








































































































































































































































































































































































































































































































Y f@ar & ar O & s gae ST w2 & forw | (Fig.5)

Fig 3
D IRON OR lej AR & T qT gY WO H ARE T @G T WR
SHEET METAL SCRAP — @ ﬁg.r g} m %l
| § Fig5
Fig 4
-
&
ArE v wifeew (Marking and folding)
SR TE ATIH! HETAF BT
+ 3T ®F 7 M F BR W zaw 2R il
Tael SfHT AT % AR Tear ST srsse ATk #X | ST Fig4

FT S aTel s &7 AieTs @1 @l | o Fed ® AIE A A
MY 89¢ WF & 90° 9 H{ieT AT 2|

Ry 7t 3R Wz R AT A9 & % wee w2 (Fig 1)
Fig 1

| >

FoE & YT g T ST @e 9% a9er #2 | ghfvad &3 & 42
gC Y & &9 | F1% ofax 7 &t | (Fig 2)

FIN1345R1

Fig 2

. —)

HATCHET STAKE —

FIN1345R4

fere & fory v T et A 3 =TT #1 (Fig 5)

Fig 5

L\

FIN1345R5

(ﬁ FIN1345R2

3fte #Y ATeTS & GA & g1 gAY [ &l Fe(1aq TaTT HId
72 gu R & @ Ard X | (Fig 3)

Fig 3

MARKED LINE FOR
CLEARANCE FOR
2nd FOLD.

FIN1345R3

FREUE FI AT THEST, ATHE ATS oAl 892 WF T 99 TSw &
et oY AT # 9T #E FAR #& Aiel AW dC w7
(Fig4)

Hele &1 TINT e foAT Siarer &9 ®t 99e1 &2 | (Fig 6)
Tad & fa gu R &1 Heaw X wiead &1 JAtq #1 |
X AERFAT B al ga |

Fig6

FIN1345R6
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9w TS fhamgsn sarge (Paned down joint)

IqATA: T ATTH FERAF SO0

* UTE F e FIAT AR 49 TR U U sarge w (Re W) F:@ogRr wwAn)

e #iw (99 eeA wEe) & fou afdn s w e
THHATE TF FIAT AT F4AT (Fig 1) & Fortam 7w |

Fig 1 o

Al

FIN134581

TINMANS ANVIL STAKE

T, BT ST AT AR A Ty A A A A o
9% gAY | (Fig 2)

Fig 2

@ 2 N

FIN134582

9T @ % e #iW (99 eeA srEe) 3 | awan €1 (Fig 3)

Fig 3

R S

FIN134583

SINGLE SEAM

afdn e zawr MR (Setting and double seaming)

IR TS ATIHN FEAF SO
* T H TH AH VEF A WO ®E ¥ IR0
* g AT AT (TAA HW) F IR FW

dqFe 9T @\ & fow 99 S=A W@Ee Y IIMT A1Ry | 9
TS SATEE H BT HA &F T UMWY AT AcAe & Fa1 sy
s f& Fig 1 & gwrtar = 1

Fig 1

FIN1345T1

HALF MOON STAKE

ST F ETT & TSR & 31T u& H0 & forw | (Fig 2)

Fig 2

FIN1345T2

FT & Fie T a9 A & J\-99 Fig 3 % SIgAT S0
T fiR-¢fik T @

Fig 3

FACE OF MALLET KEPT PARALLEL
TO THIS SURFACE
OF THE WORKPIECE

ﬁ INITIAL STAGE
g &

[}
(o]
o
&)
@
>
@]
m
FIN1345T3

///////

AT 7Y F g7 s e @ (FiFe T |Ee) # erEE FY
s fF Fig 4 ® gutfar mar 21

Fig 4

=l

FIN1345T4

SIS & RN ) @AY &6 9 @ AT aieH &t WP 897
& gI_T 39 ® staT % Fig 5 § gurian @ 21
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Fig 5 E

FIN1345T5

I F TE Ia HH (FTFE 9T |ATEe)w® Fig 6 § FuriaAT MW
2l

qlH YA SarEe FATRT qe iR (Marking

Fig 6

I

DOUBLE SEAM

FIN1345T6

and forming lock grooved joint)

SR TE ATIH! HETAF BT
+ uaa 2 # fog srEsw ATk wAn
o ¥ R & e Aew & R @ za@ RAT =)

&t g2 |\ At FISTE & AT Hies ATSS B A1 FX |

oS AIES &A1 H1 ASTS AT & AeTg F 3 [T

At 0 g% g= e & oy 3 oesd 7% Bl A &
ferepTet |

T AATSH = (3 X HieE ATEA) + (6 x e & A7)

IS &q: AT &I ATSTE 6mMm X Alers 0.5mm & a9 Fies
et = (6 - (3x0.5)=4.5mm ar

Fo 9TSH = (3 x 4.5) + (6x 0.5) = 13.5+ 3= 16.5 mm
TR FA AATSH & 1/3" LT T ATGA AT FY AL I 18 1/37
AT 2/3¢ T AASH H g T AL e I & |

JETELT AW AATSH 16.5mm & at us 3fie & ¥ & 5.5mm
F gL WS AT ofte F ga¥ Y & 5.5mm =T 11.00mm &t
o W F¢ | (Fig 1)

Fig 1
BENDING LINES REFERENCE LINE

/\ / FOR LOCK GROOVING

55 55 | 11

FIN1345V1

F TUE F gUC ©F ¥ Ade & 90° W #ifA| Fig2 ¥
1.5 AT Aier$ # ave ofie F sy J4r fF Fig 3 # fammen
T ¥ | ST R Ft aFET & Aole & AT AT | TE UF §F Al
ave fam|

o F @ug q¥ off AT T T T g ST |

Fig 2 Fig 3

BEND IRON SHEET OF

THICKNESS 12 TIMES
THICKNESS OF SHEET \ @

I ]

FIN1345V3

A% H Fiee & UH ¥ 9 I9Q 4 & Fig 3 # Fwiar @
21 (Fig 4)

29 Ja¥ H TF BT & THS 1 X AT T § UG F R 0
e AT AT 7 F AR |

Atg I e A (FH) e PER AR wAe # fHfAT F
(Fig 5)

Fig 4

IN1345V5

FE  GUE F FETArF HL T YT o X W@ | (Fig 6)
ZaTATH Hed qUT AT TG o ZTaien Hia &t | gt il &

Fig 6

CECEAl

CORRECT SIZE OF GROOVER

=

LARGER SIZE OF GROOVER LESSER SIZE OF GROOVER

FIN1345V6

et & e & ST A 47 F & o g, g = we
(&) (Fre 7) frer)
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Fig 7
f LIGHT BLOWS

AFTER INITIAL BLOWS

MOVE PUNCH TO :
VERTICAL POSITION ;

GROOVING
PUNCH

LOCATE GROOVE
ON EDGE OF FOLD

SOLID BASE

FIN1345V7

CLINCHING THE GROOVE

ST qF T YT AL AT 39 FE F AT A TAF 1/3 d=_E
a¥ &g (Fig 8)

Fig 8

FIN1345V8

GROOVING

2T AT | qER Fe oW =i & fao awmn (Making wired straight edge for stiffening by

hand process)

IgAVA: TE ATTH FEWAF SO
o T AFETE AT qARIT FAATSH ¥ 07

o TR F ATE-IE TH TAT AT T4 TF AQT {iwwr &L=l

fear T A # =E AY I 7iEE & G STelieh e AOrET
Exall

AR FARSH - 2.5 AT AR & AW + e W Aerg| aEs
T Fo awaTs AgiRa &

T AR = AR A AF@TE + AR AASH
AHST & Hole § Al AHT AT & ATE-q9 =y a9 |,
e [T & smawas aEs & oy 96 a1g &t #ef|

ST wie 9¥ Fele &1 erar & wfie F 99er F1 AY TF el
BT HEA & FET AT Bl Ht (G & SHac F |

T ATART HARH & 1/4 g 9 Fie & O § qHEAETAL &
@ i |

£9¢ ®F A 37 Ade & F8Ear § AqaT T LA«
¥ 3T F TEHY TIH AAFTAL AT & IS il Bies w4l |

i<t 7% gAY A1EA & 30° T HieS FIA & o7 g9 £F AT A
Foe & 1 |

T T R 9% 9 @ AR geA Ade § uAfad ar uAfad
W & AT 9T T@HY O &t 712 | (Fig 1)

Fig 1

FIN1345W1

AT & IR AL THST T A & ALHT ATHN TS H4 |
(Fig2)

Fig 2

FIN1345W2

2 | FIN1345W3

FIN1345W4
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AT U & A AT TAAA & & U I¥ T@HT g oA & Fig 6

FIN1345W6

Fig 7

FIN1345W5

T # 9T U & Fig 7 % AR 89 ©F 9 w@h e
FX |

fafere fRome & sy fRfAer #2371 (Figs 5&6)
Fig 5
NS
A S

FIN1345W7

FAL § AR aE Fe |
R & R & e JqT FEd & FEd F |

vz waw @ Revdea s gwn (Forming cylindrical shape by hand process)

SEEW: TE AT qEH e
+ 3T AEH & @A e & sy aAmm

Tedt & gErEEs AeFR &t ghfEg & | (FE @ue) a=
e I¥ HUGA &F HI e ¥ |

F Tue % O 1 He Y Y AV 1 Ul ATS % GHEAY
avg &% | (Fig 1)

Fig 1

FIN1345X1

f-I¥ AT T [ FE G F BT & AT F AHR
# ozl (Fig 2 & 2A)

TFICAA AT ITAN F¥ah av gy faewex & MaArs #1 &
S | TerTE At & forg Fioer sgwa F Fig 2 39 |
FE GUS F RF F AR AT F AL AE |

wR R o% TR & 7 fwe @@ J=n Fig 3 | qoin
T E

Fig 2

Fig 2A

ok
2

FIN1345X2

Fig 3

J

FIN1345X3
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vz e & Rrever w A g saEe awn (Making lock grooved joint on a cylinder

by hand process)

IR TS AR TEMES ST

ES

« ETY FAR T TERT FTH JoHR AFH | T A J6€ A& &= |

e 9¥ @Er AT gEfTad #, q@eE A Al gas |AEe
I &q aTE9 I¥ AT 99 S I S =F (e Y |

eUC WF &I ddol U I FifeT o18d 9¢ @ AT ae & |
(Fig 1)

Fig 1

FIN1345Y1

FEAT T & IO g T RE F W W W
TR AT 7 | | FW N

¢ &% 3T Yold &1 TANT ¥ gl &t q¢ fada e &

g s | (Fig 2)
:

Fig 2

% FIN1345Y2

TS vt & &7 AT FF I T (AT ATH 77 471G (
FTHH 39 |)

TH & FAT & el &< oar Fig 3 § qurtar 21
geh! HI TN TR gF T g HX AR Al HT TAN 5 | T8
% = @ 2| (Fig 4)

Fig 3

FIN1345Y3

Fig 4

£

FIN1345Y4

= HW F S YAT A W A HSAAT & AlF FL| S@w
Fig 5 # fammar &1

AT AT I AUGH &F & TIN F¢h a4 g fAave &7
AT T[T ATHR | 37 F1 |

Fig 5

BRING GROOVER TO
VERTICAL POSITION
AS WORK PROCEEDS

(o)

JOINT FULLY LOCKED

FIN1345Y5

F4 O ¥ R &\ T@n Make a single hemming on a curved edge

IR TS ATIHN FEAF SO

« AT TR AR wAfaw RF F W@ FF w0 ¥ Rrer 2RET ==

AT SFee HT AT FF a1 g3 awg T¥ S ey A
HAT | TAfaeT &b FT a9 AT 9 @i 9 (e Her |

FE TGOS F T THT GC F (& AT g3 A3 &F & @ &
T 10 % Fvor 9% firr S (Fig 1) & Fwitar 2|

Fig 1

. — DISTANCE TO
APPROX. 10 BE MARKED
\ | 1 §|

MARKING TEMPLATE

FIN134521
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AfT &0 & Bier Tt a7 & forgard @oe &t wreh 37 g are 2 (3T 7T Ut 1 Hele & TSUE Hegel & T L@ (ohiwar oy |

F =T ATEd Y Y Y gEe TR (Fig 2) (Fig4)
Fig2 Foie AT ST Argel & T TN Fah fAeivey & avre ffw
FLAT PORTION T AT B T HL|
Fig 4

k

SETTING HAMMER

AT AT AR T T H07 ¥ ¥ qer J4r & Fig 3
Furar ¥ |

l o-0-0-8

A

Hy FIN134522

FIN134524

FIN1345Z3
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Iareq ua fafewior (Production & Manufacturing)

frex (Fitter) - sfie #ew

I 1.3.46

TiEw 99 WY Aiee 9= &1 3= w9 39 9= (Punch holes using hollow and solid

punches)

