b & 1g wieum my Flesr myd Glwmesst(h)
(<2)) WpLpmbisTeOll” (B oyLorib g Geusvry i G)Fus 519
Qamesriy (hhHTeL CHileflearmed e HLIBLD
9QFearHMsens ews Camer 5% CLimt (hd
QHTETUHGHT eLPGILD HeWD FHid ©O)HTGTATGUTLD.
2uiay (Inspection): Glassbiged @QBBLH HF{H
b&&D OFuIwe . QewenTiienis LMLy

wHmib Geueflliyypd GHepLTHHT SHDlS 5
21ey GlFunieyLb.
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§g & erib (CG & M) LudH& 1.3.48
OGeuevr_ri (Welder) - sivic sdleyient_wi Glarevig b1 Gauiwu @uieyip Heremio (Weldability
of Steels) (OAW, SMAW)

1G Flewevd@ ¢ 50u6).L5 X 5.6.6 Fouri FerdbFlev MS evuilifenes il eIl

Gleuevig i1 GFu1sev (SMAW - 20) (Pipe welding butt joint on MS pipe 850mm and 5mm
wall thickness in 1G position (SMAW-20)

Crragasmigser: QuilnFuier wpgeled Bruser Gm Cealetriy i Fmeraeir

* @aeuevig i1 GFuIwg Grpmenw Geur’ 19 Filey GFuIsHew

« 1l Oeuevrg i GFunug: Grprenw GL_d OFuIgHev

* Hppmid wpewpuiley GeurdiLig ey 2nd opmib afaf b1 Fesr QB SH6v

* &Lpmmp pempulley Byl 1Lg oy GFuIgev

* Gauewevemw Fgsi0 CFUIG G@PUTHFHT GBS uiey GCFuIse.

2 @50x5-75 - Fe 310-W - - 1.3.48
NO.OFF STOCK SIZE SEMI-PRODUCT MATERIAL PROJECT NO. PART NO. EX. NO.
SNt PIPE WELDING. BUTT JOINT ON TOLERANGE *1 TIME
M.S. PIPE @ 50mm x 5mm WALL THICKNESS IN
JEL @ 1G POSITION (SMAW-20) CODE NO. WL20N1348E1
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Qeuemevullest aurflems (Job Sequence)

© QarRGsLl_HeTar emalD@& GLOTUISEHET
<9 WIS S LD.

© GTlET (pETHET BT 9 FFHEG
O FiCHTERTLOTS Q)(hIHGHLDLILG [TTaILD.

« 1.5 wpspev 2 105 Courr wpsLiyls Ligmiofsd s,
aflerflLbLjsener 30 LpHed 35° CaressrdGn@; Fiilay
O FuIwIeyLD.

© ST gpeersefl (b H NG TSI LD
SIHeSlenaTuLb bdhHa LD.

© 2 @Lpmiiseneruib L’ @mulleT’ 1% ermiT(h)
O FuIwIeyLD.

© @rismer Crrlii®ds, OUThsSDHemu
(fixture) (<) oym&ler yuireflesr (Comewtd
FL 1L _$GetT) V auLg audhewbL LIesTLI(hdSHeLD.

UTSHISTLL 2 B FH®6T 2 (hdHeLD.

© ThGlrdeamg Qewenta (ON) GFuig, GL_&&)b
QFuneyd, Ceurrliig eydb@ib 2.5 BIL5 i 1
eTeUSHL_TTenL_L'1 LGS Sa L. 100 o1 bi uirr
L8)6sTCeTITL L LD _9eWLDS:H@LD.

© Qe (k) GLpmiisends@b @)ewr Gui, svGLigm
LweT®S$S 3LoLE Gaurr @enr_Gleauetlenws &l

GImesr eurflema (Skill Sequence)

QEIVETP 4 CLd@asaman &7 17 Gor

Qewr_Glauafuied (@) _aib.

c @aGemm CLd@gb uw % GCammaled
LPLY-QIHL_alend 2 M%) O\FuIwIeLb.

- CLa&m Qs 9ng Griiser @G
CrrsCami 19 ed 2 ereararauT Tt CFTHS 5
2 ISLILIBSGS GlHTTTaLD.

o Gourrig ey Qe Fui 315815 o9 1 _peirer
6TV TT(hd@, 110 pbiuwirr 1lesrGestri’ 1 _1b
9IGOLDSHFHELD.

© BT FLPHMIISET eLpevld CeurTLiLig eney
Li(hgend Blenevuiley GFuUiIaLD.

« & Cammed w11 gpewpedwils LIIGTLIHSS)
Gleusbry 1 GFuIg6L, Courr 2e1(RKaIEmHeV 2 MIF)
QFuIwIeLb.

o Coulled(ph g1 sFewr_ bobaid GFuiujib.

o 31585 L peTer eTevdHL FmenL Ll
vweTLBhSS QL meig b miLb
eLPGSTDITeU | LILg 696t QFUNLIGLD.

© QewentlieoL FSsid C)FUIL uie) G)FUILGLD.

1G Flewevdi@ ¢ 50068)..6 X 51615 @meuri FHeordBlev MS emvilifenesr L1’ Gleusvig i
GFuizmev (SMAW -20) (Pipe welding butt joint on MS pipe 250mm and 5mm wall thickness

in 1G position (SMAW-20)

CBIaSHBISET: Q)5 2 HBIHEHGE 2 5Ha/ald

* MS gal e Qauevr’ il gmuflessiy @& swiri OFuisev.

QEHTRSHHLILIL (HeTer emeliD&®Hd: @LOTUIHEHGT
USFT OCHTEBT(H) 2 MISFH@LD.

@it apewestulilesr Ol hiG T et d 6t enLoenL,
ooy ewGlamwir Glameas® CFrmHdseLb.
(Fig 1). @Lpmuilest (penadr 9 &HeT YFH&HG
O FBICHTERTLOTS (Q)(HHGHLD LILg Q)T TeIaYLD.
paGleuT(m @Lpruiesr gaibleum i, wpewaruileyib 30
wpsad 35° Filey GeFuneb. 1.5 wpsed 1.75 AL
Courr wpaLieor Hewgeserig i GlFwi s (<) gmaed
aflL_ayLb. (Fig 2)

THFTSHSetT sivalll’_dFeng it GlFuweyLb. 31565
L 1L_pairer pBIBlevevLs Lidd MS eTevdhl’ Tm(hdhd,

(B.I.S @hluf® ER 4211) 110 gpbifwrr

1865t Georm__1b FhldasL 1L _eyLib. DCEN

Cuimeori 1g LiwesTLI(hSHayLD.

CLs8m OCFUISUSDSG APGTLITSH, 9 k&% 6T
Fl L gFesr U augalled @romenw 2 65 Geurr
Qenr_Glevafluy_asr Criliihss) ojenLndsaLb.
(Fig 3). ojemeusmsenar Fig4 ev &l 1g wieurm Cr_d
210116 &) LweTL (RS S
Qevr_Glauetlenws CFm&lssmaLb.

QEIIR

Fig 6 60 2 eirereurmy erevdi’ gmenr_ Cammevr rfleb
»eudEHa LD. CaunmevL(Hd@h L1imed 90° Careserid
(<2/) 45° Camewstid LwIGTLI(hSSaLD.

GLpmiis@ 90° Camenrsdled BT (QBSGHLD Lig

2 1bewLo HlewevlILi(hSGd: O)HTEITeTeyLb.
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Fig 1

WL20N1348J1

Fig 2 60° TO 75°

30° TO 35

1.5mm TO 1.75mm — | 2mm TO 3mm

1.6mm TO 1.75mm

WL20N1348J2

Fig 3 —=—2mm

s

G

WELD POSITION 1G

NS5

WL20N1348J3

Camgmuiomss 3.0 oessfl Flevevulled Filellesr L6 &)
24T THLbSSa LD. g 4.0 Loewt) blevevdHd
Qarevsr(R) auge . Courr (LpHLiL] 2 (hEHLD GUeDTULD

& Cammeb 2 (HeuT@Lb euenyu/Lb FHmI b mibHa/Lb
(Fig 5). 2. 1o & 6TevSHL_FT (R HlewFenws F)(HLILIGLD.

Fig 4

WL20N1348J4

Fig 5

3/16" DIA.

KEYHOLE \‘l I

wpHev Ligemes Goed Crrd& (up hill) e,
ssbsmar OpHH@ BHaewulled O©aeredig ki

WL20N1348J5

OQeuiaung Cumerm Frlewl_ afFH LoD
LweTLI(RsHayb. Fig 6 60 26rereurm , Cloed
Crrd&) 5 (psev 15° seiremid Gamesrid (Push angle)
TS TTRHSGLI Lwe LIRSS LD. V HTig ullesr
Qo  ype
CralitiWsSsTHUTH FHeuatid Gop Glamesr(®

2 6T 6T gL &emer
Goev Cprs& Fmlewr . afds: syeyb, Fig 6 v
STl guwerrm 1.0 wewll [Fleveveww Hir
ADLBHSID BDISSaYLD. LPUSILOTS HSSHLD
OFuIwIeyLb.

@Lpreviws 2 1bewio Cprddl 114 &hm FLpHmeLb.
©)Cs wpemmullsd LpHed Lig & ALpLg-FHLIIBLD GUEHT
QBTL_oyib. (HdS 6Tevd:L _Frewl_ SO 1 (K5S
Fhm GCLp Sleuda 2 niG GlFuia)Lb.
@)gessri_rib Lig enaub (Oeuiis BL_1'iL]) eLpesTmmLb
Lig emeautd (ep® Ligay) 3.15 OIS eTeudhL Fm(p)
LGRS, CBB%HGHS S50 Geueviy A O)FuI6 H
Cumestmy psGaHment QuisHLoTeld (<) LOT M)
sanFe) OaFuigsmeus, Geaev® OGFuiweyLb.
Q)ewewnt 19651 L1dSHBIFHETD FDMI B MISD, HeuesTLb
Cuwmp Oasmerereb. FH&&Huyerer sFeni_
errflafldgmayb. Geouetrt _&s5ms 95Hp Gleu’ v

BlrLiLieLb.
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v eysaflesr  euflens  wpeop  Fig 6 @b
ST L1 HGTer ). HTL L Ui’ Herer &%
v Geurr Lo mitb wpsi'iLy GlFplene LI68TLIHDGLD.
BL_LieoL (1pLyds L0, Qewewriir GFuiujib
Ouirapg b mi Croevioirey GFun GG ST 6T6wT
2 MG LRSS D. Cos5SE0NBbSI 4/Tdhm
OogiauTs alevad QFUIS D bl MISHa LD.
QevenTlions FHsHb QFuiH LmLILITLILS
GODUTHSET GBS S5 u1e) ClFuIIe)LD.

Fig 6
4'Z5°

O
g o o

ELECTRODE ANGLE IN HOLDER.

REINFORCEMENT |

COVER PASS\

PERFORM ALL
WELDING IN
THIS SECTOR

1.5mm

ST 5—]

N

OT PASS
OOT PASS
©o

1.5mm PENETRATION

WL20N1348J
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§g & erib (CG & M) LiuH&) 1.3.49
OGeuevr_ri (Welder) - sivic sdleyient_wi Glarevig b1 Gauiwu @uieyip Heremio (Weldability
of Steels) (OAW, SMAW)

10 6.6 MS 551" 19 6v eamavd@ GLoev Blemevullev GLoevinriey @)emenTLiLITS Q)B%S,
(odL96vevr’ ) Geuev(® G FUISHev (4G) - (SMAW -21) (Fillet - lap joint on MS plate 10mm thick
in over head position (4G) - (SMAW-21))

Crrasmigser: QiuinFuler wpgaied Briser Fnd GlLn Q) BLiLieoal

c auemgLL_SFHlesrLig @memu swri GFuisev G g Gleuev® OFuismsev

* sevs@ GLoey FHlewmevullev el getr, 2nd opmio afaf b et LIg 6y GFUISH6
* Gupuglisnu Fgs50 CFUIg G@PUTHFH®En uIe) OG\FuISHev.

N -

3
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 TOLERANGE *1 TIME
EF @ 10mm THICK IN OVERHEAD POSITION.
CODE NO. WL20N1349E1
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Qeuemevullest aurflems (Job Sequence)

* H&HL 19 6T L5 HI QU T & G &1 5
Q&THSSHLILIL (HTOT YTeYFH6N G  LILg
Geut” 1_aLb.

« eflbyseward GleunGCHTeTLOTHS HUITIT
QFuIweyLD.

+ Gos Qevewriien Qenr Gleuafl (Q)esrm)
DLDS SIS HHL_eOL_ (Q)TeVT(H) (LpeH&IT 6N eVILD
CrL_& Geusv(®) GlFdiuiaLb.

o Gant” Gers Oeuedigh O Fuiw

Gouewevenws Lig bFHayLb.

« 315 Wlb L _qpeirer M.S eTevdil grenL g
Comp656 S 5

<9|GOLDSH@LD.

WOeTCermi’ 1_dens

Gmesr auflens (Skill Sequence)

TS gTenL . &L 1g 6T LgLiing 45°
CamewrgGaib  Garcd®
QFhIG S HiL_6T 15° CaHresst S eid LIg SFHa/Lb.

CaHmi_1g 6

« et grent_ afdFa GFunumoed Ceurfled (LpLHed
Lig ewaud OIFUILIGYLD.

o @i Camior LWGTLIRSE FHFOL_ FdLb
O FuIwIeyLb.

« el Mlist (Qenip) g emeuls LGRS
Q@)geserL_mib LoHMILD CLPSTMTLD  LILG G HEHEIT S
OFuIwIeyLb.

c 5B s Qg FHsSHb OFdlg
Q)ewewrLienL ey GlFuieyLb.

Hvd@ GLosv 10 h.f FeardhGlev MS &' 19 6t Groed odLfevevr . Govrifemest
Gleusv(® GFuIgev (Fillet lap joint on MS plate 10mm thickness in over head position)

CrrssbISeT. @)% 2 BIKEHSG 250/l

* savavd@ GLoev Flewmevulley 10 LA.L5 FHerBlev MS $5119 D@ GLoev odLflevevr Gevrs @)emewriiLy

Qarevig @& swiTi GCFuIsHev.

swri CFuised Goauemeenws 9165 L0d S eYILD
(Preparation and job setting)

QEHTRSHLILIL (HETET 9T6 FH@HS:GHD HFHL L9 6D
wrrE&HE QFuigs emy Gerl’ B epevLd
oL’ 1_aLb.

SHL 196 LTliySHemer HbHD O FuiweyLb.
aflefibsener OFhIGHTeRTLOTS ()T TaleYLD.
Qev_Gesafludery)  Gevrl

QDS Fid HHL 19 T (3)(1h (peversereyd GL_d
O FuIweyLb.

0oLfevevL_emi_

Govlt grygens 20 OIS 945 weusS)(hFHsaLb.

T grenl_, Goed S’ 1961 afleflbLjdh@Lb,
QY SSHL 19 6T LglisGd Qent_Gui o 6irer
Camewrgensd FowmHll LN9NE@GLD LG umTsL
g GHab. 9% Gyl (hd@& LILIT6D
FTUIUTEH Q)hSHGHLOUIGWTH HTels 15°
Q) BE@ oLy 1919 Gaayib. (Fig 1)

Gaxmev AP (LD & & &
2 emmseir hand sleeves) eriigresr (apran),
uTs eap® ojewilasenr (leg guards)
@anevG oL’ P & V) W 6 & & 6m GIT
9 GuilWI@yLD.

G® & U] 6B D) & 6T,

Fig 1

/////////////////

150\’”%/ 45°

WL20N13491

@aur Gant Gessdig b GlFuiw GearenevenuiLs
L9 FFHeLD.

3. 15 A5 &I _qpeirer MS erevdl gmewnt g
CarhOs®S51, 110 bifunt lesrCevrmi’ 1 _1b
9IGOLDSHFHELD.

174 F@h) & erip: Geuevr_ri (NSQF

ewewrL 1 96T Caurfled GV LIG e LGOI
C2) g S

2474 QT () TS TTenL_ af S G)FUNITLOGY

Lig wdE QFUILIGYLD.

i Camiorr LTRSS 1119 e960(hb B HFH
bbb GVFUILIGYLD.

: Revised 2022) Liufn&) 1.3.49



it gy GlEmesst(h) FspLd GlFliuiaLb.

315 A5 L _wpeirer MS erevdL gmenL L
LwesTLI®RSE) 110 bt hwirr Glgmessr(B) ()rever._irib
LILG 6D6 (LPpH6L LILG @dhEHLD HSHL L1q 6T LITLIL|SGLD
@)oo G @ ewr_ 18 Ligmiofld H1F Q)FuniaLb.
sTovs L gmiger Comenrid CourmliLig afd s
GO il et CureasiCp @Q)hd s
Gouas@ib.

Q@)TeveTL_Tib Lig 0 (Lp(LPE FHILDTSHS HF(h) hdhdbLD
QFuweyLb.

315 WS etewsl g 110  9pbrSuirr
LBlesTCestT 1 pLd LGS LI(hS S LD.

EPGSTDTLD Lilg 6Deu, GHL ool Td GlHTesT(RLb,
CLoevy G 19 651 efaflibLy 2 (hSSHLILIL_TLDGO (B
TS gT[R), CHTeTSMS HHL 19 G5 LITLILJL_GST
45° o9& Lpmiofg i pHed Lig ays@d GLoed
B9 g Liyp @UsBHGd @ Guw
(Fig 2) Lig wd GlFdieyLb.

Fig 2

\\

O
45° @/Cg \\@

WL20N1349J2

Gercbent . ppaI HILOTHE HdbHid O Ful g,
OGTL_[THL_, [H|GBT HIGHOTHSHGTGOLD, FLOLOHMD Gu/f]
QU LG QU [hI & 6T, SH&HL 19 6T el e Lb L] & 6T
2 (hSHSLILIBGISD YFu GopUTHFET SUlS S5
91e) GlFunieyLb.
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§a9 & erib (CG & M) LuH& 1.3.50
OGeuevr_ri (Welder) - sivic sdleyient_wi Glarevig b1 Gaunu @uieyid Heremio (Weldability
of Steels) (OAW, SMAW)

10 Lb.f MS g5 enL_ Hemevd@ Goev Flemevullev gmenm “V”’ LI @)enewriiLy
wpL® Gleusv(® OGFuimnev (4G)- (SMAW -22) (Single “V” butt joint on MS plate 10mm thick
in over head position) (4G)- (SMAW - 22)

Crragasmigser: Qi ulnFuier wprgaled Hruser m Cealetriy i Fmeraeir On e

eTeusL_ga®), Hyeserl_, GumewTmi 1y opmid s HeTld YFluiewalsHamard, DX
G055 s
« ey GFuiucii’ 1L a1 oL Gour @ewr_Glarerfluji_eT 1peit jemLoay

@Fuin CL_d Gousv® GlFuisse

ik
Scan the QR Code to view
* @eewrlienu ot Gami’ Hlenevuilesy eard e the video for this exercise

« Geurriig @), @IeTL_mib L9 &, LPGTMTLD LI & YFuiemalsHemend OClFuIgev
* Qe BHOoGTL el FHghsio CFUIS), LDLILITLILS GmnUTHSET US55 ule) GCFuIze.

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 TIME
EF @ 10mm THICK IN OVERHEAD POSITION.
WL20N1350E1

176




Geuemevuilest aurflems (Job Sequence)

* BHBIEH®ET UHTLIL G eVIGTOT OGT6YSHGITLILG
SWTHEHFH@LD.

« Ffley OQeFuiwliul 1L S5 L HEHHLD
QFuweyLb.

e owCuamen LweTL®SGE, 2 6.6 Courr
Qevr_Gleveflleww s LgmwMsa . @b
wpewarenws GL_d GlFuayb. @ent_Gleuaflenis
& QFuig om pewestenws Gr_d GFueLb.

« whmsw LDy OFuis s CLimest my

2 (hSBIMNLISHTEH HFHHBHAT 3° 96T6Y IS (LPGST
9106 O)FUILIGLD.

LUTSHSTLL 2 DL_F6T 9 6ullw Ll

UL (herenesteuT eTer 2 M%) OGFuiwieyLb.

« Couamevgd Gty emer sHdvd@ GLoed
Blewevuiled erpLim®) GlFdeyLb.

« 315 LALE MS erevs gmewr_g GO s(BS %
110 bt 10T GastT’ 1_1b 9eWLOSSH@LD.

SImesr eurflema (Skill Sequence)

« GeurrtiLig evau GL el 9Td 2.1_gyiLb, Fymes
Oleusbrg a1 Causd HiL_g9itb Glauev(h G)FUIweyLb.
Qserred Frmer Geurr 2e1(h(heued GILIMGUTLD.

© sFwL_ 0F 155 Oausvent_ ey GlFuneyLb.

Qartiuwmer Geauemewemwits 191y &
Camy @oBFmerts LiwesTLI(h)d e LD.
&S50 OFuicugsn@ FLrlm Gamior
Lpmitp ewwri Lgey LwestLI(hd By LD.
ST HeifesT LITHISTLLNDHETS G119k
FHTHF6T6IV LIWGT LIRS B LD.

© Qe _mib ep(h) Lig ee, af G OFUI L) LiLg w1
OFuIwIeyLb.

* 315 LB erevd grew_uyb 110 9 ibrusrr
101G ertTL” 1 GeGBu LD LIIGTLI(HSB@LD.

* Qe _mib 1ng emeur’s GLimesTGm eLpesTmTLD eLp(®)
L9 ewau b G)FUIwIeyLD.

« pevew  Gouev®  GuUpli@b  euemr
Qiudn&Feows 18ess(Hib L5eT(Hb G\FuIIe L.

(BImetr eurflens (LpewMeWILT LITITSHBGYLD).

Saevd@ GLoey Blemewd@ 10 6.6 Fers5 D@ MS 5119 61 Gosv gmemm “V”
wpL 19 emaesTLILITSH@GHS6ev (Single “V” butt joint on MS plate 10mm thick in over head posi-

tion)

ChTsaBIST. Q)5 2 BIKEHSG 2500l

* savavd@ GLoey Blewevd@ MS B 19 61 GLosy memm “V” wpL1g ewewt119hH@ Geuev® GlFuig)

swiri OFuI%ev

Q) b5 @) ew ewr 11y Qi
SL_pomerhiserT&us @ruilesd Ol i, Hiiied
sL_(Breard 6&rTihled whHmib BlevdE whid)
FTHesThIS6T (earth moving equipments) &g sev

o) 60 &

wopmitb Gufw s Bomethisenerud GlLirflws
GLOTUISEGTU LD FHeThigHered OFuisey CLimesrm
Cauenes@hd@ B HTHL L6t LB S SL
LIBGEID B/

s sain GL_ & OGFuigseip (Setting and
tacking)

sishsewer 25 1615 Courr @)ent_Gleuerfluyr et
@hen V' LUl Q)enewTLILITS LD FHeLD.

(Fig 1). @ wpewensafleib Gr_g6)FuniayLb.

Fig 1 2.5mm GAP

WL20N1350J1

315 1BlL5 L L_peiter MS eTevdL’_gmenL_ujib 110
bt 18eTGer’ 1L _Genguib LIeTLI(h%SHeLb.
wphowsuw LulHFRuID CFuissms  CLimesr my
SFHBHBET (LPGST 2ewLoey OFUILIG/LD.

Couemevd H68TLg 96T Hewavd@ GLocy Flewevudled
OummbHeyLb. (Fig 2).

DSBS 5Gbs 2WTSHHSG Fiil ClFua)b.
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Fig 2

WL20N1350J2

Courrtt L1&55H0 Gl GlFplenear Glausvig b
Oupeyb. ECammenev s HLILIKSSeyLb. (Fig 3
Lo MILb 4).

GL L wrer s Hardb LFTLofSEayLb.
(Fig 4).

Fig 4 /

Py

*****************

,,,,,,,,,,,,,,,,,,

WL20N1350J4

210G MEHFH@HSHG LITTLD oF HLI(BHeIGH S5
@&nds Cevarer Geusvig b Gaiements
LwesT LIS B LD.

&FOL_& SL_HLILBSHLD. HF(H) Gloucv(®
CapahadhBlev alllpdh Fnl TH V60 H
9BV GHlwd Fnl_TH].

GaurriLig emeu Garesv® GFuizsev (Weld root run)

CHULE <jorailH &
DI(hHTewLOUIQILD, HFHL 19 65T LITLIL @G FPlw
Carewr emeyL_g9ib L9g Sosii . Coussr(BILD.

Tl _gm(,

(Fig 3). erevsL grenr_ @ewr_Gleuafluilsd 6T
CoGev e»6ud S (Hd:Ha/Lb.

Fig 3

3/16" DIA.

KEYHOLE u

START-

WL20N1350J3

Caremevg giamiger @ mi% aueng Glased®
QFuweb. Gaflihs LIDG SFhFemer OF 565G
bghasayb. Glausvenl 9 u1eOlF ey LD.

Q@)TGTL_TLD LoD MILD CLPGTMITLD LILG 6 FHeWGIT
@)®sev (Weld second and third passes)

315 BB erevdL’ grenL_g CairbGls(hlghHa/Lb. 100
bt 18esTGermi’ 11D 9jewLndSa b, 2enFed
FFFHLI Lig & I L1 LpeODEOWIL] LILIGTLI(HSSHeLD.
T grlh Oeue® wWHLILNGHT & mdhHTH
B&HTHBLILIL_ Couctsr(pib. (Fig 5).

Fig 5

/\_/

WL20N1350J5

Lig oflesr oSG uNev BFHLT LI WiTesT
2 Cumrassamsll LI wWF
Fol_THl. @)BeTTev LhHGullev Osmuley
T HLIBLD.

QaFurw s

LsGsUTL () Qussd Csemawmear Glased®
O[T &Y & &6IT @@6’55 Gauessr(pib. (Fig 6).
QIGTL_THL_ewL_ TS GCeueOLy GO LIdHHISH6T6Y
Bwi5seid. (Fig 7).

FFwL_ 0F 5155 Gausben_ 9yuie) GlFuUILeLD.
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Fig 6

Fig 7
MOVE

.
9
o
9
o
9
o
9
o
|| —START

WL20N1350J6

STOP

WL20N1350J7
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§a9 & erib (CG & M) LudH&) 1.3.51
OGeuevr_ri (Welder) - sivic sdleyient_wi Glarevig b1 Gaunu @uieyid Heremio (Weldability
of Steels) (OAW, SMAW)

50 8.6 Glewadl il 1 _@pip 6 1A.L6 Feuiserpid 2.61emr MS Groremw 1G
(FLopmisev) Blamevuilev oL 19 emerlions GLomul wpl @ Oaiv® 6\Fulsev
(SMAW - 23) (Pipe butt joint on MS pipe $50mm X 6mm wall thickness in 1G (Rolled) posi-
tion) (SMAW - 23)

Crragsmigser: QulnFuier wpgaled Hruser m Cealetriy i Fmeraeir

* @aeuevig i1 GFuIwG GLrpmenw Geul’ 19 Filey GCFuisHew

« il Oeuevrg i GFunug: Grprenw GL_g OFuIgev

* &pmmp pempuiley GeurdLiig ey, 2nd opmio 3rd afafb ger Ly ey GFuUIgev
* Ganemevemwr Fghsi0 CFUIS GH@DUTHFHT HWSH uley GCFuIzHe.

Job sequence and Skill Sequence Refer Ex.1.3.48

2 @50 x 6 - 75 - Fe 310-W - - 1.3.51
NO.OFF STOCK SIZE SEMI-PRODUCT MATERIAL PROJECT NO. PART NO. EX. NO.
SNTS PIPE BUTT JOINT ON TOLERANCE *1 TIME
M.S. PIPE @ 50mm x 6mm WALL THICKNESS IN
S @ 1G (ROLLED) POSITION CODE NO. WL20N1351E1
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§g & erib (CG & M) LudH&) 1.3.52
OGeuevr_ri (Welder) - sivic sdlejent_wi Glarsvig i Gauiw @uieyip Heremio (Weldability
of Steels) (OAW, SMAW)

Ul @emewriiievy sl @rpmur 112”7 et gevart_ev epevid 119Gy &1 GFuigHev
(OAW-17) (Butt joint of copper pipe 1/2” by brazing process by induction welding machine
OAW-17)

Crragasmgser: QuilnFuier wprgeled Hruser Gm Cealetriy i Fmerser
© @)eTL_Sapest epevid &TLILIT GLomew LNCy&Fh GlFuIsHev

* 125 168 saiiud grpreww 19Gerid LIGTapeis@ LoD MIH6V

« epL_ geor 2nd run opmiip 3rd run LIGGens Hlemevuiledy Litg ey GFuUIFH6V

* 5510 OFUIZH GH@PUTHSGHmaT uley G\FuIHev.

2 2125x6-75 - COPPER - - 1.3.52

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

SCALE
NTS TOLERANCE *1 TIME

BUTT JOINT OF COPPER PIPE 1/2" BY BRAZING
‘E‘ @ PROCESS -INDUCTION WELDING MACHINE (OAW-17)

CODE NO. WL20N1352E1
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Qeuemevullest aurflems (Job Sequence)

*  1OlGhT GevrL_6b @UuubFITS&Ie LilestSImatT 10K.W
9&rey 10kZ Lom myb 800°C Gleu il iR &iLb
Gmetr 2 eirereurm Cpirey GlFdiweyLb.

© GTeow @HSEUND GILIT(hSSa LD.

© GLpmuier @)enenti ey @l s Lb.

« 9Cr&miens el @ewewri ey gL
Gauessr(plLb.

© Wpselleh 4.55€C &L 1155 Q)evewTiienLs 7 sec -6b
LICr&m QFu1g wpLygHed Ceustr(Hib

« mums 5106 sec @bs Lewllenws Gl g
ApLy-& &l flL_euITLb.

Oeul 1T g6 auLpkILienal (Heating provides)

© @ewenTiiL) euedlewLowiTS Hlewev BlHHs: Fnlq il ).
(Fig 1)

s oS dul . Fsflwumer GerliLiu@gs

G®PHS 2 BSEIML HmIb HSSS5DS
aflewarals&m . (Fig 2)

SIimedr eurflema (Skill Sequence)

Fig 1

Fig 2

Lllesr Fyaver_cv Olewevirg i1 @uibSlyio (Induction welding machine)

CBIaESHBISGT: Q) FH 2 BIHEHGEG 2 5Ha/als)

* it Gar g Ul @ewewtliy wri GlFuigey.

Oumrper euems (Material): sl g uy’s 3/16'
(4.76) Qavaf a9 1 1b, 1/8" (3.18mm) Il) Lop muth
Fpm OLifuw ).

sivGlL_ufletrGlevsiv stuteed GlL_LieomesT LyFlii 1
Loresr e 1/8" (3.18 mm) &’ _ib
GeuLiLihlenev (Temperature): 350° f (177 °C)

9B iGauatsr (Frequency): 352 kHz

2 Lusgewwrip (Equipment) :
Qe sib ool iev MGom’ Glaurird
Glami’ 19 6 33 F (Glomgsib 66F) @) LilerCps5)

QUIT(hSSLILIL (b 2 6T ).

LOl6tT 60 FHmulled Q)b LILIGTLITL 19 HFHTH
FwLIITH ULy UHLDSHSHLILIL (h) 2 GITGH .

Ll @evenriiied Gy afll 1 wpb GleuaiGaum)
YATRSTAT FHlg aTHSHTewD OFTETL_ @)(1H
GLOTUIHGT  LIWGT IR ST DT, (&L IT IS 6T
O)_t160TedT LyFLILI" I 1DTGTL_[Te0GST HLPITUIFHET

Cuwed @@ GOHwW

beriomer  @&Lpmul

®USGSHLILIBGIFD SI. GLOTUIHEHGT Fl_ThHS TGO

HTH M T FLILIHED Hi. O FLbLNGT GlaFu i’ 1

GLpmul smuledler mHeled ewaudsriil (b 8

BTy FHT FL_THHLILIBFD 5.

LG5 HTevTL_6v GlQULILI 4TS5 [565TEMLDHGIT

(Advantages of induction heating arc)

« wrewL_gaSlesr o eraflBhsH  Geuliih
@ Lp 1 5 1111 (B & & T 6D 9/ Q) & 1b L9 a1 u9 Gsr
21" LIGHLD FLOLDTGT LiFF Flewl 565D B).

o HIVOILDTET LEGETHILD O)FUIWIG:Tn 1§ U F).

c &pmliyp  Gerliupleney &y et e

QFWIGHLPEODEOUI LITHSHT ).

© 5% Gauliib @)ebenev.
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§g & erib (CG & M) LudH& 1.3.53
OGeuevr_ri (Welder) - sivic sdleyient_wi Glarevig b1 Gauiwu @uieyip Heremio (Weldability
of Steels) (OAW, SMAW)

2.00 .15 O L _uleTGovsiv sivieew HEL L LIBGIEmSE Hlevovullev &FHT
wpL1g emewriL) GlFuisev (OAW -17) (Square butt joint on stainless steel sheet 2.00mm
thick in flat position) (OAW - 17)

Crragasmigser: QuilnFuier wpgeled Bruser Gm Cealetriy i Fmeraeir

+ sOIL_ufleiTO6veiv sivieev FHEHBHFarer alafloLsemen CFhiGHTewTLOTHF GFUISHEV

* Beveord ga®), pr&Fev, Casiv 9upsHd Lopmio 1erdsiv Csriey CFUIg JemLDSSH6V

* 5GBS OIL_ulleTOevsiv svieey BlyLiys FIbLY), BTFeV, aITU] YUPSBHLD YFUIHaIFHEETI,
CEOLICE =T

« gilwmer pERBlenwevd GLiipiory wopmip GL_& Garw®h femLpdHev

Q@ iuss ml U gpepowll UweaTUu®BSH FHT Ly merlieonu Fymer Geurr
2R hau eyl _eT Oarcv® OFuISHev

* Qwarlionu &&H CFuig Gk G@PUTRSET PSS uiey OlFuigey.

2 150 x 50x 2 - X 04 Cr19 Ni9 - - 1.3.53

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

SCALE
NTS TOLERANCE *1 TIME

SQUARE BUTTJOINT ON STAINLESS STEEL SHEET
EF @ 2mm THICK IN FLAT POSITION.(1G)-(SMAW-24)

CODE NO. WL20N1353E1
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Qeuemevullest aurflems (Job Sequence)

FIT ANfbLFHTTHS HWTT GFUILIGYLD.
swTMeslil’ 1 fefliblysemer Fdd &b
QFuweyLb.

3.15 OIS ' 1_peirer Blewevl i’ 1
(stabilized) erevd;”_grenr_g CairbG)%HHg%H 100
oLt 1OlTGeTTL 1D 9eLOSHGLD.

C & 6w 6wl meor LIT & HTLILY
pestOlasTFFfldengssenarts L6 LHneyLb.
SITT(HFHeweT jeoLod s CL_& GFuIweyLb.
Qewent et pGs Gauenev 55 OFLis;
Gl HHHFHEDET WeUT:FaLD.

SIimedr eurflema (Skill Sequence)

eTev& L g Geuewevujib & SHLILIg WITH
IR ERS

@D TS

OLYININITY: YR Y
BlerCermi’ 1 dewsHd
6D G (hdHeYLD.
Gleusbenr_ G pL_L1196h 2anFed [QuidsLLlesT))
QFUIGH| (LpLy-SHFHaLD.

Oeuevenl  FgaLb QVFU1G), LG D6 LIDLILITLIL|S
GODUTHSET GHBSS5 i1ay ClFIwIe)LD.
sGI_uflsirGlevsiv stute smev Glauebig i GlFuiul,
siv)L_uflairGlevsiv siviesd euim LTenapuyb

saflwmer s 2empevwu/tb (gloves)
vweTL®BSsab. Q& Q) HibL) LOTE
T D LI(h 6 e UL SI (LI L1169 HuLb
SN TG LD.

LihFemna Blemevuilev 2 LO.LE FeTS5Flev 6ivGL_uilerGlevsiv siviesd afil’ 1 eofled F BT
wpL 1y emewriiLy GFuigev (Square butt joint on S.S sheet 2mm thick in flat position)

CBIaESHBISET: Q)5 2 BIHEHGE 2 5Ha/als
c u@Femna Blevevullev S.S. afil 9 eflh@ Gev F&Hy epLigementiiny Geuevig DHTH FWITT

QFuISH6.

Refer Exercise.No. 1.2.25
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528 & erib (CG & M)

of Steels) (OAW, SMAW)

LudH&) 1.3.54
Gaucvr_ri (Welder) - sivic edlegient_wr Geusvirg i GFuiu Quigyip Heremio (Weldability

epemev / ‘T’ @66)66611_'11_/ eLpevLd SHTLiL GLpmul 1/2”° &l 1_1b, hemip 75mm 9G &k
GFuipemm (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)

Crrsamiser: @ uuineuier wprgeied Briser Glm Geusssrig s Fmeirseir

s &I LHMID 1o NFITSSE QUHTLIL_SHe0d UeHT SV
s UILIL_SHGTLIG. @Temit SwTi C\FuIHe
« saieri whmip 10 Qewewtlienu LNCy&F ik GFuigev

* Gupugliewu sgs50 CFUIg GePUTHSHmen uiey G\FuISHev.

TASK:1 -
75 mm TIG
” |
P |
N
-
S |
| £
=
| o
- - ~
|
125
TASK:2 2125
0 | |
| |
— — — — - -
0
N
—
- - Q
75
2 @12.5 x 75mm COPPER PIPE CUDPA - IS 2378 1.3.54
4 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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QFuILpem

i Geuetrig s Gavevev 11 saieti @ewewtiiL) allfealTdd EDTLIL_SD5 T Hev

© QsTHSHLILIL 1L 9emelledT Litg 1g ujLIenLs L Fig 1
@JU_.I!LI@_/L'D DEVELOPMENT

[4,]
2l

5 7

© GIrerT  QenewTliLjdHmer 6l flemer N 4

QUGHTLIL_$H60D UGHTILIGLD.

o NMeursssGH@& apu wrirdh OCFuiIsH L 100 [ Nee

QFuIweyLD. 1

e Qe i & &) Lb L) & 61f) &Yy 6T G1T
L9 misenar eniicOlb G\FUIL HhHa/LD. 6|5 43 21

1001120 1 2 3 4 5 6 7 8 9 10 1112
d @CL,D/TU-WGEST GLD[Z')LIUI—'IG?DLI C’F‘J)Q)Lb QJlL.llU@-/Lb- CIRCUMFERENCE OF PIPE

©
©0©
o

12
0

© 90° CarenTdhGIN@G GLOTUIHEGT DENLDSEHGLD. 6

ELBOW PIPE JOINT

« e @ewr_Gleuell @)ebevrineh (Q)emewTLienLs
LGy Fiy GlFdnueyLb.

1
43 2\ @50 OD AND 3WT

DEVELOPMENT OF ELBOW JOINT FOR @50 PIPE

WL20N1354H1

. ewer L1 9esr CLopLig et @eomiiT(hEHenerr
D &e0D
9uiay GlFunueib. (Fig 1)

OFun Geuetorig i Galevev 2: 10 @ewewtiiL) efaITss alenTLIL_SHend 1D T 560

o QETRSHLC 1 oerelletriirg Hi' GlFULIGYLD. o2

© Griseer Geul g uiifer NG m%emern v L
e»L160h1 OV FUI S [BHaLD.

« @Lomuilest Filwmer oerenes 2 % O)FUnIeyLb.
« 90° fleuTdhs UEHTLIL_ewd QUGHTWIGYLD.

© Griseer MeauTsssFDHEG DL LDTITS
QFuig s GlFUeyLD

« @muilsst CuopLrlieor &dhsib GlFleLb

© Glewer @Lpmil, LNTSTET @LpTiid@ 90° CaHTewTLD
@) BsH@& LTI DyeLndsHayLb. (Fig 2)

ol Qe Gevefl @evevmined L9CT&H b
Qi iwiaLb. g@@;.rﬂq LHMILD  HI MIHETET FIewLoLliL]
26SLD

« srrert KNG m&Geerer Higerib 90°
Ca et 5160 5 CHTewTLD &M G LD.

DEVELOPMENT FOR 90° T JOINT "50 mm OD PIPES"

WL20N1354H2

« Gumellis Flemevulled 2" Sl @Lpmus 75mm
porid L9CT @Ak GlFdiweyib.

« sy arwTear  Goaremev 67667 61 ©) 6u 6T ) 17 6L

YICTFmEDH@ LIn& @GLoTiiseflsy ermLi(hb
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Smesr aurflems (Skill Sequence)

&TierT 10 @ewewrliyy &riiud @Grpmullev 9CyF ik GlFuigev (Braze tee joint on
copper tube)

CBI&GEBISZET: Q)5 2 BIHEHGEG 2 5Ha/ald
* s 1o @enarliy sTLLT Gmuiley GGk GlFuigey.

@Lpmit Glauebig mIFe eTHIT G)FHTETEHLD FTLoLh

Fig 5

QeuebLg b1 LpLy b HID GTTUISD 2 (KSFTLy TACK

2OV G HAUDTT FFewLoliL] YGLb. Flevgemau TAGK
SHLILIG] 2J6V60H] HDLILIS] 6TedTLI S GlaueLy i /
Qeuiyb Cumg 919 SHLg  LIW6TLI(H S LD

LPDPUT G| SPTUSDET @ FTHSFID

@) M55 9V G HTTIDLISGT HDMIISDS WELD POINTS

Lp&T Djend GHeflTelldhd: 9eILOGIILISTEHLD.

FILLET WELD EACH
CROTCH FIRST

Gmr Oarsvig i yeargy OGweeslw afil’
Glauevrg miens Cmestp s Grogib GeusvLg miI&est
L D@F (P WTSS OPMID 211D
Cupugliy Soe Flevevulled @) HLILIST6D
26a1(Hl(HUGY BT [HlEOVHGT NG FHLDTSH 2 GITETEH.
Glpmui Glesdig mGled Q) resT® Heum %6
DG FHIomTer 201 (Heued LoH MILD 267 (B (166D
Q@)ebevTenin. GLpTUIFHEET LIWLGTLI(HS HIaUSD S
wetrL) Qs GewpumT®ser Fil OFuiwii

Gauessr(HLb.

WL20N1354H5

Fig6

Ul Qewenrliy SeNTdgH  WHD  GLoTUl
(3) o ewr L't L) & (61 5 & Q) LI T (15 & LD T GoT
QL b9Cerewr_ swrMliLg  BHeLb
SjuFwior@Lb. (Figs1 -4)

(@)

Fig7

WL20N1354H6

ROTATED PIPE-CUTTING HEAD

WLN2285H3

WL20N1354H7
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§a9 & erib (CG & M) L H&) 1.3.55
OGeuevr_ri (Welder) - sivic sdleyient_wi Glarevig b1 Gaunu @uieyid Heremio (Weldability
of Steels) (OAW, SMAW)

2 1618 Ferapetor MS saL 196t FH7 Ll whpmib Gevlr @emewriiier GLosv
L9Cy &1 GFuizsev (Square butt and lap joint on M.S. sheet 2mm thick by brazing in flat
position (OAW-19))

Crragasmigser: Qi ulnFuier wprgaled Hruser m Cealetriy i Fmeraeir

s uemLIL_SHeTLIg @Temit SwTi GFuIsHev

« BT&Hev, v ga® Hmip herdev Cpiey GFuIsHev

* yseadlent &Gk L1Garid eins gl CL_g OFuize

* @ iss mil_Lgpenn LweTU®BSS) LT L1y e GFuIgev

* Gupugliewu G50 CFUIg G@PUTHFH®N uiay OG\FUISHe.

S.SHEET

BRAZING
(OAW)

3 ISST 50 x 2- 150 N Fe310-W N N 1.3.55

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
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Geuemevuilest aurflems (Job Sequence)

© FHT Qg el Qe ILING SHET (LPEHEGITHENET
Cauidbsitb oHMID euenFLIL & Gl6TLILg
S5 HHewer Gl L ayLb.

© Q@ewewrliy LGGulleneT HdHid GlFuIeLD.

« Gour @ewewntiiy @enr_Gleuafl @)evevrinGev
FHT g el L' Qewent 1L9D@ S5 (hHener
<9|GOLDSH@LD.

« BT, oolllebeurm @), T UpHSHLD
ooL1aT e Q)ewausemard Csirb0)% k%% Lb.

© YsaIGL_e0 0oL ICATLAGHGT ELDSHaLD.

Qe udss  Q THD ML LG 6L
LIGSTLI(h S S LD.

* 800°C o2 ayewr Blavewdy () ewewr L9 esr
LT CIeTey LoD It HaL (hHener (Lpestdnl’ 1g Gu
Qeul i’ ihgHaLb.

« Qeutiu  Boliydsbifeow Q) erd & ulled
Cauigsab. Fileur mrLiL(hd sHisemev (welding)
2 IGLILBSS) @)ewewst 60 BlyLiLdaibienw
2 (h$HSHeYLD.

© Qewewriled oy FlFHLigwmer Gesliib
O FISSHLILINUDHS HITHHRYLD.

Gmest eurflema (Skill Sequence)

QewentLienr @Gy mewL_ulled (LpLg hoHa Lb.
Qewenrlien &HHHb  QFuig  Glased®
GODLTHSHATTEH W B GBS B 69 G & b 6T 6 LD
wHvTarTmald GHMldab FHm Ceurr
oa1(hl(Haued LoPHmIh QevwenTliL] p&Huienae
2 GTeTeTeuT 6TeTa b puiay GlFUIGyLD.

@ 26 (wire wool) epevib Goprigiiyy
S BFET FHhHLb C\FUIZ BSFHa LD.
BTF6 eTever 5 @ wib 1.6 Bl.b) il 1 _peirer
e &t LNgmesrev bl d s ibLul 6w et
Cah0%HHSSHaLD.

BT LIy SHbL%@; JoLIemdsiv LiFaLD.

2 Seadlenl_enilh SLILILPLDEDLI DEDLOSFH@LD.
ssemard GHpmeow OFLiLyd @& Lpmuler
Loawflauruiled GlFbG), eLpast my Q) _riskeriled GL_ds
OFuIwIeyLb.

FSHBLILIRSG) coLIGTSH61V 6TFFAIFEOGT [hdhba LD.
Qevaflliym Geucd®H GHeODLITHSHET GBS 5!
2 1ey GlFunieyLb.

2 1015 ser MS afil’ 19 651 Groev Gevls @emewrtiiLy o mid & %175 Bestlev L9G &k
GlFu1gev (Brazing of square and lap joint on MS sheet of 2mm thick)

ChTsaBIST. Q)5 2 BIKEHSG 250/l

* 2 1615 a1 MS afil’ 13 esfley Cavls @enawriiny Lopmitd SHTSHDSG LICT&h swri GFuigev.

M.S s e L9CyF ik GaFuizsev (Bouemev 1)
(Brazing of MS sheet (job - 1)

NG & iy @ L1 p 5 a8 b1 s
YNUTeDSSS5MTH5 ydadlenl &b G llipibLy

G Furuyib

LiwesTLRG S Couacsst(pib. (Fig 1)
CiQermliewiliyb, Hlyliyssibtub, Fig - 1 6b
ST 19 weuTm) 2 6rer CHmessthisertley (g GaayLb.
2STT 2 CeTsHLb 2 (HeHLILIL_TLoed Fiomr 800°C
areyd@ Oeulii'ii®SSLILIBHUSTE 6T68T.3
2eTQY BTF6V 9Jemey LILGHTLIRSGHLILIH GG DHET.
2 (BhSSLILIL L (BT L1Lyd HLDLI) STFTOTLOTSHL LITW
2 $ay 16 LOLS L 1L _(peiTermr FeOSTesT ool TesTsv
BTy sl et LIBSSLIIBGD F).

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

WL20N1355J
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S pibents  @)emewr 16T afleflbLyser 15 5
OFISBHaLb. @)ewaewTL L6 (Q)1H (LpenesTSHaert]gLb
wpmitb osFuleyid Cr_d Geusd® GlFuiwiaLb.
(Fig 1)

s&bswer Flwmer GerliLiplened@ (LpedT
Qeuliti®B s Haspmed Qeenriifed BHedev
evessriiny e By 2 Georsib Filwms
LIRSS /uged_ 2 sayib (Fig 1)
GUipibry 2 (hdbHLILIBILD BITLiL)d HLDLY) L5 1 ()
Gaeuev(® Lig et L6 & CF e Cauesr(hiLb.
@)perTed YSFCL_ayest Halliss @b (97) M.S

EEAO) 9 FHFHIDTSH
SN TSHSLILIBLD.

QeI (® g &l & 60

2 (58S Cadsdms apLBSEW LD greraihs
2 DAUGHDSHTSH Sl pibiy Fh mJ
Nwssi®EpgH  (Fig 2) ComG & meser B
LiLg eygenerd GlFun Lomp g ujib By s sibLfeows
2 erefl_aib. Frilwime LewewstiiL) LIl (HGTTHT
eTeTiemgutb Fgmer  Geuv®H  araey
QDL RGTOTHT 6T TLIDS 2 MGF GlFUiieyLb.
Gy &y QFunuii’ 1 LIGSHewud HEUTLDTSHS;
G euebLg 6T @) m1 & ull6v
GILGTeTSmSS Sl THhs, Hanl &Fuled

% 6 651 & & @ LD.

WL -&GLD Q) _SFlev BlTLiys HLbL) C\BTL_iTh 5
2 b&d Copdsdfled QL Lii®FDg HLilpbL
Vs HLILIBHGGSTD F).