IEET: 5H A & A | AT TE ST Fohal
o E(@l 9 & DT Kt GT FLAT

o G THHe T T

* Fifers o= & Bt B 9= FIAT

=H-O

PUNCH HOLES USING HOLLOW PUNCH

TASK 1
@8 x 4 HOLES R12 x 4 RADIUS
S SN
| |
| | N 2
| |
O——— —D)
62 —lola
78
RUBBER SHEET 2.0 THICK
TASK 1 78x48x2.0 RUBBER SHEET 01 1.3.46
NO.OFF STOCK SIZE SEMI-PRODUCT MATERIAL PROJECT NO. PART NO. EX. NO.
SCALE 1:1 TIME : 02Hrs

TOLERANCE : +1mm

CODE NO. FIN1346E1
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Sarew ug fafewior (Production & Manufacturing) s 1.3.47
fex (Fitter) - sfie #ew
7 ¥ 9T sarEe (Do lap and butt joints)
IIAT: T AV & A | AT T8 S gt
o AT FATET H T FATZAARR AT F AL TATQ
o QIFE AT @ A9 e Fie fRafa 9 T= =
o TRfRE AT A & wie iy 9 fhee 3 9 s|rEe aieey w3
TASK 1 .
I
I
I
I
I
| 2
I
I
I
I
I
|
50
SOLDERING 15
T
TASK 2 S0 “\_SOLDERING
SOLDERING 30 SOLDERING
SOLDERING
75 75
I
I
I
I
| o
| Ve
I
I
I
|
1 ISSH 50 x 30 X 0.6 - TINNED SHEET - TASK-2 1.347
2 ISSH 75 x 50X 0.6 - TINNED SHEET - TASK-2 1.347
2 ISSH 75 x 50X 0.6 - G.| SHEET - TASK-1 1.347
NO.OFF STOCK SIZE SEMI-PRODUCT MATERIAL PROJECT NO. PART NO. EX. NO.
SCALE 1:1 DEVIATIONS 0.5 TIME 15h
SOLDERING LAP JOINT
5 *@» AND BUTT JOINT CODE NO. FIN1347E1
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=& &1 #4 (Job sequence)

FF 1; AT SATET qieeT HIAT

+ 3fie Heo & & 3fte & 75x50x0.5mm. dEs # e |

o TefRTer &7 ATES & T F A TE-SEET & T H1RAT
S |

«  ZIET & ATC UF e & gadl sie 7 W |

F 2; 9T e qiee¥ HIAT
. ST ¥ AT WA & A A A
*  TE F YA SoAfe® Aice? & el e ge samge aam |

w1 ®0 (Job sequence)

AT HI fae & T F A 7@ 714 fag foT F<|

e MY SETET diee? &Y |
SIS FT ATHATEE B & [olT THT & ATF F< |

SITEC & ATHFATES & & forg qreft & T &9 |

atre @eeiRa &t fafe (Method of soft soldering)

IgAVA: T ATTHN FEAF SO0
* HiFE AERT & FEe a9

Tiee Tiee R (Soft soldering)
TS T ATt & F a6 FL |

&l ATEee e IT o I3 &Y ATaeIwar &t |
AW AT qIET ATE wIAT AMRC MW 7w
TRY, AR & W &e FwT Fe 2q |

Tes T AT F HIAL FI dd a6 TH F¢ 9 dh FAH THb o
0 7 & S0 | FuX fae #1 O e # 9 W@ | (Fig.1)

Fig 1

FIN1347H1

fare ¥ 5T A1 o AT ufte § gAEd | (Fig.2)

Fig 2

FIN1347H2

Fig 3

FIN1347H3

feu =t Aieey X fomax fom #fifsrw| (Fig.3)

Fig 4

FIN1347H4

sfte it AT §9 ax |

ST AT aTel &7 9% T amee | (Fig.4)
TG qF FAH ST AEN & AN T Fd A=Y
ETEE H TR | A3

7 fhae %9 & sitaarse & e |
@TEe I¥ Alee¥ ey | (Fig.5)

Iarew dq fafemior : fFew (NSQF = 5) - s 1.3.47
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Fig 5

FIN1347H5

fae @t # ¢ X Tfau|
Tiee< & gag ¢ UF AT Sherred |

fae =1 fom fomar mar g gure v, siftwaw S g &
fore stravarsaT & FgET HR At aEe |

ofie & Jele ETSTT 3T 3 o7 &7 i 36T THY o 7 |

et W7 & SATa9Ts T A6 Y|

R @e #1 "iee? fFan gan @ saEe swEy (Making a single plated soldered butt joint)

SgavE: TE ATTH HEEF B0

o TafRrd QAT AT & RTTe @ aret a2 SarEe &t TET AAEAA<T § A HIAT AT AR AT
o TafRrd QiesUT JRRA & e Rafa # @ s & fhae @i a2 |mEe ey w3

T T & A welitel &1 argst 9w

ST THE &l AT (G€ HT FAF FY | TTET & Sl Fol @1t B
ST W AR T AT B AT |

AT foret AT Ao AT T &1 gt | UL 1ol & 91e e FATh
I T HT FIOT a4 qaha1 2| (Fig 1)

Fig 1

DANGER HERE

FIN1347J1

LOOSE COMPONENTS AND FRAYED INSULATION

I U T 99 T F | R g sefagfiee @ faw e
% Flohe | ST AT & ofi 9 | Seiforges Ao (43T SATIL i
ot Sfea A ®ve w @ | (Fig 2)

Fig 2

STt & forg ST worere &1 =9 FW
st & forg I dies &1 w97 FY |
SIS aTell @de & ar% He |

FIN1347J2

$TET & AT e wie a¢ SmEe T & forg di ung witet
F A-NTIC FY | TATFEF Tles (AT AT HT 30 TFT @
IAHT A T THST & 9 7 & qm| T o G| (Fig 3)
TA(FEH AT AT & G5 AT Tles¥ I¥ WEFT T
|

Fig 3

DANGER HERE

TRACKING OF LEAD-UNSAFE

FIN1347J3

fore av fefeir et @it anfey v fow =t 1 % Faw gar =nfeu |
AT &7 & THST H AST AATZAAE | He FY AT (% a4 | €
O A= AieeT FX AR @ & A & FIT § Fa AR
(Fig4)

Fig4

FIN1347J4

qraY i e 3fT% #Iferg AT Aiee A 87 o & a1 e are
& 7 e ST | eAtraTEe gam & forg Site 7 ove are i |
AT FY | STEE &1 AT F AT AT Aravas &7 ar g w1 |
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Iareq ua fafewior (Production & Manufacturing) svwE 1.3.48
frex (Fitter) - sfie #ew

e &t fafsr awr ® |ean - v« (Bend sheet metal into various curvature forms
- Funnel)

IEET: 5H A & A | AT TE ST Fohal

o T F IRTA AEA TAATRT T AT T

« 2R & forw sfie few A W9 SEREE & AT FT
+ wfie #ee ® 90° T HigAT

U U TR F S9AR wMie fed FFEAT

o ffm sFAE & o e TR # fog A

o & (HEe) T FF AR O S0

TASK1 @2 G.| WIRED EDGE
@100 4mm LOCKED
PART 3 GROOVED JOINT
(FERRULE) |
2 : t SOLDERED LAP JOINT
& \ ! A
(
! (o]
PR\~ -
&
|
g | LAP SOLDERED
4mm LOCKED
%0 GROOVED JOINT
PART 1 | PART 4 (HANDLE)
(BODY) elzo LAP SOLDERED
T A
| SOLDERED LAP JOINT
(=)
© | SOLDERED LAP JOINT
PART 2 (TAIL)
|
@10
- - SOFT SOLDER 60:40 - 1.3.48
1 a2 - 360 - G.| WIRE - 1.3.48
1 ISSH 160 x 25 x 0.5 . G.| SHEET 4 1.3.48
1 ISSH 335 x 30 x 0.5 - G.I SHEET 3 1.3.48
1 ISSH 125 x 80 X 0.5 - TINNED - SHEET 2 1.3.48
1 ISSH 250 x 140 x 0.5 - TINNED - SHEET 1 1.3.48
NO.OFF STOCK SIZE SEMI-PRODUCT MATERIAL PROJECT NO. PART NO. EX. NO.
SCALE: NTS . TIME 7hr
DEVIATIONS : #1
MAKE A FUNNEL +imm
5 @ proJECT: FUNNEL PART: 1,2,3 &4 CODE NO.  FIN1348E1
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4mm JOINING
@100 R ALLOWANCE
K FOR LAP JOINT
|
4mm JOINING !
! / ALLOWANCE a
! FOR LAP JOINT © |
| |
|
Qli ! 4mm LAP JOINT
! @10
o l
© |
| PART 2 - TAIL
' 5mm LOCKED GROOVED JOINT
@20
PART 1 - BODY
1.3.48
NO.OFF STOCK SIZE SEMI-PRODUCT MATERIAL PROJECT NO. PART NO. EX. NO.
SCALE 12 MAKE A FUNNEL DEVIATIONS +1mm | TIME:
(SEAMING THE BODY AND THE TAIL)
5 @ prosecT: FUNNEL ParT: 1. BODY 2. TAIL COPENG. FIsieEs

166
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— @2 G.l WIRE

C T —
o
N
100
PART 3-FERRULE

1.3.48
NO.OFF STOCK SIZE SEMI-PRODUCT MATERIAL PROJECT NO. PART NO. EX. NO.
SCALE 11 DEVIATIONS +1mm TIME:

=

MAKE A FUNNEL

proJECT: FUNNEL

parT: FERRULE

CODE NO. FIN1348E3

Iarew dq fafemior : fFew (NSQF == 5) - s 1.3.48
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3mm HEMMING BOTH SIDES —

| o
©
|
|
|
|
° (S
o8 .
o)
& .
|
10 10
60
FORMING THE HANDLE
PART 4- HANDLE
- - N - 1.3.48
NO.OFF STOCK SIZE SEMI-PRODUCT MATERIAL PROJECT NO. PART NO. EX. NO.
SCALE 1:1 DEVIATIONS +1mm | TIME

TITLE : HANDLE

S *@— CODE NO. FIN1348E4

168 Iarew uq fafemior : few (NSQF w= 5) - st 1.3.48




JOINING ALLOWANCE

8 \\ /
vl Iy
\\ \\ / //
v\ Iy
\ o\ Iy
v\ I/
\ o\ I/
WY
@20
30°
NOTCHES C _E
AT ALL
CORNERS AG
K 1

JOINING
ALLOWANCE

| K JOINING
JOINING J ALLOWANCE
ALLOWANCE
© c PART 1 - BODY
1348
NO.OFF STOCK SIZE SEMI-PRODUCT MATERIAL PROJECT NO. PART NO. EX. NO.
SCALE 12 MAKING A FUNNEL DEVIATIONS +1mm | TIME:

=0

proJecT: FUNNEL

(BODY PATTERN CUTTING)
parT: BODY

CODE NO. FIN1348E5

Iarew dq fafemior : fFew (NSQF == 5) - s 1.3.48
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@20

64

J

< | JOINING
ALLOWANCE

ALLOWANCE
FOR LAPPING -

30° NOTCHES
AT ALL

CORNERS

E JOINING
———ALLOWANCE
D

1.3.48

NO.OFF

STOCK SIZE

SEMI-PRODUCT MATERIAL

PROJECT NO.

PART NO. EX. NO.

SCALE 1:1

=HO

MAKING A FUNNEL
(TAIL PATTERN CUTTING)

proJeEcT: FUNNEL parT: TAIL

DEVIATIONS +1mm TIME

CODE NO. FIN1348E6

170
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TASK 2

<
N
24 135
1 ISSH 155 x 48 x 0.6 G.| SHEET 1.3.48
NO.OFF STOCK SIZE SEMI-PRODUCT MATERIAL PROJECT NO. PART NO. EX. NO.
SCALE 1:1 DEVIATIONS + 1mm TIME 1Hrs

HO

IN HATCHET STAKE

FOLDING SHEET METAL AT ANGLE 90°

CODE NO. FIN1348E7

Iarew dq fafemior : fFew (NSQF == 5) - s 1.3.48
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#d #1 #7 (Job sequence)

FE 1 A TAAT

PART 1 (%ve & ater) (Funnel Body)
AT FTET YU T GG AT AT 6T ST ek STIe et oTet AT THa
& AT HAA (3(F % HeeH) T AT a0 AR ArEr & ded &
EEIcCERn

o AATIE T B HAT H FC A 3H 3fie Few T B | M
& e 3|
we ferT #fie dve fer & faa gu o 11 ATs arel 3t
Hed &t Ffed |

PART 2 (%7 #T &) (Funnel Tail)

AT FTET YU T SEEHE AT 6T AT ek STIe et oTet AT THd
& T oIl T (AR (IF & ) A < & Tt &l of ASE
FATg |
AATIC Tt & HT & Hic A 39 IC Hed T Hasid [ TF
g oo |

o e e i dve o & ofte aw e o S £ sk edrgT
T e |

PART 3 (%7« % %) (Funnel Ferrule)

«  3fiT Bea & 335 x 30 ATESH G F1S, 3T Fl TYAT FY A
ot & a¥ gerd |
forctoeT #7 1.3.43 a7 & forg rerer w39 |

o 2mm & & X & fog arf sedE dae we 9w el
@ ATHe aATET | ATH YA SATSE & (o1 4mm FHT HIHT STeATHa
FATIU AX T T & fFaT & gy ded & #rd |
TS gl &, 308 Ja¥, AT T SHT AT AAC & A SATHT
FT ALEH I AT8E FAEC |

M BT 7 & ¥ AT S0 FT TR 3 77 & qgere
UST 9 2mm T & AT HT % o7 470 |

AR AR AT g R &1 30 7 9% F< |

PART 4 (Funnel handle)

ST & AT F T & A Ale & 8ved (Part 4) amsu |
T AT A |

Fig 1 @100

BODY

FIN1348H1

Assembly of funnel

Fig.1 Samefaar staaa &t aiel & a2 o &t avw 719 | wafae
BHF A T HT TINT FHH

& (Part-3) & atet (Part-1) # Tet 3T a@iee? < |
T & o STEe H dAiee} FX |(Part 2)

IET # AL 8 FA & o7 a9 A F UF F 4mm I
¥ | (Part -2)

T F A H T AT Alee Y|

TUSA & arstie Y (Part 4) X ST & AGAR a0
qrste #X |

o faret it forfereT waet &t St Y a¥ A AFATAAT A
AT A ATIRF & ar gam |

I gU ART H 30 I & i |

F 2 : Tie Ao F 90° 9T HiTAT
g T & atg weRaa #t 135 x 48mm < e |

o Sig TERAT F ©IT T § T & A1 w2 | (Fig.1)

Fig 1

<

i I P

BENDING LINE

20

~ 635

FIN1348T1

90° 9T HiSH & forg wife T AT AT &9 |

AT AR FT 99 g9 Th T TS0 o1y |
Ster T gAY &1 § THEHT Wi & U & F1e o |
gfafeaa # & wifeT dve ama @2 & &)

stiar &t 90° FTor ¥ Higd % forg =ite e TRyl
TE-TETEY & S H dadddr J |

IR ATITIAFHAT & Al AAAAT § FETT HMT AT HF g9E
=& ¢ geTT aF< |
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o - #A (Skill sequence)

gar 5w &1 =i (Development for a circular cone)

IgAVA: T ATTH FEEAF SO0
o ItTw @A FgewRw @ g A = R =)

T gerehie o aqrr | (Fig 1)

Fig 1

2
SEAM 4 @ 1
5 6

2(0)

HQ)

F g H! %
ga@rR & (Circular cone) : %T & WX T F a0 |
(Fig 2)

Fig 2

FIN1348J2

T F T T, oA T (TAE AICTE 1 ATELT ) F a6
Febet FT T AW | YA @ T qIE A0 ST 8, 0 e
FT A1eE 0.5mm & F & al, W H TR FT 12 T A0
# fawfom i) (Fig 3)

Fig 3

FIN1348J3

g & B &, afkfer # 6 avEw wwn § Ao w1
5T s wrr &t gt 9o § el #¥ 1 (Fig 4)
T Raer I o ¥@r AR |

Fig 4 -

FIN1348J4

U e A AW (Wie FAE) HEE TT IEEL BT |
(Fig 5)

Fig 5

\

/

FIN1348J5

IEAT H g & |
T @7 I =X TS o< 1T o ey |
(Fig 6) ¥ &ire =18 & 3ream s =T smsu |

FOE TAF fag & FAEAT & AT FL AL TAAAT H FH
F| FAE & fag F7 12 900§ § TF A0 H oA TRT H
fawfora &

Fig 6

FIN1348J6

Tt F FA FA F forg fwrfor fag F awEw v A St
F| =T F 12 fog Shgax & Shed # | a| w6 fag ad @
AT 6 fag amd & Fwwr: whga # | (Fig 7)

Fig 7

ELEVATION

FIN1348J7

FOTE & fagett #t ShEa 3 a0 dFfF fawg F T FW
A T gAY foAT FE F AT F g6 | AT & 70 AW T
fo &t = & faemd | (Fig 8)

Fig 8 fRw wrw & &7 fAwtor gorfar &1
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Fig 8

CENTRE

FIN1348J8

Iemw argw Rty grer i F wew 2 9T @t Astee F R fwier #= (Develop and layout
the pattern for the frustum of a cone by radial line method)

I TE ATTH TEEFH ERM

o Imw azA Al g™ F & wew g e wt AT FAT AR FAwmior FAw)

Tid e & AATHS T & forg g o¥ars &1 grear ofe o |
FIA FT HeeH FT TerraoT ‘AGMN’ Fig 1 # =T arsst # g1 #2 |

Fig 1

FIN1348K1

ST AIZE & FAM ATAT AT &( Aret fag ‘O’ 9X Wfor=sg H4fr
S a9 | ‘O’ ae e | (Fig 1)

‘O’ & Fg oY AT 'OA &t B @Y =17 AG F7 Ie
AT AT IF 6 q9T AR A-B-C-D-E-F-G & fasrfora &< |
(Fig 2)

Fig 2

FIN1348K2

Fg O F =T AX T WY T F | X AR Y Fr @7 9¢ Hi
& wreew & fag 2|

X & F AATAX TT F AT 12 AT 9T FL @ A, B
C',D'... & D2-C2-B2-....A2 (Fig 3) ST 1T |

qrEec A, B, C ... C2, B2, A2 %1 ‘O’ & fi=mzu|

AA2N1N2 srragara famtor | e o sarsfar semea #7 #ia
& weew F1 famfor &1 grEer argAt ST ATNT T A2N2 & q9TY
A=y ST seeE ‘A T ‘B SR | (Fig 4)

a9 NIN2 & 3r=¥ =19 giaae i, aafRa ar ST
HATHT ‘'C’ 3T ‘D’ e i A1A2 =9 & arex | (Fig 4)

Fig 3

FIN1348K3

Fig 4

FIN1348K4

aTé-1 (at<Y) PART 1 (Body)

o AT @ MY THST F FAT FT ITANT F¢F I oA HT
=qer # | (Fig 1)

Fig 1

FIN1348N1
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o & A § AT IT ATRE &g AATHT AT |
o ¥9T WF, AHS! & Tl A 1/2 1b ater T AT &7 TIWT
F¥h gl A & faha Rew § dda aa3U]

Fig 2

FIN1348N2

FIN1348N3

* M 298 Ja¥, F I &F AT 1 1/2 Ibs et i AT FT T=RT
FF Al Y e a1sv | (Fig 4)

Fig4

FIN1348N4

o AFST & HoAc & ST HI BT F |
o @ T & S T ATIT HF ATH |
qre- 2 (&) Part 2 (Tail)

o o9 TAfaer &% AT Tl & Hole & e oo & =TI
F¥ | (Fig 5).

Fig 5

FIN1348N5

o WA & & AT SES FT AATHA A |

* TN UUT i & W FT ITANT H¥eh I el Ft ANT TTT
&9 #T ed 13t | (Fig 6)

Fig 6

FIN1348N6

W® Ja e aten w1 & wen swrn (Forming a frustum of a cone with locked

grooved joint)

I TS ATIH TEES T

ES

o TG RF AN AR & AGE FT TART F7F FF F FLH TA2Y

o TR RF, 30T YA¥ T T N T FT TA0T FF U TF qAE IR A(H YA SATEE TN

Ted & AE AR FRA & ATA T8 AT F< (6 Aq9F
HATSA TaT= fohar = &t | (Fig 1)

FAC HEA & a¢ 28U | 29¢ BF Fl 99 @< T¢ 9e™ | 7o &
R &g ATH & TS 1eA I¢ ofie # eue wF 5 dfaw §
T | ThET & Fore & ST & g1 Bt 9¥ =@re @wnswl (Fig 2)
®eS AT ok ATH HT o4 |

Iarew uq fafemior : ffew (NSQF == 5) - s 1.3.48
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Fig 2

FIN1348P2

Fle T FHT A H @A gC F1F & BT et 9 Aoy,
3T ATSA FT HIT TST5H | IUITH T(HAT dd d%h geLTd & e
e ST a9 FI0 § 7 g2 s | (Fig 3)

90° & srferF wtew & forg & & %6 & I8 Fie quIe @y |

Fig 3

FIN1348P3

W A SRl A T UHS A FE H oS # A€t el F
T#< | (Fig 4)

Fig 4

FIN1348P4

fo &t dFR < & FAX #Aae Rl (Fig 5)

Fig 5
TIN PLATE @
\ /»IRON PLATE

MALLET EDGE OVER A PIECE OF WASTE TINPLATE

7E giwar g o F gAY Y o #g S gF aasgl
(Fig6)

FIN1348P5

Fig 6

FIN1348P6

TS T & 99 wie T Fest | (Fig 7a) 3¢ B & Fi a e

& forw oot 2ux fiw & ST &% &7 39T 2| (Fig 7b &
7c)

Fig 7

(a)

(c)

FIN1348P7

W % UfFaTd 18T % G H1E U & Frd & T QT
AT 7 Sar & Fig 8 # gwiiar 21

Fig 8 i
)
\

ﬁ; FIN1348P8

FET giear I &1 @98 F gEe Y W w | F gve
(Fig 9) & 3TgHTX UH &9 w0 |

Fig 9
ﬁ |
)
|

FIN1348P9
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foret #F ws @ 7L | (Fig 10)

Fig 10

/
\

FIN1348PA

7z ghafeaa w3 & #f @ve & 72 gu R awwr &, s
7 & &t Fig 11 % sgaw a9 |

Fig 14
GROOVING
PUNCH
LOCATE GROOVE
ON EDGE OF FOLD
STAKE

FIN1348PE

Fig 15
GROOVER POSITIONED
AT SLIGHT ANGLE

FIN1348PF

¥ax¥ &t @eT fRrfa # @u | (Fig 16)

Fig 11

/
N

FIN1348PB

A2 gu B & Fig 12 & AIga™ g& %< |

Fig 12

FIN1348PC

Fig 13 % STHT U T Hele & & Al THL AT HY | AT
FT T3 FIA & (o7 TF ¢ & A AR & =i @ & &1 |
(1@ y@ STEE = T §) |

il

HEN ATH T AT I | TAT F (57- 14 & SR [T ARE T
& | (Fig 14)

Fig 13

FIN1348PD

AT F qGA FH F IX THS | SATEE & O Fa¥ & forg MEe
# ave #F  FOU| gav & @<t frfa 7 Tl (Fig 15)

Fig 16

BRING GROOVER TO
VERTICAL POSITION
AS WORK PROCEEDS

FIN1348PG

Fier i ST | AT & Y ¥ =le aEy A g6 61 @
firT @tF FE | (Fig 17)

Fig 17

FIN1348PH

ot & g A % a2 AT | € A1 A9 | 8ve gav & HH AE
FIAT AT ¥ | 9 SATEe T4 ave & Atk & A 2| | (Fig 18)

Fig 18

JOINT FULLY LOCKED

FIN1348PI

T ATET F Aole & & FE AR LI & & FIET 6 AT AT
FT A | STETIF A 1 @l G I 27 Ja< F a6t qT5A
FT =IF FIAT AR | X GAT fHam SIg at i a7 at e
FET A7 At Srer av et | Figs 19, 20 & 21.
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Fig 19

=

CORRECT

FIN1348PJ

Fig 20

<

INCORRECT
(TOO WIDE)

FIN1348PK

Fig 21

N

INCORRECT

(TOO NARROW)

FIN1348PL

20T AW /@ T% gag W aEe ow a9 | (Making wired edge along a curved surface

by hand process)

I TE ATTH TEEFH ERM
o % R w aEia seEw ATk #ig
* 30T TIAHW & TF Tag I T O T4

ofiT & AT & gRT A (U S arel a9 U7 9 R 3T
wT ¥ | Fig 1.

a7

FIN1348R1

T T ATEE AH YA AEe & faudia gen =t |
it 9¥ Gl arRfr TRl (Fig 4)

29e &% A AfdT 0T FT ITANT FF ar Fu S ared o=
F LT T & 90° FHT Ftwst aATY | (Fig 2) et it g@aby Amefi
T dF FUT FL AT TR F oy wi I¢ a6 aa 18w

Fig 4

FIN1348R4

Fig 2

HATCHET STAKE

FIN1348R2

FAT 20 | AT qATA F2 | (Fig 5) TS0E AgE AR #ele
# FCg I TR & g8 I Y | ST6-I &% AR Jae &
T & 37 F|

feu u G.I. amR & smawas = & G g | (Fig 3)

Fig 5 CREASING HAMMER

FINISHED STAGE
OF WIRING

ANVIL STAKE

FIN1348R5

Fig 3

CURVED FLANGE

FIN1348R3
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wifestt R & gwaior ¥ A (Fold at right angle using folding bars)