Fig 2

BRONZE WELDINGMILD STEEL SHEET

WL20N1355J2

LIIGTLI(BSSTS ooLIendeiv eTFFLD (Q)BLILI6T, 9 I
LSlesrLy Frilomestid eTHLIBSSLILIBIEDES HTHS,
DS [hIHEHoU LI UFNILOTSLD.

By 2 Gewrsb sy 2 Ceursd L6
Filwmer eweseriin) OSHTeOT(HGTOTHT 6T MILD
Filwmer Geur o261BHeucd )% T 6w (B)6IT T ST
616 MILD (Q)ewewrLienis CFTHegHeLb. LITLIL] MBSt
siwerser Cumerp Oercb® GHewmLim(hHer
&S sId CFTHSHHa LD.

190 F@h & erip: Gewevr i (NSQF: Revised 2022) Liufin&) 1.3.55



§g & erib (CG & M) LuHE) 1.3.56
OGeuevr_ri (Welder) - sivic sdleyient_wi Glarevig b1 Gauiwu @uieyip Heremio (Weldability
of Steels) (OAW, SMAW)

6 L6).16 seruperenr eumilil KoLy LIBIHmSE Blewevullevy Fhi&Flewr “V” i
Q@emewriifemer GlFuigev (SMAW -25) (Single "V" butt joint on cast iron plate 6mm thick
in flat position (1G) (SMAW-25))

Crragasmigser: QuilnFuier wpgeled Bruser Gm Cealetriy i Fmeraeir

« aflaflibysemend HwiThldbsHev, auTiliN(HLoLs SHHFE@ET Devilodhsbed LoHMId CL_d& Gearsv®
OFuI%56v
* 3HbFH@en 1Lpeit GeuliLill LBSHe LoD WD @ewewTLienLill 1967 GleuliLliLI() g %56
c erevgl_ga®, lestGearml 1 b Cxriey GFuizev
« Gouril'ing @, @)geor_mib 1119 @) LoH MILD CLPGTHTLD LI &FHewen alliflaev @esrlis Lig & GlFuIged
* Qawarlisnu GopuThHeT GPSaH yuiey C)FuiHev.

2 150 x 50 x 6 - FG 15 - - 1.3.56

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

SCALE
NTS TOLERANCE +1 TIME

[ SINGLE VEE BUTT JOINT - ON CAST IRON PLATE

CODE NO. WL20N1356E1
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Qeuemevullest aurflems (Job Sequence)

© Glewgeiiy i GlFuI%) (<) @)rmal efleflibLsener
30° Carewrd&n@ Mley OFuiweyb. Geurr
wpsLieoL 2 1S 911 LiFmioifléseLb.

s LRSS Blevevuiled, sHBFHwer CHTLiLhsS)
Yinssab. 25005 Geur @enr_Glauerf
LT mLorf&SHeyLD.

« Gour ewami’ gagett eauems E 7016 (_9y) E 7018
sTwd Ll gm® 3.15 b5 9eTe)ereresd
Capirp@as®SHayb. DCEP Qumemmi g
LweTI(BS S LD. BTl 6TevdL 7T

Cai9emaer oT b & 7 & &) Gbr LT & 19 6l
OL_ITLAIGOT 8VIL_GHT ()e0aueT @y LD.
« Coearwmer LIMTSHISTLIL (Lp GdT

TFFHlHenFHHATL LIGSTLIDDGLD.

© 9SF yF g ler LmirdE LweTLRS S
Cauemevenis 300°C & (Lpedt Gleut 1Ll Li(hldEaLb.
O &rCmFmd (thermo chalk) LiwerLi®SS
Qaertits plevewewnw CFmGasan. Gevr
amL @6 6Tl gk LwestiL(BdF
@@ epewersefiayb Cr_g Garsd®

QFuweyLb.

Smest eurflema (Skill Sequence)

+ GLd Gassd®) GClFUIg QevewTlienils LIRS,
Hlemevuiled meUddeYLD.

« 3.15 S5 Govr ewami’ gagest M.S.6TevdL m(®
LwesTLIRSE Caurr 2an(hlpareney 2 M%) GC)Ful %
GeurrtiLig eweu (@) _ayib.

o GeurrliLig ewend &dsib OFUnLIGYLD. Fh M) 2enF6L
Quussid ommib CHTessT(hld QUuisheHLD Hib sl
Q@)L _mib oM MILD ELPSTMHTLD LILg GD6
@)_ayib.

© senL_§ eueng Qewr g e Geuli Hleneveni
200°C 14 Lgmifdseb. seibleldm
Lig eflest CLim b 2 1 Fevaay, CFPleneu hdhs,
Limev Lfesr Caminr Glamess(h) Glauev(H) LiLg 6H6
LFesflir GlFdiieyLb.

e Coowariul 1 mev Carewevenusts 196t
Qeautitli®sgsain s 6L aITsHs
&eMiredds LoewTelled () FITLDLIGOIG) LiehDHd 5
MEUSHHELD.

« Oeucvenr  FSHSHLILIIGHLD. 0D lTFOSHET,
Friwmer o (FlenewrliL) LoH b )BT LITLIL|
GOPUTHSET &HPS S5 u1ey ClFuIIe)LD.

auridpiory s 19 61 Grosv ememm “V” wpi’1g ewewriifener GlFuigev (Single

“V” butt joint on cast iron plate)

CBITaSHBISET: Q)5 2 BIHEHGEG 2 5Ha/als

* aurrimioLy $&1L_19 61 GLoev gmemm “V” wpL_1g ewewrLitfener OGauevig H@ Hwiri GFuIsev.

el semend Fifloy GFuizev (Bevel the edge):
afeflibrysemar 30° CasmeswrdGn@ Ooadles b
15 () @omal Fiflay GEFdniayb. 2 165 Geurr
wpsLi Ligmiofléseyib. (Fig 1).

FaJ TG QI BIFEETS HeTeHFHaLD. (Q)enalsHenern Fifl
QUT S GHFHUITATT L _L_T6) D& 2 6WL_UId Fn(bHLD.

s sain GL_d& OGeusw® GFuisep (Set
and tack weld): Gasewevenws @)ewesriimasls Lihdhens
Blenevuile eneudsalb. 2 LOLS @ent_Glauertlenwis
LITTLOMSSHeLD.

Geuemevemrws wpest Geuriitt LIS HIHev (Preheat
the job): 9,465 9§ 19 606t S pLbew il
LTRSS Ceauenevenis 300°C & wpest Gleur il
LBSsayLb. (Fig 2). GgrGom Fmd LiwesTLI(hSS)
Qeul'iLs plewevenw CarmGldasab. (Fig 3A & 3B)

PREPARE EDGES BY FILING, GRINDING OR
MACHINING AND SET PARALLEL 2.5mm APART

WL20N1356J1

Qe wpevesrsanaib GL_d Glausd(® GIFunLIaLD.
(Fig 4).
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Fig 2

ENSURE EVEN HEATING

TEMPERATURE
SENSITIVE
CRAYON
MARKS

PREHEAT PLATES TO 300°C USING OXY-ACETYLENE
TORCH OR FURNACE

WL20N1356J2

Fig 3

UNAFFECTED CRAYON MARK
METAL NOT UP TO
TEMPERATURE

CHANGE IN COLOUR
INDICATES METAL IS AT
TEMPERATURE

USE OF TEMPERATURE SENSITIVE CRAYON
FOR TEMPERATURE MEASUREMENT

(3a)

TEMPERATURE SENSITIVE
CRAYON

PLATE TO BE
PREHEATED

CRAYON MARK
CHANGES COLOUR
WHEN PLATE
TEMPERATURE

REACHES 300°

TEMPERATURE SENSITIVE CRAYON
(3b)

WL20N1356J3

L aysemenr @B Hev (Deposition of runs) :
3.15 18IS M.S.erevdiL” et (Cevrm ewaunL’ 7 @9657)
CarbGshSs 130 - 140 b1t Hyesrl_ewr_

DCEP 94 (a7608L"_717(h) +ve) 9yeoLodsaLb. Glasi(h)
Car’_(HL_sr eTevsL g CHmewrdens 80° %
weaib s, BHBww 9id Herid 6T et
Caurrtitig ewar @)L _ayib. Gl e Yid

ST HFH@LD.

TACK WELD
BOTH ENDS

WL20N1356J4

PREPARED PLATES SET UP FOR A SINGLE-V BUTT JOINT

@ui Srey Garew® Ceurliig enal &dsLb
G Fuiwab. @ewri_mib Ligewes, 3.15.6L8
AL L_peirer eTevdL () LIIGTLIRSGSE 9HesT
Carewrgems Gauev®h CHmil (et 80° 944
UGS hSHLD. eTevdL Frenl_ Cg%mess (HLb
QFwevrs BHTHSaLD. uTrL i mLbLlesr Freid
FHGTGOLD GHGOD&Y GTGTLIGTED, 2 (K& 2 CeuTHdens
6T e & T % ) & ewor L1 L9 1) @& 61T QFasds,
TS TTHSG&H CauresmBers Cumerp GlFwed
DUFWILDITGLD.

Q@)resst_mib 1119 ene epuirt LTeiy GlHTetr(h) FdaLb
OFuIwIeyLb.

eLPGSTDITLD LiLg 66, 3.15L0L5 eTevdhL" TT(hidh@ FHmI
oarFed oafF&H QuEHD HhH OFuiwaeib.
eTusL gr® Camensidens Glaucd®h CHmr (hi_er
80° 945 ISP (hSHFaYLD. 2 L' 1D SHOFHaHEGT
b, Gaucv(®) CLFUMI LI 1 11g 6yFHeaT LITeV L6
Camiwir Qasmer(® OusaTsd S L _afLb.
Carewevenws wpedt Oleuliilii®s &b GleuriLs
Blewevd @, Carenevenws L9681 Qeulitil’s LIBSSaLD.
Couemevenus 2 6Uhg LoewTelled (9y) FTLbLIcOl6D
®aud % e O HiauTsHd: Gl il _eyLb. guir
Lrey LweTLhSS ©CoucvBHGILDGTL WL FdHLD
G&Fuiweb.  eummli @by () ewewr 96
NflFvsmersg sHalliids, Cevmeneaml’ ;@6
TS L JmeL L1 LW LI(hd HIheY/Lb, (LpedT
@eul' b opmid 1967 Oeuliiliih &% sVILb,
LFesfii QFui1Bepib @eriTeldSHeVid DjeuGILDTGHLD.
OarsvhFemar uia) GlFuige (Inspect the weld):
Oleusbenr, aliflaed, FAwmer o (h&HHeL LoHMILD
Qor ypLiLgliLd GepLThSET GBlSS 241

OFueyLb
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§a9 & erib (CG & M) LuH& 1.3.57
OGeuevr_ri (Welder) - sivic sdleyient_wi Glarevig b1 Gaunu @uieyid Heremio (Weldability
of Steels) (OAW, SMAW)

L®ses FHlenevullev 10 Bl.d MS s 19 @ idh Osergdh GFuisev (AG - 01)
(Arc gouging on MS plate 10 mm thick in flat postion) (AG - 01)

Crraggsmiser: QuiuilnFuler pgaled Briser Fnid GlLp Q) bLiienal

s atovgl_greL g Csib0sBsH Csemeuds@ amit LOTCGRTTL L_S5e0%H 9160 LOdH 6V
« Oaenglil CFwemevd FHIaUkIGHSVILD LOHMILD LIFTLOH DS eYILD

« Osanrgliions Fghs0 CFuIg uie GCFuIsHe.

1 100 ISF 10-150 - Fe310-W - - 1.3.57

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

SCALE
NTS TOLERANCE *1 TIME

ARC GOUGING ON M.S.PLATE 10mm

S @ THICK IN FLAT POSITION. CODE NO. WL20N1357E1
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Geuemevuilest aurflems (Job Sequence)

c QEsTHSSHLILL BHTOT 9 eT6y %66 LILg

SIBT(HFHeweT LomTa&mI Gl Gleur’ 1_aLb.

o CrrsCasrhsemer aerhbsl Li6Teld @&mnlser
@)_ayLb.

« sal e Gip Crrah&u Hleveuuileh e96ud:daeyLb.

« 10 L5 Fer SHL 19 D& 4 OLL5 L L (peiTerm
eTeVSL T (h) LwesTLI(hgHa b. DC eTevsL giremr
Qg aliaurs DCEN Cxirb6)%HdSHeLb.

* AC (=) DC & @)reverig m@Lb, 300 4rbrflwirt
BlesrCesrri’ b yewindsab. DC Liwiesr -
LSS 1 _me» DCEN Cxihb0)5HdSHe Lb.

c &gt MeflbNeSIBhsH  Fruieyd
CHTewT(LpL 65T HI6US:E@LD.
2 (h&Hw 2 Gevr &b THLIL LG

CararReausnasrsad Lyl o Ceurssgens

GImesr eurflema (Skill Sequence)

basab, CnpGasmer® Coimentdemsd
&HOMGHHaLD.

« Qsergdlis pevr_Glumbmid GlsTessT(®) ()(hdhGLD
Quimp sl 2 (HH 2 CeuTEHdbenGU|LD, HFeHL_U]LD,
TS0 @Qphan, Caream® ol (b
Qi 1 &mig uledl(ph i (hhHaLb.

o erevsLl _grenl Ceusioms pHTHG Glmern bk
QFwhHLITL eoL_d S RLILIBHSSHLD.

o QErwpuml e 1pLyeyd@Hd OHTessT(h eufb %,
Owergdliy GFdncin’ 1 Lglinleves HdsLb
OFuIwIeyLb.

© BTG O FHGHT BUISBGTOLD GHDd HILD, FiTTesT

2UpLb GPISSID, Frmar erevn GplSSiLb
91e) GlFunieyLb.

L®&es Blewevuilev 10 L6.L6 FardFled MS Ha1° 19 651 GLoev 9y epevid G reverig
Gleul_(BHHev (Arc gouging on MS plate 10mm thick in flat position)

CBT&EHBISZET: Q)5 2 BIHEHGE 2 5Ha/ald

* UGS Blewevullev MS 51" 19 i1 GLoev 9id G e Hedlev Glarl’ RH6evTSHS LoH MILD HUITT

OFuUIFH6.

SI@THF®ansd swmi GFuisev (Prepare the
pieces): Q&THSHSHLILIL RHGTET D6T6HGVIGTLILG
SIFT(HHN6T 155 euengayser GIFUISH, ey
Qou”_ (B GlFu e LD, LITLILFHE6T FdHLD GIFUNIGLD.
CrirsGami_eamt_ cauewgey OFuIg Lj6Tels
&DIH6ML_6Lb.

sHLewl_ G1p Crra&w Blenevulled () Li(hGhens
Blewevuiley _9je»LOGBGYLD.

TG JTTeL_d Carps®dH
LBlesTCastTL_L_Gews ewioey GlFUiuiaLb.

10 WOl5 ser SHL 19D 4 OIS &l L (perer
eTeuaL_TTenl_d C&iTh0\H(h%:Ha/LD.

AC (<) DC 615l &le0 300 —9ybiuurr iyessri’
9WLOSHFHELD.

DC vwetu®SHLIIl I M6y, 6TVSHL [JITemL
oLy @1 (DCEN) GpiT (LpewGTLOLOTS D(eHLOSH@LD.
s 13 mears Caxrar® OGearl B OGFurzgew
(Gouging the plate): srevséL" grem. . aflarflLbLieT 6a(h
wpewareows Crrs& 20° - 30° Camewrd Geiib,

S 19 61 Lilest g i dn@ 90° CaimesntdGlevib
199 xayib. (Fig 1).

2Y/Td TPLIBSSLD.

Fig 1

20°-30°

TN

1

ANGLE OF START

\

WL20N13571

ANGLE WHEN GOUGING
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Oaseargdli Gauiun CUTIPH FHFuTsF
FHuFhHens (respirator) ojemflweyLp.

2 h&s CHIHHD TDHUL L 6L 65T, 6TeVHL [FT({H
Cammedl_eord HTLpsG Her Carentdheng 20° -
30°-60 @Q)BbI 5°- 15° 9 &d &HeOMEHHaLD.

TG grenl_ omrs&m Gauiwlii’ (Herer
Cami 196t auplums euevliLidhed S el bk Bl
Q) L11551075, 6ThGNS LIdhd QUUsSHUPLD SHTTLOG
BT dEa|LD.

Qxergdir pewr _GlLipmid 6% T ety (hd@Lb
Qumupsl, YTsHnG wHoib 6 Herggh
Qi 1 &Tgd@ YLriumed, 2 (r&w
2 CoumTadenULd HFL_UJLD HGTOTRLD.

9474 QeuLILISFGHT HTTETLOTS, HIflG 2 (hGHSH6eL
THLBAUSHTEV, 6TeudL Tl CousLoms baHTHE)
Qsergdli CFwHLITL 6oL S HILILIHSSaLD.

Fhloyd Gasmewrid 955 OCBBHSHSHTH
@) 6vev T LDG6Y [OCINITEF: 2 M5
OFuiweb. HTIy W YFFH YLPLDTHS
QFdiauensd HailTdHEHeLD.

HTVHGTLI LITHIHTHEB LITHBTLIL]
& IT GV 659F) & 6B GIT UJ LD , LIT&I&STLILY
FITHGSTBIHEOGTULD 26501 UIGYLD.

Smiguilest Frmewr HeLD LoHMILD Y LPLD
24 &l 66U H e e L

Qup, erTeVdL [7TLg 6o
CHTETHOBUILD [BHTEORUUILD [HlEHCUUITCT 6HGIHGIT

4HL1 LT TS HaLD.

Q&ergdli G Fu i’ 1 LTl SHeT FddHLb
QFuIwIeyLb.

Q&6 @) hIen % YUY GFuIweyLp.

Olsergdla&ler muigseirenio (Smoothness) 94ipib
Lop I FTTET HGTOLD YHNIHAUFSET SD)S S
CFTHdHa Lb.
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§g & erib (CG & M) LiuH&) 1.3.58
OGeuevr_ri (Welder) - sivic sdleyient_wi Glarevig b1 Gauiwu @uieyip Heremio (Weldability
of Steels) (OAW, SMAW)

uBsbemas Bleavewuilev 316).16 ser eblefllw afil 19 et Goed FHg
wpL1g emewrLifenerd GFuigsev (OAW - 20) (Square butt joint on aluminium sheet 3mm
thick in flat position) (OAW - 20)

Crrasmigser: QiuinFuler wpgaied Briser Fnd GlLn Q) BLiLieoal

* 3HbFen L _GFer Ly Gour @ent_Geuafluji_eT 2je»L05 %560

« gilwret SL18pLoenL jemiodBHev, HlTLiLs HipLh), Gasiv BTFev, Y UPSBHLD LoH MILD cdLIGT F61V
YFweaisamarsd Gsxibo)%®H s 56

« Gauemovemws GrL_d Geuev® OFuiw Cxemarwimer GeuliLiblencvd@ wpest OeuliLILiLI(bd HIFH6v

« GEIGler gt @) L1155 B Lipedpedw LWeTUBSS) Ly o) CFuIgev

* Qauev®) GHepLITHSHET SPGB 2U1e) CFuIgev.

2 150 x 50x 3 - AL.199990-1S:737 - - 1.3.58

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

SCALE

NTS SQUARE BUTT JOINT ON

TOLERANCE 0.5 TIME

CODE NO. WL20N1358E1

S @ ALUMINIUM SHEET 3mm IN FLAT POSITION.
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Qeuemevullest aurflems (Job Sequence)

Iblestlwd HHHFH®ET 6T 6 Her 6T LILg
QFiICHTewT NGMflLbLjHew6nd HuITT QFUIGLD.
suGlL_ufettGlevsiv  sivieed euwim LT ey/
SOTLIITGT LIWGTLIRHSS) HHL 19 68T LITLIL]
wHmib feflibLysefeyerer LypLiLigliLy
Y FHF(b) LD MILD @)BT FSHBBEIFEHGTULD B
G B0 OIFUILIGLD.

S bleflug  HHEHH®OT  GF6o [T VT Lg[hI
TG T SBe0 Glevgessrig i Gauius Ceuessr Tib.
@arm GaF@mib elaflbLyHer L5 ooLiemdeiv
LLF@LD.
ssBsemer 1.5 6.5 - 205 Coeurr
@)enr_Glauafluy_er 9ewiodseib. (Fig 1).
Sbfleflug e  GauliL
UG FLOTH QHLILISTE, L' GQausd®h) GlFu,
@)ewewtiidlssr 100 O pard G 1 L0115 @f Hib
G HGGLbLILg. 956t Courr @)emr_Gleuermleniw
<9|GOLDSHFHGVITLD.

& fleum s &b

Q)ewewtiiber @Q)m wpewerHerfled Lommiib
g HGuNeid Cr_& Geusv(®) GlFdiuiaLp.

Oevevrg 1 GFutuytb G LTI L e DG LD
GODS S,

ool iGarmeni’t SriptbewiGus  LiwesTLIRSS)

@Y 6® &7 6 6 &

&l rfl & m @& Lb

Ceuewevenus 150° - 180°-d@ wpedr OeuLiiL
LGS a]Ld.

ool IGaTTemLILienL 40° (Lpsev 50° CarreserdGleyiLb
Bl sibifleows 30° (Lpsped 40° CanreserdGleyiLb

g $H QUL LiIidhs mIL L1 pedM  eLPGILD
Oleusb(® GFug Heunkiseyib. (Fig 3).

Fig 3

Fig 1

DIRECTION
OF WELDING

BLOWPIPE

WELDING
ROD

LEFTWARD TECHNIQUE

WL20N1358H3

WL20N1358H1

oL IGaTTenLILILI6) HTFeV6TessT 5-go1't O)LIT (K
QT 9(LpSBdeds 0.155.5)/ GF.152 945 ()1
QUTUSHH@HEHS GOLDSHLD.

B® Bl
FMaHas" 1L_eyib. (Fig 2)

& Ml wi T Gt

G119 1pLben Ly

Fig 2

WL20N1358H2
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3.5 L L _qperer FeOlHmesr 9evLilevflis
Bloliyd sbtleowls LweTLIBHSHYLD. LIGHF
BlewevullaVIGTAT ool 1eTdhewd BITLiLydh HLbLI LD &)
LiFaLb.

OleuebLg I (LpLg ujtb euewy BlyLiyd HLbLieows
S pibifetr Geuarfl 2 eopuledlhB L (Fn®)
(envelope) hdad Il T H].

Glavsbent . 10% FevodliuyMs Y&FL' (Hh5
91Bl6vLD) FHETFeDeVS OVHTERT(R) H(LP&T FrdHLD
O FuIwIeyLb.

Bessr(hb Glousvewr . Qaupbbir (<)) Heveresst i
Q& revsr(h) jevLbLl HdHsHLb GFUILIGLD.

LIS GIGST FaublHer Oausd(®h) LS (3)(hdbHd;
gl Gausd® OCFiig wpiyds LIS 2SI
9flomestdend o7 MHLI(hD HiLb.

Gasbh GEPUTOFT SHSS YuIo]
O FuIwIeyLb.

Q@)ewewriiietr @) miGlewuws GubpkIGLD GCLITLpSI,
ooliGarmew s opmib Hlyliyd Hibrulesr
CHTETRIHDETS &HWDHHGYLD. 2 1L FnlDLflencT
2 WIS SayLb. (FenewnTi e gL oL il(Lpeuensds
$ailiTds @aleuTm CF LGS D).
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Smesr aurflems (Skill Sequence)

3 L6 Fesr afil’ 19 eflev 9yayiLblesilwidBlesr GLocv F&hig wpL 1y emewtiiydF GFuIHev
(Square butt joint on aluminium sheet of 3mm thick)

CBI&GEBISZET: Q)5 2 BIHEHGEG 2 5Ha/ald

* 3 A5 ser afil 19 efley ojeviblesilwdBlest GLoev FHig (pL Ly emewTiiL) Gleuevig HETH HUWITi

OFuISH6.

Meflibysewerd OFmCGsmenriomsd O FuiuyLb
Qurepsl @ewewrdsliipd afleflibLseflsd & m)
Geu” (Haemard (notches) GlFuiweyib. (Fig 1).

Fig 1

NOTCHES 1.5mm DEEP 5mm APART

UNBEVELED BUTT JOINTS ON 1.5 to 3mm ALUMINIUM SHOULD BE NOTCHED

WL20N1358J1

Blaxg Fhlwmer pHBlamevd Gl pLben L
OIOLDLILIG| GTGTLIG FDHMI HLYGTLOTET HTrALILD
GTGTLIGTEY, ayblasiiidbensg Gleauevig i GlFuius
FOmM STTUSTHRB SL19pibL) eSS
LIBGEID &)

@ tids mil i pewpedwrs L6t LI(hS SILb
Qumrapsl, ooliGarmenti’s Gamewrid, Gleusvig i
QFui1g wpesrGarmyb GULITUPSH LI LILIg WITHS;
&eonahHLILIBILD. (Fig 2).

Fig 2

ACUTE AS WELD

LOWPIPE ANGLE
BECOMES LESS
PROCEEDS

EVENLY SPACED
RIPPLE
LUX COVERS

WELD ZONE

N
OLTEN POOL
IS VERY FLUID

FILLER ROD GOES INTO
POOL WITH A STROKING MOTION

WL20N1358J2

ablestliib o (K@ CLTaps BmLb Lom mig%ed
TSID THUL_TH 6TeTLISHTe, YsTT 2 Gevmss
Lgtnder 5% THTaIg 4H»FGILI LIL VLD
F(HEISFDST 6TewTd FauehSsalb. @)F YBTT
2 CoursLb 2 (h&Hauewshd: GUILILIBILD.
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§a9 & erib (CG & M) LuH& 1.3.59
@euevr_ri (Welder) - sivicallaemr_w Oarevig i1 OFuiw @Quigyib &e6sTem LD
(Weldability of Steels) (OAW, SMAW)

6 LO).L5 serEIO & TR GHeivl . ouiiest HHL_19 D& @medm “V’ wpiL’_19 emeserLiLl)esr
Goav Ligmesteiv Gleuevig b1 GlFuigsev (OAW -21) (Bronze welding of single “V” butt joint
on cast iron plate 6mm thick) (OAW - 21)

Crragasmigser: QiuilnFuler pgalsd Briser Fnid GlLn Q) bLiieoal
» Gouemevd, HIGTHFHMN UeHTLIL _HFGTLIG FHHLD CFuIH Hwmi GFuIsHe

s Fflwmer gjeneyear BrFHemevuyLd HlyLiyds FHiotlenwuyd opmid Lherdeansv CHib0)%H S BH6v
(Fol__BHS FHevemal LOHMILD M)

c FDml 255 @CarHPID 2 66T SLIINPIDLITS e»LDSH6V

* Werdev @) 1 _196T emL et Lopmitd @)TeTL i it Lig 6 GlFuILHe

* @aeuevig i1 OFuiuyp OuITpl dLIGanrTemLIlienLIujd HlgLriys siifleowuyid Filwmer GFwed
LPEHMUJL_GST & UIT@EHBHGV

* #5510 OFu1H|, GeusvBOILDGTL 1§ 6V 2 6Telm GHewmEenal CFTHHHev.

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 TOLERANCE *1 TIME

BRONZE WELDING OF SINGLE V' BUTT JOINTON
S @ 6 mm THICK CAST IRON PLATE IN FLAT POSITION.

CODE NO. WL20N1359E1
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Geuemevuilest aurflems (Job Sequence)

Couenovd HIGHTLY 6T LITLILISGT L5 %I 6IT 6T
eTadTOlawril, Ffetv, O(LpShE (LPHEVTETIHEDD
FHHD OFUILeD. THTIL FHF(HSHGT
QBHsTH mausmer, Qumel ()
Glewgevsrig b GVFU1 %) BFHFH@ LD.

SaL 19 67 afleflibysemer 90° o 1 C&mewrid
Q&TesTL_ V" HITIQWITSH GWLDUI GO GVOTLY I
Q&Fuiweyd. (Cu® wererwHm efefibiims)
6TGUGVIT FnlT QI HISHESTUJLD LOLPSHG) afll_ayLb.

BTHeveressr 7 -g3 Cairho\HHSFHaLD.

Caurrtitig ey Gauiw, 316.5 I L _wperer
Fedlsmetr Ligmestsiv Hlyliyd Hibiflewwiuyib
@oes_mib g e GeFuiw, 5 8.
L L_qperersTHad CaiihOls(B)%:SEa L.
LTITFFL LINDOaUS:GHLD (LPGSTL| GT6VGVT
LIT&IHTLIL wp &t1 O 6v1 & & 1] & &% % 5 @V LD
eTLpplil HeTerereuT erel 2 m &L
LGS SaLb.

OoesTewLowimer sFewL Gk FiipbenLs
9WLOSHFHELD.

Qeulitiomest [Blyliyd sHibifleows 9blpd %
Qimg eutg iled ooLIaTdieiv LILIGTLI(HSHeYLD.
Q@ewewnt 16T Q)h pemerHafleib Fymer 2.5
5 Geurr @enr_Gleuarll @)pd@ommy GL_ds
Oeucv® GlFdiwiaLb.

@ iss w1 wpewpedis Lopmitb 3 LELS
AL _L_qperer Byl s sHLoteows LweTLI(BhSS),
Carewewenws 30° CamewdGev Fhloums
9eoing gl CauriiLig evau (@)L _ayLb.

ug ey bHEG Gy wperr) G @
Qb Lgiser Byl @ CeuTsdemey
FTLILIBSSLILIL_(DGTGTGTIT 6TGTLIGNSE 2 miF
OFuIwIeyLb.

dLIGerm ewulid@ el L QuuEsD HbFI
OeueL(H) UPHLILIFEST Lok FeuliLims Lo’ (HILb
OLYNINNINCEY: VS

Gaseivl . quiriemest Ligmesteiv Gleuevig i
Qeuiw, it 2 CwrTasdhads
2 (b5 Geuarigw jauFuwib @)evemev.

GourrtiLig eweu FHhsHb OFUILIGLD. odL16T g6V
LwiesTLi(hS& 5 LS Bliiyd bl G)emesere

@)gevere_mib 1119 eeud GlFUILI@ LD.

G sL_Fioms 15 105 gereydha@ GaFpley
GlewL_&Ha b, FeVEV DJeWeVaT 2 (heUTHaY LD
Qenewriienis iy 2 Gevmsid 6)&mesr ()
BT 116y LD.

TSHTAUG| oolIaTH6 TFFLD NBLIL_(RETATHT
GTGUTLI LIMITS B FdHD OFUISH SHeODLITHSHGCT
@S5I Yuie) GlFlinie]b.

ORYININE: EINOININL) 6T GOT LI &)
pSGUWILLTETHTGLD Gleul'iid CLim HILOTesTHTS
®@)svevrraiig 6, Ligmestsiv 2 Gevrsib LT enest
FFTCILBISST S (<)) FHAWTSLI LITWIm ).

G Fomet auliid, Cigmersiv 2 CevTsHdend
B FHLOTH STTTATLOTHLT LITW aN(BLD. 60D,
BDGHEHTSH 2 WIThHS IL_IT .

Smesr aurflems (Skill Sequence)

6 .S seargFlev Gasivl uiier L9Geri 1961 gmenm “V” wpLig enewriitiey
Ligmesteiv Gauevig b1 GFuizev (Bronze welding of single “V” butt joint on cast iron plate
of 6mm thick)

CrI&GEBISZET: Q)5 2 BIKEHGEG 2 5Ha 6l
* 6 LO.LS FarsBlev Cameivl oquiiest HH119 eflev spmhemm “V” wpL 19 emeset 196Vl 1y TesTsiv GleuevLg b

swiri CFuIHev.

Covemevenws 30° CamewgGnH@ Fhlems oLIGarmenils Camewrdeng 60° LpsHed 70° Ll

DLodHa LD, BlTLiLyd sbifulest CHmestGens ugmofg s LGermepulinshg el L @uidsLb

30°psed 40° s Olaresr(h) V' L5 % CHiidasaLb. sreyib. (Fig 2).
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Gaurriitig eweu 3 LOLS " 1 _qpeirerm BlyLieyd HibLd
wpLg-Lryis 508)..6
L L _qperer Blglinyd &bl  Glamess HLb

G & T 68T (H) LD, LILg 6B 6
OFdiwueytb. Geulis Hlyliyd Sl (penerenis
QUITLY WITSH 2 GTGT LITTGHTEIV 0oL IGTSHFIeV DL LG
9IS 6T(HdFHayLD.

Caeiv’ uirrenest Ligmestsiv Glauevig i G)Fuiub
Q) LIT (Lp B 919 650°-% &
Qauliti®g 60 L B CFuiulii®F D).
Qermed 2 (hSsliBeaFemev. 9 sCey
GeurrtiLig eweu GFuiyb GLmupg @)enesstLiSesr
pwims Fiomr 20 18155@ Fwms LenesriiL
agHUGLD LI wmsll LFri®&Fn g (Fig 1).

2 Qovm &L

Fig 1

COAT THE SIDES OF
THE JOINT WITH BRONZE

BRONZE WELD DEPOSIT
FILLS GROOVE AND FUSES
WITH COATING

TACK \
GAP

BRONZE WELDING CAST IRON
MAKING THE COATING AND DEPOSIT

WL20N1359J1

YIng SHeuss QL _$FHNG H(HLbL aUFayLD.
Cumgiwomer Hloliy o Gewrsd GCFig s
BB s TomeT Gleusbenl 2 (hauTshHe Lb. ()b
wpeop OsmLimhgs et Bb  LO e (HLD
Qi & CeurrliLig e wpLgujib eUeF
Qi i®&m . (Fig 2).

Fig 2
SINGLE - VEE 90° CORNERS SLIGHTLY OXDIZING FLAME, CONE
OF VEE SHOULD BE ROUNDED 3mm AWAY FROM MOLTEN METAL
(ALSO ROOT EDGES)
TACK WELD EANS

60° TO 70°

30°

ANGLES OF ROD AND BLOWPIPE
FOR BRONZE WELDING

BRONZE WELDING CAST IRON (ROOT RUN)

WL20N1358J2

Bloliy 2 Cwrasdbasmer Geaur o261 e e Lb
2AGS5BS & OB Liymersv Bl
2 Govrasl't Lilg eys@hdsdHlent_Gur o (HdbEHenesstLiLjLD
agnu@peiens 2 mF GlFuweyb. G5 Gumetm 5
Bl L qperer  Hrliyyds  Hiblewuwl
LweTL® S densd ooliardFlev 9 Lblpd G
Ouerenwwmer ysFe_Fb Srifpibry
O &:rever(h) @Q)TedTL_mib Lilg el (Q)enenerL et
Qs ey p® LG e QbHGLLIg LD
O FuiweyLb. (Fig 3).

Fig 3

SINGLE-VEE 90° CORNERS OF
VEE SHOULD BE ROUNDED
(ALSO ROOT EDGES)

MAINTAIN “TINING' ACTION
\ / ROOTRUN OF THE BRONZE

SLIGHTLY OXIDISING FLAME.
CONE 3MM AWAY FROM
MOLTEN METAL

BRONZE WELDING CAST IRON
DEPOSITING SECOND RUN

WL20N1359J3

LIg e FSHLD OFUIG dLIOTHN TFFHMmS
Q)ewewri et @) Lmibigeme0) (BB SID hdbHayLb.

Qwewrient uie) Gauigy  Gaied®
GODLIT(HSHGTITGI [5|63T HIGHGNT &HGTGOLD (LP(LHGHLD

Ouprg 2aBBaIed wppelaT GBlHS L]

O FuIwieyLb.
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Fgd) & erip (CG & M) uuin& 1.3.60
Gevevr_ri (Welder) - sivicallaiemr_w Oarevig i1 OFuiw @uigyib & e6sTem LD
(Weldability of Steels) (OAW, SMAW)

et Ouestll’ Ggesor’ LiflGFmsHenesr (Dye penetrant test)

Crrsasmigser: @) uinFuiss wprgeied Bhiser Glm Ceusssrigw Fmesrser

* @aev® HTbGLTerl Goed LIFLIL GenpUTHGHemer uia) GFuisHev
« Quenfll_Guesor CFmgpenest LD FnmiHed

* GHODLITHFHTT: FHGUTL_1)Hev.

Gauemevuilest auflemns (Job Sequence)

« Corsmard siesrig et Gropiigiiienes
FSHHD OFuig Cpugliied, e e

c ooy QL eewliueny Cupugliied
O\ gerfldsHayLb.
© FTwHmS 2 1pHev 3 HILOIL_hiseT 201

FrwGens OsefdsayLb. 6)9L6){LD Cupugliens & ef ey med
SH(LP&IRLD.
LIQUID

CRACK FILLED WITH DIRT IDEALLY CLEANED

APPLICATIONOF PENETRANT INTERMEDIATE CLEANING

!
n

APPLICATION OF DEVELOPER CRACK INDICATION

@ Crrgamear gewflenw L1weTLB S .

GaeareTewer GFroaudGearTed @GHemiim®
CLopLiglienrs 2 g e»eudhEa/L.

Qg aueming g el Guw

FH6U6ST 5 FHqYLD.

QU (Ih & 6 &

1 WELDED MODEL Fe 310-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

WL20N1460E1

O £
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Fgd) & erp (CG & M) uuidn&) 1.3.61
Gevevr_ri (Welder) - sivicallaniemr_w Oarevg i1 OFuiw @uigyib & e6sTem LD
(Weldability of Steels) (OAW, SMAW)

Guodert 19 & Lmil 19 6v LfGFTHemerr (Magnetic particle test (I1&T)

Crrsamiser: @QUuinFuier wprgaied Bruser Glmn Geaueserigus Fmeraheir
* Gauemavuilesr Groev Grodesfll’ 19 & SiemidGHemar OFaid HHev
* GHODLITHFHTT: HGBTL_D)bHI &HMD)HEHLD.

‘\

ELECTROMAGNETIC MAGNETIC FIELD

YOLE

}
WORK PIEC / | DISCONTINUTIES

MAGNETIC PARTICLESW CRACK

MAGNETIC
FLUX
LINES

MAGNETIC PARTICLE INSPECTION

1 WELDED JOB Fe310-W 1.4.61
NO.OFF STOCK SIZE SEMI-PRODUCT MATERIAL PROJECT NO. PART NO. EX. NO.
Sﬁ%E TOLERANCE 0.5 TIME
MAGNETIC PRACTICAL TEST

@ 5 (1&T-20) WL20N1461E1
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Geuemevuilest aurflems (Job Sequence)

sThssbarer Csrgsemaruier MPT 95
QFWOLITL 6L LILpFH&LD.

MPT wyeafli 19ed GCorgsewer sHerent
<9|GOLDSH@LD.

sTCurert Gopuigiiier 154 @)@mLbLy
BIFET Fyeudens G\serfldaseyLb.

CHFTHGT  HIGHTLY 6V HITIHSHLDIT 61 SN TG
FEHGeo QIS HaLD.

&l il & 6 96V 6V &I &M LITL 19 6T
afleflibLjHefled Fm(BLb (Q)(BHLDLIS Fi%H6T Hener
FHeUGH S FHaYLD.

AllrflFeh 9JeLeV &I GHEODLITL GOl FHevsTL_Blh H
LgGGeow @pldhsaib. (Figs 1& 2)

Fig 2

WL20N1461H2

IRON PARTICLES ON THE CRACK

Fig 1

MAGNETIC FLUID

MAGNETIC PARTICLE TEST

WL20N1461H1

@) & erip: Geusvr_ri (NSQF: Revised 2022) Liufn& 1.3.61
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Fg8) & erib (CG &M) LuH& 1.4.62
OGeuevr_ri (Welder) - opuiey GaFuigev ommip LIMGFTSHSH56v (Inspection & Testing)

BHld 2. em_& & LTidbsl LfCFTHHHev (I & T) (04) (Nick-break test (1 & T) 04)

Crragasmiser: QuilnFuier wprgaied Hruser m Cealetriy i Fmeraeir
« Qeuev(® LTIy emest FLoLidFHlenestd GEmTesr® Geul L eyLb
* Qauev® BFHL 19 et 2L _&id (Lplp ensuilenet ©\FayidsHa b

21 LIG&HS GHODHGGT ML _WITATLD FHTGTH.

1.5mm DEEP SAW
CUT ALONG CENTRE
LINE OF WELD

1.5mm DEEP SAW
CUT ALONG CENTRE
LINE OF WELD

NICK BREAK TEST PIECE-BUTT WELD

NICK BREAK TEST PIECE-FILLET WELD

SAW CUT

FRACTURE TEST ONBUTT JOINT

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
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Geuemevuilest auflems (Job sequence)

1

Oeusbr_mer ‘T gevev g LI Q)enewtLienest
& OFIQE L)

Glauevr e Lom&fudled LogGlur CHmi 19 eoeord;
O &mevst(h) Fomr 1508.1660(bb 1 218015 941pLb
Q&ressr(h)  gibLigGlest  epevid  Glewl L @yLb.
(Fig 2)

@)ewewri it LetriidssGled CLosh FHdGleniuid
Qaress® Cousd g et 11 Couctsr(HLb.
(Fig 2)

Smerr auflens (Skill sequence)

4 gbugHed Oeul’ L m@&HwCums ophmib

Cuopuigtiny afliflged 9yGsewevyid ([Q)enesrLiL
SIGBTL_T&GHLLCLIT &I MWIIGUITLD

LIGVGIBLDITGT HEHMFGT T 6TVGVITE, 2 1L L |HH6D
GODAUTSH 2 (hHdD, GHopaurs 2 Gevrs
o2a1(h mieued HMID Flev 9 6WL_ W TG H
ST 60

Crop@DILi I 1 &eomHeIGHT HIT(TGOoT hIHCHET 5
Hes1(h) Hlaurh G O\FuIwieyLb.

Bld 2 emL_dH LTisH LFGCFTHSH (I & T) (04) (Nick-break test (1 & T) 04)

ChTsaBIST. Q)5 2 BIKEHSG 250/l
« Hlg 19874 GL_sivl' 1960 2 1 LIG&Hd HODHZGT HL_WITGTLD FHTGWD|H6V.

OlaU6OLY GOT HTHewd BITLOTEsDH6V.

Glarcvenl BTGt eumrMums 2 6oL _d & b sl
erewrm ey Gourgy ogGsemib 2 61
GODUTHFET Q)BBSTCO YBTUS LI5F FOT

Qeventay @)svevTenin, Qe Quids: (Q)enenTay
®@)svevrenin opmid GLITTT&L 19 YFHlweihHenn
Y U1e) GlFUIIGLD.
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58 & erip (CG &M) LuH& 1.4.63
OGeuevr_ri (Welder) - opuiey GaFuigev ommip LIMGFTSHSH56v (Inspection & Testing)

Guer® cpevid LIMGFTHHHev (Free bend test (1 & T) 03

Crragasmigser: QUuilnFuier wprgaled Hruser m Cealetriy s Fmeraeir

« amauFayen Ceuemevullemerrts GLIT(hd 5%

c Carpauilmear almaTssSSVIGSG WL NanFujL_cr OCsuIGL_B Q) ubS TS5 et
LwestLI(h S B LD

* OsUIOL_B @QuibB TSP emet LiwicTLI(hSHe LD.

* BHODFGT FHLITTSHEGYLD.

FOR THE FINAL BEND, THE SPECIMEN
MUST BE BENT IN A VISE

THIS IS ONE WAY THE INITIAL BEND

CAN BE MADE
02 WELDED JOBS Fe 310-W 1.4.63
NO.OFF STOCK SIZE SEMI-PRODUCT MATERIAL PROJECT NO. PART NO. EX. NO.
SCALE TIME
NTS TOLERANCE 0.5

FREE BEND TEST WITH WELDED JOBS (1&T-03)

@ 5 WLN2163E1
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Geuemevuilest auflems (Job sequence)

cirf Quessr(h) CFTHGTSHHTET @IHT Do
QSBTL_BIGISDHTEST NeOHFUITET S LTS flufesr
=2/ e I 20
ASVSSITSH DG CLITBSSLILIG!D.
Crrgenet OULIT(HET LOHGYLD HLG GOTLOITETHTS
Q)BT TFHMuled @Q)1H LpeHeTHEHS S,
2(H&FID ribLs s LG LIBGSHLILI(BILD
CLim &1, &HeophsLIL FLb oT&T HVSHGHT B
berdhBHled 9y QULpHISLILIBILD.

Lirf Quessi(h) FrserdGled @)bhbg CFmsemert
gISTH  FTSMSHN GG SFHDLI
LI L &L GbT & 69 61T &) 65T Q& 7 ewo7 LD
DI _L1LBFD S LoH LD HL RIS HILD

(Lp & GOT & @1f] 6L

alewsulilesr &ip @evewer, CrFrgamens G
Caewaunwrer euemare rib Capemaluisbensv.

LifGlLesr” euewerey 180° GIHTL sl (),
180° quewy GUEDETE 2 (hUTGHLD GUeHT aflensF
wr&Muler 5% @ enenTuimer blevedd,
Q&HT68sT(R) U LIIGSTLI(BHIGED .

i Quessr®) Corgemenuileh aemare) allens
S(H6WLDULITGIT .

Lt Gueser” Camgenerd@ Liesr Gopririiiev
aflFed Hmib GOPUTEHSET uIcy
QFU LIRS Sl

F@d) & erip: Geusvr_ri (NSQF: Revised 2022) Liufn& 1.4.63 209



Fg8) & erib (CG &M) LudH&) 1.4.64
OGeuevr_ri (Welder) - opuiey GaFuigev ommip LIMGFTSHSH56v (Inspection & Testing)

ooLflevevr wpmley LiIflGFmFldhpev (Fillet fracture test (1 & T) 04

Crragasmigser: QUuilnFuier wprgaled Hruser m Cealetriy s Fmeraeir
« emauFeflev Cauemevuilemaest O LIT(HS HI%

« Wi H@&etsTL_mest aflenFuilenest O\F aid 56V

* GnEHmar Fif GFuIzev.

FILLET FRACTURE TEST USING BENDING BAR

FILLET FRACTURE TEST USING HAMMER

2 WELDED JOBS Fe 310-W 1464
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

210



Geuemevuilest auflems (Job sequence)

1 @b L5 Glausdl e v evevr, GevL's 9yebev gy
ul” @enewriiyb Gaipbg  Gauewevudler
sl (hsewer Cairey GFuIwe b

2 Fig 160 sreswriiidsiig Glesiehd emeuFlevfled
Gouewevullenesr GLim(hdsHeyLb

Fig 1 SAWCUT

WLN2166J1

FRACTURE TEST ON BUTT JOINT

3 Fig 16b 2 6ireriig @)ewewriiSenesr GlLiesrLy i
@)pLbLy Sieverig ewerd; G)Fmesst(h) Gliessrig HESHT
2DV G BT (LpWIIDCHT LIwcsT LI HIH6D

4 Copugiineyerer wpplelenetd; »euest)ddeyLb.

5 wpm Geuevr_mer Carenevenws Caira) GlFUISH6e0

Simesr auflems (Skill sequence)

7

Couewavuiletr Groeh alewFullenast ©)FaidHaLb.

- uglifeyier 2L ps v Ceumyii L
GHmDHEGL,

- GopaTs 2pPEGGLLS  Cumed
@) pLiILSeneT HaucwildseLb.

— VVITE 2L L |&HDHeD

- &Thmenl_hodhELo (Blow Holes) Glassbig efleh
25 Coipsl Godsed

GODFHDGT FHe8TL_1lib &) bdhamayLb. (Fig 2)

Fig 2

FORCE
e

WLN2166J2

FRACTURE TEST ON LAP FILLET

ooLflevevr apmley LIMGFTHemeTUN Geusvl FHemmLTHFHemar FHevsrL_mlshev (Fillet

fracture test (1 & T) 04)

CBT&GEBISZET: Q)5 2 BIHEHGEG 2 5Ha/als

« dLflevevr. wpPley LMGFTHemeTuiley GeuevLl GHEDLITHFHNGT HGHTL_1)BH6v.

wpiley a1 Geuevig emest Gpriey GFUISHe
(Examination of fractured weld)

GLDHETL_DUFHGHGT 21 LILIGE  (&H6DMNHEET
wpfleuresr  Glasevig asfleh  HTevridsed LoHmiLb
DG UIDSFGTTL_ 2 1" L1L15% HODFHOST HLDFHEOTL
LIL_ GGG eLpeULD HITGHSTLIG:H@LD.

1

2
3
4

GHEODGUTSH 2 MDD
wppediowpm 2 Gevrs 2e1(h(HeI6eD
SVGVITE 2L L|&HHeV

FTHDDL_ b5 G (s I ups@aTer
Glauav (B

F@d) & erip: Geusvr_ri (NSQF: Revised 2022) Liufh & 1.4.64 211



58 & erip (CG &M) LuH& 1.5.65
OGeuevr_ri (Welder) - euruy 2 Govras 9pid Geusvig i1 (Gas Metal Arc Welding)

LITSIHTLIL] FTBHGTHEIFGET LOHMILD FH6T LIWeTHeT mlapsip (Introduction to
safety equipment and their use etc. GMAW-011)

Refer the Exercise 1.1.02

58 & erip (CG &M) LuH& 1.5.66
OGeuevr_ri (Welder) - euruy o Govras 9pid Geusvig i (Gas Metal Arc Welding)

GMAW -6t Olewevirg b1 @uibSITLD LoH MILD 2 LIKTGWTEISET LoMH MILD /T 5% em ot
o2 TL_THGHHev (Setting up of GMAW welding machine & Accessories and striking an
ARC GMAW-02)

Crrsasmiser: @) uinFuliss wprgeied Bhiser Glm Ceusssrigw Fmesr et

* GMAW - 6@ GOTL_TGST 2 LIGTGOTBISGT LoD MILD 2 BFLITHEISEHGT DL _WITOTHBI &HiTeD| %6V

* GMAW - uflsst Gleusvig hi&lest Q\GTLolm BIL LiLb 4118 2 GRTL_T&HESHSH60.