IR TT ATIHN FE=AF SO
o 3fiT AT T W TR F =0T & qEEOT, Ay 3@, H AAT, Tieg F TS A2 N AW H TAC 7@GAT|

= (Introduction) : R ¥ e Tt ¥ e e ¥ e # R
FEET AR e Haet F1 wHeET F2d 7T e Feet T are T STt A1 Y ¥, A - @OE WY RS
= &1 (Fig 1) T A Ffa e st |
Fig 1 AFE! & AT § A A qAT T§ AT F¢ 5 AN AfF
AT H T Y |

LEGS

Fieg HI A@AAAT 1 TEEY | (=3 | W Hig TR & ar
AHST & Hole & U, AHST & Irad TIE HT TART F2 |

I ATETE &f at =g9¢ a & AT &9 % g ave ade &t
ST F¥eh Bieg HIOTT | T ATALT & Bies HYA & [oIT Fiarer
wgFA Fig 3 39 |

g.l) FIN1348X1

o AT F TSt Bl ZA9T I3 HY [ 3T Hed BifesT AT
LT Elee &l ST |

BT Y &F v a159 & S(ast | o % & & 7 & 9% |
2 T The {5 w1 gue Mo Y # AT & Ter o @
A 99 a9 & et & @ 7| (Fig 2)

Fig 3

Fig 2

FIN1348X3

Fig 4

FIN1348X2

ofi dod FF TS A BifesT aT¢ & AW F T TH S & T
T TS o afRer aEa wifeeT e & S R o i efie
FEL BT § fR-¢¥ 15w &7 2ved erge &2 | (Fig 2)

gfafeaa w3 fF f<eT A wfeT ar F s ) & s &t |
39 aT39 & FaS X AYE & T FX | AT & HAC § ATAHF
T TITHT I Heel HY A9 G # e ey BifeeTT a¥
& FUT AT | 78 Tlham - o o & gav o as fifsmg |
(Fig 3 & Fig 4) Angle Iron & A=+ % forg siterer sigsa &1
Fig 2 35 |

FIN1348X4

o srEee g @t w2 Aren (Fold at right angle using an angle iron)

IR TS ATIHN FEAF SO
o TITl AT FT ITANT FTk M ATA FA @IS Ft GHBIT, Ay I@T H FigAT T QIS &1 TS A I940 7 @A

af¥== (Introduction) wfte # Fed T T8 THHAT FifeST X & Aied & T adr
T Rves arEs F Uigee & F ST HT STFNT 9he AT * %|WWW%%WWW3@H%@§WW
form &tar 21 SeT| BT I F & 9 YA @A SEr & 6K uE

sfafe F AT ‘C v gay B 9 T T S 2|
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Fig 1 &/ @ve &Y FAf@T goriar | Fig 3 wice fau v drge &t 99t g9 it T gortar &1

Fig 1
Fig 3
WORK PIECE
SETTING
\ HAMMER
ANGLE IRON
BENCH VICE
FLATTENING
PIECE
5
3
CLAMPING THE WORKPIECE =
I
Flg 2 ab—l?f S aﬁ- % l FLATTENING THE FOLDED WORKPIECE z

Fig 2

/ WOODEN MALLET

FOLDING THE WORKPIECE

FIN1348Y2

IE-TEEY / A9 #t aw=aaar # A #1 (Checking the perpendicularity of the job by
a try square)

IEA: TE ATTHN T ERM
o It ATZS ¥ WA CTE-TEER @ aaaddr Jr==r |

gf¥=r= : (Introduction)

TEEAAT AIIT FT UF 3Hs e | ik ot arger [ A & 90°
aur 9 e &1 fa=e qurtar 21

ATATA: e Aed § qEaddT gE-S[ET a7 & &ShET 8

Fig 1 Fig 1a

J— GAP

—~—— BLADE

sTOCK
Stad € | gTE-ThATEY & Wid H Hd G & AE T TF 9158 e
TEd &l \_

WORKPIECE WORKPIECE
HE TS H I qrgs Eal FESSEIRES £l QTTT q dEHY NG (a) PERPENDICULAR () ERROR IN PERPENDICULARITY
FT | T HIg 37X (Fig 1), a= T ATEE oEad ¥ 3 CHECKING PERPENDICULARITY USING TRY-SQUARE %

7 o a7 aEs evaaa Feangt | (Fig 1) o0 g e fGadr
T @ A & Wole AR AHS! & AUC F AN Fa HF IS
F gaT ST =71t | (Fig 1A) PR S a FBrear st
g At ave & 9T8¥ ¥ ZE-STaY T T &l aaddT A &
fero #X 1 (Fig 1)
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Saarew g fafewor (Production & Manufacturing) s 1.3.49
frex (Fitter) - sfie #ew

TER T 37 e Fvga arar @t weww a=ran | (Make simple square container with wired
edge and fix handle)

IEET: 5H A & A | AT TE ST Fohal

o T FAT F forw Ge= ST

o qFE A SATEE A A(F YT EE TR fore & |09 T FeAe T
+ HaY & foT Faw foe o1 oFww i ved s=TE

* qIEY ETEE aTe HaAe fhfam FfT|

TASK1

350 SQ
[—l
| —|

@3mm WIRE ¢
JOINT |
‘ s ([P ‘ ,

150

400

|
|
|
W 4mm LOCKED GROOVED
: JOINT
|
|
1
[ ]
350 SQ
4mm KNOCKED UP JOINT
BODY
1 ISSH 370x 370x 0.6 - Gl SHEET - BOTTOM SHEET 1.3.49
1 ISSH 1420x 420 x 0.6 - Gl SHEET - TASK 1 1.3.49
NO.OFF STOCK SIZE SEMI-PRODUCT MATERIAL PROJECT NO. PART NO. EX. NO.
SCALE 1:1 TOLERANCE : +1mm | TME : 17Hrs
SQUARE CONTANER
E _@ PART :1 BODY
CODE NO. FIN1349E1
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TASK 2

PART-2

20

2

SOLDER

| |
| | |
| | |
| | |
| | |
| | |
| | |
|| || |
! s ) ! |
| ® ® | :
g | | | g
w | | | (2]
o | ° ° | | 0
| | |
| | |
| | |
| | |
| | |
| | |
| | |
| | |
| | |
|| || |
| B |
- - |E===s
s N ),
/ \ 20
PART-3 PART-4
1 ISSH 400 x 400 x 0.61 Gl SHEET TASK 2 1.3.49
NO.OFF STOCK SIZE SEMI-PRODUCT MATERIAL PROJECT NO. PART NO. EX. NO.
SCALE 1:1 C 4 TIME : 17Hrs
SQUARE CONTANER TOLERANCE : +1mm
E @ PART :2 LID
CODE NO. FIN1349E2
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TASK 3

10 30 30 10
8 —©— —o— —Og
~— &3 HOLE
C o
o
N
R al. o SART 3
HANDLE COVER PLATE
TASK 4
C )
~
( N =
B
2
L y -
N
30 30 a6 PART - 4
90 HANDLE
3 @6 - 270 - M.S. WIRE TASK 4
3 ISSH 80 x 65x 1.2 - G.I.SHEET TASK 3
NO.OFF STOCK SIZE SEMI-PRODUCT MATERIAL PROJECT NO. PART NO. EX.NO. 1349
SCALE NTS DEVIATIONS +1mm TIME:
PART:3 HANDLE COVER PLATE
S @— PART:4 FRONT HANDLE CODE NO. FIN1349E3
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+ #1 ®A (Job sequence)

FE 1 ; T HeAT HY ST qATATN
o e & FHTY @ Ay gy aAe, i Ay ad gul

FIET AR ateH & fory Aish I ATEe AR A 9 aTe a4 |
Fig 1.

Fig 1 SQUARE NOTCH'7

400

6| 175 350 350 350 175 _ |6

DEVELOPEMENT OF SQUARE CONTAINER BODY

FIN1349H1

TS AT ated & oy wremse ded &t F=7 & Fie|

2 @ weAT F forg @ ftor
* e Ht AHTL @1 Ay gy ATy, 2 Seed A gu i

T &t & off e 2| (Fig.1)

Fig 1 360
348
T
I
T
|
o ©
1Y I I 7’4‘“’7’
|
|

()
N
(=
[}

FIN1349J1

F 3 : T HeAT Ht dGrew w9ie &1 T

184

T ererra whe, T & guTae T &3y g e e
= ardr § fbe #¥ | Fig. 2

T qteq 3T FT AT T F4T & e |

g # 3fie deor q¥ e |

e o & 9Ty 77T S3The Sen &1 ATShad g I¥ 3fie HeaT
Al

Fig. 1 & gurtar S& a+ft =me &+t #® auffamma #rer|

T T BT ITANT Fh a1eH e & T ATZSl I¥ ST FY
arfer &l &Y T arer & Ty e AT e av |

o Gad i 3fie Hea 9¥ U= |

o we T d Ry U FATSe ded # ATSHeag T aY 3fie dee
Eakcard

o TSI F Ml (=l I¥ AL 7 o Az I 6T g a%
Ffeu |

 gieH & A= 2 qlew i AR AF T Arse aTEy |

o RIS FI AYE HIgH AlFE T S5 TS|

o 3T Aol HT W AR | Bifeew I | vt & 3 oA & iy
Eadl

o iR & ST I @ § AHIT Fele & AR

o T TETEY | ETE WETET & AT 3 HeA< & a3t arsl T
TR |

o FHT F AT Yed A & FaT Hie |

o fed & sfte 9% |

o we o T U AeTSe Yed # STSedTEd X 9ie Aed
F FTE |

o oy & srgaT AT AEst wX S F forg At 45° ¥ #Te |

o T RF & FaAX 3fe F A A T M|

o T RF & Fa¥ 3T F AR AT TS &I AL |

o T FA F A Tlee § AleST &Y |

Fig 2 6,6

1 SQUARE
| NOTCH
|

350

FIN1349J2

DEVELOPEMENT OF SQUARE CONTAINER BOTTOM SHEET
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o i FIAT F ALY alew e W @ arfe HFiawiee &t T |

o I Wk FHT ITANT FTh AT AT SATEE T & forg areq &
=T ATEE A |

o e ted 3 Nos. TX 20ed Fa¥ ©e oET si| %
Ex. No. 1.3.49 & femmr = 2|

* Ex. No. 1.3.49 # f7 ¥ sgam = 7 ffrer 5 |

o gffeaa & & foe a1 7 o=t e e &

qE IRt Body wired edge
o FEN F AS! UF % Y 9¥ @ X 91T & T g5t W
Y U FATC ST fF St srgE | e 21

#imew - #A (Skill sequence)

o U &F W AT U # ffAwr &Y Y F1 & a9
AR FTE o |

29w @ Handle fixing
o T F AYAR AT - 3 H S0 FaY @ JATY |
o ITET & ATAX W - 4 | e 20 aTu |

e 3 9N % 2USAl H 2VEA FAY ©e U¥ TS FL AT
Ex. 1.3.49 & famar g1

o IS & AT e Ex. 1.3.49 w4 Y fbfaer 3|
o gfeaa & & fore ddae aidt # =t awe fohe 21

Aigd & forw weRww A wwg 7@ ww=w | (Calculate the length of material for bending)

IgAVA: T ATTHN FEAF SO0
o HiTA F TWE TAT
o AigA & T ang A sawEE FTE AW wAT

et <<, 3 a1 92T &7 Hied THY THIEA I & RO
Tefaer & amedl avw afeewr wg= e ot 21 (Fig 1& 2)
R fag T ATARE WO | 919 % FROT, HERAe I ATar
gl

Fig 1

FIN1349K1

%
:
3
:
%
]
5
%
:
!

T =gl 9e F=d € | (Fig.2)

Fig 2

TENSION
STRETCHING

P
BENDING AXIS °

COMPRESSION NEUTRAL AXIS

FIN1349K2

Iarew dq fafemior : T (NSQF == 5) - s 1.3.49

ATE A1 TG T FA & ol Fger 17 A1 wRaer awas &t
AT & | S | 25 | T A e e i g faret g e
gt 2| =g @ ot g o F gy A A v 2|
=TT & FR e [ ofie | arEw & f=r g a9 e &
e (Fig 3) et et ATX ¥ Wt v AT et

Fig 3
V4

iy ﬁ\

] pu

> >
IR r
T g
2y — Y .
X X 3
X+Y+Z+Y+Z+X=

foe A 6y I aTelt g4t &1 &1 IS | g SAted # forg dve
F o Fqgd 9w dF & A A F HO & O oA
(Fig.4)

Fig 4

FIN1349K4

-
o]
(3]



dvs # T Jga w7\ aF s o

= il Br=ar + (0.5 x wfie &Y #ters a1 TS &1 =18 a1
q7E) Fig 3 & 4 % forw Sve =1 ior 900 & |

dvs #t AT g o aw

g AT dF v A T = srialE Brear + (0.5 x ofie &
Hierg a7 ofie ar 91ET w1 ) 90° F |IX SUS FT FI0T ST
(Figs 5 & 6)

Fig 5
g
=

Fig 6 78 (A)

¥ R9 ré
) )
@ @
(a2 (32
Iy
24 (D) 24 (C) g
z

dug &Y Bream Jga e aF = iaia e + (0.5 x MRt
1 ATe)

dvs # BT Jga o aw

= 6+(0.5 x 6)mm

6+3.0mm

=9mm

. g T % 9vS # e = 9mm

Angle of curve x 27R
T . #1 =g = g 60

Sel 'R a% &1 e & oga ot

Angle of curve x 27K
S UF U F T A = 360

gp?

¥2y — ¥8mm
360 © 7

o UF Ave A B awrg =

= 56.57mm

et avE & g, ‘A s F fou
A = 90-(6+6) mm

= 90-12mm

78mm
'B' 7aTg & forg
B = 50-(6+6)mm
= 50-12mm
= 38mm
FoT AT
'C' arwe & forg
C =30-6mm
=24mm
'D' 7rwE & forg
D =30-6mm
=24mm
'E'awTg & form
E =50-(6+6)mm
=50-12mm
38mm
@ 6mm F T IS H Fa =g =A+B+C+D+E+#¥
TS o AT A0 AT B TS
=78 +38+24 +24 + 38 +56.57 mm
=258.57mm

T e & Fa qwETs = 258.57 mm.
%= 29ga (Front handles)

gved a & forw Mer Te AT AT J9 w2 oo o o A
faamar & (F9rer gFA AT -4 e 1.3.49 39)

Set R Fga o1& 9 a% 1 e 2|

T % forT ATaege T & TWaTE A% AT | 2aa1d U & oTwas
EOry (Fig7)

Fig 7

FIN1349K7

Mo TS % I F 9% BT A FEA F9 | ST TS &1 AT AT
aﬁ‘ﬁ‘ql(FigS)
Mo (S &1 af=T =y & @< #¢ |
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Fig 8

et stra AR e safem s

Trer ¥ & 90° s+ & forg @i | (Fig 9)

o AT & 90° I¥ TP e H 90mm T &< FY | TIE U
F 90mm 7% fag & =T & Fig 12 & gwifam 21

AT T HT F 900 9¥ a1 Tiewex & FA=a | (Fig.10)

Fig 10

N

T~

o)

}

/—U

g AT | 90° UX Mo BT & 50mm I T FI |
Fig & gwrtam s& et ¥ &t 50mm a% A2 | (Fig 13)

A & § e 8ved &1 A1 A1+ | (Fig 14) S 9&) a9 gu
3t Al Ht WY IJULTH A AIHA & AFATL FATC |

A€ A & 90° 9¥ 50mm Y TS0 Ue 50mm de &3 | e e

& 50mm 9¥ &< # ST fF Fig 11 § qortar |

Fig 14

Iareq ta fafemior : ffew (NSQF @7 5) - srvma 1.3.49 187



#vgw Fa¥ we (Handle cover plate) Fig 15

10 30 30 10
BUEH FAX T TA & o7 AHWTE Y FLTE A TUEAT F2 |
STET ¥ AT AR AT A k % %R
@E %‘T ﬁ' Sﬂ? EFI% | ALLOWANCE FOR "U" GROOVE 54
# ¥ gerg |
T He o+ 4
I TSTE TS T ITANT &3k wWile & &= § S Y a0 |

= ® 3mm # gt fgar #¥ J4r fF Fig 15 7 fe@mar mm 2|

FIN1349KF
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Saarew g fafewor (Production & Manufacturing) s 1.3.50
frex (Fitter) - sfie #ew

Tt WY &t & a1 ¢ g (Make square tray with square soldered corners)

IIE: 3T AV & I B AT Jg S Tl

o T YT T FT AN Yot TATT

o O 9T Gifeetr I & Rrer 27 T=mm|

o I ATALA & SIS HT TAWT H¥F ¢UT ¢ HY 122 H1 60° T M=
o T IGT T F AW FAT ®T AT

N ~~
o
o
(aV]
SOLDERED JOINT — %
2‘ -
y . L~
\ / f
o
(@]
N
0 |
40
1 ISSH 340 x 340x 0.6 — G.| SHEET — — 1.3.50
NO.OFF STOCK SIZE SEMI-PRODUCT MATERIAL PROJECT NO. PART NO. EX. NO.
SCALE 1:1 DEVIATIONS #1mm TIME 15h
TITLE ; SQUARE TAPER TRAY
S @— CODE NO. FIN1309E1
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+ #1 ®A (Job sequence)

o W EA g FEA & AGAR e Hed F a5 A4 |
o THST & Fole & AT ©e 9 sfie dea #t F9eT |

o it X fATer 89 & for sremea @Y ¢ & forg e s |
I sfte Aed W STfad fafer g shgay, & T, Tiedey
Y fRargey &1 T 3 aard | (Fig.1)

o e o & sfie fed WX a9 S & e Fe |
o gTY Biee & I AT 6mm T TSt Hieeg e &ITer UoT 71U |

e X BIes U¥ X ¢ F AW AT 15mm 3fie F 60° 9% 7e
el TetesT a1 |

o ST ATl H 46mm IX 60° FUT U [IS FAAT FET & F9riam
T & | " & forg Uarer e & WS, & a1ed, F i}
TFST F Beld &1 ITINT F3 |

o doel TedeT & YT HISE &1 U M AT ATATIH Sf At
gaT |
o T & F AT HIAT Bl AlesT HY |

ot - A (Skill sequence)

Fig 1
334

So
/(
N

200

|

I

I

I

I

1

|

T
334

46
L

FIN1350H1

SQUARE TAPER TRAY PATTERN

Yo @sse a=n| (Preparing the pattern layout)

ST IT ATTH! HEF BT
o T 3T ¥ & T a9 E @ AW ASTE F AT HIAT

o YT AT FATCTN

¥ § gued & foru uw o Sie o |

AT ¢ AT FAT gg AT HF AT &

T gan

[0 & g = 200mm

el T STHETE = 15mm

AR &7 F 6mm dd § HY W gTEe H AT F1 |
AB &I &TEe €|

Fig 1

40

60°

FIN1350J1

f&ar i AC = 40mm (Fig.1)

Sin 60°= AC/AB

0.866 = AC/AB

AB =40/0.866

AB =46.18mm

FAT AT e = I & Y17 & AwTE + 2 ("< gEe + Foieel
# s + e € seneA)

=200+2(46+15+6)

=200+2(67)

200+134

=334mm

ofte et # 334mm aTEST O AT B 7 1 | (Fig 2) XX e
YY & FHI: A qISTE AT A5 @i | (Fig 3)

39 TS AT ofte Hedt & Fwg A AeTg AU YY & Tl A%
100mm 3 XX & a1 31T 100mm (Fig 3) (Fig.3)
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Fig 2 ‘
|
‘ S| S
@ 0
( P | ®l ™
J( gl g
| (210
|
:
334 N
350 g
z
z
Fig 3 .

100

100

334

334

FIN1350J3

AB, BC, CD ¥ DA & @HTY a3 3¢ & 9¥ 46mm &1 &<
813 T 46mm it ateq @ifel (Fig.4)

Fig 4

.
[
E ; H
A ‘ D
|
|
B ‘ c
F ! G
100 | 46

FIN1350J4

EF, FG, GH ¥ HE =2 d1gst & @H1=¥ 15mm Teiest 31T
6mm e &7 sere % forw @gw i et & Fig 5 &
garraT 2|

Fig5 ‘
J i I
E i H
A } D
| I N N (N
B | c
F ! G
K L
2
6 15 100 | 46 g
z
z

A, B, C, D% fag wTAB, BC, CD =T DA% g1 fat a¥ 30°
FHIOT 9¥ ATEA @ifag| 60° & o 9w 1, J, K, L, M, N, O, P
fag X amEa @9 | WO F ST SUAT AT AAEEF W
Frfe |

Fig 6 ! ; P
J | o
A ‘ D
|
|
B cl
K N
L M
6 15 100 | 46
k
o
=]
&
z
z
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Sareq ua fafemior (Production & Manufacturing) e 1.3.51
fex (Fitter) - sfie #ew

Aiee deelRa v freaw AwieeRw v s (Practice on soft soldering and silver
soldering)

IIA: I AW & 3 | AT T ST Fobat

o T AW F T AIeHAT ATERA F F? foe 7

o TE AATTTAT § TF A SA1EC F AT FY AT TR0 NI
o TAT TSI | TET AT FT dF o {hele qlee? FY

o 3 Jz T FUX TS SAEE TAEY

+ feaw afmr 9T & Tiew #R|

TASK -1
T
|
|
|
|
|
|
|
|
| o
| o
|
|
|
|
|
|
|
|
1
135
75
15
SOLDERING
75
1 - - SOFT SOLDER 60:40 - -
1 ISSH 155 x 55 x 0.5mm - G.| SHEET - - 1.3.51
NO.OFF STOCK SIZE SEMI-PRODUCT MATERIAL PROJECT NO. PART NO. EX. NO.
SCALE 1:1 DEVIATIONS +1mm TIME: 5Hrs
S @ CODE NO. FIN1351E1
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TASK -2

@20

SILVER SOLDERING JOINT

|
|

|

|

|

|

|

|

|

|

|

|

: \
: COPPER TUBES
|

|

|

|

[

|

|

|

|

|

Te}
N
N~
SILVER BRAZING
1 g1.6x1m - FILLER ROD - - 1.3.51
2 IS 2378 - @20 x 1-25 - CUDPA-0 - - 1.3.51
NO.OFF STOCK SIZE SEMI-PRODUCT MATERIAL PROJECT NO. PART NO. EX. NO.
SCALE 34 DEVIATIONS +1mm TIME: 5Hrs
TITLE : SILVER SOLDERING
S CODE NO. FIN1351E2
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# &1 ®A (Job sequence)

F 1 : HF AW STEe

o e FT e o |

¢« THC &F, AHS! & HAC AT G AT &FT JTAN FF 85
T SaTEE aATET |

o & A &l AART|

o @ A F FY fae Fw W FH

.+ AT F AlesT W
ArFATEE g # forw Stg & O & i |

F 2 : Rreaw St

o STET F ATAT TIET & THS T F AT FTE A I A%
|
FqAY FIAT ITFOMN FT AT Gt |

o OTET & UF Y O 9 HE (TR aAE Y 3HE EeT e
A |
gifram #X & at fEfdT s & &)

o SETEC @ oE | e afonr e R

o 3R dg WX 47 ATIH H WiEe # qwad fRrfy 7 gt |

o DI ATES F ASA & AF AT @Afe Fe w

#tmer - A (Skill sequence)

AT FHTELET Tl I TS Y |
T FTYREONT & FAT FT FATACT FLAT |

giafraa ¢ % 7@ § g w19 A @@/ 1.5
g =T |

SATET & ATE-ITT el TH F9 |
TN EAT AT 7 Fereiter 2|

T T ST ek ST o ATH-1H {her¥ <re it feemy
AT Ferg |

foheTe Het &t SaTEe | oI & T saEe & a-a1d Wi &
TH &Y

et g2 g W Wt Wi 7
A ATTTIHAT &F af A {helT TS &1 T S & a9
Y|

SATEC Ff O AFUS 30T BW ad ¢ |

SITEE &1 1% U AT e & |

ST T AT =t T e ot et fret 7 wivkar ateerd
|

SETET F ATUE T A | TN

= @ &t geita st (Lighting the blow lamp safely)

SEEW: TE AT qEFH e
o FIeST AT ®T =T A & TH FLAT|

=t &% (Blow lamp) (Fig 1)

& ® figl & a9 F1 qad A9 | PR AEEF B ar 3/4 1
aRu| e &Y fUFT & are F | S ReliE area & a< F#|
fofinr oo &t fimee e 89X

Fig 1

SUPPORT BRACKET
PUMP

PRIMING TROUGH HANDLE
FILLER CAP

PRESSURE
RELEASE VALVE

TANK

FIN1351H1

BLOWLAMP AND SOLDERING IRON

i gaet & a9+ % forg f@Re #t g s & 7+ |

o e # & forg w & @t ar i wew @
farRe =t semsu|

ferfRe #t S & 918 ©: & A6 IR F | Fad Wl |

W e & qC HUT e AT & at Fo Rt area &t
T @ |

FAY FTHET & FUL AT & AT | TTEAF TiHAT I7: FTe |
AT A & forg O & ITT & SR A I |

ST oY BAT & I AT ar W R qred gReT @t & |

T SAI SO W AT g4 | qel IS | wH @
ST ATHIT & T T Y|

ST HE HATA B ST FH &1 J9X ReAT® aTeq & F1e¥ w2 |
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" o SarEe a9 3 "ieeY ¥ (Forming and soldering the sunk lap joint)

SIAT: TE ATIHN HEFF ST
o 30T QF § TF A SATET TATAT
o HF AW ATEE Hies? HIATN

ATEST S, SR AEISF & df Fe Y d@F o & forg
FATHH AT FX |

T AW TS HT AT FAT A TET 999 & Jlee¥ He |
(Fig 3) (ateefiar % fomelt srvm 34)