CONTROL SYSTEM

WIRE REEL

/7GAS IN

WIRE SPEED CONTROL
ST FLOW METER

PILOT LIGHT —_|

WORK GAS OUT REGULATOR

GUN CONTROL

B\ MANUALLY
Ai HELD GUN

SHIELDING
GAS SOURCE

\S

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
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CO, QubSlrsFHemer eiodgev (Setting up
of the CO, machine)

LmirEFudest wpewest (gun) (Fig 1) setresfleO nb 51
@)emawriiL) (Lpewest auLpliims ameir (spiral) Grreurrsiv
®&(h) 19U, Q@uiT F(heereuwiub (spool)
6T(hl&HaLD.

Fig 1
REGULATOR
CONSTANT FLOW METER / HEATER
POTENTIAL
POWER SOURCE
* @

115vl CONTACTOR

-
WELDING CABLE
POWER CABLE

CO, GAS
ELECTRODE /5

co, TO
FEEDUNIT [ ) SOLENOID VALVE

FEED CABLE AND
WELDING CURRENT
WIRE
SPOOL
ELECTRODE
WIRE WIRE GUIDE AND
DRIVE ROLL UNIT GUN
GROUND

)]

COMPONENTS OF THE GMAW MIG WELDING SYSTEM

WL20N1566H1

F(heneruile0)(bb &) HLDLewW (Q)(Lpd i, UIT GDFLY 6T
o arauLpl, 19 ewgeur Grmevrirsiv oM mib  eUIT
ewa1g 67 Gleveeufl eurpluims GlFedhseaLb. (Figs 2
Lom myLb 3).

Fig 2

D

FLAT SURFACE

SMOOTH V GROOVE

SERRATED V GROOVE

WL20N1566H2

Fig 3

INLET WIRE

DRIVE ROLLERS
GUIDE
OUTLET EIRE
GUIDE
] ™S
|_ @

DRIVE ROLLS AND WIRE GUIDES PROPERLY ALIGNED

WIREA/‘

WL20N1566H3

SLY S v wraiensdd Hrdhsea . HLDL)
WS aierer O&Fibry LFs oMpbH L _mioed
Q) wssayb. Crmeur 9B HLOTS () midhdHdInl T 5.

HL0L9) CLop G HTesst () F(K6T QUEHATUILD 6TGTLILI(HILD.
sVLIIfIBI GHEVETTEIVSHGTL 6T 2 GITQT  HITGOTL W)L
eweverrTsiv (GLomuieufl) eupwrss (Fig 4) Lmird
Qavefl eufld@ OHTH UPEOST  ELPGULDIT S
6T(h% F1FG)FeLeVLILIGBILD (Fig 5) Q) Fmm@Ld GlimLp sl

HLDLY QUG G [b B o) L Fn LT F| (<)
Qe dnl T ).
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

WL20N1566H4

Fig 5
COOLING WATER
LINER OR SPIRAL
/
\POWER CABLE
SHIELDING GAS
GAS SHIELD CONTACT TIP
GAS NOZZLE
ELECTRODE EXTENSION
ARC
¢ } :
=
~_ R
WORK PIECE %
PARTS OF A TYPICAL WELDING GUN g

Fhemeruiledl(pb &k HLbL)  eTeflHTH 6T (hd HIF
QFGOLILIL T HIQUTH HTGTL_THL 191180 55,
YIn@ LmrEFRed 9SfL_Flev eDaUdhHLILIL
Couatsr Hib. eThFrHens 3 Guev b6
NBICWITSHS ST (QewawrdbsLING oThEITSHem
Qs Gausssr(bhLb.

Oeuevrg i1 L_mirdFensF LITH 1961 GlL_Tibles e 6o
@)ewewrdHayLb. LITE) 1961 G)L_6D LEIGW6D, 4 LpLOT G
91560LDT6ET ©aUeL(R) 261(h) MIGUEHEV, FeDEV D066/ ]
D (hUTSHES BT TDLI(HSH 2 HaLD.
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a1 i, OragpGel i i whpmib oyGerr
(urrevey) 6L 1L _ewy @emewrdsev (Connecting
the heater, regulator and flow meter)

Co,Gmeiv anfi” L fletr 2.6 auplpewer, Co,
FleOlevstL_(mL_6b7 @)ement s ipIb. (Fig 1) e’ 1
Qeusvig i1 Gloafleshled) (hh % eu@nb 110V
NHCwmTasd st () 230V wpserenin  LE6HT
NBICuITaHS St Q)enent gl Ceuess(HILD.
Q& eumy, Gr@gGei r Maeyib ooliGerm
511 rfle b
(2 empsevev) HailTdhs 2 FHayb. CxHsiv a1 Mesr
Oeueleupluiey, L’ et svGLestm LiweTLI(BHSS) (B
(Two stage) QrupGevt’ t _enpLy

Lol gL 19

2_(Ih& T H 6H 6V

sivGL_ g
QLT HeyLb. L_wied CHgh Filauy G FweLLIRHSDST
eTGTLIGHGULD 2 MG O)FUIIe L.

@ miFwirs oliGerm 15 1L _e»gub, Caeiv
Cammengujd ©euedlg B L mTE [/ H6T 21 6o
Q@)ewewstdsayLb. 19 111" restsivT GLom(hldd, (LblLp
Q@) _omhmi wpedms@ CHemeulii(pb. 8 (LpsHeL
10 O L7 / BUbl_&5H5@ oTab afHdhGle»
aumwCimiienails G mib 1igwirs CO,euruyeiesr
Ol IImT® (LpdBHHnTH D EWLDSHEH@LD.

BTFD (Lpeneruied FlwmeT o)LpdsdbensLs Gl mib
B Gle0 6TeLeVT (Q)ewenTLIL|SHeeVD HFewaud;
slirdhsab. sFeweu CaFmliyy [Hir FHewgFed
et LI(h GG CFr@ldbgHeayb.Filwimer CHeiv Limiicy
& B5BI6v LILGTLIRHSGBLILIED QLI (LpLD, FHirflHLomeT
STHT  @eolujl_er Fmib epellujb G’ sevrrib.
GODhD OTE LITUIGY [BGST BIGHGT HBG 6HLOGHILI
SINCOER RO Y 9FsliLimTdiey &f b,
G mhgafllienis (Turbulance) ermLiBsG Glausvenr
Lo HLI(H GG (BILD.

191 L_grestsivuri (dip transfer) Qauiwr 9y s
@PewGL_go, &1o19 1”& (stickout) LoH myLb guirt
NINICLEY (%10 L9 af & 1D)
QYFweaismer Lo Hev (Setting up arc
voltage, stickout and wire feed rate for dip transfer)

L

sgHwmer &1l eauml 1L of &5 % e ars
CauinbOs®BSH LleTtGarTL L 96amemat
9JemLpSHev (Setting the current level by selecting
proper wire feed rate):
Ly eysenerd Ol Geuedrig w Qi uibF s,
Gl ws
CaibOBBHSH6D. aN(BHLOLIGHSHSHTGLD. DHToU L]
0.8u8.L5 i1 _peirer &Hibfuyb  80-100A

WBlesrCerri’ 1 g Q&HTL T 9eT6YLD WLOG:H

CrrsGami (B

L pewL_w TS JTITemL g

G 6u 6ot (p) LD . G ouevr 19w

lesrGaarr’ L jemay (CO,) Gleusbrg mi&led/ GMAW

QIDDHFHLILIL

OFwmHLm 19 60 b Crhlent_wimet QBHTL_rrenLid;
80-100A
leTGermi’ 1 S$GN@ pdbdb Frilwimest HLoL) aurrr’ 1

©) & IT 68T () GIT GIT /. 25 Go
aFBLD ThHSB TS 6TeVSHL TR ol L DevHleD
(Electrole faced unit) .ojeorod: 1 Gauessr(HLb.

LwaeT® S SR blet oot ML L& &b &
S&bD 2id vGL_mey 9emindhsHed (Setting
appropriate arc voltage for the corresponding cur-
rentused): o/ewioay GlFunulii_ Gauedrig ur 9y
@G eredriig), HlTLijdhsibiNuilesr @fi’ L ib,

QoL 1_6b L[ IT GBT 6YV 05 L1 7] 65T (EXE s
Q@) 1omHm I G ebr) QUGH & Lo myLb
CaimbOsBIHHLILIL 1 18lest Gestmi’ 1 tb

FHwearsewarts QuUTmSSHTGL. GMAW
QFwipHLm 1g 60 1911 L grestevlim CL_gmhéa
9T CoumrebCr_go Ny AOF IO T IN
LTRSS eiLiad  (Lpew U6V T 6o
GBSGTLD, QUBLOT 11

947d CauredGrL_gh = 14+0.052 @)Fleb 1 er657LI )
& LD L9 u§) 651 AL G&DS T ML
CarrbOBBIGHL L 1 1eTGedtTL_L_1oT&Lb. (3) S
&Carri’ e (Camareugar) opmib G perfliiy
Q@)L_orHm  pewms g aileT (wpLgLienLIL
QLT hd 5 CaumedL” Fn(hHeVTs () (Hdb@&Lb. 10L8).L5
sarperer M.S &' 196 CridCasmi (L
Lig oyseverd OFun 23 wpsHev 24 CourevCr_gh
(Knob) wiwetri(hg &
QDG FHLD. Q)aIT ) G FHLILIL 1

HerL_Crmed  @Lllewip

CourebCr_gh 947s erpIBS s 1 19m@ 19-21
CourrevCrL_gh@dld@  @emmuyLb. eOLDGHHLILIL |
(SET) GoaurebGr_gfls@ 941 CeurevGr_gdld@Lb
oarer Gaumiir® (afps&) Calleflesr Herd
LoD MILD Q)BT FHTTETRIFGTTE 6T MLI(HIISHTELD.
&LoL B 19 16w 9JemLod Hev (Setting the strick
nut)

[OF7

STGTL_MaHL 19 11967 (Lpe» & & & LD

6T GV L' [T T L9 GbT ©) 6u erfl (Lp &0 Gur UBTT
2 Courssansgd OHTHLL UDTHGLD 2 66T
SNTwm@Lb. Fig 660 (K) ewey wLImirdEa b,

Liflb BBl 1 sV LG 9L,
19 L1 geTevedi(hsh& 5 wpgped 10105 9 @Lb.
siuigd ey’ lsayb GHemeuTSH  Q)(BhBHTED
BT&Ae0GT (LpeweaTudley B 111 wirest GlGML i jH6iT
LiLg ujib. (3) H HeuFLIITUIEHG el OVFUNLIG T (HILD.
@)pevTed 941 LicvaTeLoenl bl 2 CeurssiiLig e

T SHLD QRUPBISHTS (Q)(HHIT F).
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Fig6 NOZZLE

CONTACT TIP

— ] /

WIRE
ELECTRODES

\/

SHIELDING lL i s

GAS

— LENGTH OF
EXPOSED WIRE

CONTACT TIP
TO WORKPIECE
DIATANCE

k
/
\
h
K
STICK-OUT

— ARC LENGTH

WL20N1566H6

(L. Qr_vuum&i
GlFu156v) (Welding procedure) (Depositing the Beads)

Ooeuevig i1 G FuILpem D

Oaucbrg i1 L_mTdFled o 6irenr 19 Mhar 9Lpdh)
9T 2 6WTL_TSHFHe b Lom mitb G CprdGled
amied @olssl L Cesmiliger L5
eTeu&L TR HbLullesr  peverenws OHTL_GLb
(Fig 7).

Fig 7

NOZZLE

SWITCH OR
TRIGGER
AIR COOLED HEAD

CONTACT TUBE

CONSUMABLE
WIRE ELECTRODE

WL2101J7

Fig8-6b &ri” 1 11" (hererniirg Gleebry i Hlenullev
QF IS HTH 10° (LpsHev 15° CxhrentdGleh 15mm-6b
Couewev L1gGH@H CoCev L_miidens LIy SFHeyLb.

Fig 8

| DIRECTION —= |
OF WELD

TORCH ANGLE

WL2101J8

Lardens @mifler Qg pevarudlsh alev
wpeverrenws Gprdd 96vevs oLl (LpeneaTuled
Qb3 QL-gi poass @Gy F71s paiSsaLb.
Oeuebrg 1 Glewaullesr g Liienr_uied GleusvLy i
B b GrLig Camesri’ 9evev ) 0oCLidheum
QG Qupsh@idb mi b Fig 9 opmib
ooCLITTCaNETL . 6LV G| LITTGUTL . DJ6V6V %
SGT@HLD B/ 1LILD 6TedT yewLpdshLii(hib. (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

QIBTL_ITL] (LPpeOST BSTDTSH (Q)(BLILIGNS HETLOTS,
9evav g 2 HHEGaur ([@ebemev. LoHMILD 19 0oL
L FBEG Q) MISHOTSH 2 TTHT 6TaT 2 MG
Qauig O&merereb. LmTFE (Lpeneyruled
svC@ui L M @U L _mwed Q)(hdhs 9 euTig
svCui i swiiCr  ebevgy Gl@eemev
QpevL "
Olor’ 160 s Gavebig mFled OlFuig g GLimeb

oaeuiGLim & LIwesT LIRS e Lb.

L wprgafled wieirerid Fiwms  Blrliacnd &
Q)mLitens 2 mi% GeFunueb. Fwmer 9jsHe
(F1, 2wgib wwHmib MLidevsiv o miLb
QT[T FalTES LmTdF  (QeDeVTLo6)
ST HFH@LD.

@eusvl 1T &HF L GIFUIgev (Cleaning the weld
bead)

(f1° opmib s 2 CevrsgGler GLopririiiey
svCui L _rraker  @priblesr  Flibi Gamiorr
LIIGTLI(RSS) 95Dm Ceuesst(HILD. LIT HLpHTLILIDS,
HT@ee  LweTLI(hSHayb. Cogyb  LF(h%emey
o arar 2 CTHLOGVGITS  LILG G HEDGT  HTITLIGH,
sivie 6 Ui LT ey eLpevLh FidgLb GlFu'i Causssr(hLb.
Copsessr . GlFdigpevpenws CrmrGamesressre
OL_gesfld opmid LiweTLIRSS LoD 76T FHenerr
L1196y GlFdiuieLp.

OGauev’ g@rewir Yuiey G)FuIged (Inspecting the
finished welded job)

OBTL_THL, Fgmm LT 9yHeVLD, 2 wiyLb ML Nevsiv
Cuimesrm GlFeOL GHeODLIT(HFET 2 GITGTSHT 6T
HTL_GF) (LpeHDEOW LILIGHT LI(HIH@LD.
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58 & erip (CG &M) LuH& 1.5.67
OGeuevr_ri (Welder) - euruy 2 Govras 9pid Geusvig i1 (Gas Metal Arc Welding)

GMAW -6ov gewg w1 Bleowulew 100..5 MS &L 19 D@ LFOFH®»aer
CriaGasmL 19 61 GLoev 9emindHev (Depositing straight line beads on MS plate 10mm
in flat position by GMAW-02)

Crragasmigser: QuilnFuier wprgaied Hruser Gm Cealetriy i Fmeraeir

s uemgLIL_SFHeTLIg @memit SwTi CFuIHev

* GMAW @QYwibS)gip op i Glauevig bl 2ETe|(HHHEDET LIS 6V
« sevgol L Blevevullev CriGaEoml B LG ey 9emLpdFH6v

* HShHL0 CFUIF), GHDUTHF®T U1y OC\FuIZHe.

100

1 100 ISF 10- 150 Fe 310 1567
NO.OFF STOCK SIZE SEMI PRODUCT MATERIAL PROJECT NO. PART NO. EX. NO
SCALE NTS TOLERANGE 1 TIME
DEPOSITING STRAIGHT LINE BEADS ON M.S.PLATE
E @ IN FLAT POSITION BY (GMAW-02) CODE NO. WL20N1567E
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Geuemevuilest auflems (Job sequence)

1 QU FIGIITIREST GUeHTLIL_SFGHTLILG T IS,
W GlF e Lb.

2 smrueT sviee QuITLITey LTI S
Gouewevulletr Ligiifenest &&Hib GIFUILIGYLD.

3 awewgriL_g&Hetr Cauewevulesr gy 15
@) CHTHH®T UDTHH D HAUHHGTL]

Lyeirerfld@mlud_eyLb.

4 QFdiGLITmenar (Ceassmevenir) LiessIGLoenL L5 &)
LIhgHens Hleweulleh eeud:HaLb.

5 0885 &L L _peirer HLbLIFsHHemar (Spool)
BT Flevevulled GLIT(hSS L L _eyLb,
SibLilenws  euAIBTL (HLD  @GLPGL 2 (HEDGTHET,
S  F@wer (Spiral) opmyb L _mrFFesr
@ sm@pener (Contact Tip) euLpluims @)LpshHayLb.

6 ©euebLy i THEITHOBDH HIU:ELD, L_TITFOF
TSI SHG6T LITFLg &1 G)_rriblewr ey esr (DC+ve)
(DCRP) @)enewst &6 Lb.

7 Qeuebig rhien S ETRNIICRETNG 5-10
BILB)_rb1g@1h @, (LpedTLiTs Gameiv Co, e’ 1_ewir
letr ABICUITSHS BiL_GST (Q)W6wT &6 LD.

8 bliphgs @ _LomHm (wpewmd@, (Dip Transfer
mode) Ggenauuwimereut i 94rdh CeouredGL_eneg
19-21V 948 9ewLD&Sa|LD.

9 Gaeiv LiCarm afshews 8-1060IL° L i1 [HlILLlL_1b
9 & WSS LD. (Litperminute)

Smesr auflems (Skill sequence)

10 o idems apu®BsHs, 90-100 9ybruwirr
GlewL_d@HLb Ligwimsk HoL) 2011’ 1 lBdhensd
9GO SHELD.

1M Cop@plin il 18esrCormi’ 1 9jeoLoaihH@

1 (o)
FHGBTGRTITLY WU wHSFenrdh@ (Hand shield)

LGS T LI(h S H@LD.

12 smiliy UuFeF g LiLs

12 CooeudGapL  LITSHSTLL penL_SHeoer
Wi LD.

13 6155 7 % & e» & D L1 L () 6iT e Litg
GleusbH(Lpemmd@ (Mode) Lormmeytb (Switch over)

14 94118 LIRSS 1911 19 TrresTsivGLr Com(hlé@,
Ly Q@ wrHp  peps@G (mode)
C % 6m & i T 63T 6u 1T W) STerLl L ML
wpenaerulledlimh 51 Carewevd @ 8-10 LA.LS Bl
SO B Feowil's LigmLofdEeaLb.

15 Lig ewar, Geouemevudlsst (b  (LpeweTudled)(hb 5
wpOIpT@h  wpeverdhd Lerefld GCami 1g et
YINEY

OFuIwIeyLD.

16 GsPl 1L FHewer OVF Hid@h FEFco6VS: O)FHT6HsT(h
5&&5@LD, (Q)eOETLIGHLIS HITITLIG 61VLE 6D GULIT
L9ewgapd CEHTTH) FHLILIBSGS/LD.

17 Qeuev(®  Ligafledr  @prg iy &GDlS SILb,
GODLITBHISHET SPIS HILD, T 16 GIFUIIG)LD.

SL L WTHEGUSDEGHLD LODMID FHITLOTHGHSWFHETHEYLD LMGCFTH I |5
OGareremspsev (Checking flatness and squareness)

ChTsaBEIST. )5 2 BIKEHSG 250/l

« QFuIGUT(hemar W HleOLILIB D HISHGILD, 2JeHLOI S GVILD.

QFuIGLIT(Hewar HwiTi BHlewevliLi®)d FHIHeYILD,
Jemipd S av/Lb (Preparation and setting of the job)

150x100x10 1815 serperer M.S &L’ 1 eoerd
SWITITHlenev OFUILIcLb.

150815 @ewr_Glauefsefled CrirsGampsHemern
U»T L LjeTemdh@pluiL_ayLb.

wphewsw LdHFHsefev GlFdiseuTmn Caremevenis
Gouevig i Coewr 155 LIRSS Hlewevuied

9GOLDSSH@LD.
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58 & erip (CG &M) LuH& 1.5.68
Oeuevr_ri (Welder) - euruy o Govras 9pid Geusvig i1 (Gas Metal Arc Welding)

1F 901 om misevlest epevtd Lidhends Blemevullev 10 L. FHerdhBHlev MS B 19 6o1
Groev ‘Tee’ Q)ewmewriD&HTsH coL1devevr . Glarsv® OGFuigsev (Fillet weld Tee joint on
MS plate 10mm thick in flat position by dip transfer 1F) (GMAW 03)

Crragasmigser: QuilnFuier wprgaied Hruser Gm Cealetriy i Fmeraeir

* allflauenL_sevenard GCFHTETR YwaleTsiv Fn(hSTH aldbsl ‘T @)ewenriiter eupkIFH NG
CL_d QFuUIH 2JeLOI GV

* Qeuevy BIGHFTSH LIS BleovewssTs ‘T  @)enentliflenet 9jeLodH6v

» swmesr Qjenay ‘T @ewetiD@, chL_ FeTFHemen GFidhsev

* gwmer Gevd enainm@ cpBLIg aienet ‘T Qewewrliiing CFridsev

¢ dLilevevr Glewev(® L6 &I LnLILITLIL] &eDUT®RFHT Lopmitd Litg eflest CHTHMLD HW)SHI FdbSBLD
OFuim 9uiey OFuISHe.

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 FILLET WELD TEE JOINT ON M.S PLATE 10mm TOLERANGE 1 TIVE
THICK IN FLAT POSITION BY DIP TRANSFER 1F
@ G (GMAW'03) WL20N1568E1
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Geuemevuilest auflems (Job sequence)

1 s5BFHe6r auri) Geur’ () eLpevLb euewTLIL_&G6sT
Lig Gleur’ 1 eytb.

2 ey Ooul’ B GFducini’ 1 elerflibLsHenaerr
FHITSHFV Hewgessrig i GlFuiuiaLb.

3 Gevgesrig i G FuiuybCLim s FTHmgesTL
LIT SIHTLIL] HGOTGRTTLY eOWILLD, euTu) Gleur” (B
Qb Oumups Gleuedlg bl LI HIHTLIL|S
FHGEST T ITLY-GOUILLD (TS E6T61V) 9fe8vfliLicyLD.

4 ewricy Glamessr(h) gmedl ohmith L9F 1 HhHLd
OETVE] & & (b & 6f] Go1
FSSULIBSSALD.

5 5506 A 155 B 5506 ow Howfp T 945

QUSHTLIL_SHGIGT LILg 9GWLDS:H@LD.

LI LIL] 569 6T

6 LITHFTLIL] YEOL_FHEET eHTILIGLD.

7 g5 Hrilguwerm T @Qewewnriifed @)k
wpeovarsaflayd G d Oeisv® OFuiwieyb
(101818 Barrib) (Fig 1)

Fig 1

WL20N1568H1

SETTING AND TACKING A TEE JOINT

8 Glewr o' 1 $GONphsH Craremevenws 45°
ward g G s50euev(® OFuiwiiig 1 s
Li(hdend (Flenevdi@ GLbblenev enad 5 Gleusvrg ki
GlFu 1L i(HLD.

9 1hEHTSGHetlev LmiFEFewer LTl 1g 6l
LpeoaTUiled ()6t s ey LD.

10 @)ewmewti'i) Ceurri'iig ena 0.8161L5 i’ 1 paiTerm
e svieed HlyliLydhsibld  ommiLb
sul_Mbism g ey Gleusbig i mL LiLpedD
LweT (WS 5F GFuweib. (Fig 2)

11 90-100A 1BlesrCarrri’ t_ptb / cpdhFlewFames
SLbL9 2em1” 1 afHpib 19-21 947 CourredGr_gh
DL &I Lg-L'IL" 1§ [TT68T6v0oLITITLOT Loy 6
CeurrLig eweu (@)L _ayLb.

Fig 2 5

RROOT RUN

S
WL20N1568H2

12 #rilwmer Geurr 2en(p(meusd, oHmidb HH®H A
Lop mitb B ySlwiewaisefler Fymer 2 (hm@sHedlev,
S OleuevLy i1 H6dT L_mTd CHTewTLD LoH MILD
27d parey Causb Flueweisevar 2 ni%
QEITTGY)

13 sivie 6b euirt LT ey LiweTLIRSF CaurriiLig enes
& HLD QFUILIG/LD.

14 @ressrL_mib L9 eweu, el MBISHT LG QITHh
Fig 3-60 2drergy Cumed 99 55550

ol LGSS

Gaurrt'iing eyd@ Gl 1 9)Gs Glassbry i

G (LPGWDHEOATUILD [BIL" L1 (LPGODEOUILLD

LGS LIHDGYLD.

Aew wiuyLb QFuiweyLb.

Fig 3

\l
WL20N1568H3

15 QpBhbBHs SasL 1961 5F sLpGleul’ (b
eTHLI(BUwSHS HNTLILIHIL 65T Glevd HarLb
10815 4% 2 GTGTHT GTRTLISUJLD 2 )iF)
QEITTGY)

16 @)yesore_rib Lig eweu shvieed LIy OlHmess(h
& HLD QFUILIGLD.

17 @yesor_mib g ewer OFuigs g CmeGe
eLPGSTDTLD  Lilg ewasuyid  OIFUNLIGLD. 9} 6TT6D
Q)iig oy CBBSHS H50H Ceurriig ey LomH miLb
@uesri_mib g e  YFumesmwaer
o ' LIWSGwSTSH Q)(hdhF Gouatr(pib. (Fig 4)
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Fig4

g
WL20N1568H4

SIimedr eurflems (Skill sequence)

18OpBOSGHSHHL 1967 1L5F 9Hp0au’ (b
gL SHdS HTLILISHIL 65T Glevd hertb
10815 945 2 GTTHT GTTELIDBHULD 2 )iF)
O FuwieyLb.

19 Glaueb(®) G Funu I 1 Q)eOewTLIGHLI GUITLIT 6%
Q&revs(h) FdHLb G)FUILIGLD.

20 Qeutiimer CaiemeusHenerd; 9% W T GHLD

QTP B SDHSSTLI LIIGTLI(RSHa LD.

1F 901 om misevlest epevid Lidhends Blemevullev 10 L. FHerdhBHlev MS B 1g 6o1

GLoey ‘Tee’

Q@ememrin s coL1dlever Glarev® GlFuizsed (Fillet weld Tee joint on

MS plate 10mm thick in flat position by dip transfer 1F) (GMAW 03)

CBIaESHBISET: Q)5 2 HBIHEHGE 2 5Ha/ald

» prepare and weld fillet ‘Tee’ joint on MS plate in flat position.

Q)ewewr 1 TH HHBHT A Lopmib B eow Cr_s
Gauad® O FuInbOLITAPSHI 9T &G
QoG 2 6irer Cammewrid Fig 16 2 e6remriig
(SIBT0uG) 2 BSHL] G)evL_werey Qb BLLILj5S
1° afgid) @) g Camewr 2 (mHSHMenwid " (B
LSS Glauevrg ki QFuis L@ 90° &GlewL_&@LbLiLg
Q) Fu'1uLb.

Fig 1

10

75

WL20N1568J1

Covrs ovflevevl’ Qewewrilijg@ 2 (hs Sy
Q@)ew1_wieray LMk SIer S5 1LIHIF DM

Cuwayb Crh&HEGd H50H Qeewriiyy 1eb
o mIGwrHls 1919 6 5H0HTETH () (HHHL
LBeugTed QewentiLy 1V 2 bSS)fL) @)ewL_wieTay
@)sbeurrined Glaucb(®h) LF(h) @)ewewiiLy 1 @Lb.

T @ovewriiy 1er Geaurliig ewes  QHoUsnd
Qewen1n@ OFmGamentions L_mirdenFL
g $&1, Lmidens @evewrlier (@)L L1
LIdHSF ) (hbH  UeVLILIGHIOTS (L9 65T e
mIC Lgpempuied) OQFhi@gds  CossFed
Cami_(pi_ctr 5-15 Cameser G et L1y it 45°

Camewrd e 199 sl Coueser (BLb.
(Fig 2)

Fig 2

5° - 15° DIRECTION
OF TRAVEL

45° TO SURFACE

DIRECTION
OF TRAVEL

WL20N1568J2

TEE FILLET JOINT

GMA Glauebrg i QFUIHLIML 19 6D DG HhIFHEHGIT
BIHGHUBHFHTET FMEOLD Q)VVTHBHTED, HFHL 19 65T
g 9e0(mb &1 2 (pC_BILIL_svkiseiT (mile scale)
2, (<) &lilsiv
LPpHONIUDED [hh&GHBeV (LPHEHUILDTGLD.

Qewewriienr LG  Hlenevuied (FLpCrmTsE))
G ared® OEIEY Y ) e ewr L1 6w L1
el IS HIBDG LI ULy U FL L [KIHCHGTL]
LTS SiHeO Fad QUFSWITS  Q)(hIHEGLD.
®ewau Cr_s Glauev® GeFunuci’ 1 Carenevenis

Qriulessr ., o1 6ver O ewoT Ul
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Glewl_1ol" 1 Hord BT 45° CHTessTSGl6) e
2L GS5F Ceuessr (BILD.

Grest parey Cousid, Frmer Geus(h GFfenaiuLb,
LIg & 2 WTHBULD, DeDeVaUT] GULg aUdHenBU LD,
919 2 Cour&g &L 6o Qered (B LIy 6y
LITHLpenauiled LTS Q)ewentd g Gy 1 _eoir
Fileur BlyLitieyb.

Q@)yeserL_maug oMb eLpeTMTeU S vl rfkIgHT
Fig 3-6b
ST L’ 1 eurm @)peb@Lb. Glevd perb (L)

LI BT EHBTEH Flewl . 9 eDLDGY,

10815 oereydh@d S Liiews o mb
Oeicugnsrs Qaieurn OFuIwILIGSH D).
LILg & FH6T Q)T e8TLg HIGHLD eLpedT M S@HLD (@)ewr G
&Lleydspetenin (concurrent) GewmpbsH LILF
QTeuTs Qpliens 2 MG OFuneb. ()5
Copenaiimer O)smessent_&aHesrgensL16)Lm (Throat
thickness) = sayib. (Fig 4)

Caxemaiuwimest LT rfwicsrodCLimeivG)Ipessrs”, 2 wiyih
Lo myLb Casmmmibd ) o 6 & 6w G
DDL_QUBNGHETL_TeTeno L_TITFFenest Fmer
CoussFn@ FMumissids Gsmerer Calessr(hLb.
Lard prde Oeasd® OsPlliyserme,
Q@ Cumeps, s Dl TGy
Ggerflienrs (Anti Sparter Spray) LiwietrLi(hdHeyLb.
@)pewerd GlaFunuii_meill’ 1 mev, Hibioer” 1 1b
RUPBIFTH @)(HSHHT Bl () HGVTGO 4T hlewevuTas
QwIHsTH. Qs Oesafloedri e LOTHm6
TOUGS S UGG G
SBIDTHTULD 6T DLI(h HILD.

GlarevLg b

WL20N1568J3

Fig 4 _

GET MITER
/ BEAD PROFILE
3
12 |

a

L

THROATf

THICKNESS

WL20N1568J4

@aIOeUT(h Ly eauujd OFU1g plgss LIDSLD
Couewevenws OFUIs wpLgdsb LIDEGHLD  HTITLIGT
sivLe 6d uIT LNTeY LILGTLIRSS) FdHLb GIFUNLIG)LD.
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F@d) & 61D

(CG &M)

L&) 1.5.69

Oeuevr_ri (Welder) - euruy o Govras 9pid Geusvig i1 (Gas Metal Arc Welding)

1F 9.1 1 gresreivnifled 3166 seraperer Gevll @ementlienis LIh&emd Hlanevullev
M.S ga1" 19 esflov bLilevevL . Glauev(® GlFuizgev (Fillet weld - Lap joint on MS sheet 3mm

thick in flat position by dip transfer 1F (GMAW - 03)

Crragasmigser: QuilnFuier wprgaied Hruser Gm Cealetriy i Fmeraeir

s afi ewl_ auemgLL_SFHleTLig GO L ojerelD@GHd SwTi GFuiweyLp.

c auemguL_SFleriig. Pl L_eurm Geolt Qewewriitfenent sas@samer FhloFuig GL_d
Qarev® G FUIHILD LOHMILD DGHLDF:EHGYLD.

* Qeuevry BISHFTHE FHwgiol 1L Hlenewuilev Gl @)ewenTLIemnest 2/emLpdFHeyLD.

coar' 1 2 GevsgGlewmest GO L 9jemafevTet LTiIgemert CFiidHev

* S OFuig LoHpmid YpLiuglilesT G@puT®s®ar Gnld s ule) ClFuise.

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
NTS

O =

LAP JOINT ON MS SHEET 3mm THICK IN
FLAT POSITION BY POSITION BY DIP

TOLERANCE *1

TIME

WL20N1569E1
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Geuemevuilest auflems (Job sequence)

1 euewgLi_g&lesr g Geul’ Hib GLoaflenesd
Q& revsr(h) HHL 19 ewest GlauL’ 1 e Lb.

2 Yl 19 DT FHTLOTHGHUSDG (LPEOGITHEDGT
Glewgevssrig i Lop mitd CHu'idhHepitd GlFuiaLb.

3 SMITLIGH stuieed eI LITey LoH miLb ool 1ullerlbi
Q&meser(h) Bl (hgeiesr CLomiiy i Nenest 1o L
Lopmitd F&HHpd ClFuIHD Caressr(hLb.

4 euengLiL_S&letr Ly Gevl'ifenerd; G)swmesr(h
g $5H A ullewer a1 (h) B ullest GLoch eneud 5
<9|GOLDSH@LD.

5 LITSHIFTLIL] 4eOL_HEOET 9eiliiaLb.

6 Goafleaiayerer Lmedll ger (+) apenerdE
LT HleneT (9)eneunTdsaLb.

7 191 g medteiv s ir G Lo g i & 68T LT 657
epBgeevuyid opmid 19 Ol(phH 21 947
GourrevGr_ghu b, 90-100 <4 LDLISTV L8l TFTITLD /
2/ B ) & GO LT ol OEZVEXT
oF HSHBHHGTUILD 9JHLOSBHEV.

8 Fig 160 & 19 waur m Gevrs @)enewtLifed @),
Lpe»&T&Harl aYiLb (&ewmibs % 3168115 Herib) Cr_d
Qeusv® GlFdiuiaLb.

Fig 1 ?

@LU/'T

\4

)

30 20 30

TACKING A LAP JOINT

WL20N1569H1

Smesr auflems (Skill sequence)

9 Crg Qae@® OsFuis Caremevedus
G _SsarsGna 45 CasmenwrdGev
Q) msb&ibg U anges s 1 g5 (Channel)
UGB LD. (B)HeTT6L LIBFens Blevevulled / SLp
Crrs&w Hlenevuieh Gleusb® Gl ()uisyiib.

10 Govrs  Qewewriiiesr Glausvig ewer  0.8L0).L65
L _qpeirer Hriir Gam G 1’ enioeb(®
sivLe 6L Bl LI gHLbLI) Lop mILb sl @hFIT LILg &)
Oleuevrg A1 ML Lipenm LILIGTLIHGHFO\FUNLIGLD.

1M ss Haafler 2 ensHed LoHMID FHevev Glevd
OevhGlevarTud $5% ewaugsbsHiev (Leglength)

12 yesri_it s1° 19 eward HNTHH6 2 SLb.

13 B 1ig wirest afain (Weaving) O\Fu 156t Te)
BHHL 19 6T (Lp G®) GOT & GIT 2 (&
CLImHTLo60(hSHE6V HaUGH % FH@LD.

14 Gevr't Gleuev(®) H&L 19 651 Crogyieirer omm G
(Toe) aflesiled —gyevari_rr&L" (under cut) 6w mLo6y
B)mSBmev FHauerildsaLb.

15 sivic 6b euit LlTaflenerd O)sTe(h LFig enerd
& HLD OFUINLIGLD.

16 pevev LFLg 6T QeOIOLILFH@BLD LD MILD
2 (HOTHDLD, &L _1g GiT (Lp &® GUT & GIT
2 (h&Bewevwib, LT1g 651 Frilwmm CaFrrdensuLb,
QuITFm&HL 19, YBTL_THL . WD HILD
Geued® GlFwli’ 1 @enewriidenastuyLb

LIMNCFT & HaLb.

1F 1911 " grereivuifled 3166 serperen Gevll @)emewriienis LIhghamns blemevulley
M.S 551" 19 esflev odLTevevL’ Glewsv(® GlFuisev (Fillet weld - Lap joint on MS sheet 3mm
thick in flat position by dip transfer 1F (GMAW - 03)

CBI&GEBISZET: Q)5 2 BIKEHGEG 2 5Ha)als

* LB Hlenevuilev M.S afi’ 19 6v 1fevevr Govrs @)emewtiiLy GFuiIsHev.

Govls ooLilebevr’  Q@ewenTliL|dh@ 2 (BLOTHMLD
jvalcTedlewat LIl b 36T %S 1L1I(H6IE 60w 6v.
@6t (pevrd OFwWEOLITL 1960 LIVBTLILIL 1

D(LPSHSHGT [5@HaUBNGETL_TG FhGUiletTemnLn
Qbs so 1961 CopLynidlmbs Qe Lo
&G eooed swCHe, 9FHSHHLD, GlLiufessrL,
ulled (<) &liferv wreyb GlFun @)uicor ).
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QewentLijsHaflsd U GFamed Blenevuiled usFGnama
Gpui’ 1 plevevuied (QewentLiLjsenar (GlauevLg b
QFliouBH& LIWIGTLIHGFT 6T, &Hlewr Lo’ 1 &Glev
45° Garenrd&ley enoud s Cousmevuiencr Cr_d
G) e 6v () <9} & GT

QFu I 1LI(HFGSTDGT.

OEINTNINOLEHIE

Fig 160 &mL" 19 wieur ) 9ibs (3)enewtlifenienL i
Camewst &G)681 5601(1b1b %1 1519 Frilufleb sestement (Gui)
O Fh&GSHTH waud s LpeTGarTss GlFeveayb
BHewFuIeL BFHIHBHGVITEHLD.

Fig 1
5° - 15° DIRECTION

OF TRAVEL y
|

\

\

\

45° TO SURFACE

DIRECTION
OF TRAVEL/

COVERING
RUN 2

A FILLET WELD ON A LAP JOINT IN THE FLAT POSITION

WL20N1569J1

Covtt Qewewriiiesr Gioed H&HL 19 aoenr_ul

R0 55 ol 6 BSGHOTT 9%
wenarTeard 2nhs GCUTHTO (@) (hdhs

L&

S QLT ms  @Qhdbsed Geusssr(hib. GLogyLb
@onhs QenL_Gleuafluilsh Geusbr_mer GLpLid)
Cr_malesled CFpausn@Er L_mirdE flHL(heuGlev
QBTL_THL TPl (B & HLDT 6 S) 6o T6D
ooLflebevrr 2 GevrssGlesr epevtb LG (Toe)
alestled OUITBSSHLOTH LTSS G)Fu1560 Gouessr(hLb.
Lmird&er epevb Coeveuwimesr LF1g eveords
Oaretr(h 2 Cevrds 201(h(heued 2 wiLb LoH miLb
Carppid wireydb Fgms  pH@LD  CoushdGlenes
Frms&d Osmerepsed Ceuea@ib. GlaeL(®
stvOILIL L_[Teiv eLpevLh LT BTFOID 6oL L]
oL m&b GUTgh WwHmD yesri 1g
Gl L eviCr  aflewerr LG LIS FHiFH6D
Couator(hLb. @)BHenedt GWILIITS LILIGTLI(HEHTLOGD
Qwiider FhlwHpm @uir O F e 5 5% 6t
FTTTSHOTT Y THTTSH FIHMILD LOHMILD
STTLGT®L . dheweav(h UMW eITeT s Fir
@)sbevLneb G)FeLaUBIET HTTewTdFlanTed Glauebry NG,
Qevells&HTH M DTFHESFHel et Te b LoD mILb
Quimpm&L 19 ujib erHLiI(HLD.
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58 & erip (CG &M) LuH& 1.5.70
OGeuevr i (Welder) - euruy o Govrss 9pid Geusvig i1 (Gas Metal Arc Welding)

ooLflevevr Oeuev® - 3 LBl.LS Ferpsitar M.S &L 1967 LOFH LIBGHemE Hlewmevuilev
191 L_grerevurt ecperd 1F @ev @)ememrgsev  (Fillet weld - 'T' joint on M.S sheet
3mm thick in flat position by dip transfer 1F)

Crragasmigser: QUuilnFuler wprgeled Hruser m Cealetriy i Fmerser

* B5[BSD BT (HFHGT UemTLIL _$HBledT jeneilD@GHdb Wi GFuIHev.

* auamgLL_SFlerig T @Qewerl19D@ 5L _(HFeen FMOFUIZ5 jewind Bl CL_g Glarcv®h) GlFuIsHev
* Qeuevig 1 OFuiaigsN@ LGS Blanewuilev T Q)emeRTLIcHLI 2/6DLDSSH6V

* vLilevevi gy emest OLIT(KSBHLOTSH LTIg 65T eLpevLD OVF gV HlFH6V

* 1T emert &HHHL0 GFUIZ Loh mitd Glewsvig et Grogyjerenr LIFLifest GemmTBFHemen GFTsHemnest

O FUISH6V.
<>
]
90°
| |
2 ISST 50 x 3- 150 Fe310-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

@ S THICK IN FLAT POSITION BY DIP TRANSFER IF WL2ON 1570E1
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Qeuemevullest aurflemns (Job sequence)

1

F5L 19 amar Geul’ (B Gloaflesr/ Gla' (herf
eLPGULD GUEDTLIL_S&6sT Li11g. Gleur’ 1 _ayLb.

FHT afil’ 19 6T rhisenar GaiidSILb Lo LD
Glewyevsrig i OV FUILIGYLD.

SHITITLIGHT sivLle 6) UIT LITeiHenesrd; )& meser(hlLb
opmitb e»cOld  (filing) epevid HaHL (Haerflesr
LigiSenest L9AT 5 LoH mILd F& LD GlFUIH60.
ey _SGleriing ‘19’ HETs HFHL 1961 ‘B
uiletr CGrosd 5@ ‘A ulewest 9jenLOdHaYLD.
LITSIHTLIL] DYGOL_HEHGT {ewsillieLb.
LmrdFewF  ThFrsHEHer  LTFHL 19 @
O)_rriblesflelleh 9jenLodHaYLD.

90-100A BlesrGavri’ 1 _ptb / epdbSHlenFaurest
&LbLG) 2em1” 1 &g upLd 19-21 o4rrd CaumedGrL_gy
QLG & 19U gresTevositm  GLomig ewestL
LwcsTLI(h% G Gleusv(®) Litg alewet CFiTdamaLb.
Fig 1 & a7l 1queurm T @enewriiier @)
Lpeverraeril eiLb (Hewmibs 5 1018115 Herib) Cr_d;
Oeucv® GlFdweyLb.

Fig 1

50

7
D

/ TACK
3

=

A\

WL20N1570H1

TACK WELDING A TEE JOINT

226

9 Qg Oav® Gl Caemevenus Glewr
L1 G5ne 45° Camenrdlsd ()hdb@LbLiLg
‘L euger FLL &S0\ Bh % Hewl_ oL’ L 10T
Q)mriu@ermed LBGews Hlevevullsd /  Hip
Crrs&w Hlenevuieh Gleusb® GlFui [)uisyiib.

10 ‘T Gessd®B @ enewriideflcd 0.8 1h).L65
i L qpeirer Hriim Gam G 1 enioeb(®
stvte 6 bl d HLbL9) Lo myLb sl MkisT LiLg 6y
Oeuevig mr L Ligpedpuiled LW LIRS G
O FuIwieyLb.

1M1 2 (Br&blenev DL _ho HHBHSHGT LDHMILD HeLEV
Oovd OekibdFewarujld 5% aUdHd
Ggmerer Calesor(hLb.

12 yesorL_rraL” 19 ewestd HailThHe0 Caresr(BLb.

13 y&stigumear  ofells G Fuiensulled
S5HBHFGGT QITTBISST 2 (hFHTLOG @)(BLILISEHGT
FeaIesgHe0 Cauetsr(hLb.

14 g1 19651 Cogyerer e Gasedig esfleh LopHm
Cr_maflafled gyerL_mal’  (3)eLevTLOGD
Q) BLILIGEET LITITE 5|50\ HTETGTGUTLD.

15 quirt L9Tepenestd; G)gmeser(h) LiLg elenestd didbLb
QFu1560 Ceauessr(HLb.

16 pevev LFig 6T QeWIDLILH@HLD LOH MILD
2 (hLDTHMLD SH&L_1g 6bT (Lp & GUT & GIT
2 h&Hwevu b, LFiger Filwphn CFidhensu/id
QuUITDTHEL 19, YBTL_THL 06T HILD
Oarc® OlaFuiwli’ 1 ()ewewr 196

LfCFT&HsHe0 Carcssr(BHLb.
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Smesr auflems (Skill sequence)

ooLflevevr Geuev® - 3 LOl.LS Fesrpeitar M.S &L 19 6T L5FH LRGeS Hlewmevuilev

191 L_grersvurt eperd 1F Qev (@)ementd sev
3mm thick in flat position by dip transfer 1F)

(Fillet weld - 'T" joint on M.S sheet

CBI&GEBISZET: Q)5 2 BIHEHGEG 2 5Ha/ald

* UGS Hlawevullev M.S &1L 1960 ‘T QamewriiLy GFuIzev.

Gevrs oo’ (Q)ewewriiL|H@hd:@ 2 (BLOTHMD
9[GVRUGHTsIV LIl HIeWTHHLILIL_aI606m6V.
Gerevig i QFWHLIML 196D 9T kIS 6T
BHGUSDFHTRT FIMEOLD ()6VVTHHTE HhL 19 65T
Ly 9e0lmb g1 2 (pLBHL1 LL_evkiser (mile scale)
N0y &)if 6iv
LpHONIUDEOD HIHSHB6 (LPHGENILDTGHLD.
@ewewrlienr Lbhdens BHlanevuied (FLoCmTsE))
Glared QaFuiaugsna (3) o ewer L1 om L1
BleweulILi(hd HIaISHG LI QUL FL L BIGOGTL]
LweTLI(hS SIFe  HFad QUFSWITS  Q)(hIHGLD.
@ewau Gr_s Gauev®) GeFunucin’ 1 Gasenevenis
Glewl_1o1" 1 H6md G651 45° CHTewet &5)6H c61dS
ODILDEH S S LD.

Fig 1-60 &L’ 19 wieur mi b Q)enesntiidleyenr_uwi

Glriufessrr” ., erevsr Qewrut (<)

Carever & Gletr 5601(hb 51 1519 &lflufleb FHesrement (gun)
QFbIGHSHTH daldhs LPTCTTHS  HlenFuilsd
B (IHSBGVTGHLD.

1o @)ewewriifer GLosvsL’ 1g syienL i 6T dGlested
LTTE BH(HPHUHGT BT (L GO GUT UL T 6V &)
2 eombs CUTSHTD @Q)HSSH HU_BHLILITL TS
Gossd Caiwr®i. Guaib GoDHS
QoL _Geafluied  OGessbr_mer  &LpiiGH
CL_meflesfled eLpPousp@er L mird GBS0
QBT THL TgpUl_ () & HL0T 6w 6ormed
ooLflebeurr 2 CevrEs &6t eLpeurd 1° Grr (toe) aflesfleh
QuIT@gSLOTSH LTHE OFuised Cousssr(hLb.

LmirdFer epevd CHevauwimer LF1g w6
Qarer(h 2 Cevrs 2e1(h(Baued, 2 WiyLb LM MILD
Caxrppid wreytb Fyms  paH@bLd. CoushdFlenes
Erms&d Gsmerepsed Ceuesr@d. Glassh(®
svCLiL’ 1 _Teiv eLpevLd LT BTFO 9jewr L)
o L @Lb GLim gLb Lom mib 9y everig- stvGri’ 1t
swiICGrallener LiweTiiRd HH6v Gauessr (HLb.
Q)sener GBILILITS LWGTLIRSSTLO )HLILSeT
Friwpm uit C\FeVI% HISBHGT  HTT e85 5 E)e0 6D
rdhsrargy Fir @evevmed 6 FedeFetr
sryestdFearmed ey n@ Oerafldsmmnm
DT &HSSHMNGTTE) opmitd QuiTpm&L 1g 6THLIBILD.

Fig 1
5° - 15° DIRECTION

OF TRAVEL>/
|

45° TO SURFACE

DIRECTION
OF TRAVEL /

TEE FILLET JOINT

WL20N1570J1
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Fg8) & erib (CG &M) LudH& 1.5.71
Oeuevr_ri (Welder) - euruy o Govras 9pid Geusvig i1 (Gas Metal Arc Welding)

1F 1911 L_gresteivLii epevid LiIdhenss Hlewevuilev 3L6).L6 FHerdhBHlev M.S. HaHL 19 667
GLoev sriceri @emewriiilev - colflevevr” Glarev® GFuigev (Fillet weld - Corner joint
on M.S sheet 3mm thick in flat position by dip transfer 1F (GMAW - 05)

Crragasmigser: QuilnFuier wprgaied Hruser Gm Cealetriy i Fmeraeir

* B5[BSD HITT(HFGT uemFLIL _GFleiily GO’ L oerallh@d swrr OFuisev.
* saierT @enaTi DG SHbFHen FHGFUIg GL_& Geuev® LoHMILD e»LDSH6V
» dilevevi 2 CGawragSlenest QLITHRSSLOTSE LTLg 65T eLpevLd O\F gVId FlHev

» 1F19 657 LiFLifenest HS5HLp G FUIH LoHMID Gevmaxieamar CFrseanet OFuIzmev.

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
@ «E» (GMAW-05) WL20N1571E1
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Geuemevuilest auflems (Job sequence)

1 g5 19mear  Goul’ @B Glafler epevid
auewrLIL_GlerLig Geur’ 1 _aLb.

2 sy afil’ 1967 griisener Gsuidh S/ omH miLb
Glewyevsrig i GV FUILIGYLD.

3 &G sivieed euit LTauenesstd: ©laress(h)
Lo mILD 051601 (Filing) L (hserlest Lig i flenest
L9GT b&5&) oHmILD FSHHLD GIFUISH6D

4 cuengLil _gGleriig L@BSHmE [ ewevuiled
@I 1 Geurr @)ewi_Glaverd] afll” (k) eLpemev
Q@ewent 1960 90 19 Hfluflsd HaH® B ullesh H5(0)
A WlenesT _9(emLDdH6V.

5 LITSHISTLIL] 6Ol _HEOET 9eiliiaLb.

oT b & 7 & &) Gbr LIT& L 19 6l

O)_rriblesflelleh 9jenLodHeYLD.

6 L_TrFmF

7 90-100 A BlesrGevri’ 1 _pth / epdBlensauet
DL 2en1” 1 eF gpLd 19-21 A 947 CaurebGrL_gh
I®ind & 191 Lgrerevir  Comig eb
LIIGSTLI(h S B LD.

8 Fig 1-6b &7 19 weum my Gevr's (Q)ewewr i 96T ()15
Lpe&sTH6eVILD (Hewmbs %1 10 LOL5 herib) Gr_d
Oeucv® GlFdwiaLD.

Fig 1

/ TACK WELD

1.5mm

ROOT GAP

WL20N1571H1

9 L@Hws Bleoew GPCHTah&Hw Flevevuied
Gleusvry i1 Grosweullesr Groeb Gr_g GleusvCr_r(®
QFUIS BT HGUSHFHALD.

10 2 oombs SHL_(HHTTSH QNHBSTILD LOHMILD
wpp 2 Geurrs 201(h(HIGTRTSTH@ LD LOHMILD
& Gammed Oumiil’ L (@)enewriifefled
Lig eflenesr G&FirdoHayLb.

1M s5Bs6eT 2 ombsl Q)hLSeiLb oHmILD HeLeV
Oevd; GleVAIH HIL_6ST LITTLOAGSHGLD.

12 oy6iTL_1T &L 19 e06rTd HeTHFHeYLD.

1B o Gaslitgumear  ofelln 6 Fuiensulled
SHbFetleT Q@rhFHley L enl_ eilLpHeOlenasTd
ST HHaLD.

14 ga1" 196t Cogyeirer e Glauebig 6ufleh

Cr_mafl esfl 6b

OYSTL_THL UTTLOGY H6)THFHeYLD.

Lo My 15l 69 v Ul &Yy 61T GIT

15 sivie 6b uirT Ly eipenestd; GlabTesst(R) Lilg eflenesd
& HLD QFUILIG/LD.

16 pebev L1967 Y eWIDLILFH@HLD LDMH MILD
2 (hLDITHMLD
2 (h&HSHemaevlLD.
QuUITTm&L 19, YOTL THL . 9W6Td HLD
Oarc®B OFwiwlin’ 1 (@) enewnr el ed
Q) wE@m erer LMGFTS B0

SHHL_1g 6bT (Lp & GUT & GIT

(figer  CaFrdenasuib.
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&mest auflems (Skill sequence)

1F 1911 L _grestsivLii epevid LIRS Blewevullev 316).L6 FHerdhBHlev M.S. HaHL 19 661

GLp6Y FHTriesTT

Q@ememriitiev - od1ievevi Gewsv® GlFuIgev (Fillet weld - Corner joint

on M.S sheet 3mm thick in flat position by dip transfer 1F (GMAW - 05)

CBIaESHBISET: Q)5 2 BIKEHGE 2 5Ha/als

s saieti @Qewentlienis MS afil 196v LIRSS Hleneuillev 1911 19 FTGTEVLIT LPGVLD HWITIT

QFuIH6D.

$5H)HET A Lo miLb B ullest srireit (@)ewewri g,
gmausaefler @ent_ulevrer Gsmewrib 90°
19 GMudled eweausd s CL_g Glasevig i GFUIwIeLD.
(Fig 1)

Qarcvig i G FWHLITL 196D 9T B hI%H 66T
BEH@SUSDHTET HMeOLD Q)eVEVTHSBT6V, HhL' L 6T
L1960 (b %1 F.m1 Gewmsen et (mole scale) %,
OLiufesers”, ereverGleweri’s (o) &lifsiv LpHeOliaDHeD
bH@BBH60 (LpIHENILDTGLD.

f®  Csmhmib, 2611 () (15 & 6V
Questl_Grewusst pmib 2 wgh CHemeuda,
QLI MIIBHHTET GuLplents L_TTFFST eLpevLb Fiyms,
BT ZHe0lesT CaussbGlenet LTmLofldHed 9y@Lb.

o2 Qovrs

Geueb® svCLiL’ L rTelv eLpevLd LT  [BITF GG
QL1 2 &¥TL_TGHLDGLIT SILD LoH MILD | 6BTLg
Gl svliCrullenest L1westLI(H) S Hi 6L
Coustar(hLb. @)Benest GWILIITS LIIGTLI(HESTLOGD

Qpilfer  Fhlwupn  @uir O F s Hiseer
STTTTSBOTT YTdHHTeaTs FT  ()eV6VTLOGD
QaevauGlesr smgewrdGearmed Gaersvig HG
Qouells&HTH M DTFHSFHeN et TeD oM MILb
QuITpm&L 19 ujib e7HLIBILD.

Fig 1
CHECK ALIGNMENT
WITH TRYSQUARE

TRY SQUARE

TACK WELD /

WL20N1571J1
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F8) & erib (CG &M) LuH& 1.5.72
OGewevr i (Welder) - euruy 2 Govrss 9pid Geusvrg i (Gas Metal Arc Welding)

1G Lu®sSams Blewevuilev 3615 HeTSBlev M.S. &L 19657 FHIT LI @)ewewTL 11960
- 1’ Goeusv(® GFuisev (Butt weld - Square butt joint on M.S sheet 3mm thick in flat
position 1 G (GMAW-06)

Crragasmigser: QUuilnFuler wprgeled Hruser m Cealetriy i Fmerser

* auemgLL_SFerLilg M.S ssBaemar swimi GFuiweyLb
* GL_& Qeuev® opmid Garri Qewr_OauaflujL_cr FggLi’

ol k= AL 3
[ - S
Scan the QR Code to view
the video for this exercise

QeaTlIDG B 19 DRT WLOGEFH@ LD
s UGBS Hlanewuiley FHITLIL @enentiiiNenet Galevig i1 G)FuIZ5ed
* LugLlifemnest &S B0 G FuUIH LoHMILD FHeDUTHHET CFTHHHLD.

2 ISST 50 x 3-150 Fe 310-W 1.56.72

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

SCALE

NTS BUTT WELD SQUARE BUTT JOINT ON M.S SHEET

TOLERANCE *1 TIME

@ S 3mm THICK IN FLAT POSITION
WL20N1572E1
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Qeuemevullest aurflemns (Job sequence)

1 g5 1gemear Goul @B Glafler epevid

euen LIl _GGletriig Gleur’ 1 _ayLb.

2 sy afil’ 1967 uiisener Gapuidh b omHmiLD
Glewyavsrig i OV Fu G LD.

3 FmrLeT sivieed euit Lyeayuenentd; O)%Tesst(h
Lo myLb oo 160 (Filing) L (Rigerflest Liri'iNenesr
L9GT 54&) LoHmILd FSHHLD GlFUISH6D

4 cuenpgLil _sGlerig LGBEHmE  BHewevuiled
160/ g 26115 Gourt (@)ewr_Glauerf] il & i
LIl 19 o9&t YBHTaUS S50 A L5 5 B H519 et
FLOLDITSH OIS H| GHLOSHHELD.

5 LITSISTLIL] YeOL_HeHGT ewiie]Lb.

6 LmTdFemns o1 b &7 & &) Gbr LIT&L 19 6l

Q_rriblesflelleh DjemLDSHGLD.

7 euenyLIL_Lb 1-6D @)ewenerL L6t (3)(1h (LpeneT ettt
Croev @ewmps sl (10085 herid) Cr_d Glauev(h
QFuweyLb.

Fig 1 TACKS

Smm

SETTING AND TACKING

WL20N1572H1

SImedr eurflema (Skill sequence)

8 Cr g Oav® OeFumi'inn 1 Ceaiemevuilenssr
@aucbrg i1 CroenaullesiGLosy LiBdGewablency [
GLpGpra& Hlenevuieh eneldsHea Lb.

9 085 &1 _qpeirer smiar Caum Gri”
e () svieed [BlyliLydsibld  wHmih
siol b1 196 Oeuedlg i ML L1 (LpeOD
LiwicsTLI(h &) G)FUIweyLb.

oar’ | fBSFHE (3-4 1O).16)

@& IGLITed 90-100 9y 1bi'16vv / Lo myrb DCEP

10 @ILI/'T

Oeucvig mGH@ BlerCeartm’ 1t gGlener il
OFuigb, 18e0lphg 21 94rs CeuredGr_gh
aury) GlFeveysed 8e0lhhLH  10LPM Lop myib
8c0l(pb & 10105 GleuellCuwimigevitd  LopmyLb
19 L1 L* [FITGSTEOLIT eLpeVLD LIGHTLI(RISG) LiLg eleweur
CarrggHev Gaueser(hib.

I EIOET ] 2 ewmhbsCLIm b Lo myLb
wpapevowmer  Guefl Grayesr G myb
opmitb FreildFFhGenet (Key hole) erpLi(hs G
L9 fleweird CFrrdsa/Lb.

12 quirt Lyaflenerd; GlsTesst(h) LiLg elleneTd &dhpLb
OFuIweyLb.

183 pavev LFLg 6T  YeWiDLIL|H@HLD LDH M)LD
o pLompmLd, Gluesll Creayesr, Filwmm LF1g 6ot
Corrgensujb, e ol wrejb Gleaed®
O’ L @evenrlided Q)HSFDST
6T6TLISemesT CFTHema GFUILIGLD.

1G u@ses Blewevullev 3L6).L5 FeTs5Flev M.S. H&HL 1967 FHT LI Q)ewmawtiiiev
- ul Geusv® OGFuigsev (Butt weld - Square butt joint on M.S sheet 3mm thick in flat

position 1 G (GMAW-06)

CBIaESHBIST: Q) FH 2 BIHEHGE 2 5Ha/als

* L awL_wrest FHlewevullev MS afil’ 196v Fgy LI @ewentlienu Swimi GFuIsev.

@uir e’ &fpd @bsTHLICLITE  90-100
94 th 19w T 6iv Lo myLb G a6y & H @
1B0les1Gerrri” 1 _dGlewert Fifl Q)Fus &b, 18 60l(1Bb %1 20
97d CauredGrL_gh, euruy GlFebaysed, 860Kk
10LPM op mytb 8 0l(pb g 101815 GeuarfGuimised,

oMb 1911 L FAGTevLIT eLpeULD LG LI(HSG)
Cr_g Geucvrg 1 QlFuujbCLIT &1, HHBHFET A LoD MILD
Qamesr®  180° 19 Hifld G

QW F@HSGETL_mar  @Qenr_uled C&mewt

B uienerd
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erailesr L' @ewentlienar  Fifl  GlFUiHed
Gauessr(Lb.

GMA Glauebrg i QFWIHLIML 196D D& HhIFHEHGIT
BHGUSHEHTRT FIDLD  QIVVTSHTED, HbL L 6o
L 9e0lpb &1 2 (LB _svkiseiT (mile scale)
s, Quullenr, erevwQewrys () &ilsv
LpHONIUDHEOD [hdh&GHDH6L (LpIHEHNUILDITEGHLD.

@ GCzsrppid,
Ouesfl Grauetr pmith 2 wrh GCohrenealdd

2 CGovrs 201 HoIGD,

QLI MIGUBDHHTET uULpleDW L_TITFFIGT eLpevLd FiT T
B&HHLD CousdGlewest LiTmLoMssev, LFH CamhmLd,

oen(hmeued, GlLiesfl_ Grewsdr Loj miLb 2 wiyLb wiTeyLb
CopemauliLiBeusn@ L TiFFeT epevld Firmest
GauasLb BFHHBVEHSST LITTLOIf 5150\ HT6IT G1HH6D.
Geueb® G’ L rTelv eLpeVLd L _TTE  [BITF G
QeL_LIL] 2 &¥TL_TGHOGLIT SILD LoH MILD 9} 6BTLg
swGLil L ewliCGralewer (Anti spatter spray)
LTS Zipev Geuesr(HLb. @)Hener GHBlLiLITs
LwesTLBSSTIoed @) Lidesr  Filwhm  euirt
OFad HiouGeir SHTgeTFermed Galevig Ha
Qouells&HTH M DT HSFHNGTT YLD DD MILD
QuITpm&L 19 ujib e7HLIBILD.
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58 & erip (CG &M) LuH& 1.5.73
OGeuevr_ri (Welder) - euruy 2 Govras 9pid Geusvig i1 (Gas Metal Arc Welding)

1 G u@semns Blewevullev 1911 L gaemsiviii epevid 10L6).L6 Ferperer e»Lo6v(H
sivie ey S 1ger Grosy FmFler V' L @ewewriitiev i Geuev@® OFuIgHe
(Butt weld single V Butt joint on M.S plate 10mm thick by dip transfer in flat position 1 G
(GMAW - 07)

Crragasmiser: QulnFuier wprgaled Hruser Gm Cealetriy i Fmeraer

» Gaeiv 119 M1 Lo MILD Fewgevsrry i1 LiwiesT LIRSS O Liauedb epevid LNCerL et Hwimi G\FuI1H6v
* Gaamarwmer epl @Qewr_Gauaf) opmid GL_& Gerev®h OGFuIZHew

c af el B LigFBewest LweTLI®SSE 2 pmid 3eusk| Ly oflemest GFiidhmayLd

* Qeavevent_ FHS5sHLp O FUIZH GHwpLUTHSHmT Yuie OC\FuIZHe.

FINAL
COVERING

ROOT GAP =2 J N < GMAW

2 50 ISF 10 - 150 Fe 310-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.WL20N1573E1
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Geuemevuilest auflems (Job sequence)

1 aury OoassHsev  8adl(ppbgH  10LPM
Qe e Cuw my & ev Lo myLb 1865] (15 15 Hi
21 Geumebr siv opmib 90 oHpmib 100
Qbwrrevd g  Bloliyssibll  wnHmib
LBlesrCesrri’ 1 G&letr eLpevrd Fifl Q)FUISHeL.

2 Q)eenToHGHLD HIBTHFHEGT FbBLOTSH FrdBHLD
QFdigb, wpsFwnTs Ha 19 et Croed

s Gluyib, '

QUTL 19 IGTT  @emalellenari/db LoH MILD

LId&HID  HeUerl LD LI &
@)ewent 1965 SLp LIdHSTEnTULD HacHT]ESHe0
Gauetor(piib. Fig 1-6b &L 19 weum m eaiblaum (b
@uddler shlaysefler Goed 2 85 Geurr
WCUFMIDHEHTH FewTelTIy B 9 6V6V H
006w 160hI O)FU'I%H6D

Fig 1 GMAW
40- 45°

1.5mm
ROOT FACE

TACK WELDED AND WELD POSITION
FOR A FLAT V - GROOVE BUTT JOINT

WL20N1573H1

3 Fig 1-6b 2 eirarLig Fyesr(hsever eastmrs GL_d;
QFuig oHpmib HlevevwThEHsed Couessr(hLb.
S 19 657 oyquied svCLiFT euit O)%TessT(h
Q@)ewr_Glauet! afll_ayLb,

4 Qewewrlin@d OCFBIGSSTSH 56T el en e
(Gun)s 1919 & &1 Lo miLb T HHFHTHS CHiU15 S|
9 a1a0 L& & el 60 CL & QFuiwaeyLb.
@evewriesr  pewerd & Q)16 hb I

Smerr auflens (Skill sequence)

(Fig - 2) Meruds mIL LSGewarLl
LwesTLI(hg SHayLb. H6dT (Gun) eLpevLd LidhSHeEING,
LiGaLD af b GlFu1560. (@)ewewerL 1968 LogGulleD
&et1 Glgomess(h) Glauevr” GlFuiuyb Criom sy emL”
Caliied (F1° 2ar(pausy OFuiL, 2 (HE

Q)ewewriiLy o miFiLIBLD.

Fig 2
5 - 157 TO THE DIRECTION

DIRECTION OF TRAVELM OF TRAVEL
| “ /

BACK HAND TECHNIQUE

WL20N1573H2

5 Fig 3-60 &rLiguweurm LFigesr eurflensliiig
LWIGTLI(HSS) @)ewewT L IL 6T (LpLy GdheLb. (LPGHT
i1z Hmid  GendleyeTer LidasauTL (B
FaUTsafle 2 emnsed wHmib Gesd®
©) F 6V 6YI & D) (F GVOT L IT GoT 1) &) RN
LIWIGSTLITL T @)(BSSLD.

N\
7
N

BEAD SEQUENCE

Fig 3

WL20N1573H3

1 G u@sens Blewevulilev 1911 L grestsivii epevid 10615 FHesTpeirer e»Locv(h

svie ey HaEL 1961 Grosy FHmGer V' o’

Q@ememwriidev L Gaicv® OFuIsed

(Butt weld single V Butt joint on M.S plate 10mm thick by dip transfer in flat position 1 G

(GMAW - 07)

CBI&GEHBISZET: Q)5 2 BIHEHGEG 2 BHa/als

* u@Gms Hlanevuilev MS LIGari’ 19 60 FiuGler ‘Vee’ QewewtiiL) GlFuIge.

Fig 1-60 &L’ 19 weur my 40601(mb &1 45 19 Glfld @6
Ll @ewenriiied Fbiger V (@gemer CHmentdGled)
261 9 m&Gw CaHrestgEeiriig.  FieeTer
Co,Gleuebig a1 (GMAWGFuichpemm) Q)ewes MMAW

afletr Gemer Camenrddled eliblhensulsy @enar
&empaurs 60°-70°%5@, eneudmLiLil (heTerm F).
0 WBlb sewrpeirer &L (Haerflesr 183°  syjeirer

@®) GOOT L1 GO LI D (IHLDIT DT GV GO GoT
b DD DI'D
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SL_HLILIBS HIQUSDHTSH (LPESTIal 1§ GOLDSHH6V
(presetting) FITSGNILDTGLD. HHL_(HHEHGT THNT, GTSHNT
L1585 U flulled eaud L (LpedTInl’ 1§ DD H6D
2 (BLOTHDSHDHHTH OHTHSHSHLILIL_GUTLD. 6TaaTG6,
Olousbig hisTer 51 )b S Bleverds 2 (habBIDG
aub g AHLb. Fig-2 a9 @, I ® eu(pLD
G’ 19 6dr111g- ©)66DLY 65T Fr(h:HDHBIGT HbL' 1§ GHGIT
Qups s st Friwmer Hlenevd@, GlsTes(h
aufh 5 (HILD.

Fig 1
¢ 60° - 70°

\ 40° - 45°
—a

\ /

WL20N1573J1

Fig 2

WL20N1573J2

PRE-SETTING TO COMPENSATE FOR ANGULAR DISTORTION

Fig 260 &miiquitig 1 midE&Fenet 5601(mp s 15°
b&H(BLD HlewFenus 6T SHTCBITSHE 9|56t CHTewTHF60,
Beavev ehl  2ar(Hheuey s  Ceuenevudleir
Q@) (B L1115 e et
L rLoMg g Glameir ehsed Ceuetr(HILb.

flewFSHTID 2 HNulmsh

56a0l(pb &1 8LOLLS (9Bs Ll F 108.5) evig o
9/eyL"_1g ewerr (stick-out) E7r&&d O)%HT6IT EHHD

18c0lph s 19 CausbCrL_gllh@etore et 0.8 1Bl.LS

il L_qperer 80A-90A

ENINESE
10lesTCerTL 1| SGenest 9j6o1DdH6)

Garcv(® 2 CevrasFn@ Geuet e hnlesleOnb 5
QU(IHLD LOIT & FHENGO b &) LIT H1HTH% 8-10LPM aurruy
O FeL&ILD o HSHFHHET D|GHLOGHGYLD.

el L9 ey p&bCLmg eanu®Ld eTflgeenet
ST ILSH@ 3 0k S5 4/mimin S Ceuds HaHHLD
CausgGever vLigmoMssed CouetsrGib. Gz
@O CprsGled ewesrd s emt Gliesl
CrapefllDeHmHab oHMILD  LPLYGUSHEHET LD
OumiaiBenerub GlLmm @)pdHe Cavetr(HiLb.
L0)% (pdGLDTET O\SBTGST M) HITITLIGH 6TULE 6D GRUIT
LITeyenesrd Q&HTess(®). 2ais Limev | Lig e alesr
Cumrg wpp 2 Cewrswppenaiujitd GCFik 5
Q)pLiyBevenaTud Fosb GlFUIBed Galetr(HLb.
2-au gy Lig @@ 19-20V 9174 GlausdGL_gh Lo miLb
90-100 gy biQuirev et Gawrmi’ L& Fleweor
9|GOLOSHHELD.

2a1g) Ly evenar Geurm (root) &@ eLiLil(hlensuled
SHODGUTET B (HH0GT CoudhdbGleneut LI TLDAsGH6.
@alGleaumm g eier (plgeieiled 6 &Teu s
QETL_THL  @ebeVToe) @)(hSBHLD (LP(LP
LIGSFHQUBLD 2 (G (LpLg-SHBHeVID LIGHHH DG
LiGaLD  NelBIFe) BH(HBILD (LNeOmIFFHG) T 6T
CLITe) BHHBEV) DHTH emFeul’ L Lpeonuilenest
LwIGSTLI(RS &1 %60 Gauasst(blLb. i)t (b (Lpenesuilesr
Lig ST Frmas LTSSITeIsD@LD, FIW) B HTevLb
BTLpSHG) (HTHBH60) 1-2 GlFFHess(B) LITTLOfd STV
FrwmeTHT@LD.  160(Hb S
oen(hl(heugYtb oM miLd  ONLIT(hSSHLOTGTE» HULD
LI TLOMg BH6V.

1.5L0).L5 & evT LT vt
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F8) & erib (CG &M) LudH&) 1.5.74
OGewevr i (Welder) - euruy 2 Govrss 9pid Geusvrg i (Gas Metal Arc Welding)

2F 911 L pgaerevui epevid Hewi ol 1 Hlewevuflev 106).L6 FerdhFHev M.S
SaL_19 61 ‘T @emewriiilev oolflevevr Gausv® GlFuizev (Fillet weld Tee joint on M.S
plate 10mm thick in horizontal position by dip transfer 2F ) (GMAW 08)

Crragasmigser: QUuilnFuler wprgeled Hruser m Cealetriy i Fmerser

* Hev_iol’ 1L _S5FDSFTH ‘T Q)eventlitiiDg &@Teil enLodSHa LD

* GMAW ojaray(pdhsar 2jemiod s, CGL_d Galev® OGFuisev

* epL_gedT, (QIGTL_Taugl [FeT LoHMILD LpeTMTaSl Jer sl _fehFi g ey B L1g % emesr
LweTLI®SS) Lig oy GlFuIHev

* Garev®) Copuyrliysener Hs5Hip O FUIH GHewpLThHFHewer uie OCFuIsHe.

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. WL20N1574E
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Qeuemevullest aurflemns (Job sequence)

1 Casival 1g i, Glewressrig il Lo mitb ooe»L ek
LTRSS HHBHIFHWT  TlD@  HUITIT
QFueyb (jHmeu s 150x50x10L65).L5)

2 &Irue sivieed uit LTeuenetd ©)amess(h)
g2 Cavras  uglileweruyb  Gleared ()
QFu i’ 1 gewestub FdHLb GlFUIH60

3 TQevewrliinGg SHHFHET 9eLOSHGLD.

4 LITHIFTLIL] 2 LISTERTHBISEHGTUILD 9ewsIiaLD.
(Fig 1)

Fig 1

WL20N1574H1

&mesr auflems (Skill sequence)

5 &ewr_iol" 1 Hlevevulled T (Q)emeneriiLener
b s Queaw®h  Ssl_(Bsafler ()
wpevarrsarfleyb Gr_d Glauev(®h OFuiicLb.

6 L mirF@uilencr Gumpdsiomest CamestdGley
wald G 2TTHSSH 9rs&emerd OHmes(h
QU @LD.

7 ofellb @)ebevrrioey GeurriiLig eflewer LommiLb
QULIT(BRSSHLOTGT 261 (HEIGHGVU/LD  LDMH MILD
FCy'1_ewguyid epestmy Carrgaped Cauessr(BlLb.

8 CourrliLig ellewest HdHapid OG)FuIH6

9 ey MehsFr Ligailener LiweTLI(RSS 36 sl
L9 oflener CFirdae

10 it Lyeipenesrd; GlHmesr(h) 261g) Lilg aflenesr
FdH1D OFU156D

1M sy MepaFm Ly alleneardG&mesr (B 6us
L9 eflener C&Firdae

12 3ougl Lig eNener FdhHid O)FuIgHev.

13 Qumrpr&i iy, e s, geamrGers
Q)bsgGH@DIHT CFTH S50 LD. Frilwimet Glevd
fare) Lommib  HCmL 19 et Herib (thorat
thickness) @)eweusewarujib CFmldsed.

2F 911 C pgaemevui epevid GHewi_tol 1 Hlewevufev 10u6).L6 FerHFHev M.S
SaL_ 19 61 ‘T Qemewriiilev oviflever’. Geusv® GlFuizev (Fillet weld Tee joint on M.S
plate 10mm thick in horizontal position by dip transfer 2F ) (GMAW 08)

CrrsabISeT. @)% 2 BIKEHSG 2 56/alF

* Glewi_iol 1 Hlawevuiley T @Qewmewriitfenest GlFuisev.

Glew_oi 1 Hlemevullev T (@)emewer Lo eor
FOFU1g wpmip CL &&Gh@d GFuISH6
Setting and tacking of the Tee joint in horizontal
(position) :  quiT LyauenerdOBTET(H  9Lg-
2 CovrsgGer wglileweruyb Gleuedig i
CaHTL’ 19 ewaru b FdhHLb O)FUI%H6D

Fig 1-60 smiliquiig &eor ol 1 HHL' 19 6T
105G 5L 19 T GlFHIGHSHTGT  [Hlenevuied
Q&ress(®h) wHmId FHewi (ol L HHL 1§ DG
Guensuilssr Gosd ewaud g T (@ewewnriidenest
QLIT(rSHE ®aIsHHaLD.

Q)rever(h) &L _(hHafls pevarsetled Gr_g6lasd()

O FuIwIeyLD.

QarevLg 1 [5lemevenLoFHem6r JemLod e (Setthe
welding conditions) : 8a0l(pB5 10LPM (60l 1 /T
BIbl_1b  euryy GFevayHelletr  af HhGlener Fif)
QF U156V

Fig 2-¢b0 8&Sl(pb 5
2 CouradGlenetud LoHMILD DHGT (LPEWGSTHGHLD
Qevr_ulleviairar sHibiflevws bl migsayLb.

1911 " _rrrestsivrieny LiwesLI(hgbS) 0.8L8).L5 GlHmessr(h)
711y L0195 Fomrr 90601(hb g1 100 9y 1bi uirreiv
BlesrCasri’ 1 gGlev Glauevig i GlFuicusn@, il
QFuinev CouessrHib. Hiomr 1960(pHH 20 V

108).L5  2.6rer 919

Gleusbig a1 9yrd CaumredGL_gh 9fs FrilHL 1_ayib.
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Fig 1

TACK WELDS

WIRE BRUSH

WL20N1574J1

Fig 2
CONTACT TIP

NOZZLE

WL20N1574J2

Uﬂfra';ma; 2 (hauTHGHHev (Generate an arc) :
Sk Q)55 HE
YTE®SS  FHIUBIS),  HiekiGLD Q55 D&H
G(wLbLiayb @)sevrmed FlsLiiguimer OFiflay,

10L8).L5  (LpedT T T 5%

THLIL B BRI QB85
SN T H S L1 (B 6 B L GT Bl QI & LD
IBIGEST BIGOGTH@BLD H&TIHHLILIBILD.

SHITGOSTL_THL (Lp & 6T & & LD QST

2 CaursgGn@Ld @enL L1’ 1 HTrdhend (sivig-d
2a") 8 wpHed 1085 % ausbSl(hdbFHaLb.
Lrrdens Glauebrg i Glewsujr et 70 (LpHev 80°
CorergGad 517 2 Gevsls LTl 6T
45° Caresst Bl ayiLb L1 dheyLb.

Caurri'iig oy Qi o9 pewest Cauflenest Cprd&)
@) wdbs Ceusssr(Bib. (Fig 3)

Fig 3

45° TO SURFACE
5° - 15° DIRECTION
/7 OF TRAVEL

| /

4

DIRECTION
OF TRAVEL

WL20N1574J3

A TEE FILLET JOINT IN HORIZONTAL POSITION

GourrciLig emeu @)HHev (Depositing the root run)

L_TiFens QLI mSSHled @)1hbs @IeVLIL|DLOTS,
(L9687 w1 L1LpemUIeD) BHTHSHa LD, (LpenesT Glaueb (R
Cx 9% s G et wp et G et im s & (Lp 59 GOT 6B UL
Crrsowusms Q)hdh@LbLigd OlFuISSHeaIeTLD
Cop@smereriii_ Ceusssr(hLb.

Qe ysTT 2 CeVTHBIS®ETULD FLOLDTS
o (h&&Ha b ommitb (Fig 4)

Largens afdFa QFUumoed sulg eheFm Lig ey
B Lipedpedws oL (Blb w6t L (hdBeyLD.
(Fig 3 & 4)

Fig4

WL20N1574J4

GGy ey BlyLiysev (Fill the crater)

GCr et o1 1b 1ngey GaFpPlaler 9Cs
L L $BD& UL euewy LOGST(HILD  LOGET(HILD

QaFdiueyLb. Courriitig o6l (5 b HILb,
Q)ewewr 1960 (hb HID  LIL_evBIGeETU LD ()BT
2 Cum&ioevevTs QLimpL_FemeruyLb

QeI dFHenarub £5G) FHHLD GlFdiuiaLb.
Q@)yeseor_mib 119 ewau sivl’ fehFT Lig e ML
wpewpedwils LweTLRSS), Ceurtiiig ofletr  2/3

919 S5 _enl_ujtb Fig 5-6»
HTL 19w ) eLp(hILD LILg wiITHLT Litg & Q) FUIieyLb.

LITHSHULD,

SHITITLIGT sivLe 6D Uit LT ey O)HTessT(B) LiLg ewe LD
SHL 19 68T L1 enestu b FdaLd O)FUILIGYLD.

Fig 5

WL20N1574J5

eLP GOT D 1T LD svl_flehFm  Lig &y
B LI(Lp&® D) 6® W L] 1w cst LI (B & &) LILg @y
GeurriiLig ewauujib, (@)esor _mib  Lig efletr  2/3
LGgSeowujb, OCBBHSSHSSHHH 2 miLilenestuLb
FHILIRSS) Fig 660 S 19 wienm my g wiF GFunicyLb.

LI GO,

Gogyib Glevdsbarid 885 pHL oMb
Geusir @b,
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SHBHHEhSHeL_Gu 26rer Lmid GaHmesnrid
Fig 4,5 Lo my1b 66D SrL" 1 111’ 16 my LomHDLILIL
Couetsr(HLb.

Fig6

WL20N1574J6

Lrrd Gemewrdens 2940 HMID 394D
Ly o s@hsH@  rppl, Oesv® o Corssams
Friwmer @ _misefled Ligud OFuig Friluimer

Oevdbartd GLmid Lig uimssdE GQFun Ceets(bLb.

@)1 gaurGevrs, e e, GLimFHLomeTHms
Qe s
GODUTHHSTWLD FTHS 2 FHeyFHD B.

Garemenl_daardb  GLimerp

Lrrdsss@ Grmer Coussgens 3 LG 6Heres
Cuimgib Gupliil (B, FAwmes L9 6 &g eib
opmid Corpmid GLipeyLb.

3-ib L1g &) (L 6% LIDG Q)ewenTLIGHLI FgHLD
O FuIwIeyLb.

Caewauwimear Gumupbsevevrid Ggefliiy /
er@riiy Ggefliiny Gged Gsmes(® GleusvLg i
Qb GUITp ) LTI BTFeHeV FidhLb O\FUIH6D
Qeousi @b,
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58 & erip (CG &M) LuH& 1.5.75
OGewevr i (Welder) - euruy 2 Govrss 9pid Geusvrg i (Gas Metal Arc Welding)

191 L gmetsivuii epevid FHewi ol 1 BHlevevullev 106).16 FershFlev M.S
S&L_19 aflev FTiert @emewtlitiev odiflevevi . Glarsw® OGFurgev (2F) (Fillet weld
corner joint on M.S plate 10mm thick in horizontal position by dip transfer (2F) (GMAW - 09)

Crragasmigser: QUuilnFuler wprgeled Hruser m Cealetriy i Fmerser

s UFTLIL _SBeTLIg @Temi SwTi OG\FuIHev

* GlewL_LoL L Hlewevdi@ femiod sl opmip GrL_d Gersv® GFuiwieyLb

* ol Oyestehsi Ly e opmip Gevd Herid Q@eaiseents LweTLBSS) @)Test®h) LopmiLd
eLpesTTeu &) Lilg elemestF GFridhhev

* LugLlienet &$ B0 GFUIH LHMID GHDLUTH I CFTHemerr OFUISH6V.

o
150
2 ISF 50 x 10 - 150 Fe 310 1575
NO.OFF STOCK SIZE SEMI-PRODUCT MATERIAL PROJECT NO. PART NO. EX. NO
NS FILLET WELD - CORNER JOINT ON M.S.PLATE TOLERANGE 0.5 TIvVE
10mm THICK IN HORIZONTAL POSITION DIP
@ S TRANSFER (2F) WL20N1575E1
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Qeuemevullest aurflemns (Job sequence)

1 euryy Glaul’ (h%ev, FlewreserLg i Lo miLb ool 160)AI
Qeveusenarss LiweTLRSF  150x50x10 LA).L5
feralled HHLHHwerd ST OFUILIGYLD.

2 &rLes sivieed @it LTeyenerd: O)sTess(h
QearcvBHCHTL 1967 g sar 2 Covrs
LigiinSenesrujib CFrrd &1 FdhHb OFUISHeL.

3 auengLIL_$&leTiig.  HTretT  (Q)ementLiIeneT
Corrd s $51° 19 cwatd CFTH 60

4 LUTHIFTLIL] 0L _SHeeT 9euiliicyLb.

5 Qupsrssed wmeadlliger wpeneriiiied
LTI EFFenast ()enesstdshe/Lb.

6 i’ gresteivm  euiplulewetrs  LiwiehTLI(h5E)
opmitd 196e0(mb &1 21 /T CourreCr_gllh &
RbpTar  HbLS OFSHID  &f 5 Fenerd
() & 1T 6337 () 90-100 < LD LG wirr
BTGt L SGen6T 9enLDdFHaLD.

7 Fig-16d SmL 19 wieum i Hrrrestim (@enestLiLh @
Gosd @)pupevasafleyd (Geombss 10055
borsEn@) CL_g Gasb® CFuiseb.

8 QLpedrewmLpuimesr 2611 (bh) (1h &Y &) & & IT % Frad
QLT Gevest Ligmiofg s G Lig eflenecurs
CFrrdhsHaLb.

9 quuit Lraflenerd; Glaresst(h CeurriiLig aflenerd
Carrrdsev.

&mest auflems (Skill sequence)

10 sivi’_rflest@hFm  Litg aflewarrts  LiwiehrLi(hd %)
eLpeSTDTeu L) Lig eilenestd C&FirdabayLb.

() & 1T 6337 ()

Qe _meig Liglewer &Hdsib OFUIL

CFrrdhsa L.

Mevieed quim 1976y ersd

12 sivie 6b euirt L9TaflesT eLpevLh Lilg elenedT LD
Q&g wHmib sl flerehFm  Lilg aflener
LweT LIRSS eLp 6T p T 6 B

CFrrdhsaLb.

L1169 6 GoT

13 pebev LiLg a6t BleweH6IT LoMH MILh @ (HLOTHMLD,
oa1(hl(haued, ojeserl i, eaurGevrs GLimerm

@onFHer CFTH%:HaLD.

Fig 1

/ TACK WELD

1.5mm

WL20N1575H1

ROOT GAP

g1 Cgmetevui eapevid Hewi ol 1 Hlewevullev 1016).15 FHerdhFlev M.S

SHL 19 65Tl6V HTITeOT T

QemamrLitilev odL9evevr Glawev(® OlFuIHev

(2F) (Fillet weld

corner joint on M.S plate 10mm thick in horizontal position by dip transfer (2F) (GMAW - 09)

CBIaSHBIST: Q)5 2 HBIHEHGEG 2 5Ha/als

* GlenL_ol’ L plewevudlev 19 L1 19 gaGTeLIT eLpevLD ST (@)ewertiiLy GlFuigev.

SHITITGTIT (3)enewsTLILID@S6OTL TGS SH(H1HET A LD )LD
B 4@ Oeusbighs s5QF@H%sG GL_dGlausd(®)
OFiensuied Caumewr 9jere) 90°%6@ @)en ullsd
audhHe Calessr(BILb.

LIQGTLIIL L DT HSHET  [b6® Db 606 HH T
WP FHD HHE (PP UWTSH. 9 6»ald%aer e
LPSHFNILDITRTEOHRUUIT S LEF FHI6VGONLILDITGST HILD, HI(H,
Guullsssr’, () Fifsiv  Qewarser Bl 1g 6
L e0l b &1 Fdsb GlFUIHe0 Cauessr(hLb.
Caprpmid o mitb 2 wigtb, CHeveuds@ aTHD LILG 6
2 mGullenest GLIPQUBHGHETL _TesT FTTH BH(HLD

CousgGenar LgmwMssasd. OGarcd®
QUi Lo, LmirdE  BTHO® 9ewL_Li(hlLb
Cumgib wHmib YUGCUTUPH 6T 19
svCui 1 rreiv el ICralenest LIw6TLI(HSSH@/LD.
G@DBILILTS @)senear GFuTeily 6v, FRwhm euir
©)F6L 8YIBH6D DYHETTEL BlewaVIIHMD 4TI GHLD LoH MILD
FITTLIGTEOL_ 2 denerv(h) QUITILIGUTEN | FITDDHTT
et m  GouafldbsmThplenenr i  LoTFHeN 660
OleusvLy e8M@ Lom mitb GLITDTEIL 19  GBSTL_T@LD.
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58 & erip (CG &M) LuH& 1.5.76
OGeuevr i (Welder) - euruy o Govrss 9pid Geusvig i1 (Gas Metal Arc Welding)

2F i1 Cgrerevui epevid Fewr ol 1 BHlewevuilev 3 1615 FerdhFlev M.S
S 19 eflev T @emenriiilev oorflevevr’ Gewev® OGFurgev (Fillet weld 'T' joint on M.S
sheet 3mm thick in horizontal position by dip transfer 2F (GMAW - 10)

Crragasmigser: QUuilnFuler wprgeled Hruser m Cealetriy i Fmerser

* UNTLIL _SFGTLILG HHL 19 65T F|6e8T (HFHemarn faradesriirg sHuimi QFurg CGr_d Glousv® GlFuIFHe
* Qerevy mIGHFHTHE FHewi 1ol 1 FHlewevullevresr T Qewentifenat 2/emL05356 LD

s siv_Olgehai mIL LISHe TR g ey OCFuIHev

* Cupuglienu #3550 OFuIH], GHePUTHFHMT IYUIey OFuUISHev.

2 ISST 50 x 3-150 Fe 310-W 1576

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

SCALE

e FILLET WELD TEE JOINT ON M.S. SHEET 3mm TOLERANCE 0.5
@ EL IN HORIZONTAL POSITION BY DIP TRANSFER (2F)

TIME

WL20N1576E1
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Qeuemevullest aurflemns (Job sequence)

1 euewgL_ggleriig  Ooul’ ()  QuibSlrdsesr
(shearingmachine) eLpevihb afi” 19 enest Glaur” (higed

2 oy’ 1geT @Uiisensd Glewressrig hi/ ool160)k
QFu15 FSHITSGNHGH CSHTevsI(h aUTayLD.

38 smirueT eviee guir Lgey Lwpmib
soewLIcvedleamarrd  Glamasr () HHL (B &6 6o
LTI lenest te it P mitb F&pLd GlFU e LD.

4 L HFev T iguereriig $56H T wr&if
CarrdsaLb.

5 LITSISTLIL] YeDL_HeHGT ewiie]LD.

6 GLoaflesfleh L mrEFFesr Limenilig a1 (LpenesTullenest
@)emewrdiaa)Lb.

7 Fig 1-60 srliquing T @ewewriiiesr ()im

pewarsailaib Gophss 10mm BersgnE
CL_g Geusv(® GFUIH6L.

Fig 1

WL20N1576H1

TACK WELDING A TEE JOINT

&mest auflems (Skill sequence)

G e ed ()

Qi 1 Ceusmevullenet eweuddeyLb.

8 Glewr_ o' 1 Hewevuled CrL &

9 it gmersivir  euipluievet LTSS
Courriitig eflewest C&Frrd giLb Lo myLd 1960 (1pb 51
21 s GaurevGr_g wHmitb YBDHG
R$STITLICLITED &bl OFed &b &f FLb
(B0l 416).15) 90-100 o biwirrerdiH,
18)esTCeTTL 1L &Gemest _9/enLDdFH6D

10 sivl"_Glyesteham Lig ey bIL LigFlewerTujb 0.8
BLLE N1 G&ev, syt CHmi 1 1 ewioev ()
sivieed Bl daibld eLpevib (Q)ewaewrLiLenast
Garev® GlFUIg6D

11 Bevev Glevd; eTLb Lo MILD HHL (HFHGThd @ FiTTesT
2 (BSSDILD.

12 96Tl 1L 19 ewaedT HIITHBHe0

13 &’ 1967 @umiser efFFarmed ermHii(hLb
2 (1h& &6V T MHLIL_TLDGV @priusns
LITTS 5150 BTGTTaLD.

14 351" 19 D& Gosysrer T [@enewriilesr Lomm
ETL_ITHL_ ([QGVGVITLDE) HaUeHTS55He/LD.

15 quir Lraflenerd Ol&Tesst(h) LF19 eweTd FdhobLb
O FuIwieyLb.

16 Glaweb _mer Q@ enewrlitled yedrL s,
Quimgm &L 19, FlwHD L1Lg 6 CFTHED, HHL 19 65T
@UEFefd 2wy CUTHTIOD @)(hdHs

2 (BLOTHDLD LOHMILD [HEVEV LILG & DGHLDSHGED
Q)ewauser ojewerdGlevatub LifGCFTSSH60.

2F g1 L gaemeivuri eapevid Fewr 1ot 1 Hlewevulev 3 1O).15 FerhHlev M.S
SaLl 1y eflev T @emerriitilev ooLflevev’ Gewsv® GFuigev (Fillet weld 'T' joint on M.S
sheet 3mm thick in horizontal position by dip transfer 2F (GMAW - 10)

CBITaSHBISET: Q)5 2 HBIHEHGEG 2 5Ha/als

* Glewi_iol 1 Blewevuilev 1911 L_grestsivuii epevip Tee @emewtiiLy OFuisev.

T @evewr insns 50 A wpHmitb Bss 19 h&
@)enr_uflsb 91°CarewrdGlev evaud i (LpDLIL_dGlev-1
ST SSLIG (BTG 2 BLTHDSFDSG
el 1°p/sum) (<) ‘T obLilebevr” (@)emewri i st
2 (BLoTHPSFIDG L_LiLiBlaugbeeT Lirflh SIe0Td S
CL s Qacv@® OoFuiger Caretr@ib. Liew

r&HSHeer  aflesr GlFweLLpermUie FhGudesr
b (LPLYUIT B D|EOUFHETGV (LPHEHNLILDTETCHAUUITS

L6165 G SIGT GTUILDITGY HILDITET HI(1h, GlLiullessre” (<)
Flfeiv @)enauaser HHL 19 651 LITL1IN60) Bk 5 FdHLD
CFewred

O FuI156D. ) &m ew7 L't L) 5 60 GIT
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Blewevaurplufienet LiweTLI(BHSS  (LiBdbewablene)
Qewentii6d (w55 GH%Lp) Glausbig i GlFuice 5
WBlase)b aFGwTs Q)hHGLD. Henl 1ol 1
L9Caresfled 45° 19 Gifl CasmesmsGlev emeud i
Couamevuilencrr Gr_& Oleusv(® OlFuiliibheusna
2 HhHHITEHLD.

Fig - 160 sresigsLig bHHSHeOleT Flensullesr
wpeTCarrms& 560l(mha 15 149Gl CamewstdGlev
@)ewewri et QFbiGdHmer Hlenevuiled HeiT eweur
waud g OFmerer Ceustsr(hLb.

Fig 1 45° TO SURFACE
5° . 15° DIRECTION
/  OF TRAVEL

| s

Y,

DIRECTION
OF TRAVEL

A TEE FILLET JOINT IN HORIZONTAL POSITION

WL20N1576J1

T Qaevewriifetr guhiisefied 2 6»muwmioed
Quliugemar U QUUTL 19 @TTed b5
CLocbBaL" 19 65T QT SHGF60 L_TITFFIGOET BT 5 HeD
Qevssr(Gib)

Gophs Crrsdled Glascdigar /g LiLimssGler
L Gr_malled (toe) CxpLdCLim &) L_mirdFever Fpfl &
B mis% GlaFeayesmed, ()5 Tyentdsmed
QT &L Gswm@d Cumg, By
2 CovrsgGeverd Gaxsmes® Cr_malesflsh (toe)
Fiwms Bl ysed Couessr(hLb.

Caprpmid ommitb 2 wigtb, CHeweaUdHS TDHD LILG @
2 miGuilenest G)LIMIGUBDESHEOSTL_T6T FTTH Bh(HLD
CarsgGlenest Ligmiofggev. Geacv® stvGri’ 1 rreiv
Lmrd pr&Hlled yewr LiGbCLITHID Lo mILb
YLIQUTUpSH ST 19
sivlIGrallenast LG TLI(hS S Lb. GMILILITS (3)FHeneT

eovCrLil 1 rren

OFunumaiig b Filwmm euir G)F6ebeVI%H6) Y HeTTeD
Bleveowipm Y THGHLb  HMILD  HTTLIGT-eDL_-
Yo uTeITaTS FATHmSTHS GlF6T )
OeueflssThyleyienr_wi Lomxailermed Geuevrg esflna,
opmitd GLITDITEL 19 © GsTL_TEGHLD.
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Fg8) & erib (CG &M) LudH& 1.5.77
OGeuevr_ri (Welder) - euruy 2 Govras 9pid Geusvig i1 (Gas Metal Arc Welding)

2F 9 11 L_grestsivii epevtd Glewr _tol” 1 Blewevullev 3 LO).LS FHewrdSlev M.S e’ 19 61
Frieri @emenrLiflev osLievevr . Garsv® OGFuigsev (Fillet weld - corner joint on M.S
sheet 3mm thick in horizontal position by dip 2F transfer) (GMAW - 11)

Crragasmigser: QuilnFuier wprgaied Hruser Gm Cealetriy i Fmeraeir
s UTLIL _SB6T 9J6Tey LY HHL 19 et SWTi GFuiweyLp.

* ol (Hamer GL_d Geusv® OFUISID LoD MILD eWLDF S GYILD.

* Hlewi_tol’ 1 Flewevullev Frieti @)emenTliNeneT 9jewLDS:FH @ LD.

» Qauev(® LiLg aflest Grogyreirenr LIFLILN6T FHemmEHEGT LoD MILD HSHLD G Fu1H] LINCFTHHEFHeLD.

\
/

150

S P
90°
\ &
\\
2 ISST 50 x 3-150 Fe 310 -W 1577
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 WLZON1577E
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Geuemevuilest auflems (Job sequence)

1 euewgLiL_dGlesrLig Geul” Hib Gloaflest epevLd
afil" 19 ener Gleur” (Hgbev

2 el 19 iDL Il QIBIHENST ooLufle) oM MILD
Glewgevrig i OFuis FHTHGD ©\SHT6ET (R
QU QLD.

3 STLIG sivieed eIt LTey LoHmih ooLe0)h
eLpeULD B (hFHarfler LT LILflenedt te LT o) mILD
F&H1D OFU1%H6D

4 cuengLil _sGleriig LEBSHmSE  Hewevuiled
@l Geur  @ewr_Gloverfluj st 90°
19 G &G HHL 19 GOGT HTITGTIT (3)ewawrLiLenasr
<9|GOLDSH@LD.