A " HY ST Fig 1 @ gt 2| i i
Fig 1 Fia 3
WORKPIECE SUNK LAP o}
PRESSURE STICK
WORKPIECE n
W‘ 9& FOLD LIKE THIS
ANOTHER SHEET OF X %
HATCHET STAKE EQUAL THICKNESS s
o o
S ATl A A O R & AT A W
Fig 2 & ST 2 T&ST &t AT ¥ Ifua worem o | VIEW A
Fig 2 g
VIEW B

FHIIE TTHA & Fig 1 & STTATE AT o7 HT IJTANT Hh AT
foe o FX|

FIN1351X3

SOLDERING A SUNK LAP JOINT

7w ¥ Faw qied #t freaw afwn w=wAn) (Silver brazing of copper pipes by gas)

IR TS ATIHN FEAF SO

o IA-APY qT AEE F U FUR A F OF AR F
o FUR A A W a7 w

o freR 3w = AT wW e Fierer #2)

FIX I F35 ORI IX TN Y 9 € w9 & Aterwfed e
Aed ¢, TIL-HSI9M ¥ LRSI # |

e afSmT Fie e sTEe Sed #1 #et i 2 |

o<t =t @1 F¥AT ¥ O 99T (Cleaning and preparing
the edges) (Fig 1)

Fig 1 FLARING PUNCH OR
STEEL PIECE

HAMMERING WITH MALLET
———
—

PIPE PREPARING BELL MOUTH PIPE BY FLARING

=
S

BELL MOUTH PIPE

T

FIN1310Y1

Iarew dq fafemior : e (NSQF @@= 5) - s 1.3.51

TALT 9UY MY W ST & AT F¥ah (OFeY SIS S aTet fiY
qTE FX |

UTET & UF R 9 4 AT AR a1 & forg e I #;
TN F¥ MY Aeld & ITF AF-I19 TS G |

e ¥ g Ae FAT (Setting the joint pieces) (Fig 2)
S S dTer ST ¢ Rreare SfSTT Fereh o1 | AT a1
@A gU SATEE WRN FF 9 AT J€ AT & v AfS | e
% Tasl & o ared 7 @Sl fArfy § 1w |

Fig 2

JOINTS IN VERTICAL
POSITION

VICE

FIN1351Y2

-
©
(3]



faeaw afS@r a= s@™T (Making silver brazing weld)
(Fig3)

Fig 3

FIN1351Y3

TS F.-1 % FT Gl g5 ATHE FIEAUFONT T T STAET
F | 1.6mm F fhex Te F I F | (15 2927-1975 F
FIER TFX BA, CU-Ag 16A) X e afswr v &7l

HEE & AH-I9 A AT TN a® T F | (Fawa foraemn)
fhere (e &1 oy, fUereTd T %elt & SATEe & U9 | Tela %1
TN FA gU Y F a7 F | AW F SATEE F AT A
F MY M fee fed it |Ee § 9 |

et gu fhew arg o it fid W T W A |
i T T wWRN

A ATI9TS &f A A ey T g |
FAH FI 8210 A fhere T A 10-15 @F0€ dF oveT i 2 |
ATE FAT A [R=A91 (Cleaning and inspection) (Fig 4)

Fig4

FIN1310Y4

T R & oY SEe w are #e |

T/ AR g A3 A @fReer w0 G B et e o
wETEe & AT FY |
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Saarew g fafewor (Production & Manufacturing) s 1.3.52
frex (Fitter) - sfie #ew

AT dv sEe @i ae sage = (Make riveted lap and butt joint)

IER: 3T AW & oA § T I8 S dait

e A & 3T T2 sEe AW % fom e g & = 1 @& dee w

o FifrE 9= & TET IS T A G HIAT

« e RAds a9 9T s T & forg Rae @2 ) Rae |, St i afa 99 39 #1 59T 3% @y g Rae &t Rae
FIAT

o WY 2T AT W &3 fEe & Rae vg a=mn)

TASK -1
t=1.2
SNAP HEAD RIVET
N
<~
— ] | R I I R R R TR R RIS
TV
3.2 - 5 HOLES
[
70
|
o
! G
1
! (2}
L g
| )
1
: 1 >
% D
<t 1 )
P o
:
! {i)
1
1 (o)}
1
! .
1
1 | ©
[
12
70
5 1S:2155-93-5 - M.S. SNAP HEAD RIVET - - 1.3.52
1 ISSH 140 x 48 x1.2 - MILD STEEL SHEET - - 1.3.52
NO.OFF STOCK SIZE SEMI-PRODUCT MATERIAL PROJECT NO. PART NO. EX. NO.
SCALE 1:1 DEVIATIONS +0.5mm | TIME 4Hrs
S @ CODE NO. FIN1352E1
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TASK -2

24
© ©
- A A i
A ¥ 4 Kk
AL N E N
= ‘_\
FLAT HEAD RIVET|@3x10-10 NOS.
50 50
12 12
OO
| Yoo,
A 1@
L/ T\
P
CaARS 7
P
SEpe
| Y s
D+
O
10 IS: 2155 - @3 -6 - M.S. FLAT HEAD RIVET - - 1.3.52
1 ISSH 100 x 50 x1.6 - MILD STEEL SHEET - - 1.3.52
NO.OFF STOCK SIZE SEMI-PRODUCT MATERIAL PROJECT NO. PART NO. EX. NO.
SCALE 1:1 DEVIATIONS + 0.5mm TIME 5h
SINGLE STRAP SINGLE ROW RIVETED BUTT JOINT
S @ CODE NO. FIN1352E2
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w1 ®0 (Job sequence)

#4 1 : e Rade @ sarge (Single riveted lap joint)

T T T 140 x 48mm FT AT @7 7T =3 ATA HT FTd
AT AT F |

foie & 3T ©ie 9x sfie &1 =9er #|

T T[T BEA § e F Y F a¥ g

140mm &7 AT TS JTe Y AT I Faor ot 70 x 48mm
T & 9 ¥ & o & wre |

9fTe % TAT gHST T BRIZAL AT WISl Tl &7 TANT H¢h e
Res sarEe F fog Rae gt & &= 3t g2 dermee #1 =T

fdT AT AT A=Y 99 &7 ITAT w3 et &1 =7
@TEe " FY|(FIo FAgFA # Fig.1 & 2)

Fig 1

)
)

o4 9o
4»6 91919 9<7
48
R

70 70

FIN1352H1

¢ 3.2 T BTt T 3fe I Teelt 99fie q¥ A1 ¥ O &8 %
sfte & gAY ghe X Affore o & #w< et 7rd #¢ | (Fig.1)
IS WIEE A I &9 § gA g &l & a¢ G i |
(Fig2)

9 gU 9 &I 3ie & f=et W & &, Ju< aret ofte .
T 7T &t #Y geTIaT & | g7 | U {3y U g u¥ 9 A5
# 3o guTET a¥ el |

F9 2 : e /e @ Rade 9 |wEe

2w o Wt &t 3 9T § #wfew| & &t 50 x 28mm &
3T A\ F 24 x 48mm B T &1 5= F¢ 1 (Fig.1)

fete & 3fT daer 9 e & =9 F |
TE T FEA & ¥ F a¥ gerg |

e Hea X whzav, fearzew oY e & &7 TN F3F
e &9 e Rads ae |mEe &t d@etmse w2 (Fig.1)

A=Y U MY i G AT FT TANT w3 < g & fog
v GrEe qTah FY |

w9 & a4 faget 7 ¢ 3.2mm # §a &t #¥ =Y d=Y
gter oft 9k Y gt S gl w1 @ue 97|

Iarew dq fafemfor : fFew (NSQF == 5) - s 1.3.52

Fig 2

FIN1352H2

3 % gHe F Tt & fhY gU Elel & FIT 7@ g6 0 THN
T f ofte #1 stfaat arar fa e areat a2 fiet | (Fig.3)

Fig 3

FIN1352H3

3mm = #t W9 8% Rae &t d= g | T |

Rae @ & T Shlt afer fi &7% &7 2T F¢s Rae &
Coil

Rae &7 F%fors &ie # T Y Rae & a9 | o & a1
uF e Race v |rEe A | Rae de, Rae =9, it

AT dfer fr g 20T T I F1
Fig 1 LINE FOR OVERLAP
SHEET 'A' SHEET 'B'
|
el |
el |
o —+ ¢
1
[|le +
I ©
12 12
50 50
|
[
T
e
STRAP +‘ } ©
#‘ L b
i
| T ©
I
24 é
LAYOUT OF RIVET SPACING z
z

-
©
©



f3o f0 gU et &1 a2 a1est & el #1520 w3 2 &
TATHE a¢ g |

o Sied 9T 1 G & A &7 g9 Y B F IqF FUT
TE ST T & AN 0 T & de F |

. qEgES AT A § 3 mm # W 32 i ot e
T ot fede de, Rede @ site ater Fi 30 F1 ST A
e W e T 7|

ot - A (Skill sequence)

SIS ST a1t F1d @UE % ghel 1 S A1 Fa¥ 3ie Ht AT
AT I el @3@0 FX A A |

T8 # {3 gU ofie & 81 & HIT T@H A= a1t 311 H 81
F

B % a¥ TS ATHT &1 {3 & ST G HIHT qIA &< |
Rae #t I&fors gl § 19 9 e g fwa o fRade
J¢ SATEE a9 g UF & a8 UF Ra¢ & 8¢ A |

e Rade o e AW F fog Rae g & 00 & fog @-see s=mm (Layout the spacing
for rivet holes to make a single riveted lap joint)

Sgav: TE ATTH HEEE B0

o A & Fiw AW g, Teet R & F AR o9 A 0 3R D 15 & wgEw O S @
o Rer Rade dv srge W & fog Rae fog &t g &1 dsmee #wn)

gifeaa & & e aet B a¥ & g o @ S|

o A7 gL A o FW |

A7 & g = 4 x Rae &1 =+ (D)

Rae &7 = = Aterg &7 2.5 a1 3 A1 Rae & =7 & TuEr
FL AT AT A g Y TET FL

TIFAY A T T & AT H1F GUST I AT & gL T % FATAT
% F¥ 1 (Fig 1)

Fig 1

4D

4D DISTANCE OF LAP = 4D

FIN1352J1

site % O & Rae e & g i ToET 1 |
Rae @ #t 8w & g = 2 x Rae & =7« (D)
TET FE GULT 9 UF & AT e arga A1 #2 | (Fig 2)

Fig 2

N
o)

4D

et

|
1
1
|

PO 3D |3D | 3D | 3D

4D 2D1

DISTANCE OF RIVET LINE FROM EDGE = 2D
DISTANCE OF FIRST RIVET FROM EDGE = 2D
DISTANCE BETWEEN TWO RIVETS (PITCH) = 3D

FIN1352J2

A1ES U & T8 Rde & ger &1 T & |

O & Teot Rae & g3 = 2 x e &1 == (D)
Rae AT W™ wed Rae #F g a5e o & 9 w1
3t Rae & &= & g &t o w7 | e, i

fo=r = 3 x Ree =1 =4 (D)

feargeT &1 I & g & guel 9y, REe aea w
Rae & g 7% +X | (Fig 2)

Y 99 MY e G 20 & R #7 =< @ 99 4 |

wv gz Raw it Rafdw (Riveting snap head rivet)

IEA: TE ATTHN T BN

o & Rafew & foro stelt, Rae ae 3w Rae 1 saar w30

o S NI FAT F TRT AT F1 e T AT 2T &/t M ATHRL A T4
* 39 utg N o g wgEm Rae s age 3 & for @ 3w Rae i Rae s
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gfafeaa #¢ % ar Rae Bz @ e w g & o et oz
3 37T 9Y Ao UF G} & oy fog #Y|

gfafeaa &% & o forar o fog X & wfeq = six =fie =t
I FX |

ATEH STl & o7 aTed | ggar & aid |

aoft ofial &t o fYer 2ie % FUe 3@ oY 3 fo &1 s
F A A7 & T 718 #7 T ATAT A7 O F Fu @ |

Rae #t @7 el § ST e fagfa & a== % fog Rae es &t

qiEE et # e 2T S od A &7 T Hed q9T |
(Fig1&2)

Fig 1
M
777 | 7
K ! \7 §
Fig 2 ¢
Wl ooz

Rae @ % =Y g & Rae & 9% W @ | (Fig 3)

ofte 1 T AT ¥ Fr A% RART ¥ fr ofte #t o & e
¥ fore R &2 &t afer fi &% & =ve e | (Fig 3)

Fig 3

Rae de # Rae & 9% @ e |

Rae 2T it i 207 & Aae Rae & a9 g% a8 i i
ater i 2% & ¥ Fr WA #¥| (Fig 4 &5)

Fig4

FIN1352X4

Fig 5

IN1352X5

e & Mo Y & S Rae &7 @ Y Jm& aq W % fou
IS & FIC o1 AT afer i 20 & f¥ae < &t %A w9 |
(Fig6)

Fig 6

<Jooo

SNAP

DOLLY

FIN1352X6

FIN1352X3
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e g Re Rade aT e T & fog Rae gw & T & fow @see w2 (Layout the
spacing for rivet holes to make single strap single riveted butt joint)