5 LITHSTLIL] YeOL_FET euilIa L.

6 Oaeauaflefler Limendll g
L_TTFFenet (Q)enaewTdsHa/Lb

7 191 L7 T G3T 67V LI GO [T L6 Li(h & G
Courrtiig elewesr CFirdseib LoHmILb
19 60l(B/b 51 20 94173 CaurrevGr_glm@, 90601 (b &
100 gybtfwirrsiv / FM@G epshdb HLbLd 3-4 mm
21" (HH6e0l6T af55EN@ BTGt L _ghens
<9/GOLDG 6V

8 Fig 1-60 &’ 1qweurm FHriert (@)eneveriiSlesr
B wpewesrsarflevib (&ewmbs g 101515 Blerib)
CL_g Gausv® OFuiHed

t womers G

9 Gewr o’ 1 Flewevda Ceasemevuienesr Cr &
Qeucv(®) OCIFUI L ®6US:E/LD.

10 s Qe LFH Gleusvrg i b 11d G ewet
LwestL(hgh®  opmib 0.881L5 eI L _peiTerm

Simesr auflems (Skill sequence)

Fig 1

/ TACK WELD

1.56mm

WL20N1577H1

ROOT GAP

sl Caum” G 1 ewioed(® sivieed By
SHibuleneruytb 1w 6T LIRS G
Q)ewewriifever Glauevr_ G)FuIgHeD

N ss " BH&FeT o (5% wHMID (LpLpPes LD
oen(p(meueVO)LINH M o) mitb G Camimed oemLnd &)
Caurrtiig elewar Q@ emewriiiferr  Groed
DDLDHH6V.

12 uirt L7eyenerd; Gl&Tesr(h) Lilg eenadT FghobLb
OFIE)

13 pebev LiLg &6dT LIl 1g w6 LoH MILD 2 (HLOTHDLD,
BT @UHEE 2 phG CLITGSILD,
Fiwupp 1FEH  ewndsHeib, OLITDTEL 1,
el wireb Gleuev(® GlFdli
Qewent i evieTearsm erest LfGFTSSSH60.

2F 19 11 L_grestsivii epevtd Glewr 1oL’ 1 blewevullev 3 LO).LS FHewrdGlev M.S afir’ 19 6ot

SHTTGOT T

Qemamriiev ovLflevev . Glewev(® GlFuiIgev (Fillet weld - corner joint on M.S

sheet 3mm thick in horizontal position by dip 2F transfer) (GMAW - 11)

CrTsaBEISGT. Q)5 2 BIKEHSG 250/l

* MS a1 1960 LIBGems BHlewevulley 19 11 19 FA6TEVLIT eLpevLld SHTriceTT (Q)ementiiL) GlFuIgev.

SHITITGTIT (Q)enewTLILINGHEETL_ITed S5(hH6iT A LoD LD
B 4@ Oeevgh s5b%6eHsG CL 4060
OFuinsuisd Carent ojere) 90°%@ @)enL_ulsd
aUdHev Caressr(HLb.

LIVSTLILIL L IDTHSFST (66w DS 6D 6 5 eH 6T
WP SILD H&HE (P WTH. 3 6»alskerf D
LPSHGNILDITGTEOUUITS LOIS HI6V6ONILDITEST HILD, HI(H,
Ouuiesr’, () &ifsiv [Qeweauser HHL 1q 6
L 960lmh &1 F&HHLD GlFU1560 Carest(HLD.
Cambmib Lo mitb 2 wigtb, CHewaudh@ THD LG @

2 miGulewest QLIDaISHEHETL_TesT FTTSH (LD
CousgGenar LgmwMssasd. Garsd®
QUi Lo, LmirdE  BTHAD® _9ewi_Li(hLb
Cumgib wHmitb YUGCUITUPH 6T 19
svCui L rreiv  sivliICralenest LIweTLI(HSB/LD.
GBS @Q)sener GFuwTeily 6v, FRwmhm euirr
©)lF6L&YIBH6D DY SHETITEL hlewaVIIHMD 4TI GHLD LoH MILD
FITTLIGTEOL_ denerv(h) QUITILIGUTEN | FITDDHTT
et m  Gouafldsmhplenenr i LOTHN 6T T6L
OleuevLy 6N @ Lom mitb GLITDTEIL 19  GBsTL_TELD.
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58 & erip (CG &M) LuH& 1.5.78
Oeuevr_ri (Welder) - euruy o Govras 9pid Geusvig i1 (Gas Metal Arc Welding)

3F QFmignsH Hleavawuilev (Coev plewevullev) 10 h.bf M.S H&L 19 eflev ‘T’
Q@ememriifesr Groed ovLilevevr . Glauev® GFuigev (Fillet weld - Tee joint on M.S plate
10mm thick in vertical position by (vertical up) dip transfer 3F (GMAW - 12))

Crragasmigser: QuilnFuier wprgaied Hruser Gm Cealetriy i Fmeraeir

* G & Geuevig D@ LOHMILD HHL (HFHemen Hwmi OC\FuIHev

* Qevawrlitfear OFhGgGsSH Hlanevuilev Galcwv® BleOVSHTH WLOSFH@ LD

* oL _gedT, @)FeTL_mib Jeit, @falmi B LigHlev Lig ey GFuIgev

* Qaucvenr_ s L0 CFUISI, GDPLTHH®T uiey GlFuIg6v.

Q\
GMAW >—>— S
- R
& X
N
SN 2
= 2
Bs
prd
2 50 ISF 10 - 150 Fe 310-W 1578
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)
E @ (3F) GMAW-12 CODE NO. WL20N1578E1

248



Geuemevuilest auflems (Job sequence)

1 Caevssl 1gm1/ Gewgesrig i/ oo6m L6V kI
Q)eveusener LiweTLI(hSS (25Tel % 150x50x10
LB)LE) oereiD@ S5 (haewer ST GFunIaLb.

2 &L sivieed @it LTeyenerd: O)sTess(h
Oeusbrg 1 Carl) CFibsd g ST HHL 19 6T
LT 9ewest FdHb GlFUIH6V.

3 T Wewest 5L 19 HGT 9eHLDSHHGD

4 TG LITSHIHTLIL] 685 GCVGH &%6H 6T
9/ewstliLicyLb.

5 Gev_io" 1 Flewevuiled T (@)ewewriidenet
waud 5 Qe Has_HHemer GL_d Glassd(
QFuweyLb.

6 Qb O e 6b g ki &) ) & 1T & G1p

LIdad G eyienl_w of & & &) 6o Gt
CapOs®BLILGev 860(Hb % 10 (60) / BlILbl_1b)

Gmest eurflema (Skill sequence)

ey GFev ey Heweru b, 1860(hb 5 19Ceumevr’
Lo miLb 90-100 94 1b1 Nuirflewesti’s GlLim mi, LoH miLb
BlestCasrri’ LG Gletr eLpevid Frill)Fu1%H60

7 Lrrd&eyenr_w CHmentdend Filwms eocud s
2T HGOET 2_GVTL_THHHaLD.

8 &Gy L oyt Lrsh% OFuigib oHmib
Filwimest 201(hl(HeUeYILD eaid Sl LDHMILD &f Fa
(weaving) @)sbevrToed Gaurriiig alflewes CaiTdsev.

9 Courrt'iig eflewer &g G)FuIHev.

10 @)resere_meugy Lig eflenerd CFirdsen.

M @resr_meaig) Ly afleveard FHghpid GFuiged.

12 @ewmsariest LpenmCGui geurTGevr's, jesstL oL,
Quimrpr &L 19 CFr&d &1 Lom miLd Frilwimest Glevds

9ore) wpmitb SCrml. FHerdFeweruLb
LIMGFTH & H6v.

3F Qshigd s Hleavevuilev (Goev plewmevullev) 10 b6 M.S H&L 19 esflev ‘T’
@ememriiiesr Groed ov1ilevevr’ . Glauev® GFuigev (Fillet weld - Tee joint on M.S plate
10mm thick in vertical position by (vertical up) dip transfer 3F (GMAW - 12))

ChTsaBEIST. Q)5 2 BIKEHSG 2 50/alF

 prepare and weld fillet Tee joint on MS plate in vertical position.

SITTHFH®ET  @)ewentLiiSDHTSH  OUDTSHSHLOTS
Fdbpib OlFwIg, Fig 1-60 &1L 19 ujeireretmy

9/ausalet hlenevullenet Lom miLb epeit M CFiTd i

CL_& GlFdiueLb.

Fig 1

N

WELD POSITION FOR A VERTICAL UP TEE JOINT FILLET

WL20N1578H1

Fig-260 &mi 19 ueTereumm He6T(gun)en/enL i
CarewrgFener LweTLIBSS (Q)ewewrLiiesr
GLA b 51 OV BTL_rhidHeyLb.

6Th @)ewenr 196TGLoeb 9)(B1%@&FmGLom (buildup)
OB 9195 B THIGHH606D Glaucvrg enar CFTdsHe0.
pavev Courr  2er(h(meucdley  eweuliLigna@ Geurr
Q)ewewri DG oyrsammert s CoFmbGLIT S of g
(weaves) ewer  &air(gun)epevd  ©O)F &I %@ Lb.
QYWTL_THL HSHLIISDGLD oHpmILd GlarchLg enear
Li1G:ahierle LYTSG0FUIUSDGHLD FDm)I HTLOGS B
QFad s v CouetrHLb. & HL1L119 wiTesT
2BHGSVmT SHUILIBDG LISSSBDEG LiddHLD
(Fig 3) pa@poCim s Hetr (gun) snrenr_w Ceussid
BT H  QFGOILD. YBHTTV, LILG QTGS B
GNUITET QLY QUSHBIEHGT 2 GESTL_THGLD.
6B 1L p@ oolflevev . yemein@ CFird s
®aud s (LpHev Litg ellenest OlFUISH (LpLy doHeyLD.
Qe _meug g ellener G&FirgH Lo miLb
@afliTFGFuwenl_pb% LIDG APLPSIHIDTE  FBLD
QFu156v. (Fig -4 LimTdHe D) 8LALSL LT 9jerelna,
0oL 96L6VL" 19 GBT 1119 GeWET (LPLY FhF@LD.

Fig - 560 &L 19 wicum my @)TeverL e gy Lig aflenesrd;
O &ressr(h) afFa Lpewmulleneels LIwcTLI(h%SHaLD.

F@d) & erip: Geuevr i - (NSQF: Revised 2022) Liuin& 1.5.78 249



B L% B 115G CrimevGey LiwiesLi(hgE)
T 2 ((hauTH@S60lev Lo M| L1d%HSGGleneriib GleusL()

O FuIwIeyLb.
Fig 2
TOP VIEW
@
g
o
g
2
z
GUN ANGLES g
Fig 3
2
£
g
z
WEAVE PATTERN g

Fig4

BEAD SEQUENCE

WL20N1578H4

Fig 5

WL20N1578H5
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58 & erip (CG &M) LuH& 1.5.79
OGeuevr i (Welder) - euruy o Govrss 9pid Geusvig i1 (Gas Metal Arc Welding)

3F 11 L gresteivnii epevid GFmIGHSH Blewevullev 10 6.5 eww MS FH&L 19 evflev
Oeuaflliigs smiert @emenriitefley oorflevevr . Glavev® Glauigsev (Fillet weld
outside corner joints on MS plate 10mm vertical position upward by dip transfer 3F
(GMAW -13)

Crragsmigser: QUuilnFuler wprgeled Bruser Gm Cealetriy i Fmeraeir

s auemFLiLIL_SGleT jenaymsernr Lilg Geuemevenrws Lomid OFuig s OFuisev
* op_ @ewr_Glauerl]l ewins i, GL_d& Geuev® GlFuILHev
* QFmIg S S Hlanewuilev, ¢pL, @Te® LoHmILD epeTmTLD FeiT af af ki

I. I L] o
Ly M LDFH FH 6V Scan the QR Code to view
® <2 5D the video for this exercise

* Qarevent_ FHS5HLp O FUIH, GODUTHF®N uIay OC\FUISHev.

Vﬂ;
| — ROOT BEAD
R
N
Q a
Q INTERMEDIATE ﬁ
BEAD
INAL COVERING
BEAD
P 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
SNt FILLET WELD OUTSIDE CORNER JOINT ON TOLERANCE* | TIME
MS PLATE 10mm IN VERTICAL POSITION (UPWARD)
@ S BY LAY DIP TRANSFER (3F) GMAW-13 CODE NO : WL2ON1579E
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Qeuemevullest aurflemns (Job sequence)

1 euewgLIL_$&6T L1y 9 midHev/ CHeiv L 19 ki
Qs revsr(h) Geut’ 1 _aLb.

2 afil 19 6T (LpTHET GFlewTevrLq rhi/ ool 160Nl
QFu1 g FSHITSHEDGH OCHTess(h auTayLb.

3 FITLIGH stuie 6b et LT ey GhTessT(h) Bl 1q 65T
L1 lenest te Lt Lo mith FdhHLb O)FUIHe)

4 L SH6V HTL 19 weTp S5 19 0681 OlHT68s(h)
HITITT(HSHE DL He0 Caiesst(HLD.

5 LITGIFTLIL] YL _FET euiliayLD

6 Guafleyenr w LTl gl wpenesruiled
LT &Rl enest (3)eneut e Lb.

7 1900 grestsioLT epevrd o L1GuIT& S &1 Lo miLb
1960l(pb 1 21 9413 CeourevCL_glld@ 9BDG
@ewewtwims 2w oo’ 1 d&lenewr 90-100
<24 LD L9 w1 1T 670 feedrate 3-4m/min
LOlGTCGTTL 1 SFemast 9)eOLDd 60

8 Fig 160 &L’ 19 weur ) Hrreti  (@)eneveriiSesr
B pparsefls Gampbs S (10085 Berb)he
CL_g Gausv® OFuiHev

9 Gl a Cued GlaFeayensuiey Oss
BIVGONILDITEST 261 (B (heUEVIH@ FTNFhHE ewestL
Ligmioflg &1 Courritig aflenesr CardsHed

10 quirr Liyeyenentd; Glaresst(h) GaurriiLig eflenesr
F&H1D O\FU1%H6D

&mest auflems (Skill sequence)

Fig 1

/7/> TACK WELD

N

1.5mm

WLN2281H1

ROOT GAP

M GPflg ofds wpevpuiled 26 Lig oflenet
Crrgsped (Qav_ @enr_GCu g afiever
CarrdaeD)

12 quirt L9yeipaflenesrd; GlsTesst(h) 261 Fy) Litg allenest
G550 GlFU1560

13 uit  Lyeyaflenctd Olaresr(h)  Lig elenes
FoHpldD OFUIgH oHmId 36us LG eIeneoT
(L1g eflewaer (LpLgourss eLp(BBed) CFTdsHed

14 @ewmsafest wpennGur gaurrGevr's, e oL,
201 (h(haued S (HLOMTMHMLD LOHMILD  [HG6VG6V
g leienl _w U ThAISHGT  WITe»e LD

Corm &g Haev.

3F 911 L _grestsivLii epevid G FmIGSHI Hlewevuflev 10 166 ewwsr MS H&L 19 evflev

Qoua'ILIGSEH FHTT6TT

Qememriiiesfled odLflevevr . Glewev(® GlFuizsed (Fillet weld

outside corner joints on MS plate 10mm vertical position upward by dip transfer 3F

(GMAW -13)

CrrsabISeT. Q)5 2 BIKEHSG 250/l

* MS L9Geri’ 19 60 1911 19 gAcTVLIT epevid OFhIGS S Hlewevullev smricri @ewmentiiLy GFuisHev.

550 A wpmib B ewerd Glamess(h)  HTesTiT
B)ewewrL 19D @, ()65 @1h: &L _TedT (Z)enr_ullsh
90° Carenr S &6 ewaid s CL_g Gaicv(® G)FuI%He

LIGUGTLILIL | DT FHSH61e0 hb 5 GMAW GlewebLg i

O Fw e béGasn®  Hpib
9/ 6® @ & GIfl 6V T

Lpe» m ufl 6v
QeveTsCrLimgib,
ALPSHGNILDITGST BTGV LEFd B16V6ONLILDIT GO 6HGUULDITGYT,
I, Quulletr’ () &Fifsv  ([@)eweuskeT wimeLb
SHL 19 67 LgliNed)ph s FHHb O FUISH6D
Gauessr(B)Lb.

ough wpmid 2 miGsseTend, CHeneuumet

g alesr Cmpmib wreyh OQUDIQUSDHG
BEGLD

LmirdFFenerd Oasmer® Foms

CoussdGlenest LITTLOM%H@LD.

Qarcv® VG’ 7 LmrdFFer HTHV
e LG  GCumrgib wHmb eIy
suCLi 1_rreiv sl ICrulemest LG LIRSS ILI(BILD.
GDBILILITS @)Henerd GlFunmaiig v Byl jdbeibL
GlFsbased Frilwmbm Q)pLiiSermed BlevevwHm
<4/ LoD MILD HTITLIGTEOL_ 2} 5ewerv(h) auITi| FiTTh
T TLoGO(BLILIGTEY Glauevig esfled Gleuerfldasmmmley
Q)mB&H @B  WDTHSFEHLD  LODHMILD
QuITPT&L 19 ujib THLIGSGTD H).
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58 & erip (CG &M) LuH& 1.5.80
OGewevr i (Welder) - euruy 2 Govrss 9pid Geusvrg i (Gas Metal Arc Welding)

3F 19 11 L_grestsivLiri epevid OFbighd 1 Hlewevuilev 3L6).16 HerdhBHlev M.S H&HL 19 661
Gavrt @ewewriiiled ootflevert . OGewev® ewiogsev (Fillet weld - Lap joint on M.S
sheet 3mm thick in vertical position by dip transfer 3F (GMAW - 14)

Crragasmigser: QUuilnFuler wprgeled Hruser m Cealetriy i Fmerser

c auempLIL_SFleor Ly 19Cer _ewi_ i GFuISH6v

» QFhigsH Hlenovuilevy @renLs jemiod s, CL_d Geausv® OGFuIsHev

s ep_ ger opmiip @)geeTL_mip get afafs LF®) epevib L9 e GFuIgev

» Geuevewt_ &HHLp GlFUIZH CopLglil) GepuThaHemer uiey GC\FuIsHev.

B\S\Y

L«

‘/ I |

2 ISST 50 x 3 x 150 Fe 310-W 1.5.80

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

SCALE

NTS FILLET WELD - LAP JOINT M.S. SHEET 3mm TOLERANCE *0.5 TIME
THICK IN VERTICAL POSITION BY DIP TRANSFER

@ «E» (3F) GMAW-14 WL20N1580E1
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Qeuemevullest aurflemns (Job sequence)

1 euewgLi_S&lesr Lig Gl BHib Goaflenesrd
Qs revsr(h) afi” 19 ener Geur’ 1 _eLb.

2 QyL' 19 G (LPOTHENGT FHleHT6STLy MBI LOH MILD
0060 160NRI QVFU'I Ff F HiT SHFDFH OV FHTEHTL_ uTeLD

8 STITLIGH stuleed Uit LITey oM MILD 0oeDLIeO I
QVHT6E8T(H) HHL' 19 6T LITLILNewET FdgHLD O)FUISH6D

4 L G&Hev ST 1gweuTm S5 (h AB ulledr
Covl'19m@ Glamesst(h) eub sl 2eOLD:E@LD.

5 LITSISTLIL] YOI 5O JewsilieLb.

6 Ouaeafleyevr w LTHL 1961 ©Lpeoerruded
L_mrFFullenat (Q)enentdiahaLb.

7 190 grestsioLT epevrd @ L1GuwIT& S &1 Lop miLb
19 Olpb g 21 941d CeurevCL_gllh@ 2BDH&
@)ewewtiwims it 2’1 gGlener 90-100
Lo wirreiv L8l GerTL 1 SElenerT 9)enLndHed

8 Fig 16b &’ 19 wieur my Gevl's @)emessri i Slasr ()p

wpevesailed Geoppsg (10505 BerdGlns )
Cr_& Glarev® GIFUIH6D

Fig 1 ?

\4

)

30 20 30

TACKING A LAP JOINT

WL20N1580H1

SIimedr eurflema (Skill sequence)

9 Qaued® Hewevudedl(pLiLiaImEE O FhiGhd sl
Blemevulled Cr_& Glarev® OFururiin’
Cousvauuilenast emaldhsHaLb.

10 @owewriidenar GLosvGrrad) GFuialsHerTed
LrrdFFRever  Bleneowms Gl mb s Cnrms
BHThEI LoD MILD Y TSHFlenar OG\STL_hiFHaLb.

1M evl’_rfletr@hFr  (Stringer) Liig afesr  m/L L
OeuebLy HmIGewest LIGTLI(HGS) LoHmid 8LB.LS
i L _1b 6 LD 6V (B)
Blrliygsasibuilener LiweTL®SFujb Gevr
@)ewewriifevar Glausv(h) GIFUiLIa LD,

2 G @T 61V L@ GV

12 556 2 eomib HiLb opmitb CL_d HerdSenet
weTmTE:  OGUHM  QEBSSVmETUD H5H
6 550\ BTG GThBH6L.

13 _9y6eBT LT 19 e06oTd HIITHBGLD.

14 & sr g uimet LTFHSHOGTTE  HH(BH6r6T
QPRI TEISHET 2 M6V DYEL_UITLOE ()(HLILISEHGT
LITIT S S LD.

15 Gevrs Geuevr_rrest s 19651 Lopm Cr_reflesfled
<DYGUTL_ITSHL_ QUITITLOGY Q)L ILIGEHET LITITHH@LD.

16 quirr LITeuenerd; GlHTesr(h) LiLg IenadT FghobLb
O FuIwieyLb.

17 GQeueb® Qw1 (@) enewrisifesfled
QL H’, Qumpm&L g, Fypm  LIg ey
LILg &6V, SHHL 19 QI6DL_U GQILD 2.6MDb Il
CLmmLoeh @)(BSIHeD, 2 (BLOTHMLD LOD MILD HEDEV
g elleien _w  fleughiSHeT  WiTen el Lb
LIMGFTEH & H6v.

3F 1911 L_gresrsiviri epevid G FmIES B Hlevevullev 3L6).L6 FHesrdhBev M.S SH&HL 19 65T
Gavrs @emewriiilev ovLfleverr Gausv® emindsev (Fillet weld - Lap joint on M.S
sheet 3mm thick in vertical position by dip transfer 3F (GMAW - 14)

CBIaSHBISET: Q)5 2 HBIKEHGE 2 5Ha/ald

 prepare and deposit weld lap joint on MS sheet in vertical position.

Gevrs srL96vevr’ @)ewerriILiDG 2 (BLOTHD Fn(hSH60
yore)  QETOULBHS
LI(heuBeHemev.

Lirfl b BT &S L

LIGUGTLILIL | DT FHSH61e0 b & GMAW Glewebrg i

QeFwed wpeopuiled AHIGusnH&H  HoLbd

Q@) evevrsCrLimgyib, 9/ 6 & & 6fl 6V 16 &
APSHGNILOTGT ST LOF HIGTGIHINILDITETEHE, (1,
OlLlleser”, (<) Hifeiv @)eweuseir wWTeyLd L' 19 65T
L 60l bh &1 Fdsb GlFUIHe0 Couessr(hLb.

254 F el & erip: Gaucvr_ri - (NSQF: Revised 2022) LiufhH& 1.5.80



Fig 1

—

45° to |
SURFACE ‘
|

WL20N1580J1

Fig 160 sresigseurm mH@hLD SHewFulenes
Crrss GlFsvayenssuisy 560(phsI 15 19-&HfldhE
B)ewewrL i spient_w CHmentdGleb et (Gun) eweer
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2 CovrsgGleverd Glamess(h 1 G _maiesfleh (Toe)
Fiwms Bl ysed Couessr(hLb.

Caprpmid ommitb 2 wigtb, CHeweaUdHS TDHD LILG @
2 mGullenest G)LImicuBHNHEHeETL TGS FTTH Bh(HLD
CausgGlenet LigmioMdse0, Glarev® st 1 rreiv
L pr&Hled oewr i CLimgib Lo mib
YLIQumupsd ey  svGul L e
sivlIGrallenast LG TLI(hS S Lb. GMILILITS (3)FHeneT
OFunumeiig 6b Friwmm euit G1F6LeYIH6eD /HETTeD
BHeeownn TS SGId  wHmILb
L~ SHemerv(h) QUTUL|ITET H FTHDHTHS OF6dT M)
Qevafld sThHPleyenL w
OleuebLy 6@ Lo mitb GILITDTFIL 19 GSTL_TELD.
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58 & erip (CG &M) LuH& 1.5.81
Oeuevr_ri (Welder) - euruy o Govras 9pid Geusvig i1 (Gas Metal Arc Welding)

3F i L pgmerevuri epevid OFb@GHd sl Hlevevullev 3ib)..6 M.S  afil’ 19 et
OeuaflliLigs srrieti @)emenTLied ooLflevevt . Glarsv® GlFuigev (Fillet weld - corner
joint on M.S sheet 3mm in vertical position by dip transfer 3F (GMAW - 15)

Crragasmigser: QuilnFuier wprgaied Hruser Gm Cealetriy i Fmeraeir

s UHFTLIL _SBeTLIG DfeTellD@® HHL LG 65T eI (HFEemar Huwimi OFuIsHev

s saierT @eneT D@ SHL_(HFmen vl GL_& Geuev® GFuIsHev

* Qeuevy BIGDHFHTHE CFhIGHS S Hlewevullev FTrieTi @)eneTLINeneT 9e»LDSH6V

s Blgliy 2 GewrssGlemestd Gasmesm® Fhwmer HleadpGwm® Fnrgw Ly fenet CFidpHev
* Cupuglienu &g CFuI% G@PUTHS®T YuIey CFuIge.

J
90°
= 4
= %
S f
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
NS FILLET WELD OUT SIDE CORNER JOINT ON TOLERANCE 05 | TIME
M.S.SHEET 3mm IN VERTICAL POSITION
@ £+ BY DIP TRANSFER (3F) GMAW-15 WL20N 1581
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Geuemevuilest auflems (Job sequence)

1 euengL _sGeriig  Goul BHib  Gloaflenerd
Qs revsr(h) afi” g ener Geur’ 1 _eLb.

2 QYL 19 G (LPGOGTHENGT FHleHT6VTLy MBI LOM MILD
0oL 9601 G\FU'1 &1 F 51T SB D& O\HTEET(HGUTGYLD.

3 STALIGH sivieed T LTely oM MILD 0oeHLIc0)AI
Q& mevst(h) HHL 19 6T LITLILen6T Lo LT LD MmILD
F& 1D O\FUI1%H6D.

4 L&V FHTL 1g wWeuT ) HHL 19 960\ FHTEwsT(H)
ST (hdEG OHTEOT(H Qb DEOLOSHFHALD.

5 LITHSTLIL] YeOL_FHET euilIa L.

6 Ouafleienr w LTHL 1961 Lpe»erTuiled
LT &G enest (3)enawT e Lb.

7 19Lng grestsioLt epevld o LICuIT&S &) LopH MILD
1960l(pb 1 21 9413 CeourebCrL_gllih@ 2BDH&
@ewewrwims it 21”1 dFewar 90-100
<4 LD L9 wi T 670 wire feed rate,
3-4m/min B)esTCaorTe’ 1 &Gewest 9jewLdH60

8 Fig 16b Smi1guwieurmy Hrrresti (@)enessrifed
@ wpoarseiles GeopbsH (1048065
borsGn@) CL_g Gasb® GFuiseb.

9 Qeusv(® HlewevuledlpLiLiaumda O\FhiRHdsl
Blewevuiled G- Glarsv® OFurwlin
Couswmevuilenast emeidsayLb.

10 @ewewriilenasr GpCrra&)  GlFebgyenssuied
L_mirEFevet pleveowrs Goed b s Cnrms
BFHThG LoD MILD Y THGleoesT OGIBTL_h1F6)LD.

1M siv Geireherir  (Stringer) wig afledr B L1
Oleuebig 1 @)ewewTullene  LiwichT LIS uyLb
opmib 0.88.5 ol b 2érer emioed(h
sute ey Blrlinyd Hibtullenet LiwesTLIRSSu LD
et @evenrlifener Glasb(h G)FUigeb.

GIimedr eurflema (Skill sequence)

M.S afi 19601 QouaflliLidas SHmiesti

12 51" DS 2 pHHTILD oHmId Glevd:Gler
QLD BETDTS (B)(Hdb% LITITHSH@LD.

13 _oy6eBoT LT 19 e06aTd HIITSHB6V.

14 & slitgumer ofFFHearmed o HLi(hLd

Tl L

SHBL_19 GST G hIFHGHET Lgmiwmd &S

269 D & 6V 6 6ol

Q\FTEIT @MH 6.

15 s’ 1961 Grogyeirer Geusv® Crmain@
QT[T Qe TLoed (@) (hLILIG 6o
FH6U6ST 5 FHqYLD.

16 quirr L7 euenesrs0)5TessT(h) LiLlg alleneTd FidhsbLb
OIFU156D.

17 Qeuev® OFiwcii’ 1 (@)evewtiideyeren
QL e, Qumrm@l iy, Erpm LG ey
OGOLOLIL|, HHL 19 GT GQRITEIFHET 2 GOHMDIITLOGCY
BBsse, o BLTHPL P M LiLg 6l
NGUT BIFHGT.

Fig 1

/7/ TACK WELD

o |

L/’\J

1.5mm

ROOT GAP

WL20N1581H1

6Tl IL96v odLTevevl . Geusv(® O \FUIFH6V
6} D
(Fillet weld outside corner joints on MS plate )

CrT&EBISZET: Q)5 2 BIHEHGE 2 5Ha)als

* Cooaiwner @L_G&lew 10 6.5 MS 51" 19 eflev 2anFev af FFener G&idsaLb.

$5(b A eflenert Lop miLb B ulewestu/Lb HiTTevT (hhHTH
9GBS, (Z)enL_ulsh 90°CHTenTSFleh ewad B/
Crg Qeusbigm OQFUIwe b, LIQVSTLILIL I
or&SHHaNe0) (b H  GMAW  Geuebig i GlFuied
wpeopuliled BEGHuBHDEG Fmib Q)evevrTsGLIT LD,
Ij@auserled L&  PHHUWILDTRTHTET L6,
aleTefuinmerenay. &b Gl () &ifsiv
B)evausenarb HHL 19 61 LT I Ne0lhb S FdHLD
QFuiged Cousssr(Hib. CHTHOHLD LoPHmih 2 wigtb,
Comoaud@ agnhp Uge 2 & ullener

QLI mIeISDHESHETL_Test Fmdh BoHHLD CoudhdFlenest
Lgmofgsed. Gearcv®  svCii’ 1 rev, L mird
BTHR® ent i@ Cumgb ophmiLb
YLIQUTUpSH Qe 1g
sivLIGTellenest LGS LI(hSSHe LD, GBI IITS @)SHeneT

evCLiLl e

OlFunumaiig 6, Fiwmm cuirr G)Feb eVIHe) Y HeTTeD
Blewevwihm T &G LD Lo myLb
SHITITLIGT-6DL_- Y Heo6rv(h) QUTWUTET I FTHDSTS
Oeerm Geuelld SHTHPle)EDL W LOTHENGTTEL
OleuebLy 6@ Lo mitb GILITDTFIL 19  GBSTL_TEHLD.
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58 & erip (CG &M) LuH& 1.5.82
OGeuevr_ri (Welder) - euruy 2 Govras 9pid Geusvig i1 (Gas Metal Arc Welding)

4F 19 11 L _grestevut epevld Hemevds@ GLoev Blewevulley 3Lbl.Lb sewrperer M.S
s 1y afihg Gaolr whmib ‘T @eewriifey olevevr Garcv® O Fuiged
(Fillet weld - lap and 'T" joint on M.S sheet 3mm thick in overhead position by dip transfer 4F
(GMAW - 16))

Crragasmiser: QulnFuier wprgaled Hruser Gm Cealetriy i Fmeraer

* UHTLIL _SBGT ToyLIly HFHL 19 6T HIBTHIFHemen SWTi GFuIweLb.

c auemguL_SFHlet Ly Geolr wpmip ‘T s igener QFL GFuig wpmip Gr g Geusv®
G&FuiuyeyLb.

» Qeuevy BIGDHTSH @I Heevdh@ GLoey Blemevuiled emeud sl eHLDSHRYLD.

» swmer Govd yarallewar 2 Govrs QewentlitetinG waidbs GFidse b

* g aflest GHromid opmid Geusv® LgLifesr GLogyerer Genmasener LIMGFTSd:HaLD.

GMAW

GMAW

3 ISST 50 x 3x 150 Fe 310-W 1.5.82
NO.OFF STOCK SIZE SEMI-PRODUCT MATERIAL PROJECT NO. PART NO. EX. NO
SCALE
NTS FILLET WELD LAP AND TEE JOINT ON M.S.SHEET 3mm TOLERANCE *1 TIME
THICK IN OVER HEAD POSITION BY DIP TRANSFER
@» «E» (4F) GMAW-16 WL20N1582E1
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Geuemevuilest auflems (Job sequence)

1 ouewgLiL_gGleriig  Gloaflesr Gleur (Hgedlesr
eLpevLd el 1g ewer Gl L ayLb.

2 ey’ seflet QIRIFEST SHlenreTiy ki LommILD
ooemLicVlhl O FUIH FHTSHDEGH ©HTews(H
QUTQLD.

3 Gewgaewrig i OFuiewHuUN6)  FT ST GST
HITGHVVEHGTL LIWIGTLI(HSH@LD.

4 FTTLIG 6ivie6b T LITey Lom mILD 0o LIc)hI
Q& mevsT(h) afiL” 19 65T LITLILN6HGT FdBHLD LDMH MILD
19117 (Debur) GlFuwia L.

5 5% THDTDH GrLimed 6 G i
T $& Olamesr(h) cubs Fig 260 o 6rerengsl
Guimed GlFdiweyLb.

6 LITHSTLIL] YEOL_FHEET eHTILIG LD,

7 Fig 260 smiliquug T @)enewriiier
Q) ppeneTsafleib Geombs sl (10155 Herib)-
$5D& CL_d Glasb® OFuIweyLb.

8 50 A5 ysevupeirer afi’ 1g et Grosy Fig 1
ST 955 5CLmed afil’ . ewerd GFHTeRT(H
Cavrs @evewriiyts Gumed yewind sed
Geussr .

Fig 1 ?

\4

A

30 20 30

TACKING A LAP JOINT

WL20N1582H1

Fig 2

/;le

TACK BOTH SIDES

WL20N1582H2

9 Fig 1 srevwri955 51GLmed Gevl's (@)eneseri i ier

Q)b wpewarrsen sy (Heombs s 10L81.L5 Herib)
owaud s GL_d Geusd® GlFUweyLb.

10 sowevd @ Cayerear Blanevufleh Glewed ()
15l &® 6v u) 6® Gur Garcv® OoFuis
Couswevuilenast b migsa L.

G4

M Gueafleyienr_w Limedl g el (Lpewesrulled

L_mrFFuflenet (3)enenT e Lb.

12 0.8101.L6 &I L _(peirer ewioed(h)  evie 6d
617 L1 1y & & 1D 19 u) 6w Gu1 L [T 1T GBT 670 eLP GV LD
LTSS Ly aflevest CFid g Lohmib
19600ph g 21 941 GeurebGL_glling  spuirr
GFevad ofgssHHewar 90-100 9pbifluwirr
1)eTGerTL’ LD (Q)enewTIITS DL SH6D

13 941d m&H@HLd Ceuskib Lop mith OIT(HSHLOT 6T
Oeuevig miGlesr LmirdEFReyenr_w  CxHimestid
Filwimest QGG Borib LoHmiLd afi” (hFHeesr
A opmib B @ewausenerd; Glarer(h) Frms
2 DBVMET LITTHHS 6T 6T 61hSHeD.
(Fig 3)

Fig 3

R T T

GUN ANGLES

WL20N1582H3

14 siviced quit LITafleveard Gsmer® Gausd®
i’ 1 @)ewewri 1 enest FHdpLb GlFISHeD

15 rd  BH@HHD PMID L TTFFeieoL i
Carergensd OUT(HSSHLOTH daidhsH el (B
Frms 2 (h@&HeL LOHMILD 66V 261 (h(HEUGVTH
Q)pLiLgeneruid  LImTds1d5  ©)%TET @M 56D
Gauessr(B)Lb.

16 oy 1961 Croeh et &L @iy mioed
Q) mLgeveneT H(hsFHeLb.

17 oy GaL g uimest af FHHTTED afil’ 19 65T ITLb
2 e g Cumsmioed (Gleuevig syiewr_wr G
(Toe) @)pLitiensu b FHeuestldsHed Cauess(bLb.

18 Gevrs Geuevr et afit” CGrosb opm Cr_reflesfleh
<DYGUTL_ITSHL_ QUITITLOGY @Q)(BLILIGIGHGT LITITdhSHe LD

19 siviced uir Lrafleners OGsmew®d Gevls
Qewewntiiy opmid Lig afleweT Fgpb G)FuigeD

20 Qeueb® OQFuiwii’ 1 @ enewriifestled,
Qe Friwmm $F), HHL 19 6T LD
2 eophH CLTGHS6, 2 (HLomHDLD Lo MILD
Ogefaure Lilg & 9GsenestuLd LifIGCFTESH60.
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&mest auflems (Skill sequence)

M.S sa 1y afihg Gevlr wpmin ‘T @ewenriitey diflevevr . Gleuev® OGFuUIeV

(Fillet weld - lap and 'T' joint on M.S sheet)

CBIaESHBISET: Q)5 2 BIKEHGEG 2 5Ha/als

* Gar opmiid ‘T’ Q)ewewtlien Heamevd@ GLosv MS sheet -6v 19 11 19 gresTsivLIfey (Q)ementdHev.

Oaicb® OFUILIQIT DJeO6sTd S| LITHIBTLUILJL 65T
ws&wwrs ‘T womib Gevls @)enewiifenest
aud HF GClFUISH6

QewentLiewar HevTiol L _SHNH& ()enewTiTesT
CaHrL’ 19 6) ewed & LoH mILD HeoTulled(Hb &1 FbH M)
2 wWrLorHeyb, jeveu Gleuevr fledr 2 wiysFHnaE
SGHHTTLCLITY  uFGLIOLID M  FeVLILDTHS
OFlI0I5TSH Q) (BhhHe0 Couessr(hlLb.

L_TITFFeT g’ 1 _eoioliimest Gamimeiv, sluenLireD,
Blriiysasibld, euruy Cammsiv  CLimeir peneuds6ir
Qupmr Gurgiwrer &IT$SD&GS Comer
L oo _uflesr GLosh G messr(h) GlFeveyiLd yeralna,
Fig-160 &mL 1quienmm Hevevda@ CLosh meud s
QFUIUSDGETL T YT D& Dl &b
O\ FT6IT GTh 6D

Oaucd®) OlFunucin’ 1 @evewr i9H@b o miLb
L_TrEFHE @)enL i’ 1 HryshGlenet Hleneuw s
Lgmoflds o ST Q)(hdh@Lb.

FVSHGHCL6L Flanevuley waug s OlFuIenHUIeD
2 Courag HiefEHafedl(hh sl LITSHIHTSS 21 6D
Lp (Lp & & D & LD MEX: G & 6® a1 wi et

LIDDIGOGRTLILIGI(hHG D GRTL_TET GQaIT QDT6L
wpHmitb  Geuevig i Gamevinl’  LiweTLI(hSG)
yessilgey Cauesor(hlLb.

Ceovrs @emewriiflenet wpig L1LIsDG BT auLp]
wpempuwimer sl GlrestehaFm Lig ey  GlausdLg i
B 11SFeeTr LwcsT LIRSS GlFu1560 Gauessr(HLb.

Fig 1

MM
S \

WL20N1582J1
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58 & erip (CG &M) LuH& 1.6.83
Gleuevr i (Welder) - aumwy 1_misivr_est 94idh Gleusvig i (Gas Tungsten Arc Welding)

1G Blewovuilev 316).16 sHersBev Oaeuaflal 1 _tomer 60u.16 M.S & Lpmul)esr

FHpmFullesr Grosv Tee QemamrsHev (Tee joints on M.S pipe $60 mm OD x 3mm WT 1G
position (ARC constant rolling) (GMAW-17)

Crragasmigser: QUuilnFuler wprgeled Hruser m Cealetriy i Fmerser

s auemgLIL_SFleoTig et feurdd NaTSHELILIL_Hend 6w T FHeV

* e swri QFuig GLd OGeusv® GFUISH6

* ehL_geT LoHMILD @)TETL_mib FeiT 111g ey G\FuISHev

* aouitt Gaev®) 1p1g S5HL96T FGHLD O\FuI B GHewpLTHF®T u1e OC)FuIZH6.

@60
3
T
| | B
\ \
\ \
\ \
| | A
\ \
\ \
7o) \ \
N~ \ \ ™
\ \
\ \
(]
— — [ (Lo}
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 TOLERANCE %1 TIME
TEE JOINT ON M.S.PIPE

CODE NO. WL20N1583E1

E @ @60MM OD X 3MM WT FLAT POSITION (ROLLING)
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Qeuemevullest aurflemns (Job sequence)

1 QasmTRSsLIIL 1 erailesley  eOLILIL|SHDeT
GQeut” 1_aLb.

2 T $@ 90° g &ifulled eweud s elfleuTdasLd
GlFuigev (Fig1)

Fig 1

I

I

I

|
G d Ho 1 2 3 2 1 0 1 2 3 2 1 0
DEVELOPMENT FOR 90° T JOINT "50 mm OD PIPES"

WL20N1583H1

3 wyhs ewulnier Goev elfleurdssGn@
2T _mer 9wl _wrerbll (B Lo miLb
OYBDGHTL_TesTenatenws GlauL’ I 6Lb.

4 ULILSG@hIDL W FHWTRT 9T %H6T
FALITTS S5 CHTETETE/LD.

5 W& derd- eTileuruyeilsst g e Gloayesled
MIOGY  evie e LI & &kisew e
Oeu’ 1_GuTLD. @)DLOTFITNITEST D 11T Go8T b1 FH 6T
@)svenevOlwestled, Lom@Mullenests LiwieTLI(hd)
25657 OouarflGCHTL 19 65T 15 HI WL _UITGTLD
Qur-® ozt wHp
2 DUSHWTHSHG: Ol&Ter@hHed LoHMILD

G a1 65 6V & 6 61T

262

Gl FedrL_1_IT ) & 1T 6337 ()
QBITL_ITh &I FTHEHGT eLpeVLD LIGIT6r e»6ud HiLb
(<) swdewgrengub GIFUIH (LpLY-FBGUTLD.
gsen-erileury Gleul’ (b 2 LI%T T hISeT
G&rer() Leflsarmed QuidksslikSHe,
GleuersGsHm 19 6ir Groeh ojent_wimertd @) (5
Oout” (HBEVIGHT eLPGULD D|HET FleweNT FH61T) 6VI6iT6m
2T HILD OV FUISH| (LPLY-SHFHGUTLD.

L1 GOT 6B &) 6w &7 5

6 /BT RUBIKE®AT ovanLicy OFUIL Lo MILD
Oeil’_BhgevTar qrhisefer 95 msemer
6T (H&HSH@LD.

7 eouliest Lyt 5% T HTelg Y bemav(h
Fes1L_CLIT & 9/ H6060T FdH1D G)Fu Calessr(hLb.

8 90° g &fld@ (LPBHGTEOLOWITET EDHLILIGHLILJLD
sl et GaFrihs ewuLlifenaT Lok
QFUI&H| LoHMILD DGOLDIHFH@LD.

9 o2 hIPHPS®BHS  SHL_BHILILIBSS LD LoD MILD
pa1(p(meuemeVLs GILImQISHGLD ([)enentILIDE
216165 Gaurr @)ewr_Glewer) afl” () Cr_s Gausb(h)
QFuIwIeLD.

10 ewvitiysener Geusv® GlFdiuiaLb.

M T Qewewriiy Ffwms amaisn@ Glessdig b
Qi Cumrgy LmrdFuilener euflenFd
Fioorss Q) mss Cauetr(HLb.

12 Geusb(®B) Lommitb  ewewriienet (LpLgd 5
9B FHLD OIFUILIGLD.

13 Lrlispienr_w Gevmasever LIMGFTHS:HaLb.



Smesr auflems (Skill sequence)

1G plewovuilev 316).16 searsbBHev Oouaflal’ 1 _tomer 60u8..6 M.S & Lpmul)esr
FHLpmFullest Gosv Tee @)ememrdHev (Tee joints on M.S pipe f60 mm OD x 3mm WT 1G

position (ARC constant rolling) GMAW-17)

CBI&GEBISZET: Q)5 2 BIHEHGEG 2 5Ha/ald
« Tee @muflesr’_emr_ swri GFuiFev.

1 & Blemevuisd @QewentiiLjHenar Glassdig i
OFUI16 B] OLILIGHGVGT HEHGIT LILIGHTLI(HGSH GUFGNITS
Q) BE@. Cpemanurer aigal L el GlLim
L dGest Eymert Liwiewst Causdend LiFmLorfldbseLb.
L& &lal evGLiL’ 1T eLOLIGHLI H(hS5SF e8Iy
suCui’ 11 stuliCrewey LIwIGHTLI(hSSHayLD.

Fig 1
TACK

S
r

ALTERNATIVE TACK
WELD POINTS

FILLET WELD EACH
CROTCH FIRST

WL20N1583J1

Fig 2

WL20N1583J2
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58 & erip (CG &M) LuH& 1.6.84
Oeuevr_ri (Welder) - eumuy 1_musivi_ci1 94id Gleusvig i1 (Gas Tungsten Arc Welding)

Lihgena Blemevullev S.S afil’ 19 61 GLoev Lig aflemest GFaifldsmev (Depositing bead
on S.S sheet in flat position (GMAW - 18)

Crragasmigser: QL ulnFuier wprgaled Hruser Gm Cealetriy i Fmeraeir

* UMTLIL_SFGTLILY FHHL 19 06T DOLDS K| LOTTH OFUISH6V

* llesrGermi_1_tb opmid eumuy GFeYHev LoHMID coiflevevi euiflenet GHib0)%HS D56
e afaf b Lig aflemesr GFiid e

» Geuevig emert LIMGFTHSH LoHDLD FdHHLD GIFUIHW.

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

E @ CODE NO. WL20N1583E1
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Geuemevuilest auflems (Job sequence)

1 euewgLiL_S&lesr yemaylitig. GCarenevuienesd
STt GlFdiwie b

2 swGl_ulsTevsiv  sviesd uim  LITeueeTsd;
Garesl)  Ceavewevudledr L1l lenerd &H&HLD
QFuweyLb

3 auewgLiL_gGlerig Carenevudlest L NesrGroed
@ewewrwires Gamig " (Hb HMIb b
Cami’ 19 evr Groeb Lieir@hd (Punch) GFuiwieytb

4 L@BsSwms Havewuller, Ceasemev OGlFuruyib
Cuewsuiesr GCoed Gaerenevd & 68 Lg 6meor
<9/GOLDG %6V

5 Lmird&Fulest G&miL_iTy (peweyr LoHmILD
sivewLiTed, Gmevrsiv (@)eneusenar G)sui(h) L uj
eLPGULDITS: (3)(Lpdh &l Lom Mt 0.815)L5 &l 1_(LpeiTerm
S.S it 2 (pessTenL_ullenas Hlensvuled enaud i,
QTGS L L_ayLb

6 OLoafleflsir (Lpewesruileh (DCRP) L_rird&ufleneer
Lmedll g arelesfled  eweud &, Gleusdig i
OLoaflenestd, GIHTL kg LD

7 s Glevad BT _hGaUsD@ (LPET 4THeT
aTl1e) OFeLAIHMT HMeHa LD

8 1911 grestsivLit eLpevib Copemauuimesr Geurevr’
19-21-p@ 9414 Caureig eneT /eSS LD.

Smesr auflems (Skill sequence)

9 8-10e0 / bbb (litres per minute) H& eurmyy
OFeLaILD & HSHHWET DJGHLOGHGLD.

10 94/TSewa 919 L1LIHaT eLpevLd 41D it Gl myLb
aHulley  HibLy 2’1 & HHDS

<9GOLDSH@LD.

M blesrCermi’ . QumhsssFHHEH CLoed
WESHFAUFLD HWVEFAUFLD (906U EHS S
0oL NGVL LT SHGVOTGUT ITLYUITEST SH(HLILJ LiFemnF Din
1 (<) 12 LwesTL(BhS %1560 Cauessr(hiLb

12Csmaiwmer LUTSHSTLL YL 566N
o/ewsfliicyLb

13 Gaflesiley @GP 1 1ig Geusd® (mode)
Cromrig @ sivadl”_Fulenest LomHPIGGISTETeTa LD

14 1901 L greirsiveurr  Gromig edriig  O&merry

weenuiled wpig-oes @bl
oolflevevr  guiflener 8-10 1.5 1 Med
2T HGlenest 2 6Tl _m55) all(BiLiL_ayLb

Couemovd @,

Bom waaruleSl(hb s LD MILP DTS5 S
Coavewmevuiewesr Casmiiger  Groeyerer
Lyerefuilest Croch Li1g 6lenar 9/emindH6D

16 60G)_ufssTevsiv sivie ey LITauenerd (Olamess(h
Q)ewentLieveT FdhHid GIFUILIaLD.