SgavE: TE ATTH @EEE B0

o FAX W F ALE e | TEw Rae & & diY o9 & |7 # g $w BIS Standard ¥ sgew e v g Freesn
o e g fre @ Rade 9T s awm & fog Rae aiw & @ | dsmee wwen)

gfafeaa &¢ % e o arem By a¥ & g & e d@rem 2|
e W AT w1 @ve a¥ Rae g @ g derse w1 | Rae
& AT T TET HX

Rae &1 =@ (D) = 2.5T ar 3T
Set T = Siiew ardr ofie & #ters
AT AT gL A AT FL

o @ gt =8 xD

T T 3T Sh1Za &1 ITANT H¥ah ST HF GUST G¥ AT &1
T # AT 7 F | Rae aa @ g ofie & B & o
HEAT|

o & Ree arEa &t g = 2 x Rae &1 =1 (D)

F @ & AR & gaTae Rae g @k &Ar1 (Fig 1)
H1ES U & a¢ & Ted A #t g0 # TUAr FH3A7 |

Tea REe & aEe 0w ae & g4 = 2 x Rae &1 =™ (D)
FE GO 9T ATES U & TeA AT A gL A A

3t Rae & &= it g 91d #< | i.e. =Tl

o= = 3 x Rae &1 =™ |

FE gug WY fRargeY &1 I w3 Rae aga W fUw a4
EIT‘\*I(Fig1)

Flg 1 LINE FOR OVERLAP

|
|
48

12D|3D

D= DIAMETER OF RIVET 4D

WORKPIECE TO BE JOINT

FIN1352Z1

T U9 I aier i 2R & e &1 = |rEe 99 w3 |
T T Ae g # g AMHe FL

T q¥ AT ST &1 AATEHE FIAT 36T T 49T foF FU¢ aqman
g, B9 9 4D ¥ g W Rae g @t 3t T Ak # | (Fig 2)

Fig 2 CENTRE LINE

FOR BUTT JOIR‘
T
-
-
—+

|-

-
A},

STRAP

48

2D|3D

12D|

4D

8D

FIN1352Z2
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Saarew g fafewor (Production & Manufacturing) s 1.3.53
frex (Fitter) - sfie #ew

Rl & AR e T\ iR deee wge (Make funnel as per development and
solder joints)

IERA: 3T AW & oA § T I8 S dait
o SATET F FleeT HIAT

@2 G.| WIRED EDGE —
100 - 4mm LOCKED
PARTQ GROOVED JOINT
¢ ( SOLDERED LAP JOINT
Q \ I <!
(
|
o)
I?:\G.) ~
|
|
|
3 LAP SOLDERED
|
% 4mm LOCKED
| @PART GROOVED JOINT
pART (D
@lzo LAP SOLDERED
| A\
1
|
SOLDERED LAP JOINT
|
(o)
© SOLDERED LAP JOINT
|
@ PART
|
@10
NOTE : USE EX.NO: 1.3.48 TASK 1
1 1.3.53
NO.OFF STOCK SIZE SEMI-PRODUCT MATERIAL PROJECT NO. PART NO. EX. NO.
SCALE: NTS DEVIATIONS +1mm TIME: 10Hrs
FUNNEL JOINTS SOLDERING
5 @» CODE NO. FIN1353E1
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wwt #1 ®0 (Job sequence)

T FT @A A Aree 3T (Assembly of funnel and

soldering)
et et (Fig.1)

Fig 2

[=— PART 3 (FERRULE)
SOLDER JOINT

) PART 1 (BODY)
Fig 1 102

PART 4 (HANDLE)

OF TAIL

SOLDERED JOINT

I
L
[
[
| FLARED EDGE
!
[
1

BODY
PART 2 (TAIL)

FIN1353H1

FIN1353H2

FUNNEL

W(Part%)aﬁa‘“@(Part-ﬂﬁ%ﬁﬁTWaﬁl . %W(Paﬂ-4)ﬁz@aﬁ®ﬁﬁmaﬁw%a§m?

(Fig 2) et |
a2 =g 20mm & 4 AT T F O & a1l I8 3=
T ‘mm mm s i fosfrer fohu 7T ST 1 ST Y | I UST € AT S SAFHTAAT
g grer ¥ fhe & sy )
afg faerdt € at gar |
T & AT | Tt (Part-2) ¥ AieeT #i¢ |
(Part-2) St # 59 T &
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Iareq ua fafewior (Production & Manufacturing) svwmE 1.3.54
frex (Fitter) - sfie #ew

fafdm & forg = (Drill for riveting)

IEA: 3/ AT F T § AT TE A ot
RN F AR e aiw 7w w7
o FAW FY AT TAFIH qIodel (A AINA HT TIWT F3F e Aewt § Rafen & g g ww=m)

23.2x5 HOLES

48

~&—-O-®-—O—ax |
9

50

2 ISSH 50 x 48 x1.2 - G.I SHEET - - 1.3.54

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

SCALE 1:1 DEVIATIONS 0.5mm | TIME: 1Hrs

DRILL FOR RIVETING

5 *@— CODE NO. FIN1354E1
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+ #1 ®A (Job sequence)

W ® § e F A 48 x 50mm S+ | o 'C' FT T IYANT FTH 9T H gaAT H T |

o Fole @ 3R wie ¥ wfte wad fifsul o ARG F JER J 3.2mm JR-I By fger w1

o fyet et % forg g8 derse #Y AR AR U9 AR A AT . gt d 9% AR A e g 8 & gAY a¥ § gen ) |
X T TN FF Ge¥ @I A6 Y |

#toer - #A (Skill sequence)

qtae sttaRes 3 #efiv & wite #ew av fgfewn (Drilling on sheetmetal by power operated
portable drilling machine)

SEEW: TE AT qEFF EnM

o gfaR SraRee ffom wefim &1 Swr w2 ofie few W @E |Ew & g fgw wwen)

fso farg = aret &t & W fahg T fag & dveT O A At
= 89 F g0 9 HeAT|

feferr wefim & 3o = & & 9= o foe awmar v =+ = =y
T @rge | (Fig 1)

Fig 2

Fig 1
9 'C' CLAMP

HOLD THE DRILL
FIRMLY IN THE
CHUCK

WOODEN SUPPORT

WORK BENCH

FIN1354H2

SELECT THE CORRECT
SIZE DRILL FOR
DRILLING

I % Eiel A8l &f AT e wefie 9% g9 |

e Hael IT Tolfaeh ATTES TgeT WA T THNT HYcd 0T ST

Wwaﬂw%ﬁaw‘?%ﬁmﬁ FATE AT AR w2t e gt @l srorar &1 e #t off
e TE gfea # & @ @9 @ o sl o Sar awdt £ (Fig.3)
2|

FH GUg & IT THRST & AAICE T @ 3T C- F™ & Foie
ﬁl(FigZ)

qreaa f3er AT #t UF 8T & THS AT gAY T & i a1l %{)JV
Wﬁwﬁﬁmﬁqﬁlwwqﬁ%@ﬁﬁt@q LIGHT PRESSURE

T S aTelt ade & dweior 9% & | (Fig 2) fferT aure e & arg i wefi e wfe 5¢ )
iﬂﬁmﬁ@’ﬁqﬁﬁﬁ?fﬁﬁl @F@HWWW@W?&@?WW@T&W|

FIN1354H1

Fig 3

FIN1354H3
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Saarew g fafewor (Production & Manufacturing)

frex (Fitter) - sfie #ew

s 1.3.55

Rrem wr &t Rae suae & 3w Rafén w2=n, #1 F1ew=v o Rae & @1 v w3% (Riveting with
as many types of rivet as available, use of counter sunk head rivets)

IERA: 3T AW & oA H T I8 S dait

o gEN F agar Rafn & o g aw w2 v B w=n

s FEN TF 2T RAT, Wi & Rae, @v 3T Rae v 9= 2 Rae wt Rae s

/ COUNTER SUNK HEAD RIVET
TASK 1 L T2 -
50
I ©
G
I
I
| ©
| ~
| RIVETING WITH
I COUNTERSUNK
[o0)
X : E& HEAD RIVET
I
I ©
| A
I
I
r ®
I ©
6|6
50
TASK 2 FLAT HEAD RIVET
|——/|/_
| % /| | P47 )
[NNN\N\ | N \|
| S S|
T
I
@
I
| ()]
| ® RIVETING WITH
| FLAT HEAD
o Ll °© RIVET
< : €
| D
I
L ®
I o
I
G
I ©
6|6
50
2 ISSH 50 x 48x 1.2 - G.| SHEET - TASK 2 1.3.55
2 ISSH 50 x 48x 1.2 - G.| SHEET - TASK 1 1.3.55
NO.OFF STOCK SIZE SEMI-PRODUCT MATERIAL PROJECT NO. PART NO. EX. NO.
SCALE 1:1 DEVIATIONS #0.5mm | TIME: 5Hrs
RIVETING WITH TYPES OF RIVETS
5 _@ ( COUNTER SUNK HEAD AND FLAT HEAD RIVETS) CODE NO.  FIN1355E1
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TASK 3 ©
SNAP HEAD RIVET o
: Yar'aty
[N I\{Vl\ J
50
|
|
I ®
: o RIVETING WITH SNAP
N HEAD RIVET
@
| o
I
Q e
| (o))
PG
I o
|
G
I ©
6|6
50
/_\/— PAN HEAD RIVET
I
TASK 4 N S @ | -
50
|
|
I ®
|
| o
| C\
[N RIVETING WITH
: o PAN HEAD RIVET
= O
| (o))
L ®
| [e)]
I
- ®
| (o]
|
6 (6
50 |
2 ISSH 50 x 48x 1.2 - G.| SHEET - TASK 4 1.3.55
2 ISSH 50 x 48x 1.2 - G.| SHEET - TASK 3 1.3.55
NO.OFF STOCK SIZE SEMI-PRODUCT MATERIAL PROJECT NO. PART NO. EX. NO.
SCALE 1:1 DEVIATIONS 0.5 TIME:
RIVETING WITH MANY TYPERS OF RIVETS
5 @ ( SNAP HEAD AND PAN HEAD RIVETS) CODE NO. FIN1355E2
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w1 ®0 (Job sequence)

« ®o & & e F1 50 x 48mm AT S |
o e & 3 ©e 9 ot # = ver w1 |
o I F ATAT ATH F AW B (g 2|

o 3T &l ged | e {0y gu eter aretl ofie & i< T | 57 I
@ fF wite & e Ak & 1 aat ) |

o 3o Tl # &= | srered w2 |
« BT T 3mm A F FSEX §F g€ Rae et | (Fig.1)

Fig 1

FIN1355H1

o - #A (Skill sequence)

frae d¢ AT atar fiF 9 1 9909 F ae 8 anmd|

sfte & =t el o2 = gu et &t fga ¢, ea & fabg g
B FL AT 9e F gFS X 2|

B W a9 ATES A 3 T § gAY ¥ § qE

foTer fRaee v smde (39) a9 & forg Rae #t dfors g
H T AT UH-UF T3 o€ a1 | 389+ forg Rae de e ate
= 0T T THIT FY |

Tt TR, FE -2 7 e Y Y Wi 2 Rae & Rae w4 |
#4 -39 @7 2% Rae A w4 7 & 8¢ Rae v Rae
IR F

FSU TF 2T Rae, &= 2T Rae, |u @ Rae aiw
e 2T Rae w1 3w we W @ @i Rae, 9w, Rae
@AY AT Tt N /T FT TANT F7F q47Q J Rafew
& IR F |

e Rt v srEe swm & fog Raw giw # 2 @-seee #=2An (Drilling machines and its

parts)

IR TS ATTHN FEEAF SO
o fRfts g & e Tt i gg==
o ¥ F¥ fer {fem aefwt & s i gga |

gwafea o= fgfemr #fi= (The sensitive bench drilling
machine)

afafes o= fgfenr aefie aew aver y=r it affea g wiw
forr & farferer oré wie s foamars g € | 72 &k &1t & forg ST
&t sttt 21 (Fig 1)

Fig 1

FEED HANDLE

DEPTH GAUGE

AND STOP

CHUCK

SPINDLE AXIS

WORK TABLE

BASE

FIN1355J1

7% AT 12.5mm =8 & & fa #e aadt & | G 7% #
fohe &1t & a1 it fBrved % 2w giar § g five &F ot 21

Ay 3o % forg &1 e #1 afas & & | or e el
HIT H HAT & Al 1 &0 [AesT 3T S dhar 2|

TS oAl # dee i (i agaw afs fewse wfa s & s
T 2 |

7efae # gia w3 & forg fgor &1 #efiwr & year =7 gear &
e | AT fgor eifeew amuw g =%, ©fa i afee 2|
(Fig2)

faee fefemr wisfim (The pillar drilling machine)

7 afxrfaa a= fgferr mefim &1 ae1 T 2| 7= g aefa
ot 9¥ Y BT & Y Aferw AraRger HieY F g TS AT
g | 7E 9Ty F1t & forw Iu it & | e fyfemr aefia fAfee
aTset § frerdt 21 (Fig.3)
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Fig 2
STEPPED PULLEY FOR
SPEED CHANGING