17 Glauev(® LF1g-ewert pTCLo LINCFTS S &I GHewnH6T
LopmILd (LpLg-eflewaruid LimigHed Couesr(BILD.

LhFEenss Blemevuilev S.S afil’ 19 651 Groev Lig aflemesr GFasifldhmpev (Depositing bead

on S.S sheet in flat position (GMAW -18) )

CBI&GEHBISZET: Q)5 2 BIKEHGE 2 BHa/ald

« auemguL_SFHesr Ly 9CerL i Lomid OFuis GFL GFuige.

Caremevuiemesr s HwmidHetd LOMHMILD

2YDLOS S YILD

« 150x100x2L8)..6  serperar  svb)_ufedrevsiv
SVLE GV HHL' 1 65T BHIGHT(HFEOGT HUITTIdH6D

« 151065 @ewr Gleualulley CmisGsHm 19 ener
uewT b LjeiTerfluil_eyLb

 wpHuHFuI O Fuis HCLITeD LIBGHm
Blewavuiled Garevrg i Croewaullesr Crosh evaid i
SWITIT BHleveuuiled eoeIdhHaLD.

@auevig i1 GlLoaflenesr jemLodHev (Setting up of
the MIG welding machine)

QRUIT FH(hewenTeniws (Spool) Cim(hshG) Hibfeow
5@ Lwyts, Grmevrreiv, sivenLiged Lop mILh L TiTF
/ &HGdT (y)@n@mﬁ?@b 2 GITGT HTGTL_THhL" 1§ L] Gugﬁu_//ms
eT(h%%HayLb. (Fig 1)

FhenentulleOl(hb sl Hibillevws Q) pb S, eIt
&g 68T 2 6TeuLpl, 1 ewgeur Grmevieiv, Lo miLb
PUIT enaLg 651 Geuert] uLf), aurpluimas G\F epidLHeaLb.
(Fig 2 Lopmib Fig 3).
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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

Fig 1
REGULATOR
CONSTANT FLOW METER HEATER
POTENTIAL
POWER SOURCE
* @
115V CONTACTOR
* WELDING CABLE
POWER CABLE
> €0, GAS
ELECTRODE [~ cO, TO
FEEDUNIT | SOPENOID VALVE
FEED CABLE AND
WELDING CURRENT
WIRE
SPOOL
ELECTRODE
WIRE WIRE GUIDE AND
DRIVE ROLL UNIT GUN
GROUND =
<
o
9 [
=z
Q
COMPONENTS OD THE CO, MIG WELDING SYSTEM J
Fig 2
% % g
I
3
[
zZ
54
FLAT SURFACE SMOOTHVGROOVE  SERRATEDVGROOVE 3
Fig 3
INLET WIRE DRIVE ROLLERS
GUIDE
OUTLET EIRE
/y[ GUIDE
—
j [ 12 -
WIRE
O\/ O 4
u
<
o
O 2
z
S — 8
DRIVE ROLLS AND WIRE GUIDES PROPERLY ALIGNED 3

Sl S L wmeiewsd HNTHHe D, HLDLY
b gerer Q&FbLls LFsH oMb il _mioed
Q)wssayd Crmevr SHoms () mibHLiiL_d
ol T .

HLoL9) CopGlamesst(h) FH(peT euenarwib (spirals)
eTTLILI(BLD 6TVLITIAI GDEGHTITEIVHGIHL_GST 2 GITGIT
FTETLY UL eweaTTev (SLomil cuLpl) euLpluims,
(u_tb 4), g Geuef) eufls@ GHT®H Lpewer
eLpeULDT S 6T(Hd &iF GlFevevLILIBLD. (Fig 5).
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Fig 5
COOLING WATER
LINER OR SPIRAL
/
~POWER CABLE
SHIELDING GAS
GAS SHIELD CONTACT TIP
GAS NOZZLE
ELECTRODE EXTENSION
ARC
[te}
¢ ) 3
<
@
ts]
\WORK PIECE Z
PARTS OF A TYPICAL WELDING GUN g
Fig 6
NOZZLE
— ]
/ CONTACT TIP
WIRE
ELECTRODES
\/
| —LENGTH OF
SHIELDING l l
GAS EXPOSED WIRE
\/ \A_s 3
o
> x| x \CONTACT TIP
=| TO WORKPIECE
~ ®|  DIATANCE
©
I
<t
<«
w
- ARC LENGTH =
g
=




Fig7

NOZZLE

SWITCHOR
TRIGGER
AIR COOLED HEAD

CONTACT TUBE

CONSUMABLE
WIRE ELECTRODE

WL20N1584H7

Fig 8

7
(.

DIRECTION ——
OF WELD

TORCH ANGLE

WL20N1584H8

Fig 9

DIRECTION ——=
OF WELD

BACK HAND OR BACKWARD OR PULLING
WELDING TECHNIQUE

WL20N1584H9

Fig 10

7
~ 750

——— DIRECTION
OF WELD

7

FORE HAND OR FORWARD OR PUSHING
WELDING TECHNIQUE

WL20N1584HA
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58 & erip (CG &M) LuH& 1.6.85
Oeuevr_ri (Welder) - eumuy 1_musivi_ci1 94id Gleusvig i1 (Gas Tungsten Arc Welding)

91 L grerevui epevld LIBSansd Blewmevullev 2105 FHeTUpeTen oL’ 19 6vfl6v
sivG)L_ufleiTGlevsiv sivieedley LIl @)ememTdBHev (Butt joint on stainless steel 2mm thick
sheet in flat position by dip transfer (GMAW - 19)

Crragasmigser: QuilnFuier wprgaied Hruser Gm Cealetriy i Fmeraeir

* &L 19 et swmi GFuis) ophmip CL_g GleuevL_mearls LYD& euemFLILIL GBI LILG LITTHB@ LD
s U@ Hlanevuilesr Gosv GL_d& Garcv® OCFuls Q)eeTlifenaT 9jeLodHEa|LD

* Blgliy o2 GevrsgGlenetsds Garas®h) LlssFfumeat @ S5l Lig olenerd GCFidsev

* g aflest GHTHmLD LoHMILD 2aAB(HeU LOHMILD LIFLILNeIeTen GHewpamemenr LMGFTHSHD

LopMILD FhHLD G)FUIWIGLD.

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——

269
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Geuemevuilest auflems (Job sequence)

1 Qe (hgevenaruib opmitb CHUISHeHETULD 5 LpFews Blewevuiled LI6sTL 185 stur” i Iesr Groey

LwesTLI(hSS)  euenTLIL_SBeTLILg. @i’ 19 enesT Q)ewentLieweTr eweud H OLITHSHa LD

BT ClFnaLb. 6 yrdhGlevar aTHLBISS LoHMID L_TITFFemeT
2 Caemanumet LITHISTLIL eTFFHlHenHHenarL BlewevwTHS5G)HT6sT(H) BHTF GlFUIuIaLD

LG LIGSSa]LD 7 Fiwmes Lmrd CamentsSled enoud s Fn) s
3 @i’ 19 6T QRUBISET FdHBHLILI(HSSHa LD of FFewarL’s LG LI(hSSHaLD.

4 oyl 19 evat FSHIT LI @)enenTL DG Lo 5
pHmitb  sedL_W (Lpevarsailey CL &
Oeusv® GlFdiwayLb

Skill Sequence
Refer Ex.No. 1.5.84
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58 & erip (CG &M) LuH& 1.6.86
Oeuevr_ri (Welder) - eumuy 1_musivi_ci1 94id Gleusvig i1 (Gas Tungsten Arc Welding)

LhFGena Blenwevullev 2L6).L6 Fesraperer jeviblesfluitp $5L 19 61GLo6d LT19 66T F
Garidhapev (Depositing bead on aluminium sheet 2mm thick - position flat (GMAW - 01))

Crragasmigser: QulnFuler wprgalesd Hruser m Cealetriy s Fmeraeir
s uFLIL_SBeTLIg @Temi SwTi C\FuIHew

* GTAW Qwib %75 S)65T LITSHBEISHGT LoD MILD T (HFHFEDET 2GHLOS GV
* @155 Bl LGSewet LweTLBSS) Ly e OFuIgev

* @ H550 OFuIZH GHempLThHsemer uie GCFuIze.

GTAW
| | | | | |
| - ]

T T T T T T

1 100 x 2 X 150 - AL.199990 - IS 737 - - 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

E @ 2mm THICK - POSITION FLAT CODE NO. WL20N1686E
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Geuemevuilest auflems (Job sequence)

1

oareln@ S&hHTHLICLITE 9 eyiblesilu

il 19 ewer ST QFUILIGLD

sivG)_uflsiTGlevsiv  shuleed eI LITeueneTs

O resst(h) LiTLitlenet FdhsHb GIFUILIGYLD.

G CL_rredr / YebHammed (F)emalsemend;

Qarer® LTLSeeTer 9 dheavenl _ufLb

BHGBUSDGETL_TT QTFTWST FdHLb

QFuweyLb.

eraysafer Ly Qenewr CHmhsHemern

uen s Hett CLoch @GHmluil_ayLb.

LFems  Hlewevullev Caremevuienesr Huirmr

QFuweyLb.

F 5 5] (power) OEIVEETRIETIC)

Grpaevert_evstoum mieit Cairb6)H(hd:dhay LD

«  amelwib (helium) Lim HIHTLILITEST QUITW/6uT
@)mLi9er DCEN eww LiwieTLi(B)d Sa b

© g6t (Argun) LIT SISTLILITGT @UTU|GITS
Qiibetr  AC &85  pewmuiener
LIGHTLI(h S H@ LD

© Qs aumujelleneT 9% LG WTS
O6u6LLy BIRIDHTS LILIGHT LI(HD 5% G5TDGTIT.

7 Fig 1 smiguyereriig  GTA Gleuedig
LpODUINEHGT DJEDLOGSHGLD

8 Quaflenear YWLILIGHG L kL G
TVSHL g 6T af b, erey, LOGTFTTLD
wHmitb ey  efHD  ([Foassman
Cah0HHSSHa LD

9 1.6101L5 ayL_68T 5% FeOl%T6sT 2 6irer 9 epyLilestis
ooLfleveurr Frrent_ GOl HHSSHaLD.

10 Qoaflesilesr GLimTdsTest epevid el FOlFul L)
T HGenT 2_GVTL_THHHaLD.

M QL idhs  ml Lgpedmenws  LiwesTL(hd S
ooLflebeurT qpuifletr eLpevih LFig ewaT 2 ewmb B/
CFrrdhsaLb.

12 Glauev(h) OFUISHGT FdHLb GVFUISHID LoH MILD
LMGFrsewerd GlFdiwiab

Fig 1

COMBINES WELDING CABLE AND GAS TUBE

LOW VOLTAGE RELAY SWITCH

MAINS INPUT

L4

o OUTPUT o

WELDING SET
TORCH

WORK

o O

MAINS INPUT COUPLING

FLOW METER

56 66

Hry Lo

HIGH FREQUENCY
HIGH VOLTAGE
H.F. UNIT

REGULATOR

L 1

SUPRESSOR

(ONLY REQUIRED
FOR ALUMINIUM)

ARGON

— EARTH

CONNECTIONS FOR INERT GAS WELDING USING AIR-COOLED TORCH

WL20N1686H1

@) & erip: Geuevr i - (NSQF:
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&mest auflems (Skill sequence)

Qeuecvig MG HHTH  FHAWTET 6T 66T 6T

Qi 19 eDGTLT LILIGHT LI(HD FHIHGVEHGHT [B)ITesoTUI G50 LD.
16185 ooLl6veurT spuigmer 9jeviblesfluid 95% (AL
o mitb 5% Si) ewws Cairb0)%(hddeyLb.

GCp Q&TRGHLILIL L 9L I eUeHesTLILILg
LOIGST FITT(UPLD  9BHGHT  DGTGYHEOATUILD  OGUD B
9IGOLOSHSHELD.

ey FeOlessrr et aurevaienes GLo HiauTH Fmb 5]
&flL_ayLb.

Q) L'1ss my Lipenmeis OVHmL_Tel )
Oleuebig 6t @ LHHGFev 10-15uyb 70-80°
Carewriigsefley wpenmGur ostflevevrr (k) Lom miLb
L_mirFFenetujd enguwimer Caiesst(HLD.

GG _ewL_eor eLp(HUBDEGHLD, LiTHE) O FlIeusbnH@LD
Gaerevig A1 epevtb  Hlevew Hnd G GlEmeraer

Gausisr (BLb.

sivO)L_uleiTGlevsiv  shvieed quim LT ayen 6T d;
Q&HT688T(b) LoD MILD HEOMHET 6T HTeu S Q)(HLILNe)LD

OeueL_merens Cohil1idh HILILITTSHEH@LD.

ppIh 2wt 9 WPS55E
O VILOISIWISFITTG  GUITL) eLPGULD  L_[AIsTUL_GBT
9rsGlewer 6% e

©eu6eLLY BIHTS (Q)(HIHGHLD.

1515 LD & 3 65 GoT

&5 G D ew Lo Ul 6V
DL L_cuemewnt-160  HTOTLIGHLILG  LOTMILIL L

2 GovrasGletT| @ewmewtiiLy | L i 6iv L_ 6T | B g L0 1 | yothws QU
&HGTLD UG <QJGVGVITUI sioLuflesr | Gygo
6ToVdL g6t | &f L L LD o em % BBk b
b 1-27| (G % o» ou
FriGasmesfluip |  6T6vh)6v)
218015 Ll wopmib | 1.6L60.L85 16L68).L5 60-85 4T SHGHT 7
SITITGOIIT
ooL9ebeur”_ 1.616).L65 16101165 75-100 <9 T&HGST 7
3151805 vl wopmyb | 315818 2418015 120-150 | —oyrr&edr 95
SITITGITIT
0oL ebeur” 315605 24160165 130-160 | —or&eir 95
51918 L' ommith | 315(.9) 4 1ALE | 3151018 180225 | _gyirapsir 12
SITITGOIIT
0oL ebevr” 315(yy) 4 1.6 31518115 190-240 | _oyri&eir 12
6316015 Ul wopmb | 4(9y) 5 AL -- 240-280 | _gyiTaGhT 14
SITITGITIT
Sufsveor’ | 4 (L) 5 1AuB | -- 250-320 | _oyraser 14
272 F@d) & erip: Geuevr i - (NSQF: Revised 2022) Liufn& 1.6.86




58 & erip (CG &M) LuH& 1.6.87
OGeuevr i (Welder) - euruy 1_musivi_cir 94id Gleusvig i1 (Gas Tungsten Arc Welding)

L®BdEens Blenwevullev 1.6L0).L6 Fesrperer eyflesflwiid HEHL 1§ evfled  FHILIL
Q@ememriiiev - L1 Glarswv® Garigsev (Butt weld square butt joint on aluminium sheet
1.6mm - position flat) (GTAW - 02)

Crragasmigser: QUuilnFuler wprgeled Hruser m Cealetriy i Fmerser

s UFTLIL _SBeTLIg @Temi SwTi OG\FuIHev

c op_ @ewr_Glauarl]l emins sl GL_g Gaicv® GFuigev
’ @’_’_"ug&i @]l_ug,@m@fr uwmu@g,@ QWGU® Hi-o QJUZ’Q@ Scan theQ Co.clile to view
* @redvl FHSHHLD @Jlugu oM MILD 9 Ulc) @&tug,sv. the video for this exercise

2 50 x2x150 o AL.199990 - IS 737 o o 1.6.87

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

SCALE NTS TOLERANCE #1 TIME 15h

BUTT WELD SQUARE BUTT JOINT ON
5 @ ALUMINIUM SHEET 1.6 mm - POSITION FLAT

CODE NO. WL20N1687E1
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Qeuemevullest aurflemns (Job sequence)

1

QjarasHeneriig o eyLbleii el 19 e

Swirr GlFIeyLb.

CairbshsS s CaaweausCaspmLig. S
LI(h %550 HTITeT6YLD.

2 24 185 e 1 _peirer L isiur_esT (Zircornium) 7 @ iy Qmipled  mewbFHdemSHL
TS L [JITLY eDGTLT LIGHTLI(HDSH@LD LweTLI(RSS  LhGens  Hlevevuilsh eud B
3 afil’ 19 etrHefledt @uhisener Fdpb GlFUILIGLD Glasebig b epevid Gaawt &5 a)Lb.
4 Lgriferar 55 5h Qodionsh s 8 &Gy 1 _ewy (Crater)BlyiiLiab
sivl” O)_ufletrevsiv sivteed e LilyayagleneL 9 QauebBurlifener PP HIDTH FdbBHLl
LIGSTLIRIS o)L LIBSSo] LD
5 gy Ll @enewtin@ Swirr GFunieyLb 10 Caremevuiled @& 6D ST H D6 T M)
6 Qasr®hssrii’ 1 ' 1 _aiewer 1-657 LG LGETElSsaLD.
LvCoumiil’ 1 9jereysHefley 2 GITeTenauL 6T
Slmesr eurflems (Skill sequence)
UTLIL_SEletTLig. L' @)evewnTl i eneT ST o
L5855 Qamararaib. ? C §
Fig -1 &l iquweurm oablesfliigsv AC %
OeevLg BIFIGD L_histul 68T 6TeVSHL_TT(H) L9-LILewesr ROUND TIP OF TUNGSTEN é
R . R ELECTRODE IN AC TIG WELDING =~
Henuileh (grow) (Q)enest ey Lb. &
QI L_auemesst - 1
9 flasiliigens engpeopuirs Geauevrg i GlFuIeBHHTET uLplHTL (B GBBlSHET
S 19 657 | Glauebig 1| @)emewriiGesr | LilesrGevrm 6TV BTFI | 9T By Lig ey
HGTLD Flewev QUCHSE L1 1b 7 9T & FlesT FoLh) | sorflesr
(LB)L6) AC i1 b | (10) LIMTLIGy &flL"_ | erevoreush]
<DLt ) 1615 | ef &b LD &0
a1/ )
2 F FHITUpL (B | 70-100 24 8-0 10 24 1
HV FHITLpL_(H) | 70-100 24 8-0 10 24 1
FHITUPL (B | 60-90 24 8-0 13 24 1
32 FHITwpL_(H | 120-150 3.2 95 13 32 1
HV FHITpl (B | 110-140 3.2 95 13 32 1
FHITwpL_(H | 110-140 3.2 95 13 32 1
40 F 60°memmn 180-220 4.0 11 12 40 2
HV 60°eamedm 160-200 4.0 11 12 40 2
60°memmn 170-200 4.0 11 12 40 2
635 60°eamedm 220-240 4.8 127 15 40 2
HV 60°amedm 220-240 4.8 127 15 40 2
O 60°hHemm 210-250 4.8 127 18 40 2
274 F@d) & erip: Geuevr i - (NSQF: Revised 2022) Liuin& 1.6.87



58 & erip (CG &M) LuH& 1.6.88
OGeuevr i (Welder) - euruy 1_musivi_cir 94id Gleusvig i1 (Gas Tungsten Arc Welding)

(1F) u®semnas Hlemevuiev 1.6 6.6 serpeimenr 9 eviblesfluitd oL 1 esflev ‘T
@ememriiiesr GLoev odLflevev . Glarsv® GlFuizev (Fillet weld - Tee joint on aluminium
sheet 1.6mm - position (1F) (GTAW - 03))

Crragasmigser: QUuilnFuler wprgeled Hruser m Cealetriy i Fmerser
s UFTLIL _SBeTLIg @Temi SwTi OG\FuIHev

* L_/BISIVL 65T 6TeV&hEL_[FT(h) 9faTey LoMmILD odLevevri GloL’ 1 6v

arems Gxpiey OGFuIFHev oL s
* @155 Bl LugSener LweTL(hSS) Oarcv® LT®R Lg ey GFuigev  Scan the QR Code to view

the video for this exercise

* @l H5H0 OFuIZ LoHpmId uiey G\FuISHev.

~
v’)
>
5
5
5P
5P
5
<)
5
)2
S
5
5
5
5
5
5
S
SV
”7
5
S
5>
5
o
% —
N
>
N
GTAW
| ]
2 50x2-150 o AL.199990 - IS 737 o o 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
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Qeuemevullest aurflemns (Job sequence)

o o ILBISTG SHL_EHL_ DGIT6YFHETGT LILG BUITIT
GlFUIg6D.

« sl 1g6r feflibLjsemer CouGluich wpewmulled
Féad OFwIg L9Fm Heésd OFudwieb.
oLy enest #d51b GFuns stuG)_ulleirGlevsiv
sivie 6d uIT Lgafleners LiwieTLI(hgSHaLb.

o ableflu Qersvig i GlFdiaisnsrTs T
Q)ewETLIGHLI 9eHLDS:HGLD.

« 1.6 WS 1L geTeeTer L_rhisivL 6T
(BTG mevflusib)
LIGHTLI(h1 S H@LD.

GTOVGH L _[JITemL_L1

&mest auflems (Skill sequence)

QUeTLIL_S&letTiig ‘T (Q)enewTLiL| DewLOb HGITET ST
orad 2 miG OFuI 550\ FHTETETeYLD.

S5BHH6T 90%0 FLo CaHment erayser O)FHTeETL
T 9% QusGbuy Fio Qe _Oeeflg
arrsgeflsd (5085 @enr_Glauerfl) GL_d Glausb()
QFuIwIeyLb.

DT ) &) oo &F (A.C) 1BlestCaorme’ 1 L65) GoT
NBFICuTHSSD@SGPIw  L_hisivr_esr  eTevdL_Crm®)
wpeverrenwid Cprbo)lHBH) gL GLIT HILDITGT HeuesTLD
CopOlamererab (Fig 3)

Q)ewewriienLis QLimmbs TG Hleveveni
BIeISHG) oy & 16T LIDHMIGIBGT  eLpevLD
sar(R(Halcd @eTenioenuid el TS SHeTLD.
(Fig - 11b, Fig - 21b &euesildHayLb)

Fig 1

SIZE OF WELD REQUIRED

LEG LENGTH

WL20N1688H1

95% avblesiluid 5% Hellsmesr Glamessre
16615 e L qpeirer  Blyliyd  sibLievwd
Carb0) 5B SHayLD.

T @)enentLieoL Li(hS5end Hlevavulled @) 111155
BIL L1 (pemedwIl] LTRSS F GlFdiuiaip.
Oausd(B) LIGH W APLPLOUTEHF  FdHLD
O FuIwIeyLb.

Gauemevullen eor VIR OF U1 Lb.

Fig 2

PENETRATION OK
SIZE OK
SHORT ARC

WL20N1688H2

Fig 3

- |

ROUND TIP OF TUNGSTEN
ELECTRODE IN AC TIG WELDING

WL20N1688H3

276 F@d) & erip: Geuevr i - (NSQF: Revised 2022) Liufn& 1.6.88




58 & erip (CG &M)

Luin& 1.6.89
OGeuevr i (Welder) - euruy 1_musivi_cir 94id Gleusvig i1 (Gas Tungsten Arc Welding)

1F u@Bdena Hlewmevuilev 2 LO).LS sestaperer fevLllesilwd HHL 1 evfley  GlauarfleLpemev
Q@ememriiLims soiiflevewr Gewev® GlFuizsev (Fillet weld outside corner joint on alu-

minium sheet 2mm - thick in position flat (1F) (GTAW - 04))

Crragasmigser: QUuilnFuler wprgeled Hruser m Cealetriy i Fmerser

s UFTLIL _SBeTLIg @Temi SwTi OG\FuIHev

c op_ @ewr_Glauarl]l emins sl GL_g Gaicv® GFuigev

* @155 Bl LgSener LweTLI(BhSS) Oaucv® TG LIg ey GFuIsev

* @l H5H50 OFuIZ LoHp b Yuiey G\FuISHe.

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

56

FILLET WELD OUTSIDE CORNER JOINT ON
ALUMINIUM SHEET 2mm - POSITION FLAT (1F)

TOLERANCE #1

TIME

CODE NO. WL20N1689E1

277



Qeuemevullest aurflemns (Job sequence)

1 &Hsomer g eblefl oolflebevrr auir /
yablesilwiid 5 Fedlsmesr Crogyieirer 2.416).15
2 ereTeng LILGTLI(HSD H1HD Couessr(hLb.

2 1.616).16 (PTG s meshluiib)

6TV Tenestl LIRS Calessr(hib

3 LITHISTLISIDEG 4THET QUTU

4 erlpCaEnpLIg bl HHL 19 eoaTd
SWTLI(GISSa LD

5 &L (Haarfletr LpeweTHemar FdHLd O)FuILIe b

6 O ufleirGlevsiv sivicsd quiT  LiTaflenerd;
Qamesst(h) LTLienet FdhsHib O\FUILIGLD.

7 QeuaflliLigs epenev (@)ewewriifener Filwimest
@)oor_Gleuafuil”_(pib, Filuimrss &l GlFugb
DeoLod s’ 1 (Fig -160 &m g uiig G &
QFuwieyib)

8 Qenewriilever LipdHemns Blevevuisd weud S
Oeusv® GlFdiiayLb

9 QaeveflliLigs @) & ewr L1960
wppediowiTer 2ar(pmeusd Glum, & Gamred

@GU)GU

o (heuTdh& Frmest ojerejerer  LT1g v et F
QFuweyLb

&mest auflems (Skill sequence)

Fig 1

/7/> TACK WELD

1

| /’\J

1.5mm

WL20N1689H1

ROOT GAP

10 Qeueb(® LITlieweT LpLPeUHILDTSH  FidHLD
QFu e LD

11 Qaeuev® Gloessr”  srdFHlevest Oaiafliiids
epewevuilenarts 1961 epevrd  GleuebL TeTend
LfGFTHeverd GFuiwia/Lb.

1F L@ Fena BHlewovullev 2 L).L5 Festpeirer feyiLblesfluid HaL 19 evflev  GlewaerfleLpemev
Q@ewmemriLimss Jviilevevr . Gewev® OGFuigsev (Fillet weld outside corner joint on alu-
minium sheet 2mm - thick in position flat (1F) (GTAW - 04))

CrrsabISeT. @)% 2 BIKEHSG 256/l

* Qablestlul HHL 19 6V pemev oL L HTTETH @)eWeRTLIL] ()60 63T S S560.

gLl &g OQeueflliigs  epevev
Qewewrilewer FhGFuUIg Blewew B S
Q)& TGITGTeYLD

60-90 _oy1b1 s AC LilesTFmTdheng FMblFu g
Q)& TGITGTeYLD

2 Gevrrs 2a1(p(HeuenevLs G IQUGDHTS 6(1h 6TULE 6D
gy aner CHment eulgaileh 9 SHewienL Wi
Blewevullesr FMlalayb e s aremaTeieyLb
LG LIRS SHIuSD &6 _mer  GLigEih  LITenr
SWTTLURSSS: CFHTETTey LD

Fig-16trL11g_ stvre 6v sivr”_gmiienest GG Lirrilesr
CLoeh emaud % afil’ 19 ewest [hlewevibl midHeyLb
Oascd®h) OFumiii’ 1 (Qenent i ener &dHLD
OFuis L& 9senienl_w 2 Cevrs 261 (h)(Heuen6D
FRWTH QOOSEHLILIL | _eTemalujLb, F7mer
1519 eweeruyib GlLimeVTLD.

Fig-260 &resoriig iy LF1g enienl i DjHeULpLD,
2 Wy UpLb Frmer 9emav,
QYEUITHALD @)(BHSHSLD.

FLOLDTSHQLD,

Fig 1

CLAMP CLAMP

WL20N1689J1

Fig 2

EQUAL WIDTH
AND HEIGHT

UNIFORM RIPPLES

FINISHED WELD SIDE

WL20N1689J2
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58 & erip (CG &M)

Luin& 1.6.90
OGeuevr i (Welder) - euruy 1_musivi_cir 94id Gleusvig i1 (Gas Tungsten Arc Welding)

1G Wy &b hah@HD auTujellenctd O&xTes® 1.6 LO).L5 FHevrpeiter sivG)L_ufesr
Oeveiv sivie.  6v FHITLL @)ewnenTLiieT LIBFamS Blawevuiled emaud sl LI Glaiev ()
GlFuizgev (Butt weld square butt joint on stainless steel 1.6mm thick flat with purging Gas)
(1G) (GTAW - 05)

Crragasmigser: QuilnFuier wpgeled Bruser Gm Cealetriy i Fmeraeir

s UTLIL_SBeTLIg @Temi SwTi OG\FuIHev

c op_ @ewr_Glauarl] emins g GL_g Gaicv® GFuigev

* souF aurw LIGATT 966y 9e®LDSFH6V

* Qauev(® LF®H Ly oy GFuUISH6D

* @ H5H50 OFUIZ LoHpmId uiey G\FuISHev.

2

50x 1.6-150

X04Cr19Ni9

1.6.90

NO.OFF

STOCK SIZE

SEMI PRODUCT MATERIAL

PROJECT NO.

PART NO.

EX. NO

SCALE NTS

=

BUTT WELD SQUARE BUTT JOINT ON STAINLESS
STEEL SHEET 1.6 mm - POSITION FLAT WITH

PURGING GAS (1G)

TOLERANCE #1

TIME

CODE NO. WL20N1690E1

279



Qeuemevullest aurflemns (Job sequence)

1 9y dsev 2 Cevrsiomesr SA240 g& 304L b
&ODhG HTTLIGT HTLd 2 6iTerm Gl _ufleirGlevsiv
sute amev Cab0)%(hdSH60

2 TGl eLpevLb HSh% (Lpewmulled L1.6x125x150
1Bl 6v 2 ges(hHener CoHremaumeT 9eTe)
Lo mILd 2 (Heuld eoLnd sl OeuevLg mImIHEHTS
Oleur’ 19 Glauev(®h GlFU e LD.

3 2w g& Geuevig i GLimeusnaTs (Fig 1)
Qarcvig i QFwiausn@ wperGr, Garev(
Qw1 ugrnlever xdHHib  OFdiu
Gouas@ib.

Fig 1

WL20N1690H1

4 161685 e 1_(tpeirer x 1000 LB).L5 (bertb Lo myLb
Oeucbrg i1 GIFUILPEODEHSG HGHSHTHLICLITED
osLiflevevrr gpuiflenastd CarrbO)s(B)%hHe LD

5 EWTh-2 2.0 .65
eTeu&L_1TLy e6iTd CopiTh0)H[HSSHa LD

2 QT 6T L_/RI6TV L GOT

6 Gl _uleTevenv svieed  Glarevig Ikl H @ LD
Lommib LT gliGn@ b (Purging) (2Lb /7 6bT)
e jelewet LITHSTLLIDG CoiTb0)S(bhdHeLb.

7 GTAW &b F&Flerpevrd Glauevrg mimiihasmss Huir
O Fu1 & OHTETETeYLD.

8 O _ulletrGlevsiv siute b afit’ g et Cov yayr’
Ly srors CFuIs) (1pLg-5%h Cauessr(hLb.

9 esriids  LiehFm  (Punching) ermuimi’ 19 m@
(Fig 2) 61 Lig SHHTOSLOTH ST OFUIH
o mid eLndsev Geuetr(biLb.

10 04Carm 15 1 ety (L L eien e -1

Limirg &) 10p12 lpm 161" 1 i / Bl 1b Filwirmest

ey LITUI%He06T aflgsGlenest FRGFUiLIaLb.

Flg 2 0TO25

0TO25

I

KN
AN
\
WLG2217H2

9/L"_L_6) G GuT
&L 19 67| TVEGTT® | Lblett et T L g F) 6ot odLfleveurt LIT HIHTLILY LT @8k eurruy
SHGOTLD il L _1b 197 & &G it b1 56T ga® il L_Lb| euTUy TS | QyiHeT LITUIG)
L6)..6 L8).L6 yrotfuwiri| Geurrevr | r&lev|  Lb).L5 LB).L5 LO).L5
16-32 EwTh-2 50-90 12 10 1.6-2.4 10 34
2.0
3.2 20 70-120 12 10 24 10 34
6.4-12.7 2.0 100-150 12 12 24 12 34
" Glowewriiflelr afsid, Gena, UL eriGum i oewflws Geustsrigws PPE
ety Garidas 26rer eLLiLserfeor (SGNCIILC L LITSIHTLIL] 2 L1750 h15H6T)
L9 Neysemen GL_d Geuev(® GFu1 s H iS55 21 6V pVSH DS QU S DH T T
MUSHHLT LIWGT LIS 6T S LI®SUILD LOD MILD &UITUJIFGIHLD

12 1o m e & &) 6o1

G 11

eLP GV LD

G) e ed ()

Q)ewewTLIL|HeT eLpLg ujLh Lo mjLh 6T esELD

QFuwIeyLD.

13 Gourr 119 w611t LIT 15T dH% Geuevrg i GlFuuyib
Quimp s Crig&b aumuyerest g 20 b),60(mb s
3-4 60 [Fi) 65 $5F60 G)F6L VI FGHT D F).

F@d) & erip: Geuevr i - (NSQF: Revised 2022) Liufin& 1.6.90
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G 6w 6b g i i) gy Lb
S AEEEE T

14 Lmidfeyienr_w Commewrib F7md@sHe0led
LFH  OlFeaysH ey Lb
Lo mILb

Py & H &I LD

LD wrs Q)mde Ceuesst(BILb.



15 99 SopaL" 1961 L@ 90° TGy THe b
GTAWetT it arpdh@emmus 70°e0l(bb s 5@
Oeuecbry mImID@& TG TTHEa b ewaud s (Fig 3)
Ly Bloibsayid

Fig 3

WLG2217H3

16 Glaweb(®) &b GLAwITeT ) LT1g b1 (LpeneTdhd,
Q6L e bCLIT &) L_TITF LM MILD GTEVHL [TITEHL_
QLT smast eLpeuLb (Switch) 9yetr Gl &1 Caili 1
9rEGemard Garaw®h LiTHs OFuiged
Gouas@ib.

SDHTAN S5 Fol_Grom (Shed) _9j6vev gy
P
S bsH0leuerwims &M@ CFevey|SeYILD
QaevafllitenL_wms ANHSTBVT 9J6vev FH)
sTHm Coiwswrs GFeesGer,
@ewauzafledmb s Garevig ki LIFrin@,

dLlemore '

LTHISHTLIL] LS BLILIH6Y F).

17 sivl” Glyesreharr  1F(H)  HISIGH  (LPODEOULIS
Qaresst(h) Ceurr LF1g cirepevrd Gaueb(®) GlFuia L.
CrL_& Geusbrg emer Gourr (Rootpars) LF(® Glaseb(®
QFUIBLIMG LpLpau HILDOTH b5 il Ceuessr(blLb.

Smesr auflems (Skill sequence)

Oeuevig mIBIHG FBLIGHTLIOTRT  GLILISHED6V
Ui GHDCUTSH GearsvBHBas@ GFe
QULAIILIBDGHLD  HMIb  euflendd &gapLoms
Carb0 % B @ bCLITSH G LD GET 606 60 6T
LD GoT &) 6V Croeytb

Gl L_ufleiTQevsiv  suie OH&HsGS CHewarwmer

) & 11 611 61 G 611 6387 (B) LD .

Oaucvry misile LTHE) DeWL_UBDE@ 2 HINITHGLD
Q@) B&@GLD.
1 @ewewrii) auemyFig (Joint design)

FHTUL Qevent DG @b Geneilenarsd
CarpOasBssH Gav® OFuiwueb. 9bs
FHITLIL (3) o GwoT L't L1 1T o7 L) & &
FTSTTELDTHQLD, EHMDbH &6 (LP 6T &I

18 Glawev(® LTLitleieir o 1 L1ds GleuliLidhewsi LD,

9 B F L1119 wiT 6T 2 6 65T & G 6% 6o Uf LD
O®L_auFenerT FTOFUIISDHE &HODHS T
26l GO G 60 U LD, 2/ 5% 2T &y
2 AU SHGHOTULD  eLIL|IeDS  HXIT S
Gauessr(B)Lb.
Q) 7 &vor (B 9B IS ©) 6 6V 19 6B GoT
CHFidBIFEH HODbSH LIL_FLD LODHMILD
9meau CGaFrpoouemngd@ip (deposit)
FHouesildh &kl 6T LiesresrTev  (backing)
2pshGHamaman (Purge) Qe Guim myid
Gasiv  apevid LIgmLoflSSHev  (Maintain)
Garear Hd. wppugId Y bsHLIDG
@ eu arfl G w1 i My & 6v 6 o1 (Purge)
SL_BIL1LIH S B1 56V 6oT (2] 6D LD LI L| S 6B GIT)
ba&&) il Geustsr(HLb.

19 GlauevLg Al OEIVVENIE
oM mi LD
Wy Ssp@b  umremeuuiley LIMGCFTEH S 5

(Lp GOT L LD
Q@FuruytbCrim b, QEIVES]

BleopGaipm Geressr(HlLb.

20 67755 O ou T (1h &M &M & OOV
Q@ewewrin@  Guenil_gever’ . Camgenet
(Penetrant Test) GLimed Filuims Ligpseor_wims
G & 17 % 69 61 6 W (Non-distractive) 414
) 6w cwor L1 L9 6w & & & 1T 5 Lo myLb
LMGFrgHever GlFdwaLb.

Garir YsmGL_apenerd Hailid sl
QYTHGT  QUITU| PLPGVLD (LG FeGIT
Q@Qearafl Gumng) s L_ullett  Geveiv
@aeuevig Gimilesr Gaurflenest ©\LIT S 6uTeoT

LD FUN® LT HIFHTHSBLILIGBILD.

SHL_(HFHQTTHALD, Lo mILb &M bH S
OQFevaleromaayd &enr &6 LD LD,
Copamouds@esr e 2 Govrd 261(h)HeuCeum(hLb
wpmid 2 &SCur®d Gupiin . Geuesst(hLb.
(Fig1)

2 sgsLomer @emewtiiLy (Joint cleanings)

@&emailestlab (groove) eaiGleurT (b Ligasd G GLosh
@ophs s 12 1051 1 msh@& Oeusd®) @Gemal
(groove) wpsgewsuid CFigsH LoHMILPGTET
QsdTFE  FaAHS  LFLSeT  wpp
Q)_sGewevtuyb FHgsLb GFunuii_Gauetr(HlLb.
wpp o2 Cursmisafley et o phHerGaer
LweTLRSHTSH w6 _ullerGleveiv  svie v
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FSHSHTHISHT 9J6VeV G sVGO)IL_uileirGlevsiv siuLe 6b
Lrepausiv jewerd b  svblL_uflesrGlevsiv
swieed 2 CwrssECHTEH FHSSHLILIRSFH 6D
Gauessr(plLb.

Fig 1 ¢

—Tr SQUARE EDGE SHAPE

(GROOVE FACE)
THICK

0-2mm
] |—

SQUARE BUTT JOINT

WLG2217J1

Qaul’ HBeVISHEGHLD LoD MILD F)6o) T 6OsTLY I
& (1 & & @1h LD, & & ) & 61 LD LomHm
OQFL_Bamend @b Bbwew Geaames
SpTH@HSHGH maudH S5 0 TeTer
GouassrHib. @)emausanar sivo)L_uilesrGlevsiv
61VLR 6V LDM) MILD FHITITLIGH 61V1C V6N 6T 6T hS
Hlemevds @ LI LIRS HIHemeOULD LOMH MILD
PGy Q& T LD InL_ 5 F)ev 9Cz
Gauemevenrw & GlFuiuyp GroemaullemnesruyLp

LweTLI®S HIHeev Hailidhas Geuesr(HLb.

Qe itnDgHs Casamaiwmer ouFH ser
(pLoTOWIHNBHEHE GHewpsbHev) (Joint Fit up)
(Distortion control)

suGl_ufletTGlevsiv - svieed  GloueL(®H  HTSHFHHELD
LpmIth 2 BLTHPSG s GDDSSWSGLD,
QBBSHLTH  OFUIBHEHEETL_TET  UF G HEHGT
<9/ELDS B SVILD, BeLev @)ewaewnTL 115D Sl GlFiUIgHeD
GTGOT LI (LPLY-UWITS G&TMITGLD. (Critical)

STrLer svieeme il sv6)L_ufesr G evsiv
sivie syienienl i GleuliLibengd Faihs (Thermal)
eilfeursaid 9@ HLoms Q)hLiGsHT(RHTLO6,
Q)BT (PSSBIHFGHT  HTTTLOTS D FHLDTS
FBESSRID D DID 2 BLOTHPSFDSD euLf)
2 6or(h)

Fig2 651 srevsr g sLiLg Frilwimert bleweuwmdh@&esrn
Frgerb (Jigs & fixtures) @eweuseward G)metr(h)
2 (BLOTHDSF T Geond s OHreraCsHm®H
Fshlwumer  eufleoFds@Plu  Glaredig emesruLb
QLTS sLoTeT CHhemardComnhm FiTsHethisCaTTHILD
&ODS 5% OIHTGTATEITLD.

S FTSTBIFEOGT [HlGOUUITHGHEIGTD FITH6THmD
(Jigs & fixtures) LiuwiesrLi(hldh 5| H6L

Fig 2

WLG2217J2

* oL _m&uLb, 2 @rLoTHoHedleyb (backing on
distortion) (ppeugioms HediriiL g Gloebedlus
SHL_(HFH6M6L (LPLYWITS FlEOeVWITGLD.

Fig 3 60 a2erariig 10805 (@)eneweriiSesr
Q) L" 1155 (LpeneTseil ey L6TLIdS LiT gk
Qa1 1’960 2 6rer yemioliysefeyb Gr_d
Geusv(®) GFuIwIaLD.

Fig 3

HOLDING PLATES
/\

[ I I 1
[ T 2 ] [ ! 1
| |
IS
@]

BASE METAL
BACK SHIELDING HOLE

WLG2217J3

4 odilevevri gauiri (Fillerwire): s’ G)_etorig &
swO)_uflesrGlevsiv siuie b (austententitic stainless
steel) wpmib  yser CrmEhEs G 6w
g LiienL_ufevgmest G Gl HHSHLIILC 1
Oleuebry MmImEIH@ OFeVeuT@HLD IHHIHATTESHLD.

@onhs srruer  Oamere . 200805
@D Reirerend LiwiestLi(hD HibGLTH (AWS)
a1 ER308L ooisbevrr qpuirflesr  L9Mlaysener
Oeusbrg hi GFmemervuilL’ 19 epevld  GHeODHS
HTITLIGT oolleVevT uirflahr &7 bi%ener
CaipOsBhseyib. Fig 4 b &Hmiiguirig
HTITew LR eruytbCrim & & ITIT L1 GST
QUIT(BOTITGT S| HEHMGUHDS6ETL TG GUTUILIL]

2 66T ).

Fig4

iliENTIFICATION

DIA | ER308L |

LENGTH ‘
I 1

WLG2217J4

FILLER WIRE (STRAIGHT)

5 Ldisivr et etovs L _Gpm® sHwimildsHev
(Tungstor Electrode preparation)

L_BI6TVL_GOT GTGVHL _[JITL 61V _9J6W6OT S HILD
OFevailaTiD YFTHH 266U F 6T
Filwmer GFwevrpempuiley LweTLIHSS
Gaueior ®ip. o1 © eoresil 6v,
QarevBHesfled 2 MIGHeUBILD 9 6V6V F)
LOIT )| S @VILDTHT F).

<9/ G 6U F GIT
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QULIT HIUTS LIL_GG60 HITL 19 Ui L hleivL_65T
LPOTHAT HWITHSHHLILIHSeSTDET. (Fig 5)

Fig 5

DIA |

LENGTH

T RED STRIPE
I

2.5 x ELECTRODE
DIA

TUNGSTEN
¢ / ELCTRODE
ELCTRODE — INCLUDED
DIA ~— ANGLE

‘

WLG2217J5

Casiv L IH@&Hd o ylimed  CHmgmuiomest
OB L (hdh@ L_[BISTVL_GST  GTGUSL [TITL DGO
T Bty Gpseid
QUIT(RSSHLOTGT L _EISIVL_eO6Td  HUWITHd SV
(Fig 6)

2 srpComi_1L YEIAEACK:-5 )77
UM S Cuimass Lm & &L e esr
cwauwimen Geuesr(BLb.

Fig 6
GRINDING WHEEL

TUNGSTEN
ELECTRODE

RIGHT WRONG

WLG2217J6

ELECTRODE POSITION FOR GRINDING

h&T DJaTeyLILg- L_fhisiuL_eneT Hlenretsr(h) GlFuieuGleh
BlesTFTTdhHenl_ullest P &6 gessrig et  eLpevLD
QL wmertll B GFuiwe b. @@ FHed6
sevstewst iy LomGMCLimed GlFui Cousssr(HLb.
SLILITGST L_bI6IVL_GDGSTd FHUIT g6V

Gouevig BmI&G6H LBl Hew _uleTmed & mid G
Lo T LTS GBI (B Fewgessrig i QFuybCrim s
Lot G Cumg, 9y Hmer gy
<9EDGVLITULD.

um g srriLy (Safety): L_misivr_est GLimedTm
2 Qovmamigenr G&HL 19 ujl 65T Fnlg ui
2 6L _ujLb & GOT 6B LD U 6 L_ LI 6B G .
Gewgeisrig i1 QFuIaunFlev & T b6
THL®BSMN ST L_T6T & TUILIL|S 6T
2 GITGIT B

1 UTSISTLDE HEOSTGETTLY. Dcusilu
Geuesir (BLD.

YOEY; LIwedrLime 19 M@ (Lp GBT GoT IT GL
FrolFliousN@ YFSHLOTGT 6T6VSHL [T (R

Capemaul i ihS e H).

sauF oeuTul (Sheielding Gas) : GTAW-air
QFwicvpempuiey FAwmesr FHaiF eumuellenet
CabOHBSH Gomgs s _ullerGlevsiv
sivre b Glarevig HIRIener FevLioms G)FUISHNS,
GTAW- 6 SeusF eurwelener ©VLITH6uTs
Y Tawar LweTLRSS  svb_ufler Glevsiv
sivie asfletr @)ewenri LD, 2 LCuITHLILIESSL
LIBGSGST D ).

Curgiorer seuFaury) rser CHemaldsE
phigb Cumg ewpL a6t o (bl S
S 7111 G & 1 (5) 6T &I T LD 6D <9/ & GBT 11 GV GBT
Gloucbiggyieir @) (hLbL|d G selile e a)
GHODUTSH T80T LILI(H 65T DG

arTujallesr sHLflFse (Purging Gas)
sivG)L_uflesTOlevsiv stuie 6lle 9JewaTd % PHEHM
©leuebL_Teer HTLg- (groove) @)eweserLiL |Ferfleh Lob
QT (Inert) &% emaorLy L1 6t L1 (B & &)
Courrtiifig ewar  Gouevr_meu G mh @ L9 e
9|(LpFHGHFHEaT (purging) 6@ &1 F.
svG)L_ufsirGlevsiv  sivie cOleb  Gourmi'1LTig enesr
Wt QFuiuybGrim g Gleuev® GlFuiuw i’ 1
LerL1555F6T Grov ©OeueOL 6T &) HTHMI6HT
eLPGULDITS D F&BHLOTHG: Fa(bILD.

Qewewti 96T 2 11155 FHeupmlest Geurflesr
919 L1115 LT B eflapdHesrenLo (Oxidation)
UjLD GMAUTSH 2 emib Bl @)(HLILISHGT I
sailiSsip, el g5 e ® b
STHYGT  LpeILD  SHLOFFGYILD LD MILIGS
UTSISTULEDEG QTHeT 6 Tuyeienesr
WP FHWIoTH LITGIG)TS
LIw1GST LIRS S L1115 G 65T M 6oT.

Cud i eumuyeims epL [T e 6w 6L
LT RS SLILIBHEHSTD HI. B FHLILL F
LT ST DSTS irsmear Gud 9L
QUITUJRUTSH QULPHEISHLILI(HFGTDGUT.

oy OFOeID T SSFT DL L GUCHEET
(Table 1) &#rfl LT G 5150\ HTETETGLD.

Oeuevrg mmiHETRT F5% (Power) auiflsair

(GTAW)ab s @ ular Qavsiv  svie ayd @
QumgiaTs Tl grm®h GBS 19 6
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Qumrevrrfll 1y Cpr estFmysSn@ (DCEN)
Oeueig AIRIHE@& euhd LOGTFTTLD  [Bl6dT M)y
o hbGrimgtb  (Volt amphere) _9/6bev &
Blewevwirest  LolesrFmb  GleuefGw mieusnH@Lb
LIIGSTLI(HSGSTD .

aLoev(B) sivieemev il 6ivG)L_uferGlevsiv
VICWTTH B HIOTSH L GSTF T
AWSSUp>  LPYID  FODHS
QaIliLiGengsF FTihd FHLILNemeTULD
QareamL_g. 2245CarBTer »ioev([H
suie ey uiemgalll 9Gs5 enmeeTern
sOIL_ufleTOlevsiv sivics guI(hHEG 20%
LE) G5T & IT [ LD G Dl THD
CapemauliLiGF) 6T m BJ.

L L_cuevewnst 160 O&T(hS HieTerLILy LB%HeyLD
L L_cuevewnt 16 O&HT(HS HieTarLilg LB%He LD
LiwesTorfld@LD LOIGSTFITT DT ey H6iT

9 Fig 760 o amemiily  sifldFaadler (Purging)
T HLITHHET
GrpsesrL_  aumlenaFulleriig  (Q)emewr L9
2 1" 1@ G uied O euefl & amnHplen e w
QpSHGHmarujb st  GLIT &ILDTeT
siplFFvgHemaruyb  (Purging) Gleuevig s
Qliausn@ wpett Fnl 19 Cuwr HaiTd 60

Gauessr(lLb.

Fig 7 SPONGE

SEALED BY TAPE
ROPE WITH CONNECTING / PIPE
ROD P - /
| |
" N
| |
| |
| |
T T
| |
| |
o
T

— PURGING
— ]

DAM
|
/‘/
L/ |
PURGING

GAS INLET

/\i

PLYWOOD

JOINT

WLG2217J7

PURGING ARRANGEMENTS - PIPE JOINT

a Uerids sLplFFepsasms  (back purging)
9 T&HesT  aumujenal 99.99% LiweTL(hS S
Couesor (L.

b wmrev&lesr Gr_rnfletr (Maskin tape) epevib
©lascb(h) (3)ewewT L 1L96H6HT eLpLY (LP(LPEDLOWITT,
Fev eweud % afl_CGeussor(hib. (cover and seal)

c 21 11ds  eumy Oerell Cuwpmsed)er
FLOHFUIST e FLoomsGaur 9eLev F)
Fs  ugursGar Q) HSBev
Grroreflgsed Ceussir(HLb. eumujellen/ent i
9D BHSFev, 21 LIdS & LY & F 60

@)evewToCeGuw Q)i genatuyLb
Giromesildsed Gaueser(hib.

d @ Bbl_G50H&$20 Ol L _rfshv )6t
21" QFevab aFf HLOTSH Q) (BSESLD.

e Gevevig mimiled HLplFFadlenear (purgig)
PUPUGIIDTSH DDA SDEG — @ITU
QFeLVIHNGHT  HTVHDSH (PGS GOLOIIT S
weud sl Frms 9y ribLisse Geuessr(pb

f gopbss Golger  wopuied
Cuid 9 1Cseiv Q) F 6V VI & VI 5 &
wereyfleniouyb, Geueb® G FuiuyLb
@ewewr DG oliumed  Gouaflliyms;
sThpleveru)b,HTHCHTL I & FlewesuyLb
Guoev Cprs& ojent'ijomm GlFdwieLb.

10 ysedlggetr Lol 1L_SGlemast (level) 9jam s 60

@&eowbs ULl b 1% o1 11ds Geurr
Lgina@ 9 & ed @ e
oL 1 SFen6sT eI LDG)FFHeVTLD

1

Gleuevig Bimiled 9jdendl@est aumu eLpEVLD
are semar LNfld s HTL1guib L6y
QFUIBEVULD TUTH 6T(H&HLILIHG TG,
QFevab fsupth CausdGler HTevpLd,
9 GHeadl @eien L D GIT QT L_& & LD T GUT B
TDDSOHTETST WPy Ts enaIDG b
Qevewrii) @) hSFCLoWTTTED, %6t
Gpouayd LMGFTHsHeb. o@mGaimen
2 H0I@6T 2 6T &b 2uwiTiol L_S&e)
@)L i96tr, Fledlevorr_Menieim @)(hHEGHLD. 4T HaT
2 (HeUTSHGHH®VLIGLITE 9)FhadlegetT jemreyLb
(ORI

Qaeuevig mimllesr euflemaFapenm (Welding
sequence)

©leuevrg i (QuidSHgeenest o 7LD ILIGD S, (LpedT
Oleuevrg mimienienr i eurflenF(LpedDIH@ HIHLD
ELINDGETL T uTy  6f b G e e
GDDHHD

QYT HFI@IL_W 2 wITUPSH VUG
epevLb  FHeumGHHeptb CHuigHed eLpevLb
SlouniGaiearldb HelTHSHaLb. ()56 TeD
L_rhisivr_gnenl i OleuebLy i Dy sHLOTHGI(HILD.

) o ewr L't 60 L1 F & D) 1) G euebig b
Crotbi@LdCrim &) (Proression) & my (LpGST G HITH
Geusbry 1 GlFwiensuled b Cr_'ifemesr (Seal
tape) yysHmCaueisr(Hb. Goeugmesr g (root)
Fnseasullcd  HLHQITGHLD QUL T 6T S
Qpssevib opmid GleuelSHTHMIET eLpevLD
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LILPSHENL_FGVILD SHGT QULHNIT S BTG eurflendd
FTLoLom s HeOnULD.

R LiTaGSHenest Glaucv(h) OIFUISHTeVILD 9(6V6V F
Oordsioms GeuellerHmiHeVId DHeIHL_ WL
Courrif @ Glouevr_mar ine, Cr_& Gessbrg enesr
2 (5G) 61(hD HIeL_cLD.

L el et erTevdh L gmer sl 9 (hdbBd 5
LILPSEL_ITLOGO (hdh L_TITFFGOET H&HHNITS
6 5 SH0HTTaT Couessr(hiLb.

ool ewGl_ufleirGlevsiv sviesd (fro stainless
steel) Olauebrg AImile) GBI F 2 1° 11555657
175°C wiesr Qe iig@n@ Foms eoeud 5Hdh
Qamerer Coustr(pd. 2 wirGals  BEHHH6D
ufpgiewgdhensul b, sHer Geuliih
21" 1|BHB6V HODUTHGYLD, HTTenLi(h) eTrflujLb
BleweoullevLb Lo miLb 2 (HLOT(hbGYILD &HEDHMULD.
(Distortion)

sa 19 gyieol_w Goprigliyy FHm 15065
oer1(hHeueVT&u LD, FPl &5 &Hhg Hlenevulleyib
Glauevrg 6t CHTHDHLD HTewwTLILI(HLD.

srirLest  GCFgmioed  HeMiLiigenet Glaev()
Lgtiing s secsens  OFeVid HiHeyILD,
2 & ssHeTewioud, Gerlitid&esr epevLd
a1 edflFedlenestu b oMl HevfldH6sTEmLD
QUi LITrenaluiled stuGl_ulerGlevsiv siuie 6v
RUIT LT e uewewTd O)FHT68 () L)% FHevueTd Sl 65T
@it L9yely GFueLb.

CLRETRIC)
sLplFFSlemienl _w gy ementHenar (dams)
bE@BBemev Hlewevbl midhsHey Ceuesr(BILD.

GlarevLg b OEIVES]

(Fig 8)
aTfauB S BB Q) e ewt 1196w er S
SBS5Hev, SHLflFFvsatler (purging dam)
2BHS5&HFT F6oThlewevulley @)(1HdH6v

@ouevig i1 Qe Ly % eor mev

GouevL_mTarTensd FHhbHo O Fulse

o Covrsmisafled Bl &5  OLITHL_Hener
wpedDWTs HHM Ceuesst(hLb. &lewresTLy i eLpevLD
Fov GHEODBEGT FGULILDITH FDMDGUITLD. DG
Garcv® 2 CevrasGeyerer Glaed®d stvGi L ir
wpmitb svevrr@ (slag) Glewevrg eir  Grogyeirerm
Fsringurer 500G _apeyiib, GleuliLib
Lur&lgs LGS wpoib  Gleusdiy iG55
Lglifefled Hpwrppblébevmoed  HD
sTemauGuigyid @) msGLomearmed Copiray GlFuis)
opmid CLFCeuayett AGHFeF eLpeUPLD [hdHH6D
G bHeUUITGLD.

13 L9460m1 Lo Mo Grien)Geuagesr (Pickling and
Passivation)

Q)rFmwestdFet eLpevib Glausb(®R) 2 CevrTsHdFletr
uglifer  Gogyerer psemenv  ooLiedlenio
L9560A1  epevid  hh@GBVTGHLD. ewaml Grm
ooLf@pflg (HF) wpmib enmi s (HNO,)
9JLbleviserfles HevewauskerT@b (Formulations)
1 60 L T el Bevoresst (hL_ciT 5% ewpL rfld
24FB sveaiud, 50 blebed) 9yFewi_ujib
&6V &1 HUIMTMsFHe b, Grogyib 6T 16T 5 GLo
Haevreuet 6o Hevb &l O)FmeiTer Causssr(hLb. 4 F)(h)
OCFidHIH60 (P b LIDGLD, Lp&STFaL  19.ujib
& GBOT G80F 6B [T CFrrdsaib, 24 F®
O F a1 H1en5Huiled 30 BILAL_1D G111 119 WiTesT
OBHsHHLD Q) (BHe0 Cauass(plLb.
14 g s uMGFTSdHev (visual inspection)

owears s Oaredig ki
PLY-bSa| LG,
2 (H(paUemeU LD, YL L1155 Glaul’ 1§ ewestuLb

Lp (Lp & I LDIT 5
G sugumer 2 Curs

Y STTLOTSHS GlaTes(H) Galenev GIFUIBHemerTL
urrd & LMGFT&dameyib. (Fig 9)

Fig 8 UNDERCUT

‘7//,

UNDERCUT

UNDERFILL

N

[ EXCESSIVE
. [ CONVEXITY
WELD METAL /

Flg o FACE SIDE ¢

3mm
THICK

ROOT SIDE %

WLG2217J9

SINGLE SQUARE GROOVE BUTT WELD

WLG2217J8
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58 & erip (CG &M) LuH& 1.6.91
OGeuevr_ri (Welder) - euruy 1_musivi_cir 94id Gleusvig i1 (Gas Tungsten Arc Welding)

ooLflevevr’ Gauev® - LIBFEemS Hlewevuilev 1.610).L6 H&HL 19 esflev 61V6)L_uTleirGleveiv
sivie ey &L 19 61 Crosv ‘T’ @Q)ememrgsHev (Fillet weld Tee joint on stainless steel sheet
1.6mm - position flat 1F (GTAW - 06)

Crragasmigser: QuilnFuier wprgaied Hruser Gm Cealetriy i Fmeraeir

s auemgLL_SGlerLig @memus swiri GFuisn CL_d Geusv® 2JemLod S
s LBFs Hleewullev Gleuev® LT®H LIy ey GFUIHeV
* @ H5H50 O FuIZ LoHpmId Yuley G\FUISHev.

]
GTAW
2 50x1.6-150 o X 04 Cr19Ni9 o o 1.6.91
NO.OFF STOCK SIZE SEMI PRODUCT MATERIAL PROJECT NO. PART NO. EX. NO
SCALE NTS FILLET WELD TEE JOINT ON STAINLESS TOLERANCE 1 TIME
E @ STEEL SHEET 1.6mm - IN FLAT POSITION (1F)
CODE NO. WL20N1691E1

286



Geuemevuilest auflems (Job sequence)

1 saBasmaer ouenFLIL GGleTLIlg  HWTT
BlevelitihsG leflbLjSHemerd &b S
QFuweyb

2 O _ufletrGleveiv  shuieed @It  LITeHEHGITL
LG LI(WSG) LITLILHeTdF FdHLD O)FUILIGYLD.

3 Qeusvig s Cewr 16& HHBHwer ‘T
@)ewewTLILITS 9jeDLDS:H@ LD

LITGISTLIL] FITSHGOTBIFHEHGT 6usi Ui LD

4 GTA Qleu6big i LIGTTERTL DL, 9YTHET GUTl)
Q&HTEBT(h 9WLDS:H@LD.

5 1.600.5 L 1L_(LpeiTer eTevdL Fmewt_uib 218115
&L L @peirer Bl iy & &b e wuyLb
CarhOsBsSsH DC-$&T15 TS gm[
LpevaruieneTenild Glenressig i GlFuiuiaLb.

6 werGermi’ 1 _geng 60 pbiflwr apsed 90
QDLNIT S OO H@LD.

7 QFIQUIT(RTHET ewindHavid, CL &Gk
QlFU'I1%eILD.

8 giav(hgmener T QenewntiLims Glausvrg i GLoemi
L5 & GWLDSHGYLD

9 HTHIGFwETLI LIWGTLI(HSGE) 568 (h % T
2jausenest blenevuiled Liig SHe b

10 OpHS&HSSH0H Hewl oL’ 1 _GHHL (bl
OFbigssTH D Qanl_Gleuef (9)ebrmluyib

DETETHT eTeTLIans o miE OFul s s
Q)& TEITETGLD.

Smesr auflems (Skill sequence)

1M LCewgsGlamwr Glamess(h) CFrGldbsHea b

12 @ewewriifetr (@) ppenaaaflgyb  Lom miLb
s Gulevid Cr_& Gleusv(®) GlFdiuiaLb.

13 L_rirdens @)enewriis@ O)FhiGaHTemnTLOTSHa LD,
p&Ta) GewFulesr Hwomr 30 CsrewtdFled
Crrd&lujb (3)hdb@LbLig wiTs 1919 S5HeLb.

14 gid apu®ss 2B6Hs Csdsims
TDLIBS S LD, Lo FHauTaer ‘T (Q)enewt i et
Coupd@ 2 (hdsLiLihaiens 2 ni% G\FuiweyLb.

15 &Tyewrib, LIGSHFHUTHET () ewewr L1196t
Courrliimsgensg L eTtedsl grhehe LO%
9/ (5% 6V 2 GIT G & IT 6V QYT S,
FaITHEh%GHF OFerm () ewewrLser
CauTLITHSe0SH 2 (EHGH@IBNEHLD (LPGTLITE LIdhhS

2 (5% G & (p)LD.

L& F

F QU [T & 68 GIT

16 Blyiidsiblenw spmmlus pen_wirs (Dabbing)
(CasT_RS0STL ®B) Blolitieyib, BTl
HDL9G@GL  ojl1med 6T (b @ bO)LITp H
LrirdFens LpetCermsd) O\F apidhsHayLb.

17 Blyiidaibilenws oL iimed 61(R)%:@LbOUITLY S

9 &I LITHIHTLIL| UF QUTU|SHS6T () hSFDST
eTeTLIGN S 2 miG) GlFdiuieLb.

18 g eweu plgdsh QevewTlieniid  Garflm
QIYEEI

19T ot ypdeows FmliSlueindg,
LssSH G sl  Oeuis 94 Gs
Qewevapempenw s esrppP Geusd(®
QFuIwIeyLb.

ooLflevevr Gauev® - LIBFEemns: Hlewevuiev 1.6L0).L6 HaHL 19 evflev sivG)L_uletTGleVeiv
sivie ey BHaL 19 61 Grosy ‘T’ Qememrg sHev (Fillet weld Tee joint on stainless steel sheet

1.6mm - position flat 1F (GTAW - 06)

CrT&EBISZET: Q)5 2 HBIKEHGEG 2 BHa)6ls

s auamgLL_SFlerLig GL_d Oeusvent_ swri GFuig wpmip GFL GFuigev.

T @)ewewriiLlleh 2 CourTaSS)6T HTLD 6TEIRIGT TS
@) wL1epin, Bl 2 Gevrsib euFLDT@Lb.
ooLflsbevr’ . (Qemewtiiietr  @)pymptd  Glausb(h
O Cauer (b 6T6TLI ) (HeNG).
QewentdHLi@RD @)L S OFuiuriii

Couelorig w  Lig ey pL L1jFHefled (passes)

Tt beans, 2 Gevrad G edr
Qumwssib,  Qbs
QeFuiulin Ceuesorigur  Glauehig 6T QTEmaIL
QLT (% HILD @)(hHEGLb.

Flwmer eumulitimuienes Liflb s 60T dLl

&6 &0 &Ll

O & wi6b Lp e m u) 6»

ul L eumrm  erummaeyib,  (3)ebenev G usetled
FQUFQUT] LILIG) M| UeHHUIGD @)(hIHHT H).
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Fig 1 Fig 3
SURFACE TIG TORCH

FILLER METAL
TEE JOINT IN
POSITION

15°-20°

WL20N1691H1

BASE METAL J

Fig 2

WL20N1691H3

Fig 4
TACK
GTAW

TACKING PROCEDURE AND WELD POSITION FOR A FLAT TEE JOINT

WL20N1691H4

WL20N1691H2

ASSEMBLING A TEE JOINT
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58 & erip (CG &M) LuH& 1.6.92
OGeuevr i (Welder) - euruy 1_musivi_cir 94id Gleusvig i1 (Gas Tungsten Arc Welding)

u®BdEens Blevevullev 50660 1 i oL _uptd 3OS L T &Heui FHGI(LPLD 2 GITGT
gjablestlwg @Grpruilest Gosv wpL 19 ewewriLims wpl” B Gauev® OFuizsev (1G)
(Pipe butt joint on aluminium pipe $50mmx3mm WT in flat position 1G)

Crragasmigser: QUiulnFuier wprgeled Bruser Gm Cealetriy i Fmeraeir
s UFTLIL _SBeTLIg @Temi SwTi OG\FuIHev

c op_ @ewr_Glauarl]l emins sl GL_g Gaicv® GFuigev

» Garev® g ey Sp Crrsd GFuIgev

* @1 F5H50 CFuI g Garcvh) GPUTHF®er ula) GlFuIZev.

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 @ Z50mm x 3mm WT IN FLAT POSITION (1G) CODE NO. WL20N1692E1
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Qeuemevullest aurflemns (Job sequence)

1 yablesilud Gipmeow Gl&mBGaslir (hHerer
ofereysafler g Geul’ 1y oHmib STt
QFuweyLb.

2 G Gleueb®) G L6 LomH miLb o bIGleT
et o galujL 6T LiBGHems  hlenevudled
@Lpmeoiws Couiihss oenLod:aa b

3 Qewewrlievrs sipmifl 1204@ en CL_d afgib
CL_& QFu1g (LpLg-FFHayLD

4 Fpmmitb srm&enw (roller stand) LiwiesTLI(hd %)
GpCprsGw  Geuevig i Fleveven L
LI mLofdbsHayLb

SImedr eurflema (Skill sequence)

5 pevev GleueL(H) LicvenestL G)LImIeUBHHHTS, FiTTest

CouadGleb @LpTeni FHLpHM&YLD.

6 CupGlsmear@® Oeusvig i OaFui BHdS

LGS GG GLpmeows Hipmn) G)Fuiuieb

7 Gun@mliiil 1 GFwedapevmeni, (B)enewriiL]

(P (LY & LD UI IT & G ased (b Q & U1 5

wpLy S&L1LIBILbeUenT G\BTL_[T6yLb

8 Fn&d GFdiuliu@m  Oumms Sl b5

(Rotating Fixture) Q& 1Q)LIT(HeweT dhHe L.

9 Qevsb® wLIgwer HHHD OFUIg uie]

O Fu e LD

ooLflevevr’ Gauev® - LIGFEemSE Blewevuilev 1.610).L6 H&HL 19 esflev 61V6)L_uileiTGleveiv

svie e HaL 1 651 Grocv ‘T’
WT in flat position 1G) (GTAW - 07) (1G)

Q@)ememr S H6v (Pipe butt joint on Aluminium pipe $50mmx3mm

CBIaESHBISET: Q)5 2 HBIHEHGE 2 BHa/ald

* 1" em_wret 1G Blemevuiley 9javblesilw ewuitienir Ll gmuilesrl GFu1g Geusv® OGFuizpev.

@Lpmenw Gleusvrg i GFUISHD 6T6dTLIG LOFH@ LD
255 TSt OFHTeTL . OGFwevTGHLD. () S5
Fflwmer GrliL@®dsHe L _aitb, @& Lpmuiles
IGILDLIFHEDAT FLOLDTH 2 (hdhEHoUHGST CLPGULD [FeU6V
oen(pheusL b GFuniiin  Ceusssr(HLb.

Cr g Oeudwiiul L Gpreow  &ip ey Lb
QummsGullesr CLoeh ewaud s STTTTLOTHS

FLPOFDST 6165 CFTHdhHa LD
1606V 21 (H(baUSILD LIpLILITLiLjd Cgmhmepid GlLip

CL_d@s6r Fflauy 2 (HdhaseLb.

Fig 3

WL20N1692H3

WELDING FIRST SEGMENT

290 F@d) & erip: Geuevr i - (NSQF:

Fig 1 750

” <A
—ROOT FACE 15

1 ROOT GAP 15

WL20N1692H1

Fig 2

1.5 DIA ng

USE OF BENT WIRE OR SUITABLE SPACER TO SET ROOT GAP

WL20N1692H2

Fig 4

WL20N1692H4

Revised 2022) Liufn&) 1.6.92



58 & erip (CG &M) LuH& 1.6.93
OGeuevr i (Welder) - euruy 1_musivi_cir 94id Gleusvig i1 (Gas Tungsten Arc Welding)

u®BdEens Blevevullev 50660 1 i oL _uptd 3OS L T &Heui FHGI(LPLD 2 GITGT
M.S @roremw 2 (L HBeVlev ‘T @ewmenriiLiTsgs oolflevevr . OGewev® OGlFuiged (Tee
joint on MS pipe f50mm OD x 3mm WT position flat 1F) (GTAW - 08)

Crragasmigser: QUuilnFuler wprgeled Hruser m Cealetriy i Fmerser
s auemgLIL_SFleorig afeurds flendsliL_Send HwTi OCFuIsev

* ep_ @ewr_Glaual] emindgev opmid GrL_g OGaucv® GlFuIgev

* Grmadlir plewmevullev Geusv® LTH LIy ey GFuIHev

* @1 F5H50 CFuI g Garcvh) GPUTHF®er ula) GlFuIZev.

50
3
\ 1 B
| |
| | /
| |
\ | A
| |
| |
o) | |
N | | ™
| |
| |
(]
— i, —C_A4 [Te]
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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Qeuemevullest aurflemns (Job sequence)

1 @LpTiiseer QFHTHGHLILIL 1 96T e hEhd:
Geut” 1_aLb.

@we® sviee (M.S) yer SGlewer
2 miLiyydsener Geul (Hev (cutting of branch

components in mild steel)

2 90°Glemer @LomuIS@ lMleurss  euewrFig
SwrfdHgHeyb. (Fig 1)

Fig 1

I

I

I

|
G d Hoe 1 2 3 2 1 0 1 2 3 2 1 0
DEVELOPMENT FOR 90° T JOINT "50 mm OD PIPES"

WL20N1693H1

3 @Lomi 15 &) ifleurTss eueni LiL_gewsd GHplu(h)
QFu1 5 ahmeT ) ens Geul’ L ajb
& rfl Wi Gor

4 GLpTUISHGET <9/ G @ & (6Vh L GdT

2 GrerereuT ere 2 % GlFdiuie b

5 eoLoch(h) VI ITE) 6T ST d@GLOTUIFHEET
sefl auens ydel-errflauruy (Fuel Gas) aug e
Qaul” B erh&rid GEmesr® Geu’ 1 eurLb.
@)eleuTpreT FrgeTd QTS Q)L hisered
Fig 4 60 &7l 19 weurm 2 6rer LomGlifl 2 (heud
Cari’_1g ewer, svGleogiit (Q)) FnlTTeT FTdh@d:
HL LG (LPEWET eLPGULD eUeHTh 5, O)FGTL _IT LI@hF
epevLb el _wirerd GOIL (B, Hewerds
G LpTE U 2 (HheUMTHHGITLD. 9o
GGG H@SLOTEOW GHHWITCD QUISFHLILIBILD ) 5G)-
srfleuruy Qe (Hib FTHTSHBLI LILIGTLI(HSE)
gL wirdh @lsafler euplums Geul g
2 (IFGUTSHHGVITLD

6 Glou' t i‘'ni’ 1 efeflibrsefley 99T HobasLd
QFU1 G TTeUaLD.

7 SLPMUISEHIGST LML ILITLILFET L5 51 ST (HFHET
THTUS QBN OeHUFGNT [6dHa LD

8 Hlewardh@Lpmens (LpSHeTenind; @Lpmiyl_esr 90°
CamerdBHed aninds G @upm@
GFuweb (Fig 2)

9 2 BSHMewiid HL QLIRSS LD,
sar(hl(hauenevd OLmeyd @)enewrlienLs 2L6).L5
Caurr @aenr_Geveflyyr et GL_sGleassd ()

O FuwieyLb. (Fig 2)

Fig 2
TACK

\

TACK

Y

ALTERNATIVE TACK
WELD POINTS

FILLET WELD EACH
CROTCH FIRST

WL20N1693H2

10 Fig 3 o0 &evor_ourmy Oeusd(® GlFUIwiayLb.
T Qevewriiy Gaeusd®h GlFuiuyibG LTy H

Byl
®HUWITGEHHD Frileur Llestiipmrii_Geueser(HLb.
(Fig 3)

1 Qewewriidener Glassd®h OFUIgID, FdHHLPLD
QFUI&H| (LpLg-FFHa LD,

12 ypliugliys@eopum®ser @plss 9 uie]

O Fu e LD

L_[TIT&FEFULD FLbLY e usuyLb

Fig 3

WL20N1693H3
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Smesr auflems (Skill sequence)

LBdEens Blemevullev 500860 1 i o L _uptd 3OS L T Feuri FHI(UPLD 2 GTGT
M.S roremw 2 (L HBevlev T @ewmewrliLiTss oviflevevr OGeuev® OGlFuised (Tee
joint on MS pipe f50mm OD x 3mm WT position flat 1F) (GTAW - 08)

CBI&GEBISZET: Q)5 2 BIKEHGEG 2 5Ha)als

* s emL_wret FHlemevullev MS eorifiiev Tee grullesor _emr_ swimi GFuig OGeusvr GFuUISH6v.

6T6VGUIT  @LPTUI oM MILD @LpeD ©eUeDLY bl h6iT
Q@b Gumpsevevrib eTHiT GlHmaTer
Geuetorrg ullma@HLd e Fiyiotb, Gleusvrg i GlFus
Wy sstiul’ L 8pg GTiiseie ()
@Lpevsarled ermLIBd, 2 hdbGiML (2y) CrAGeum
FeSTemLoWITELD (Misalignment), 2 (psGlflenLid H(bids
(2) GoDss g s LweTLGSSLILIGID
Rupepenm, Fig 16 &miigweurm Glassdig i
QFUIDOUITAP S GHLTUIHEHST @GHLPGOHEHGT GA(Th
QuTwSHuId Q)hHEIT 1919 F 5150 % TevsT (),
Oeuebry i1 GefliTdF@uienr b LIGTL] DeH6USHEHGIT
b&H@&HOUBTEHLD.

Fig 1

UL

— S
——
——
—
—
—
——

CLAMPING FIXTURE USED TO PREVENT PIPE
FROM BEING OUT OF LINE AFTER WELDING

CLAMPING FIXTURE

WL20N1693J1

gt Geuebrg i eredTiIg G660 HHBHHGT
Oeuevrg 1 GFuieu g CLimesrnCopuimuienitb Gleusv(p
Q@)ewewri'i | oot Glasbrg iy GLirmast my wpLiirflLomesst
(Three dimenstional) 6) 6T GIT @Y & 6% &I &
Qs revsr_gm@Lb. Crogyib, Geuebrg it CeurrLimeLd
QFesTHenL W PG WTHLILG  Q)(HLILISGTGY/LD,
@LpTudlasT 2 1" 11D LTt FNTeud Hit_e51 Q)BT 7L
O &ravs(h)  @)BLILISTEYILD, 2e1(R(HeI6D &DldS
BlirewTs (pewm (HLb) L% 2 wiThSH ST (3)(HHGLD.
19wyt Glausvry rumiled 2 6T @)y evsr(h) GILIT SiauTest
GODLUTHHGT, B BHLILIG UITGT 261 (h)(h6wG6D
opmitb (Fig 2) S 1gwieurm 2 6Ter 261(h)(Heue)
Cursmento. @Lpmedwils LIWeTLI(HS SHILD (LpGTL
Q@)sGDUTHHET LI SHIEHHD  OlFuiuiii_
QousiBib.

Ll @)ewewtiiL) H69TS5 @GLpmi GlausvLy ki@ merisd,
Qeventin@ M alMeumdhsliL_gensii
OLmieusd 2 Mupm&if o (meweud SwimmliHib
LB1&B&YLD (LpSHGNILDITGTHITSHLD.

Fig 2

WL20N1693J2

F@d) & erip: Geuevr i - (NSQF: Revised 2022) Liufn& 1.6.93 293



58 & erip (CG &M)

LudH&) 1.6.94
Oeuevr_ri (Welder) - eumuy 1_musivi_ci1 94id Gleusvig i1 (Gas Tungsten Arc Welding)

@ poumewTer o @wiopm 2 CevTsmsearTer Hip GLoew 196 TeivLoTaied

Criwps Gail’ (Hsev (Plasma straight cutting on ferrous and non-ferrous metal)

Crragasmigser: QulnFuler wprgalesd Hruser m Cealetriy s Fmeraeir
» &L 19 651 (Bouemev) L5g Gloul BHd CHTHHGT 616w T FH6V

* CriGloul’ B OFuiu Gouemevenws JeLDI;FH6V
* QPIBIHNGT FHHLD OFuIH LoHMILD GHdDUTHH®NT HDSH uiay OCFuIsHev.

PLASMA STRAIGHT CUTTING ON

@ EL FERROUS AND NON-FERROUS METAL

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 TOLERANCE *1 TIME

WL20N1794E1

294




Geuemevuilest auflems (Job sequence)

1

Cauenev GlFuiidan1g i 2 CeurHdEler i sFev
LmrEfewer s yoraln  OBHSEH
O’ (HBeVIHE@ FITHHLOTSH Q)BLILIGHS Db S/
Q&TL_riHEeuesst(HLb.

pSTOWTRT TDLBSDH  HILILITHG U6
levFullenat @)LpdhshayLb.

Oaul’ BHHeleT THGHlemar HialbGHaBDS
Caremev  OlFuiuyyib  HevTIg D& 9 (HF 6V
L_TITFFeOET [BHITHBHeYLD.

Gouemev Q)Fu b HI68TLe 65T LD LITHSHBI0N 1B i
TH 20 (B(HAUTGHLOAUDT b mid H %6
Gauessr(Lb.

Couemovuiesr ey H@ O FHIGSHTS,
Lrrdfenest OQLoGIITS BHTHE  SHIaIhHIS
Couassr(pLd. CousdGlenest GirLomests@BLbGLT &
Gauewev GlFuiuyb  HiedsTig 68T  BLPLIT HdG6D
STy B LIRSV FHauesdhs Ceusts(hLb.
Bl 19 65T GLPLITHSSHGHT LiTrrenauuilest GLiGimm)
B@)svemavlwetlsd, 2 CevradGlasiled 2om(hheued
@)svevrrioed (@) Hb@LD. TOIGTGTDITED, BHFH(HLD
Ceustb B HL0ms ()o@ b (2f) Lbiirfluigh
Oevaflwme g 8% GHenauTs Q)(hdHGLD.
Oeul’ BHHedletr  (pedDUIHST  (LPLP&I HILDITH
WLy LIigH& L midERsyienr_w CHTesntdens
(angle) & my FrdiourHCourt (9y) Fmb.mi CbHHG)

Simesr auflems (Skill sequence)

16 1S &G, Gleu”_(H&e0IeHT (LpLg-auT ()(hSH6d
Geusi @b,

7 LmrFGemeruyib, LI 68T LI T L1 &Y 61T T
LITSHEIGHETULD @6l TEFRWTSGHBDG
SILILTSGI6T enseiensulenet @uinplu LIng,
FITdhIal’ 19 el /LIS eVitd, Mg Cmrid
sTpplenar QGTL_ThH DeILIL|HVILDTS
Q) ms55 Gousssr(Hib. @) mbSSELITS eV, 2 16T
o’ Hp %G uidsLoms Caues(HILb.

8 saruperer emerd s 2 Cev Tkl EhLD
wepaugb wrnrl  GereflGuwmn mierde,
FhGUleneT HUWTERUFID FHLILIL F
s 19 i1 CausdGlenest Liflh 160 T ShHL1LI(BID

Fflwmer uTsiETLL GFUILpemmFH6T( Proper

safety procedures)

ermeivioms Gl HHOIGHT  LIuIGT LIML 1§ 65T

Guperar eTenauCLe)ih  QETMIGT LT SHIHTLIL

QFUILpedDEW HHUITEHHD Ceetor(BLb.

1 Gedigpewpsaflsyerer, 2 wrigs CeumevCr_gh
QLB gD, Frisupb  OeuliLiupLd,
el dhdmigw OULIT@HL_SH@EHLD, %@ﬂu_mg,gym,
BImLom migevTeyd, 2 Cevrsib 2 m% CLim@gsest)
@BETATL_BI&W HILDTET, (PSS S D) 6V 6T e
LIS S FMNGON BB &I LIT HSTLIITS (3)(hdFH60
GousiBib.

u®BdEens Blenevullev 5066 1 i el L _uptd 3OS L T &Heui FHGI(LPLD 2 GITGT
M.S @roremw 2 (L BBeVlev ‘T @ewmenriiLiTsgs oolflevevr . OGewev® OGlFuized (Tee
joint on MS pipe ¢50mm OD x 3mm WT position flat 1F) (GTAW - 08)

CrTsaBEIST. )5 2 BIKEHSG 2500l
. LbL) Lo MILD oy evevTds 2 CevrsdhBlev Liermeviomenar Cwymas Geail’_HLb Lo mjid
(®BLoL] LoD i (BLoL| 7 £ L] Dmi

L& GFuisev.

1

WPHBT®ID YTHE T 2 T LTS G
BT IS HFSEID (195519 BlH(Lp@IGIED
aIusHCm () Oami_mifer epeGiom
Lermsivom e’ (HBeenedTLT LG LI(H %6V
Couasst(HLD.  6TeVSHL [TTeolld  FITHETHISGTTEHIL
OL_eGuLimetrsiv, aLbLiwyl’ 1 e, &.eredr.§)
Ouaflersv () owrm uwds (HF)
FIHNTHHIL 6T LIeTmevnm  HL 19 hiewsL
9/Lg H B L1 57 L1 (B & Bl B 6V 6O GuT L]
L H1HmrgL_etr GlFuis Ceuess(HLb.

QsrL_m@Gasnd OsTL_TLy ©\&Ter@nLD
QUG [T LIL_J G 6w 6oT & % 6897 (B) 2w
DapsssPertd THUBD G psman

Qs s  QuIbGTBIsetleT Fmliy bF
HITTTSBOTT6) DeOL_UWITSTLD Q)(BLILIG enerT
S50 Couadsr(hLb. L mirFFeyenr_wi Hlevev
Apliums wUliLGDEG 2 SNWTHe LD,
T HFIGET (LpFHGT OLOUITGH FHTEILD GUHSHUI6D
QT APLIITSHG LD, FIODTHGLD OGS S
2 GOOTL_T&hHGLD.

et gl 19 Geul RHeSledr FiflLimid@Lp

L 1g wiev  (Pre-cut checklist) : Gloul’ Hsa5@

APGTH(HLD (LPLY-QUTETFFIGV 9J(1hEHOIFITHFHET

3 oas@PIiCLIL 1§ el Ly s Fhlwmes
LT HSTLIL  QFUILPEODHGBLD, LITHHTLILY
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D LISHTGOTRIHEHET DessilBaVitd  LedTLih miHev
Gauessr(plLb.
4 L arFseenl _w (peveTenwld  FilLmTd H,
IOEAN] Lo myLb
Filwumhpeneuseverub orhHmiHed Ceuessr(hLb.
Frim
Gou’ BHsedler Gouemev FmewLowihHm 6w 6ot

TV L ()

LIT &I S GT & T[T e80T & G 6T IT 6L,
(opmid Ceuswevullesr erommmid) ol GlFevay
QFuIg  THPWEHLDSHGLD  LIT SIS GG
SSHWTS Q) (HIHGLD.

5 9pdsib (Compressor) (9y) LimL' 1 60 eraf(H
(Gauge) owerrd; Qamassr(h) eumuy (<) HTHMIGHT
9(LpdBHHens FilLTTdHe Cauetr(HLb.

6 ermeviom QubHrsSemar (Machine)
BB 5H60 Coussr(HILD.

7 btICr gy s HLm 19 ener GFL GlFui %
(Quir HauTsH 2wt eTelnD@) Loj MiLb HTHIGST
9pdsdFeverud LifGFTSdHa Lb.

8 bl Hlermibifensr (Ground clamp) er@iadl ib
6168 1) B0 esild g1, SIbLIIg SHewevulLd (I))
Gudlleri 19 ewarujtb Capuidh s of (B 60
Geuassr(plLb. 12 gj1bsiv Goaflesiing )b Lpeom
18 & &y Lb & LG GOT LD IT GOT ] @) w119 ey b
SIS H L1 D, O L1ulevst (h 6T 6T HiLb,
9BH Wl o ereremeuuilsy FhHG (power)
OFwevH i ()(HSHSLD.

9 m@orereusnruiled, L8 Sermibl’s (Ground
clamp) 6765 yeraln@ C&Fird s Glaul' (h%e/Lb
om myLb Geuewev G)Fuiujib @) _1b aueny CFird 5
aUSSVIOTSH  Qhss Ceuasr(bid. Gesemev
Oy Caiieir opmitb  HermibLfleneeru b
sorra) O &TesT BTG ST 6T G LI F 6w 6ol
ufCFT&H S 519 GlHTETTaLD.

10 L_rrird@ewest Gl Cwurid serrsSCwim ()
2105 Hulewear YFHD sHorTshsGevr
@)svevrrioed @) BHHe0 Geussar(hLb.

11 Qe (Hsevev GIGTL kg ed (Begin cutting)

Oeul’ BHsedletr miswidhaip (Cutting Technique)

2ABS51 (Step -1) Gip 2 CourssGlehr gy d Gl

Ced LTHSTLYL 65T  Q)LpdHeneviib, ()

QoL Ll L FHrrsSlest Filwmer Q) S5

BmigsIsab, (T®SSHIGHTL L_msH 1/8")

QYTHGlemar HlpiSsTios GEDbS @)TEGS0

QovaiTGib.

ST E&GuleT OUITSSTeaT 9 (LpSHFIIayL 6T

2 T5&leward B Causssr(hLb.

2BH%H (Step - 2) 1 wpseremin (Pilot arc)

QTsHGlweard OSTLg 21 6T SHILIITSEuIST

(Trigger) euT&&Henast 2.1L11Tdh %) 9 HenesT HLpHM] @il
Gauessr(B)Lb.

Fig 1

WL20N1794H1

Fig 2

WL20N1794H2

9|5 51 (Step-3): 965 2 CevTHSS6HT & MIHHTH
LrrEflevar  Gugaims b Hib,
2 T5&lewad OBk 5 Glau (hged Geussr(HILb.

Fig 3

WL20N1794H3

9B &1 (Step - 4) 1919 LiLiTHsGewer Gaul’ (hiLb
Cumar apu®d OpupLiy O LmpluwmeT %
CerLiasp@s SSHSTHLICLTD )6
CouagGlenest Fifl Gl & G HTeiehHHe» Couesst(hLb.

Fig 4

WL20N1794H4

2/B®HH (Step - 5) 1 HLumsEG  (trigger)

OeueflCupplu 9@ sTHDTeTS BT _IThS
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20-30 Qs siv GlFeyemsHulled L miTd
GONTFFWITSLD. YTHHTETSH  HILIITHEUeweT
S &HIbCLT g 21 _eysh@L et Grmsivl
ool 1Gammalley &L _biG aNBHLb.

Fig 5

WL20N1794H5

99 L1115 Gout” (He0ed aTHLIBILD HODbS LI F
SFL_mearmeb (dross) sfwmer Cousd Glev
Grvayemsuiley blad Fhwmer GCearsdFlev
QFevgyensuiey Blasd Fiwmer Geul (HHem@Lb,
@) pLileyin 2 CevragGleflsy Fnmi &ewmbGsT
(1) wrHmGiom [@)ebevTioed @)hdh@LD. G)lFebeiLh
Ceusomen s %d Geomeurs QpLidest, 61bs
2 CourasGewar Qe HFDCwT _9emar
Qeuliinrseyn, 5% sifleyser CFib b
Brssw. CussGoar sl GsID ()
b MGy ghemiLs GEnm B aVILD eLpeULDTS (0 S BIaoT
epevth  GHemh s Oaul HHe) Y HeyIEHL L
FLOQFHETS  HODHHGUTLD. S FHLILILQ UITET
& BT (L GIT 6T 69 G I (& R (b O Lo & fl 69 6T &
ST @HLOOIITAP S 2 L6 SO 1O)NLIT(HET & @EIHLD
Caribg QTG @@h Ofur Glloaflenesd;
O &rassT(hsTeT @)Fener FrilFGFu (LpLg b,
YrsarTars 2 Ceursslsd 201(h)m/eeevTLOCH
@) mLifest, g lims  HHL1geiled  GBEHLIL
QUITYIHEDET HTGT QNIGVIT F. ()BT ITIT GO LOTH
Lmird paHpsL s Ceusioms  Q)hdBeiLb,
@omaeurTer bt NGy gerieyiLb () Llermsiviom
(steam) GG iment g Fey
umdieugmayb, (Cprms GlFeTmedL _uwimioe)
@s@opurergy sFhwupn L) (@)enewriiy
3)6vevT L0605 He0IeNTTEL &TMLIBFIGHTD ).
2AB®S551 (step - )y oLy RUSHDHS
TEITLDLTS L_miTFeenl i CaHTenTdhend Fhm)
FTiIB 5 by @UsBewer Gei i epb ()
2 CouradGlesr  (pest  BHlmisE S 1TEGu enesT
9I(LpSB (p(LpauHiomF: Glaur’ 1 Cauetr(HLb.
Garetsriy Gaul’ (B (Gauging) $60)65T 51657 ) 6oT
@pemm (Gouging techniques)

6V L LD IT 60T B/

9 2 CevradFled L_mrdFener 40° wpsped 50°
&l CasrewrsgHed  ald g

OleuebL_restewguLd Lop Mt FrillHHEDHEIHEHETUJLD

Liew Lpuwl

Camenry  Gleul 1§ $60l65T  eLpevLD

2/ & D DI H 6D
CouzsgSlenar sl OFuigin, o CevrssSer b

(Gauging)
QCaueisr (HIb. L MITFHGTEDL_ U
(Lpe»&TuileOl (b &I LD ) (LPGHGTRUGHT 4THenIenL L
horsGener 1
YLOIBDG, Y bF Y TFIT B (LpLd, GHTesst(LpLb
CopemauliLiQSSTD S L_TITFRSSGHE FDHM SHeiTer
G Cmrrg G dlipibiilest eLpevrh (direct sparks) eaGrr
Lpedmuiled )% Y LpLDTHS5 CHTERT(HBHED Fnl T H.
Coamaulitiger, eermdbg Cupl (B

LpBHeL Y2 OJBIGHELD  aUeHT U6V

G\ FUI111G5 I (HLD.

Fig 6

WL20N1794H6

Carewev O Fuiuyb Hevoriger 40 wpsHed 45
Carent$Blev L_mrEFenast enald S, 4TLbLdh@LD
Q551G 9jebev g euTsvailenet 21 1|&sHCuiT
SIDGTUIEHET 2 GBSTL_TdH&HHaILD, 2 CevTHdGenert
sar(p miaucy OaFuigsedb CoussrBLb. 2fig
2 CouragGleyer L mrd pevaruilener 90
Camewrd @ OClaresst(h) eub s, Glloaflenest gL J
Q&u1gy (initiates) Geu’ BHgedler hordGenesrds
Qxreh 2CwrsgFayer Hiemerui®sev
Couetor ib. 2 wirhs Ll F Qe (hHeS 6
FRTLOTGT S PT M@ GLoed ey LILI&S S,
(1%) Qumgeaurs Guwaflewerd 6)%T e ®
o CovradGever gewer GLimi_ (wpLgujtb. F5G)
umiihs Qub&TSSleneard (machine) Glgmesr:
114 gmiGevid svieameard O aFser®h ()
@)resstig H@er (Second or Two) gewermuil_evrrib.

9H5HCsH 2 aisrL et Liermeviom Glail (HHevenesr
CaipOsHLIIST 9sHewest Frilwmer pewmuied
LIl Gdr ume g H@ LIt LI (B & Bl S &I LD,
QU(HL_BISHafleT  aialdGHed O &THSHT e
DIDDEOUBATTS 2 (HUTHGHB&YILD, OLoadleslnE
QLTHLUL L 9SD@ FLOLIBSLOTGT LOHD
pOD&HET (HTHMI, LIWGSTLI(HD HIHeV) LIS TerLDIT
Qe BHsedled OUITHIQUTS FH L1111 wiTesT
FEFH0HT Yo Q) hSHTH. 6 &HTLHl6D
B LGSestlad  GU@hLbLITEYILD  6Th%  (H&U(BLD
Nermevior Qe g THSH) ewar 95 %
LpSGNS FI@ILD UTUIBSUT TS @)(BLILIT. DJeTHGIT
2BD55 Geul’ HBedlesr (Lpewms@h GlpLbrs GlFevev

LDITL L [TITSHGYT.
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58 & erip (CG &M) LuH& 1.6.95
OGeuevr_ri (Welder) - euruy 1_musivi_cir 94id Gleusvig i1 (Gas Tungsten Arc Welding)

QPS5BS Bev st LipPlenentL1Lev aivl” O)L_ufleiTevsiv sivie v HH1L 19 efley Gavrs
Q@ewewmriinyF GlFuizsev (Lap joint on stainless steel sheet by Resistance spot welding
(RW-01)

Crragasmigser: QuilnFuier wprgaied Hruser Gm Cealetriy i Fmeraeir

S&L_BaHemen e’ 19 uyp, CaHuiSHID Swri GFUIFHeV

* 5L _Bsomer Geoll @enentiiing sl OFuiged Hpmib svuml Geuevirg i @uibS)yid
QusG s

« svm Geuevig BIGlev Govrl @)ewewrLiens G\FuILHev

« Geuev(® @TeLl FhHL OFuIFH LINCFTE S LD.

WELD POINTS

2 150 x 50x 2 Fe310-W 1.7.95

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

SCALE
NTS TOLERANCE *1 TIME

LAP JOINT ON STAINLESS STEEL SHEET BY

@ ‘E‘ RESISTANCE SPOT WELDING WL20N1795E1

298



Geuemevuilest auflems (Job sequence)

1 euewgLiL &6t Lig Glau (h%edlesr eLpevid (hand
shearing) afiL"_19 ewerr Glaur’ L _ayib.

2 F57 ey D& 9H6HT (LpenrestHenal GoiidhHa LD
(file)

3 quir Lyeyaflenatd G&Te(h) HenIewL I
L9% miFenerub, LigLiflenetuid (h& HdHLD
QFuweyLb.

GIimedr eurflema (Skill sequence)

4 ueTLIL_SFGHT LG HFHL 1§ 65T HHT (BT S
Garer® Ceols @ewewriifever Gl
QFuIwIeyLb.

| @& 2 mpsmar ojewflHe |

5 evirl Gleuevig i Goafleverd G)amessr ()
Q@)resst(R) pewersetaib Glassd(h GlFuIwIe)LD

6 evmliger  epevlb  (@)ewewTLiLHewar
(LPLY-SH@LD.

QPS5BS Bev stuLiTL_ LipPlementLiLilev evl” Ol _ufleiTeveiv sivie v HaH1 19 euflev Gevrs
Q@emewriiyyg GlFuizsev (Lap joint on stainless steel sheet by Resistance spot welding

(RW -01)

CBT&EHBISZET: Q)5 2 BIKEHGEG 2 BHa/6ld)

« soir Geuevig I @uibBTS5Slev SS -ev Govrt g@muileser swimi GCFUIG LIDD DaldFev.

1 Govlt Qewewriiinsrs  gesaRsener GlFL
QFuweyb
2 Fig 160 &mL’ 1 uiig QuimbgHLomes storiime’

Gleusbry i1 Gloafleverd; Caihols(H%hHa LD

Fig 1
PIVOT POINT ROCKER ARM

¢ FLEXIBLE CONDUCTOR

WORK

ELECTRODE

ELECTRODE
HOLDER
FRAME OR

MAIN BODY e
ROTARY TAP
SETTING ——— |

=

VALVE TO SET
AIR PRESSURE

ROCKER ARM TYPE RESISTANCE WELDING MACHINE

WL20N1795H1

3 smidly (copper) 6Tevdi” Fm(hoHemend ©)amess(h)
QFesrL it 191 aBsGFlenest Coiib0)%(bhd:deLb.
(Fig 2)

4 QIHTL_ITL] HT6V eTenald O\HTEEST () LOGSTFTTLD
OlFeveyitb djeraieverd GlFL GlFUwayLD.

5 hbrepevd  @efliTFFRwen L _uLb
wpewpuilencs LiMGFT&d:sa b

@ Fwiev

6 svliuml Geuevrg i Gloaflencird ©)%TevT (R
(S 5SFewarrd; ClaTh% s Calewavullesr )m
wpevarrsariayb Gr_d GFuiwieib.

7 Geusbry mimileverd; GlHTesT(H) (Oeusd(®H) HhsHL )
B&d  FHeueatd pHiL 6T  (ApLg-&%h  Ceuesr (hLb.
(Fig 3)

8 @eopsHewer &sHHld OFuIs LIMNCFTEHHH6LD.

F@d) & erip: Geuevr i - (NSQF:

Fig 2
45
30°,
<
w
[l
N
18
CENTRE TIP ANGLE OFFSET TIP
45
| 45
30“}‘
725 [
[
ﬁ g L 8
D
I I =
[ |
| 3
|
L_A_J 18
18 g
9
8
CRANK OFFSET TIP OFFSET TIP =
FOUR STANDARD TYPES OF ELECTRODES §
Fig 3
5° 5°
TAPER TAPER
T T

[ [
I I
[ [
[ [
— —
I I
[ [
11207 Al

/@\\
TIP DIA. TIP RADlUSj

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

WL20N1795H3
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58 & erip (CG &M) LuH& 1.6.96
OGeuevr_ri (Welder) - euruy 1_musivi_cir 94id Gleusvig i1 (Gas Tungsten Arc Welding)

QPS5 S5SFlev stviTl . LipPlenenTLitiev emipev® siviced SHHL 19 er Grosd Gevrs
@mam:.‘:qa’r GFuizmev (M.S. Sheet Joining by Resistance spot welding (R.W - 02))

Crragasmigser: QulnFuier wprgaied Hruser m Cealetriy i Fmeraeir

* oLl BFsemer Geur 1g ujip, CaHuld b Hswri GFuiweLb

* 5L _BFomer Gl @enentillng OFL GlaFuiweyid

« svm Geuevig i1 GoafleneT @uissd GlFuIgev

* QY sHmG 2 LGTHIGSH svuTl Geuesvig miFlenet Blewmey GFuIHev
* Qeuev(® OFuIwliLL 1L Bewet HhHp OFuls LIMGCFTEHGESHeLD.

Gauemevuilest euflema (Job sequence)

1 euewgLiL_SGlesr Lig  Gla’ (hHedlesr  eLpevLd 3 quit tyeuaflenard GHme(h) o/seienl i
(hand shearing) afiL" 1g enesr GlauL' L_ayLb. 9% miFHeneruib, LiTLiLleneTujd B5HG) FdhHLD
2 5T QNN DT  (Lp G 6T &6 GIT OlFiniayLb.
Cauigasayib (file)

WELD POINTS

4 UETLIL SFIGT LiLg S5 19 65T FIGHT(HlFHENS 5 sviml Geuebig i Gloaflenesrd 6% Tess(h)
Oarer® Cevls @ewewrLifevar Gl Q)resr(h) wpewersareb Glasd®k G)Fuiuieyb
GlFuiuieyLb. 6 svmiiger  epevth  (Q)emewTLiL S aT
WE 2 COHDEHNGT 651 FH6V | (LpLg GH@yLb.

Skill Sequence Refer Ex.No. 1.6.95

2 ISST 150 x50 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

WL20N1796E1

j; } LAP JOINT ON M.S BY RESISTANCE SPOT WELDING
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58 & erip (CG &M) LuH& 1.6.97
OGeuevr i (Welder) - euruy 1_musivi_cir 94id Gleusvig i1 (Gas Tungsten Arc Welding)

1G uBFemas Blewevuilev 21016 serperer HTLblg afil 1961 Goev FHg UL
@mmg’sg@ (Square Butt Joint on Copper sheet 2mm thick in Flat position (1G) (OAW 01)

Crrgsmigser: QUuilnFuier wprgeled Hruser Gm Cealetriy i Fmeraeir

c aemgLL_S&ler Ly eh @ent_Gleuaflujl et @)ewewtiienL Huiri GFuigev
* 5A&ev, evevri ga®), LleTdsiv LoHmid auTwy Lphsd CHiay GFuIsev

« wpedt oMo 196t GeuliLIILIBSHemev LT TLON 60

« Qeuev(® LIy ey OFUIZHeV

« Geuev(® @TeLl FhHLp OFuIFH LINCFTEESHLD.

2 1560 CU 50x 2 CuDPA-IS: 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
@ ‘E‘ THICK IN FLAT POSITION - 1G (OAW-01) WLa0N1767E1
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Qeuemevullest aurflemns (Job sequence)

1 smblr QL' 19 gy 6T T Herer
19 - demevenl_sdlesr  Gromiy ey e er
9 demevpsener GlaueflGumnmise Cauetr(hiLb.

2 Gameveussrs” / L9H)hI@GSH6 LILIGTLI(HSE) 2)H65T
Q)T LIL|HNIGTOT 9 FSBBISEGT  FrdsBHLD
GFuI560 Caressr(hLb.

3 LphIgsesy / CoFmevalesrl . eweud s Fidbslb
QFuiGauminrermed Qewentlidewer GCL_g
Oeuscbry i1 Q) FUIIBHE; (LPEST (LPLP&IHILD FH(Lpaf,
2 T HIH6» Cauessr(HLb.

4 Sewiialnl O EHTET(h BT HFHOT  F BT
LPOTHEGT HWITT GlFUILIG)LD

Q) ®wLoLIHm 2 G ev & i & arfl 6o1
wpoarsamer swai GFuicusm@
Fewgesrig i LweTLI®BHF O Fuiud

Fnl_TH|

5 @resr(h) oumudhsepdh@b  (LpemGu  HITED
@miorr 7 whmib  0.15kglcm?  9j1pbsLb
o airensrd Cairbo)%(bdHeLb

6 2 S STt Feveurr 9evmit ool fevevrT
gy ewestd G b0\ (B%:Ha LD

7 sl / Fevaum evmdl ool NeTSe0)eneor
S OFIQELL

&mest auflems (Skill sequence)

8 Cgewauwimes LTSHSTUIL] 6TIFFTSHOHHGT
aLA1G0)\HTETET e LD

9 Gouewevd@d HGHHTHOLITE OGS Filwimet
Ceurr @)enr_Gleuaflullenasruyb  9j6bev & (LpedT
TFFMHDHUITSH 9]aTa| dn(hsed QenL_Glaser
aud g &L GlFdiwieLb.

GL_& Oarevig emest GFUIWIGEInL _TH].

10 s pGrimevmer  odlilerdeilenad: Gl metr(h)
SHL19 6T Q)H LUSSSH DG cbLfebevrT
Ty Db LygFHHed Ceuessr(hLb.

M Bl geb LiGerenio yenioda Ceauetr(BlLb.

12 9119 o2 CawrssGeamear  wpeirant 19 Cu
Qe iigGevet GlFadhs Caless(HLb.

13 oybs MHevr . LGHuilenar @G redrestleh
Gaevrg i1 2 CovrsdGlevest CFirdhs GCalesrHLb.

14 Gleusb_rmar  (Qewewriifener GlouliLidFlener
OFassH Ogiaursd @GefliTdFueml wF
QFuIwIeyLb.

15 Glauevr_merHled o Cevrsds 261 R 66V T 60T
Q)L_sFleb ool 1060 HHEG) @)(BLILNGHT 9HemerT
F&5H1D O FuUIH60 Cauessr(hLb.

16 Glaueb(®) GHewmasenar LIMGCFTHSHa LD.

1G L@Bsema Hlewovullev 210).16 Festperer HTLbly ofil’ 1y er Goev FHg LI
Q)emamr s Hev (Square Butt Joint on Copper sheet 2mm thick in Flat position (1G) (OAW 01)

CrrsabISeT. Q)5 2 BIKEHSG 2 50/alF

s sl anL_wirew FHlewevullev HTIlFSmS LIWTURSS FHT UL QewnewTlienis swimi OFulg

Qe GFUISHD.

oLl afil’ . 9j6bev & It LT eemenTd0)% e ()
2 HEVEDL_6TV L) MILD 9J(LpFHGHFemerniLb Calenev
&1 CopuTLifenerub LpLPeISHILOTS FrdbHLD
GFuigev Ceuesor(htb Fig - 160 Hmriquiing
Capem6udCanm LiLg audHGI6HT (LPeHGTHEHEIT 006 LIUileh
O FuIwIeyLb.

»LoeV®H afiL 19 6T  LIMHMen e L1196 6oT
RLILNB eFHuiley BTF GIH Y aTay
G FHTHE LweTLBSHD Cauesr(HLb.
gOerailev, YFsriul & OQeulius
&L & YLD af e 7 & 6v

OouaflGuih MIBeILOTS () (5SS LD.

Fig 1 70° - 80°
</ 2

25

WL20N1797H1

BTEAmev CHrH0)SHSH60 6Tevr. 5-7

3.15 Wb &mTidly - Feveurr 9eumul ool levevrT
gy enerd CaihGlsBdhsad. STy - Feveur
Tt osflardadlenesrujib Cairp0)%(HhdHeLb.

Ceuswevuienasr llsdaFfwmer em (@)ewr_Glauer)

9] V6V FY wpestamnt’ 19 Gui &l (p) LD
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Q@)evr_Gaueflulenasuyib Limrd g Gl GlFuieb

Fig - 260 2 areriig Gr & QFuudhdnt im .

Fig 2

ALLOW 3mm FOR EACH
*‘ / 300mm OF LENGTH
f=—5

25

PROVIDE A SPACE BETWEEN THE EDGES TO BE WELDED

WL20N1797H2

STLOFLOTGT Sl 2 wWiGmesr G\&TesrL
A fourdssB D@ sTaumk 300 LO).5
2616 HHL 19 D& 34 0.5 af $5F6v
G a6V LT @ LD & &L (5 & e 6
wpertdal 19 G Q&T®EHGHLD flflFemev
QauL 116 DeuFwiLom@Lp. o7 G)eoresiley
Qarav_mTHwCurs  bs  epL
Q@) ow G o orf] wi T 631 Fi <9/ 6B 6U & 6T
e et GG L_m 6T My @) o 6wt [ i
QTS DE 6T HIeTSLD.

S mud By geb oSiGarenn GFL GlFdiuw
CoussarHLd. 91y 2 CovradGlenest (Lpeirdnt’ 1g Gui
Oaut'iib OFepid HIuBH& LoWGOSHLPS S BIMLD
sevr(® et Qaeuebig i GlaFuiw  Ceauesr B1Lb.
ool flerderdlewer FnlpGrimed GlHmetr(h) ovLiebevrT
7Ty @b @)ewewTiiLFeflevib LjF Gaueser(hLb.

() & 1 6337 ()

o Cevr s

IB] G857 &) D 6% 637 I

G % em el meor

Q)L i

@) ew ewr L1119 H &
s BAUVTISNG b5 Gepalaile) @G
gesrasiley o CovragGlenar Caidgmhey Gaueser(bhib.
Fig - 360 2 airarLig obspd GahmL’ 19 687 Glausbrg H
ool 196vevrT 7TLg 61 Caressrid 25° - 30°uLb ool 1Garmm
oLl 196 Camessrid 60° - 80° emeudHev Couesor(hLb.

Fig 3

DIRECTION
OF WELDING

BLOWPIPE

WELDING
ROD

LEFTWARD TECHNIQUE

WL20N1797H3

Gleusbrg i1 Ceuewevpry ujibaueny Glaul'iLigFlenest
s G (hd %
QewentLiewer Gleusvig hi GlFuybGLimg oHm
Oamer® &b
2 NITeTew T ewald sl 6T IOITLY SHiLD OVBTL_ITh S|
OEIVEF
®@)svewavlwestied, B 9y ribLlss Blewevulledl b s
alflFed GIBTL_ThLH  Gleusd®) (LpLgUjLb GUeHT
agpu@d. Ceme wihsling SapLbu
Qailitiden T O F e s H Olip H101TH

@eflrdFFuwen_ws OFuiwab (@)enewr et

FrmsH Cavesor Hib.  &Hmidly

o 1Cerm  e»iiL1L9 6 6T S

QeI den s @ e 68o7 (h) LD

Qe Lsasuperar 1F1g 1GLoed  ooLIeT e
Carpgpevatenw GeuaflCuinmy] FHdHsb GlFdiweLD.
Qewent s GleuallliLigs: GHewme@nid, LFig 6t
QT LD OHMILD BT @ILY QUMKIFHEHET LD
LfGFTHewet GlFdwayLb.
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58 & erip (CG &M) LuH& 1.7.98
OGeuevr i (Welder) - Liaps Lmigseviib, LIgTiofssHeyo (Repair and Maintenance)

1F 9Crenflm&Glev sempgiol L Flewevuilev 2 LO.LE SeTpeirar emioev(®) 6ivIC 6V
afil’ 1y afllh@ STOTESHIL 61 T @ewewriiyd GlFuigev ('T' joint on copper to M.S
sheet 2mm thick in flat position by brazing 1F (OAW 02))

Crragasmigser: QuilnFuier wprgaied Hruser Gm Cealetriy i Fmeraeir

* UFTLIL _S$BeTLIG @TemL SWTi CFUISH 9emLDdFH6V

* evevri gr®, BTH, opmip L9Cerid Cgriey GFuIFHev

* Qeawrtieou Gy F k1 GlFuIge

* @reml HHHLp CFUIH LoH M Oeusv® GHepUTHH®T UIey OC\FUIFH6v.

MILD STEEL

777777777 TIG
| ]
1 ISST - 150 x 50 x 2 - Fe310 - - 1.7.98
1 150 x 50 x 2 - CNDPA-1S:2372 - - 1.7.98
NO.OFF STOCK SIZE SEMI PRODUCT MATERIAL PROJECT NO. PART NO. EX. NO
SCALE NTS TOLERANCE #1 TIME
'T' JOINT ON COPPER TO M.S. SHEET 2mm

WL20N1798E1

E @ THICK IN FLAT POSITION BY BRAZING (1F)

304



Geuemevuilest auflems (Job sequence)

1 Gleu” HB&ILD, 02691 160AIm|LD Gl T8 (B (eWLD6V(H)
suLle ey oM MILD HTLONTLD) i’ 1§ 66T  HUITIT
QFuweyLb

2 dewLicOlhl  QEHTETH DB  (LPEOET %GOG
QFmIGaments&Hle0 Huimm OFuiia/Lb

3 swieed uir yaflenerd 6T e (h
9YLY SBHL" 1§ OGTF FdHLD OVFUILIGLD.

4 Geuevrgm CoewsFuiletr Closh afil’ 19 enerd;
Oamer® ‘T @ewewnr 19h@ G)FL' GlFueLb.

5 oweardh s LUTHSHTLL 2L _HETULD
9/ewflIGYLD.

6 HeledorL T S mib s
(@resrenr_ujib O,ommib CH,) Gauenevd@d

SG&hs erailedt 9LpdsHhems O HeUTS
OFeisG) Fifl GFuiaLb.

QT 6L @Y %60 6T

7 @i 19 65T HeTdens el HTFG 66T M) 9(6V6V F/
@)t (h) 2eTey DFNFHLILILG UITET ST e,
CairhGlHHGsH Caustsr(hLb.

8 1.60.5 & L _peirer LIbHemer ooLlevevIT
gr®L_csr  GlLIT B S LDT 6T
(Cuirggsiv) Cairb0)%(h&HeLb.

00 L1 L9 61T d 67V

9 sivL_mrdE ewevl L T epevtb ool 1CeTLE) 6w euT
D GUSTL_T&HH@LD.

Smesr auflems (Skill sequence)

1 Fetr s

%é;a@mLM@ ool 1 9CemenL_ GloFr" GlFuiwiayLb.

ywrseSlener HalmLiLsHS

2 19Cyeids Qg GlaTesT(®) @) msbE&SHLbGLIT )
Oeuliib Geombsl Q)hIHGHLCLITSHID SHTLSlT
afi’ 19 m@ THTCHTHE SLICaTLAGT HeuastLd
OF eI HIHD Couetsr(hLb.

3 Gouewevullenasr Glogeurs @eflTdFFuwenL _wF
GlFuir Couassr(hLb.

10 &) &1 psemearvenL_ena (R ool Garmenio Gl
O FuIwIeyLb.

M Guperer LiL_$Gled 19 uiig Calemevuilenas
Cr_& GlFuieyb

Fig 1

TACK

A\

<

WL20N1798H1

ASSEMBLING A TEE JOINT

12 Glawebrg i1 CroewaFuilestGLosh Caremevuilenesr Gl
QFuwe b

13 @)ewewtLienert ool i evevrT 2 CevrsdGletTeLpevLd
RUBHBIFIDET b Bl (LPLY-SHFH@LD.

4 Fmhly afil 19 ever wpest orFOIFfldendiuL i

Qearliiu®s & ipeg  WOCreadhkiens
< TLDLISFa)LD.

5 o1l oolllardeilenc (stvevT) HBHBHewT
Qarev(h HbGHsaib, Calemeuuilenest %daHLD
QFui15eib Cauessr(HLb.
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58 & erip (CG &M) LuH& 1.7.99
OGeuevr i (Welder) - Liaps Lmigseviib, LIgTiofssHeyo (Repair and Maintenance)

T @ewewrinsTs 6v6L_ullerOevsiv sivieev H&L 19 61 GLoed HTLOT HHL_ 19 6ot
amaud gl Feveurd L9Cyendlk GlFuizev (Silver brazing on S.S. sheet with copper sheet ‘T’
joint (OAW -03))

Crragasmigser: QuilnFuier wprgaied Hruser Gm Cealetriy i Fmeraeir

* auemgLIL_SHev 2 ererily LICGerL_(BHenient _w HGTHIFHmT jereyLily Hwimi GFuiwieyLb

s aemgLL_SSFaereriilg. @enetLifenet $5L_(Homwenr GFl GFuig GL_& Gauiweyid

* GGyeadmmDasTS Qewanriitfenat T Blevevulles ewarsbs swri GFuIwIe D

» dLifevevr 2 CovTadFlenerd OaTest(® LOsF Filwmer jarallh@ LTy emeTd Lig 6y OFuIwiaLb
* 1519 61 Coprigiifev &s5Hp GFUIH GHevmuTBHFEamar LfGFTHEFHeLD.

1 ISST 50 x 2- 150 -- X04 Cr 19 Ni9 -- -- 1.7.99

1 ISST 50 x 2- 150 -- CUDPA - 1S -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 *0.5 TIME

@ S COPPER SHEET 'TEE JOINT'
WL20N1799E
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Geuemevuilest auflems (Job sequence)

1 Qe Bseweub, Cauigsemevuid Lo miLb
ovemLIalbl G&messr(h) (66 _ulleiTevsiv  siuie v
Lo miLb HTLONTLD) il (HHEHGT HWiTT QIFUIIGLD.

2 svesd quir Lgefleverd OEHmet(lh g
2 CovradGlevet FoHb OFUILIG/LD

3 Oaebrg i Coensuistr Groev ‘T (g)enewrLiLenest
afi” (Haemerd; GlEmesst(h) ST O\FuIwIcLb.

4 oIemeiTdh F| LITSHFHTLIL| 2 DLl 2 (hdhHa LD.

5 Hellevori it QU T 6V 6 & GO GIT I &b 5l
(@uesrenr_uyib O, opmitb CH,) Ceouewevd@d
SGhs IaTalet 2pSsSwS Ol ZeUTS
QFa1sG) Fi GFuiwiab

6 @i’ 19 6T FHeTens L HITF 6 66T M 266V F/
Q)Teser(h) DeTey B HLILILG UITET eTeieneTsd
CairbGlsHGs Coustr(hLb.

7 16005 &1 _qpeirer oolieveviT  [FTLg GBl6L
40 to 50 Heveund 15-25% Fetris 6T@EHFILIGHS

STLOTpLD 2 cTenHenast CairhGlH(H%SHaLD.
) & 1T 6337 ()

8 swiliLimrs ML LT

ool1CarLbleneet Huirr G FUILIGYLD.

Simesr auflems (Skill sequence)

Feveuri L9Cgendms (Silver Brazing)

9 saIGL_Fatt 0oL 19CeTLD I (HBHVTSH oIS T

STt GlFd e Lb.

10 Fig-160  smi g uwiig  Gousmevuilewesr Cr_d
QFuIwIeyLb.

1 @)ewewriiLlenast (LpLg daHeLb.

Fig 1

TACK

N\

A\

WL20N1799H1

TACK WELDING A TEE JOINT

ChTsaBEIST. Q)5 2 BIKEHSG 2 50/alF
* Feveuri LGy F k1 GOFuIHev.

Heveurr 19CgerSiu (Silver Brazing) (Fig 1) :
FTUIUTHYLD, Sk L9 ssHepomss (Fig 1)
CusGimime (@)enewLileneT Li(hbens blenevuileh
®aIdsab. 2 mi& Flevevulled CrL_&&himilenes
@)ewewr et pewarTuiet QG LDLOTS
LICTerSimilenest GHTL_mi@sed Coustor(HiLb. Cpirs;
Cari’ 19 esfled BHHLLCLIT S oL 1CeTT eI flen st
avgiLmid  Gpms&  60°-70° Gameser &% eiib,
ooLfevevrr  grigemer 300 - 40° G&mewtd G eyih
mabped Geuetr(Gb. Q)ewewr ey (@) eser(h
Coprginin@blent_uilev CamentdGlev ool 1Cermm
OLILILINGOGTULD, 0oLIGVGVIT [TITLY GHGTUJLD 6HESHED
Ceuasst(B)Lb. @) &iHTeT 2 CevrTss 2a1(B(HEIHEV Bk
waud Hldh  OHmerenid. L9Grendi  epevib ()
51 68T (b) & 6f] GBT (3) o 6wer L't L1 1T &1 1) &
QBrsSHsHIL_cT 2 CTHd 2 (K& 2 GTETSHT
CTGTLISEOGT FnlThl HaUSSHYLD. GHLplaIenL b
o & SFwiorer Q_dFlewer ooLilevevrT

Q)i ewerrd; QFmetr(h) el _dFlevert LiTdhE)
OFuIged Geuadst(BLb. odL16b6VIT ()T TL DG,
Qv (h) ooL9Caerib (Blow pipe) eLpevid Llsivr’ 16
QFaHeTLl CLimed FHmI LIGHSE DG LIGHLD
B&Tha CFrdsab. oolifsvev”  Gleusbig HE
Fowmear Glewd GlevhIGEHmaT DL _asNHG,
@) 7 &¥ot () 5 % (h) % @¥h I (& GUOT L_IT &7 emL
Quaefl Creuewerts wLm&HHTHES ool1Garm
oL enestuyib, ool ievevrr g ewaTub G
oFB5Ge0 Fifl QFuIsH BaH(HBHeL Coussr(HILD.
umiemeuuiev LifGFmr&lssHev (Visual inspection)
(Fig 2)

uflGFT et sEhTH GeUeVL_TeTenSH FHdbBLD
@#Fuiweyo (Clean the weldment and inspect for)
- &gmest Glascv(h) eTeLb, LT1 GO LG GUEHLOLIL|LD

(285 LppLd LOHWILD FH M LIGTTLOTET
QLY INTNEERC D)
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. — Fiotomer Glevd; Glevmig (Leg length)
Fig 1 FILLER ROD

- Hm mIeT FHewer 9mHmHILb(porosity) eedTmeT
GLoech aadTmTss (3)(hdbBeviLh (over lap).

BLOWPIPE

Fig 2

30°-40°

45°

SLIGHTLY

CONVEX
NO UNDER
CcuTt

WL20N1798J1

,_
WL20N1789J2
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58 & erip (CG &M)

LuH& 1.7.100

OGeuevr i (Welder) - Liaps LTigseviib, LigTiofssHeyo (Repair and Maintenance)

ST TS GLpTujL T, GLpTullenet emaidbsl LIGgedlE GlFuigev (Silver brazing on
copper tube to tube (OAW - 04))

Crragasmigser: QulnFuler wprgeled Hruser Gm Cealetriy i Fmeraeir

» emuligesr apemerrullemnest GeuliLiepl’ 1y GLev eumdl LpSFlewmest Huwimi GCFuIsHe

* GGl BmI&GHHETEH BTHF, odLIdlevevd FT®), odLiewdev Lopmid LIGeTD  (Q)ewausHemenr

Cxpriey GFuizse

* Qerevg BIGHFHTHE O euTUILILDSFeT Qewewtlifevat BlovowwTs aidbs GCL_&&/m

OFuI56 Lop MILD e LILT G)eueviq BI K68 Hmenetd G\%Tesr®) @)enewntLifenet LG yedlhk G)FuiIze

* @eewriiier Gopuglienu FHgsio GCFuIg GpUTHFS®ar uley GCFuIsHe.

225

L COPPER TUBE

| — BRAZED JOINT

|

\

|

\

I

\

| Q

v B
LS

|

|

\

I

\

|

|

\
\
\
\
\
\
} COPPER TUBE
\
\
\
\
\
\

o
wn
— _BRAZING
(OAW)
\
@\4/

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
NTS

TOLERANCE *1

TIME
15 Hrs

BRAZING ON COPPER TUBE TO TUBE

WL20N17100E1
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Qeuemevullest aurflemns (Job sequence)

1 yereyCameneriig sriblyd: GLomullenest Huimir
QFuweyLD.

2 Olued eurdi'iymGSn T HTillrd @Lpmuilenet
2 GOTL_TSHGH a5 alfleurdsd QFuwiaLb.

3 quit 2 cvellenerrd Glgmeser(h) GLomLirLiieyieiTen
Y sbmeaven_silewar Gleuefl Gumnmsedd
F551D OFuI1%H60 Caustsr(hLb.

4 Lmevliugev ooLdgmestsiv 27% - 35% o 6rer
1.6 o5 el L _peirer levevrr @ No.5
BTHOemest CabiTh0)s(hd:Ha/Lb.

5 ooLIL96V6VIT [T1TLg &8I D@, 0oL ILIGT HeOlGGHT Lk FH6D

6 ydmevenL_elbl ool iGarenio Gl GlFuie b

7 Qued uTILDSFOeT SHTLOTS: GLPITUSDIET,
9B FTLOT S GLPTeoGILI 2 6T cn6d B
epast my (@) _igerfled GL_s&lb1 GlFuieLb.

8 G g Gleuev® OFunulii' L eLLILSHeH6rT
DB DFHHeTlv (axis) OlFhIHDSTH
MaUSHHRLD.

SIimedr eurflems (Skill sequence)

9 ewunlssr LT sFHoereley @revw®h G
Garevig i1 GlFuisGlesfle, DHeT LDSGullev
CrAmlenerd OoHmL_k& 1961 10my
LrGullener GFU1L (LpLg FHaLb.

10 e 96t HHmereied gk LT LICTFhI Q)i
LODMBHEOET ()T ETL_Te J [T6T6vH6D (LpLg dFHaey LD

M Oued  umdiypepeTer  LI6TerdE e er
Qummssiomear CHmeamdeamsd  6)& e H
»HWTE@BDCLITS ool1Carm  ewLLifenesuyLd
0oL 1L06VGVIT [T1TL 6 ooLIem stV LYFLILIL" (h) LiTHG)
QFu1560 Ceuessr(HLb.

12 ool 16 E610 6 Hirh1G) (Q)HLILIGHIHEENT 555 FdHLD
O FuIwieyLb.

13 QevaflliLigsaperer Gleusd(®h @& 6»MnSHemar
LIMNCFT & GHaLb.

ST 1guLiev Feveuri 1L9Cgendh GlFuigev (Silver brazing on copper tube)

CBITaSHBISET: Q)5 2 HBIHEHGSG 2 SHa/ald

« srliun 1gupiiev Feveurd 19CyF kI GlFuIgev.

ST TS SGLTUl|eT STLOTHMS alsd S
L9C et GFuigev (Brazing of copper to copper
tube)

Oeulitib&lest eLpevid Giey euriliymib G)&HTesr (R
QT STLOTEHSGLLTUISIL W (Lp e 6T Uil v 6o
LB Hioumss SeuasstHLb. (Fig - 1)

Fig 1

WL20N17100H1

Qdbmeovenl_(haHwar HoEGasn Oeulib
QsaLi’ 1 wpeneruiener Hiflsd CHmuigsed
Gousssr(b (Fig - 2)

Gued eumdiyypib G&messr ety Croesri ev
e TLI(hS 51560 Gousssr(hitb (Fig 3)

(b SHIUTEHSLIIL 1 GLpTUlesT  (Lpenaurudlen eor
Groetr_r6b Lof) miLh L ewulen)/eir Lj%H5G) FdGullest
eLpevrd Frfl GlFu1%H60 Couessr(HILD.

QLicbeurTdil’s LmLomest &1 OGNLIT(hSSLOHDHEOHGIUITS
QL1196 oyspewer H4:% all_ab (Fig 4)

QBT (LpeweTHear Lopm  GLpmulenesr  G)Lieh
uTILimsFeer Cummss GLg OGFuiweyLb.
(Fig 5)

O bBHHGLOTUNEIEDL L1 FHEVIT LT MIFHEOIDE HUWITIT
2@ ey G g OeusdOl (5 OFumiii’ (¢
2 (hUTSHLILIL L ewiil1lenar O Fhisdsms
waig 5 GarliLinent _wdF GFuins GeauessHLb.
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Fig 2

WL20N17100H2

Fig 3 SOFT HAMMER

YN

N

M
N ]
COPPER TUBE
/ N
MANDREL
s

Fig 4

CONICAL STAKE

WL20N17100H4

srly g uifesr  GuebeumwiLypomSHSHLILIC L
CpraGami1ger OaevaflldFapmaeraier &ip
LpaaTuileVILD, 2 I FHDHMETaNeT SLPLILISFHSS eILD
Qoevedlur  gesrarTsd  QaFuiuaeb. (2tb Gy

QUTLILIDSFIGT Lpevet) )b GILID cumiiLnsGler
Fnmereiev, GL_g Glassbig 61 (LpHev(1) 94TLbLid i
Cargsaid, CLd& Geued® (2)aled Lod G
peeruiled (LpLg SHapiLh, LoPpMILh 3eul |G
Lm@ulepib ept Liti(heusbn@, (covering) swimyms
Gousir(ib. (Fig 6)

Fig 5

TACK1
/

/ TACK 2

\ B S
TACK 3

v \qp“

NS

G#ribppemest (Deposit) #5510 GFuIFH6v

WL20N17100H5

GlLied eumiins&est Fhpereiley CaFidasliin’ 1
160 QGTL_misliil B wpeveruiled pribiils s
Qresr_mweFed C&Frg b, 1 CFrgs
wpeweruiled  (LpLg H@Hib  Hlevevudled 6T@EHF U GITET
g LmTsdhGlenar eprg all(hsed Ceuetr(biLb.

@& TCmTON_rett my LenewTdsii’ L (@) G&lefled
1-60 Corgaliu’ 1 e 2-augub Caipbs )b
Lpe»aTHTU LD QLT HL0TSH CFHensuiled (2-Lb
ApLg-ufLD @) L5155 67) 0o '1G &1 L) 6w 637 &
OHWITEHLOOUITAP L ool IeveviT TTewl_ 6T(hd Bl
N B @PTCprOL_meTm QeSS B
augHev Calessr(HLb.

ewewrdalinil’ L @ G GaredL_mear s
Frilwimest Li" 19 wiedleb CF(heuens Hlewav bl mid 51560
Gouassr(pLb. (GlLI) (Lpshd &1 Ut SHGlesr GeuarflLide
RISH0 FBrToed @)hLiLigenert) (Fig 7)

L rhs LF B % erfl @y Lb,
Q)ewewriiysafleyd LpLpRIBILOTS 655 HdHHLD
Q1560 Couessr(HLd

00 LI & 61V
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LCgedlits  CFridgener Fgmes eTeUmTHa LD,
woHmib  L9CredaiGeyerer  GLimpmenSl g L'

Cuimresrn @ewpsever LflCFTHemer GlFU e LD.

Fig 6

DEPOSIT 1

DEPOSIT 2

TERMINAL POINT

WL20N17100H6

Fig 7

RECOMMENDED
45°

D>(D+4T)

LIP OF THE
BELL MOUTH

WL20N17100H7
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F@d) & erip (CG &M)
OGeusvr_ri (Welder) - Ligpg LTisseiip, LgToMsHeip (Repair and Maintenance)

LuH& 1.7.101

Cl opmiio LAgmestsiv Llevevrr gr@® oMb kel &1 19 a6t Glauevig EIG%6y
s L% Cl Quwisly ursmisemer Fil GFuisev (Repair welding of broken Cl ma-
chine parts by oxy acetylene welding with Cl and bronze filler rod (OAW-05))

Crragasmigser: QUuilnFuler wprgeled Hruser m Cealetriy i Fmerser

* Couemevg FiTHFHman eTearOlewTUl, Fifsiv (LPHONIDAISHET @)VEVTLO FHSHLD C\FUIF6. HTUI
2 GovrsgBlet LFLIgeT LBSBbSI 2HenFHFT H5SHH60.

s Filwmer jeneyeter BTHFemevwd BHlyLiLyd sllewujno CHiboSBSHN. (Il (Hd SHevemey
LoD MILD ST &)

c FDm 255 @CaTHYID 2 66 SLINPLDLITES 9jewLDd SHe6v.

* #5510 OFuiH , Gleuev® OLoesTL 1960 2 6iTar GHemmEHenen CFTHd5H6v.

FRACTURE

FRACTURED FLY WHEEL TO
BE REPAIRED BY WELDING

BY PAINT OIL

SURFACE CONTAMINATION

FRACTURED LINK TO BE
REPAIRED BY WELDING

TO BE REPAIRED BY
WELDING

DAMAGED MALLEABLE CAST
IRON COUPLING

MACHINED SURFACE

DAMAGED CAST IRON
VALVE PLATE

ANY BROKEN / CRACKED CAST IRON MACHINE PART

1

BROKEN/CRACKED
MACHINE PARTS

CAST IRON

1.7.101

NO.OFF

STOCK SIZE SEMI-PRODUCT

MATERIAL

PROJECT NO. PART NO. EX. NO.

SCALE
NTS

O3

REPAIR WELDING OF BROKEN CAST TOLERANCE *1 05 Hrs
IRON MACHINE PARTS BY USING LOW HEAT
INPUT ELECTRODES.

TIME

WLN17101E1
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Qeuemevullest aurflemns (Job sequence)

Coaremwevd  HIGBTLY 6T LITLILFGT L5 HIGT T
erassrOlewril, Hifsiv , (L& (LPBHEVTET QUHEHD
FSHHD  OFUNLSD. THTAUL FHeF(hSH6T
B)wBBT Oewauseern, FTed () GlenT Ly i
QFu15 hHHaLD.

FaL 1961 eflibLjsener 90° 21" CaHrewrid
QHTesTL . NV FTLUITSH OLOUI FHeH[TGBTLY Bl
OFdiueyb. (Co@® weeropm  efleflbLims).
6TGUGVIT FnlT QI HISHEGTUJLD LOLPSHE) afll_ayLD.

BTH 61evr 10 @ CaiibO)S(Bh&:Ha/Lb.

Gourrting ey O, 3 85 & L qpeirer
Fedsmesr  Lgmesrsiv  Bloliyd  Hibilewuwiuyid
@ oer_mib g ey  G&Fuiw, 5 L5
AL L_qpeirergamajd Cairhols(B)%hHa LD.
Lilyredreiv ool iendsiv CsirbGl(HS5Ha L. (3)T6w(h
UMW GH@HGHGHD 015 &G / FOF15 9)1pdsLb
1 OF QLT

LTTFFL LDDMOUBSGHLD (LPGTL| 6TGUEVT
LIT&HIHTLIL wp &t1 ©) 6v1 & & 1] &5 &% % & (&Y LD
estupplisil’ Hererearem erer 2 MG
LIG$SaLD.

Oerentowimest  psFewL_Fhi BLiflipLbenL
9OLOSHFHRLD.

OeuliLiomer  [Blyliyd  Hibtleow  yblLpdS)
Qimy eug aled odL16ThsIv  LIIGHT LIRSS LD.
Q)ewewnt 16T Q)(h peweTHafleib Fymer 2.5
5 Geurr @ewr_Olevartl @) pdh@omm GL_ds
Oeucv(® GlFdwiaLb.

@ _niss w1 wpewpeows wHmib 3 Lo
AL _L_peirer [(lyLiLyd HLbLflewwir’s LwesTLI(BhSS),
Carewewenws 30° ComewrgGHed Fileums
9eoing gl CauriiLig evau (@)L _ayLb.

g ey RWH@ OFdwyd ey GersL(®
QFd i @b Ly iyser Byl 2 Cevmsdamed

SImesr eurflema (Skill sequence)

FILIL®SHLLL (HeiTeresTeurT (wetting) 6T6iTLIen S
2 Mm% QFuiwieLb.

LiIGermenLiiyé@ aul’ 1 (QuidaLd gib 5 Glauev(h)
WPHLLsmeT hH Feulitims 1wl (hLbd
OLYNINNINCEE VY

Gaeivl quiriemest Ligmestsiv Glewevig ki

@euiw, g tiueL. 2 CwTsdams

2 (hs%% Gouetorig uwi 9jauFuibd @)evemev.

CourriLig ewar FgHb GIFUIIaLD. oL IeTH6M
LweTL®SE 5 1S Bliiyd sl Gsmessri
@)gesstL_mib Lig eneud GlFiiicyLD.

9H% Ll Fioms 15 OIS geneydhe GlFpley
GlewL_&%Ha LD, [FeV6V YemeValTl 2 (HeUTHeYLD
Qenewriienrs  Blyliy o Gevrsid  Glsme(h
BlrLitieyLb.

I (158)
NI HSTTHIT GTEOTLT LITITS Ff FidHLb O\FU'1 %
GODUTHSET GBS uiay) ClFiIIe)LD.

6T G3T LI &f

00 LI & & 61V GTFFLD

OILYININE SL_BLm®
ApSGEUILDTETHT@HLD. Qeur'1Litb CLIT HILOTETHTH
@)svevrailig ev, Ligmesteiv 2 GevrrasLd, Liri i enet
T LIS ST S (<)) FIWITSLT LITWIT ).

G sLomer Glaul'iLib, Lymeirsiv 2 CevrHdend
OB FHLOTH HTTTATLOTHLI LITW I(BLD. 0D,
BGHTSH 2 WIThHS LTS

Fig 4 REMOVE ALL
SURFACE
CONTAMINATION

PREPARE EDGES BY
FILING OF GRINDING

EDGES PREPARED FOR CASTING REPAIR

WL20N17101H1

Cl oo Lgmesrsiv Levevr gr@® oHmiD ydhed]) &F1L" 19 et Glauevig k16
o265 Cl Quibsly ursbisemer Fil GFuisey (Repair welding of broken Cl ma-
chine parts by oxy acetylene welding with Cl and bronze filler rod (OAW-05))

CBIaESHBISET: Q)5 2 HBIHEHGE 2 5Ha/ald

« srliun 1gupiiev Feveurd 19CyF b GlFuIgev.

Cavemevemws 300

CoarewmrdSne Fiems

QLS FHeLD. BT L1 HLbLullesr CaHmestdeng 30°

314

Lpsed 40° 958 GEmer(h) V 15 5 Cauidhsa Lb.
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LiGermevLis Gamenrgeng 60° wpsped 70° sl
ugmioflg g CGarmenulighg el L (Quisbsb
srab. (Fig 1)

Fig 1

COAT THE SIDES OF
THE JOINT WITH BRONZE

BRONZE WELD DEPOSIT
FILLS GROOVE AND FUSES

/ WITH COATING

BRONZE WELDING CAST IRON
MAKING THE COATING AND DEPOSIT

WL20N17101J1

Gourriig ewar 3 LOILE &L 1_peiterm Bl yd HLbil
)& 68T (P LD, APLY LI LTI 6D G 5 06
AL _qperer BHoliyd &bl 6 &mese BLb
QaFuiwed. Oeulis Blyliyds &bl (LpevesTenus
QUITLY WITSH 2 GTET LITTGHT6IV 0oL 1GTSHGFI6 9L dhLg-
9ILBILpSF) 6T (h&eHayLD.

Caevr’ uirrenes Ligmesrsiv Glauebrg i GlFuuib
Qumupsl, 9Ly 650°C 4
Qo 1w BHib Gl Filiih &S m s

2 Gevr &b
Yarred 2 BSFLLUGaFdmew. ysCe
Caurrtiig ener Gy GLmup s @)enewrii e
auplwims FHomr 20 Wb Filwms Lenesriiy
U@L uTHLT LFUhEn ). (Fig 2)

Fig 2

LOW HEAT INPUT
ELECTRODE

BUILD UP WITH
SUCCESSIVE PASSES
3mm THICK UNTIL JOINT
IS COMPLETED

WL20N17101J2

I Sauss QL _S5EHG F(HLbL eFeLb.
Cumgiomer Hloliy o2 Cowrsd GCFig sl
BBL1BsTomeT Gleusbenl 2 (hauTshSHe Lb. ()b
wpeop OsmLmhgs  Ber®Lb L6 (HLb
Qi ® Ceurlitig e (pLgujib eIenF
QFd RS 5. (Fig 2).

By o Carsgsmed Geulm o261 heueyLb,
2ABSSBS S CEwli@Ld  Lipmesiv Bl
2 CevrraLs Litg oy FH@ehdGHlent_Guwr 2 (5% enewTLiLjLD
agpLbBeaems 2 ni% OFinayb. @Cs Guimestmi, 5
LIS "1 (Lpeirer (Bl i yd HLbLNeowit’s LwGSTLI(HSS)
9IS  ooLIaTEF  LlLpdE), GG ELOUITET
Y sFenL Gk GLilpibry Glsresst(R) (Q)Tessti_imib
Lig eweu GlFnueyb. GFlay 15 LS (@)rdb@Lb
Ligujib @enentL e () MG euenr BeLeV LiLg 6y
Q) msb@LbLig b GlFunueib. (Fig 3).

LIy e FHSHLD OIFUIZ), oLITHV TFFHMS
Qewewt 1965 , @) LmAiHee0)(Bb HILD 5dhHeyLb.
Qevewrien  uie)  Geurgy  Gaeaiedb®
GODLIT(HSHGTITGI [B|6VT HIGHG & HGHTGWLD, (LP(LPGHLD
Quprs 2eB(BaIed LpoelwaT GBlSSH 24U
QFuIwIeLD.

Fig 2

SURFACE CONTAMINATION
BY PAINT OIL

FRACTURE

FRACTURED LINK TO BE REPAIRED BY WELDING

WLN17101H2
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58 & erip (CG &M) LuH& 1.7.102
OGeuevr i (Welder) - Liaps Lmigseviib, LIgTiofssHeyo (Repair and Maintenance)

Cl erevsl ga® cpevid 2.L_bS QuIbSy uTsmisamer i OGFuisev (Repair
welding of broken Cl machine parts by Cl electrode. SMAW-01)

Crragasmigser: QL ulnFuier wprgaled Hruser Gm Cealetriy i Fmeraeir

cuiigamaear swri OGFuig Casvl uwier Ol Osuig GCL& OGarew®
@FuIweyLb

* 5L _BHFen 1perdal’ 19 Gui GarliuliGssin, @eet DG, LIDG 2 apestLiLI(bh)d5HIH6V

* st gy emaestd CHiboBBHSBWILD, LOleTFTydhBlemaet GFL GFuI%eLD

s 2L _bs LITHH®S Oaucv®h GFuUIFHeV

* 519 e1GLoev BSINTSH 919 551 YbB Q)ewedLIfIcTan 2(1pSDdHGeT [bdhGH60

* @ewamrLitsyicTer Gwpsen LfGeTSS5s56.

1.7.102

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

SCALE
NTS TOLERANCE+1  |TIME

REPAIR WELDING OF BROKEN CI MACHINE

@ S PARTS BY CI ELECTRODE WL20N17102E1
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Geuemevuilest auflems (Job sequence)

o enl_fbg ClGuwenr Lip s LITTdhHe0.

Caevr’ Goprigrieor &ssid O)FuIgHev.
& &9 6V 68 6L wpestamt’ 19 Gui
Qeul i’ ihGHaLb.

OleuebLg i1 1" Litb LoH MILD BHTeyFHenaer Cairay

QFuweyLb.

Gmest eurflema (Skill sequence)

5 gFwmesr Cl etevdl gm(h Lopmitb HLOLI BT
QuirpL_sHenar CsiihGlHH)%: S LD.

6 Ologiaumest GHefliTedL ILIS6ST eLPGULD (LPLY dHGYLD.

2 L bsb Cl urasbigener Cl erevdl gr® epevid &l OGFuisey (Repair welding of
broken Cl machine parts by Cl electrode. SMAW-01)

ChTsaBIST. )5 2 BIKEHSG 250 0l
c 2oL s Cl urasmisemer Cl erevdl_ga® epevid Fifl GFuigev.

@euevr ML L1

955 Oailigens HliTds GDhsg HeTLD
Qamessr Geuevr” LF(® Lig ey GFuIwIeLb.
&% 101Gt 1L _1b 9Fs OailiLigens
o L _méh@, 95Ceu et Carmi 1 b/
DLWIT QUTLDLINGHET DEOLOSFH@LD.

2L _hH HISTHFmT Frewinds LD,
51 GO () & (61 & (& Qenr_Guw [5 6V 6V
LewewriLdhEma allflFed euflenFuied &Fev
BIDATHEET D ((hAUTHE@LD.

RalGleury LTRsdaTujD BSSH LISHLOTS
QusGusHGHLD LFeTs, OGauliLigamsulib,
dlewFeowib FLoom&HLs Liglics flflFedlesr
porg&GnH@ Cuwed Oeusdl G Fuiwaeib.
TS SISHHTL L_ma afliflFedler aaiblesm
wpewaruieytb, et pEHND  LFemi
aUdh g bapalGeurh LI wpigps 21 Geor
umevG Ll  amiboewy  LIwWGTLIR GG
Oeuevenr_, 1 - 2 BLblL_rhisend@ OlLuiesih
Qauiaugmed @eflmdFRuent _ujb Cum g
2 CouTaHSG6 F(hdHBSBTCO  HTG8TL_L1LI(HILD
2(WSBEIFDEN &N 2 Ha|HD ).
sl & Gleuevig i (1pLgaled D FHLOTS
QBT FAPlgy OFuiwaeb. HFGH 2 6T
ILSbGsd  Qedwrs  @;  FAppHs
O&rL_dsgens GLID LpLguLb.

CLoGevweiTer  BewL _(LPeODEOU  (LPLY-QUGHL_UJLD
aueny 56T (hiLd GlFuieyib. @omi9ed CrLim gLomest
QeuliLib 2 erearensg 2 MG ILIBSSaLD.

© B ETer QIR WP LDSEHSGLD
Qevr_Cui 2 6rer @anr_Olaveflewws ()1 1b
SWTME S LopmId BrLised (Fav) GlFdiseb.
© Gur Geu BHib 9yewevd@, e Cammedl e
2 (hUTdH&GHw oHmib O FwevTdsd G aer
Curs Qub&HTsEed Swir Llemmd LoHmiLb
G Fifl C\FUIL Qh FEHF 2 (HaUTHEHIH6.

© Fmiiy T epeoid @)bLmepLd O _Limgl

Qi 1 Qumrpenar (Bdh CHTHD @iLg 6
Lo GMudled 2 (HeuTdH@GH60.

Fig 1

WL20N17102H1

Fig 2

WL20N17102H2
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58 & erib (CG &M)

LuH& 1.7.103

OGewevr i (Welder) - Liaps Lmigsevib, LIgTiofssHeyo (Repair and Maintenance)

2 ML b LINGTT6IVIg & VWG GHLOTUI LITHEISGT LiemTsivig g Geuevig /I eLpeoLD
Fif) GlFuizgev (Repair plastic broken parts or pipes by plastic welding machine)

Crragsmiser: QUuinFuier wpigeied Hiiser OGlmn Geuerig s FmesrHeir

* 2 a0l _[bF LINGTT6IVIY &5 VGV FHI GHLOTUI LITHBIFHemaT Lo Teivig & Geusvig i eLpevrd Fifl G)FuIHe6v.

Gauemevuilest aurflemns (Job sequence)

emmeivig & Glewevig i (Plastic welding)

auemgwenm (Definition) : Glauiib o (HeuTdsLb

Qram® ooz Sspe  Cuopur

saflssaflumear  OsirCwm  fermsivig &

QLI (B _FHewarTLl LN THHBLI LILGTLI(HFD ).

1 Nermsivig dews  epetmms  Her@nd CLimgy
Curgiret 9ipdhssHens 2 mi% CFUIFD ).

2 Frflwmes 2 (K@D GeuliLiblenevenus 6oL _Gn ).

3 @allen (Gib Cryd@letr Berb, 9jpHsHaws
Oevefluiihleusn@ wLper Q)ewenTiiL) @Gaflralldss
9L GGSHLILIBGIGEID H).

4 oyupdHibrig  Oeulitiepl’ Kb oM miLb
@aflemL (LD 15l 69 6V & GiIT AP (Lp @I HI LD
LIIGSTLIRSSLIIBILD D(LpSBHSBIGST L1icdTLIT(h)
LigGsemer Fiwmet Cpréa@ Hlenevuiled s
®aIHFHALD. LOHMID 2 (hGHLD RPL L _HS
CrotbrihGHayLd LG LIRS SLIIBHFD ).

5 Qeuliumwinmged &1 Gt Cpmdhsib,
ooQ L Croprigi'ifed, (2 (h&HHed Hevenar)

SImedr eurflems (Skill sequence)

UPLPUSHILD (1 LIGHSHG CLPeVS:da )] LITGIGHEV
OIWILDGIILIGTSLD.

6 YHsTEH 2 (hUTHSLILIL I (Q)eOewTLIcnL
LIRS HUSDGH GHNTFEF erGuib,
Qamear G FweLBhssHans  Garedr
ardlewiouled GO _&55H  aflenarenal
THLIBS SiLd.

Fig 1

PIPE PLASTIC WELDING M/C

WLN18103H1

ermsivig & LILpSI Bssp GFuizsed (Plastic repair preparation)

CBITaSHBISET: Q)5 2 BIHEHGE 2 5Ha/alF

s 2oL b Llenmeivigd Geuevig i GFuiw suwimri GFuisev.

ermeivig & LIAPSI B35GB
c Hermevigd LIS (Lp BT

Carewevdsmear s@palsamar Fil Gl

LI T & & LD
Lermeivig &Glesr Croprigiienrs Filwimss s
QF15)(md55 Cauesr(HLb.

(B6v6iv LOMH MILD 2_LIKT GOT 51 GT

« owisy Hmalser Ceassmevents aflenreuraeyLb

G@PES  GDEEL gL
OIULOGBHGHLD. 2 WITSHT H(HeilH@EHI:@ LomH (b

G FuIw

318

@)ebemev.
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