HIGH SPEED

BELT

FIN1355J2

000

Fig 3

BELT GUARD

FEED HANDLE

-

COLUMN
WORK TABLE

CHUCK

BASE

FIN1355J3

fya-gifc Ragw (ve= at @) (Drill - Holding devices)

SIAW: TE ATIH FEEFF SO0
o i TR A gl RaEa i wuE)

Td 5o oTar & it aex e & glaer enf
T% § uF fUfaw oiw &t ar 9o fFar 9 o s 2|
3« == (Drill chuck)

3o =% wofim fvea & e &Y gemEar & fhe w=ar 21
(Fig 1)

2T &fta 1T Aive (Fig 1) 2 9% 3o 7% Mie 29 &iar 2|
it AT diehe T FH 39T & 1T ST @ ATl ST I8 o[ g

ST & aF g2 =T afonT U @ | g6t & S1eor 7| aqY 1 &
MTS5 ae T%< f6u sa 2|

Fig 2

==

FIN1355X2

3 & 9 Y wefie fRvee & aer srax & ar fafer s
& fyer =i &1 T T oiar €| 9 fger &1 3w mefie &
fervee & a1 8 At 39 ke FT ITANT fhar st 1 (Fig 1)

& o Fa-fger o & ot et 2| i3 &t avee a1 @iew &
fou fger &t @t a1 w9 ¥ e Fa qug &7 &t e &
sersT &< | (Fig 2)

Fig 3

FIN1355X3

Tt fervee & e o Atee e & forg fgwe &1 s #3 |
(Fig3)

fEer &7 Atehe a1 &g & Awrad q97 58 39 ¥ET S 9 T
firc #1 (Fig 4)

3o U 9 arer FF @UST F AT ANE & ThSAT F¥AT
Fov e ST =Ry atfs 7w fge & @ 7 g |

TUE qds & g 7 fh e & fou @das @ afew
T qYE w1 AR 3 ged # aw off 8| 98 aRE |
Twed % forg fafsr aree s g )
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Fig 1

¢ )
< DRILLING
MACHINE
SPINDLE
- -
SLEEVE
S O

II
ﬂ SOCKET
-

DRILL = &7 q
CHUCKS
CHUCK
KEY
TAPER
SHANK
PILLAR DRILLING MACHINE TWIST DRILL
STRAIGHT

ARBOUR

SHANK TWIST
DRILLS

FIN1355X1

Fig 4

RIGHT

WOODEN
oo 44\\\\\3§§§§L

REMOVING A TAPER SHANK DRILL

FIN1355X4

gifedn Ragw (F1f aweq a @) (Work - Holding devices)

IR TS ATIHN FEAF SO

o Rt w0t g at @Tew i e

weiw a1e@ (The machine vice) T8 FE GUE AT TRIYE TSI © 3% A1 AHST F gHST @1 AT
afmay R #0f wve @i amw & owE om dwa 2 a2 1 (Fig 2)

gfafeaa #X f& oitg g g & ae g aga & 7 90| 359

U 1 T ST FUT ISET S 6T & A FF AL a2d
& 1= e a9 gu AR & a¥ geted &2 | (Fig.1)
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Fig 1 Fig 4

i

Yy

CORRECT METHOD OF HOLDING JOB

PARALLEL
BLOCKS

FIN1355Y1

Fig 2 WRONG METHOD OF HOLDING JOB

T-BOLT
CLAMP
STEP BLOCK
WORK E
]

VEE [
BLOCK - |
T-SLOT }‘ | ’—l_,J

iy,

FIN1355Y4

FIN1355Y2

) ; 2 Fig 5 '
%/
FAH AT St (Clamps and bolts) = N

f3ferr wefim daer 1= aiee &% e e & forg ‘T’ w(te yem fahg FINGER GOOSE NECK
ST & | FAT AT Ao T TART FH FE HF godT & THST T

gt & | (Fig 3) =& fafer s aea awer afdmr et g awe ‘
ot ek T g% T A A1 S v ot A ¥ e ¥ atee %/
¥ | (Fig 4) \/ NN

'U' STRAP STRAIGHT BENT

Fig 3

WORK TYPES OF CLAMPS

FIN1355Y5

Fig 6

FIN1355Y3

fafera war &Y #oi Bt @ T w1 & dgaE Foe &ty o
AT sava € | (Fig 5& 6)

FIN1355Y6
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Iareq ua fafewior (Production & Manufacturing) svE 1.4.56
frex (Fitter) - afeew

el M A=, dgn-ge @ g (Striking and maintaining arc, laying straight
- line bead)

IIE: 3T AV & I B AT Ig S ThT

« AC T DC 3T afe wie &t A FIAT AW ATAE FIAT

o Rt aEw % gawiet % oo af&w wT de s

o ThiEAT T AT AR gwT o W wrEw MR AR FwAT

o HA AT AT T TH-TAAT AT FIAT AT I 3 AT FLATN

TASK 1

1 50 ISF 6-150 - Fe310-W - - 1.4.56

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

SCALE 1:1 DEVIATIONS : + 0.5mm | TIME 10hr

TirLte:  STRIKING AND MAINTAINING ARC

E @— CODE NO. FIN1456E1
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TASK 2

1 50 ISF 6-150 Fe310-0 1.4.56
NO.OFF STOCK SIZE SEMI-PRODUCT MATERIAL PROJECT NO. PART NO. EX. NO.
SCALE 1:1 TITLE: DEVIATIONS : #0.5mm | TIME 15hr

=&

LAYING STRAIGHT LINE BEADS BY ARC WELDING

CODE NO. FIN1456E2

214
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w1 ®0 (Job sequence)

FE 1 ;AT TG AT A=A
o FH=H AT BT TS o1 |
« W F AT ATES FT BEA B

T Fq8 B LI aET T F qTH F AT T H3 T
a7 A T &Y Av AT |

g 7 fredt @ FAeW T #

GIET FIS T8 | (FTHATH FIS)

o AT FaA FT WA AR TG A FAFC FL

S 5 R i i e i B i i
P et w wE A g B

@ 4mm M.S. TAFEIE Hf ElesT | oI |

i B R e S

+  AfET F= & 140-150amps I A< FX |

F 2 ; ATk AT & FRT AT A= | A =
o T WA FT ATRSA AT |

o WE FX AT ATEH F FEIA FX |

.« ST F ogER de @ frfy arh w7

o T fi| F IR g W e forfy 7 W@

ATk AT wiie de ¥ A AT Faw T
T F A M.S. RIS DAmm F EleeY H e F¥ |

Y AT wgh= D.C. &t @ AT &t HIMHF G |

afesr wofir =g # |
TIEE FY AT Shir &l & e a7 = |

3T AT I TR IR T H At &= =1 w=i
|

F9 g % forw @) s oA AR gIA geEglS B ISTHT
TuE i |

AT T TE TAAT, LI, T T hehfenT eater Fm|

T AR a9 a% SIET0 JS aF ATH 91 S g A«
T |

W TAFEE W ¥ Rudwar & @ a8 qr FaE H
HYEAT I B & T=AT AT |

giafraa #¢ % o Sy & J@3 a6 & |

A.C. srrar D.C. #efiqr # afeswr #¢e 140-150 Amp X &<
Ead

IR FaT &d D.C. & @ TS ®t FOMHF qiATer

H FAFE W |

« X g F9 Ted o afe T s A fhey a e |
« BT & THS U ATH ARY AR Fe qfen fau |

giwtraa #X % zawge amm @ |

g # UF B oY ad oY ST UF 69 St o
T |

Tofag® omd & @t Y@ § 99Ey dR 9 R ) A
T |

e Fed g Teiagis &1 70° - 80° HT F9Y T |
T & TS TS IS hehfoliT STaTsT 93T it |

gt i AT 150mm ufa fime =)

I dT § W 2Ty AR g/ A4 |

- S & A e

e

A q9 % AR T A aF A= TR 7 7 |
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#teer - @A (Skill sequence)

afen & fow e afeew wshim & aféwr (Setting of arc welding machine for welding)

SEEW: TE AT qEFH e
o TAFIT F TAEA & ATAN FIE AT T
o BhivE Y 2 fafr @ wew w7 s aeg v )

ATk T IR AT afesw &Y uw amETy giEar 2|
7% AfeeT JE FA qHT 8¢ T AT AT 2
g orh AT & direq &7 Tl fErer 21

JT% AfRET =ie qe FAT (Setting of arc-welding plant)
(Fig1)

Fig 1

EARTH CLAMP

WELDING TABLE
WELDING JOB

FIN1456H1

afeewr wofir & st &nta &Y wEfafey =% &9

et off Rt 7 wreent #t g ¥ o satR e
Ak il

ghafrm =¥ & Fa@ Fawm am%, 98, e & 6
I F TET A ¥ @t 2@

T Feer & AfeeT g | I[EC S T ARl IT W W
IAFEIS Blee & Gfard shTE 9 F |

W WM D.C. 9G¥ 9¥ A & At Faw # ael
TAE I A2 |

afe e & i | I By o AT oA ¥ I &
AYATY AfeeT #ie de FX| (a1 1)

TOFIE F1 AW A€ (HY S a0 o1 & AfF A S
Eul

TFEIE T TA A€ fHY AW ATt o1g F HiETE F AA FE
AT AT F=T AT & | (3T 1)

T B IAT AEA FT gaglS 7 (e ar Seh AE-I &
JHT FFEIS STANT |

TAFIIT FT AW A€ [HT T a1t g & sferw &
AT =RT |

TWTERRT 3T Ak a=mg @A (Striking and maintaining
an arc)

ght=r fafer (Scratching method) (Fig 2)
TS H FEEE T¥ 25mm FIX dde & o TS |

afeew & 1 TEt & & og |
giafera w3 fF geen amef ge= 2t
a1
QT TAFRIS FC
e JET mm =
mm (FRT¥T) (TH=)
1.6 1.6 40-60
25 25 50-80
4.0 3.2 90-130
6.0 4.0 120-170
8.0 5.0 180-270
25.0 6.0 300-400
Flg 2 SCRATCH WITH JOB SURFACE
START POSITION LIFT & HOLD A SLIGHTLY LONG ARC
\\//,/7 HOLD A NORMAL ARC
VY
///’/ / // 10°-15°
7 // /
SCRATCH METHOD g

ATH F ZAFIIT T SRT & FrEae A i & afeewr afg @
ATh T &gTEH FY, ok FATE HT AT B T FX | FeATE

F AdE & THT 6mm & AR W TS A0 s AR
™ 4mm = F:X |
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IR T FEY A T & A TR H7 U [ L A
FehfonT et & | I EN

aftr fafer (Tapping method) (Fig 3)
ST B qAE T IAFEIS TATHL T Fh AT AT e |

FAFEIE H - AW IS TEH, T[T 6mm FS FFHTES
% forg iR f |de o @ 4mm 9 g A= a1

arATa: T Rfyr w=i i ST @ a8 S| g9 99
fae w72 49T war|

Fig 3
MOVING DOWN MOVING UP
& I
g ELECTRODE — &
RN
A
58
(o
Y VA 2 2
8
=+
TAP METHOD z
£

JF F T Fe A #ow (we qieeE) (Straight line beading by arc (Flat position))

IR TT ATIHN FEEAF SO
o i fRrfa & g7 diw s w3
o I T gu i Fit aTw # AR i W A" W

Ster AT (Job setting)
S 1 Tl Treiter § afeew doer ¥ #< #¥ | (Fig 1)

Fig 1

AXIS OF WELD

WELDING TABLE

FIN1456J1

F¥= Af&T Current setting (Fig 2)

Fig 2 ELECTRODE SIZE

-

@4 or3.15

CURRENT REGULATOR

FIN1456J2

af wofim & @¥e @ #X| 0 4mm M.S. T ¥ forw
140-150 Amps1

ST 6T A 9Tt gergis & forg gder e 4 =91 & Jre
eyl

Iarew uq fafemior : fFew (NSQF = 5) - st 1.4.56

Fig 3
a
( ) ELECTRODE

PLATE SURFACE
.

JoB
ELECTRODE ANGLE WITH PLATE SURFACE

(b)
DIRECTION OF WELDING
oooo)

ELECTRODE ANGLE WITH WELD LINE

FIN1456J3

Zawgie gisiee (Electrode position) (Fig 3a & b)

Fig 4

FIN1456J4

TAFIIS Tl dog A3 F AT 70° - 80° FHI X TG W< aTd
avEg 7 9001
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@eft g wt 5+ (Depositing straight beads) (Fig 4)
U9 ATEH H B I Y BE qT AT FW AR ATH T9G
|

© HE ATH AR

o T gAA T

o IAFGIS FT FE HT|

giafeae #¥ % afRw wfim w ow amw & arfs s
AT A FARE 3T T |

@ T | g5, AT @¥E & Sy At |
T it G | AT TF W AT hebfort eafer Ieast Mt |

TSI H (aAdT AT 39 ga e F USSE FX Al TH
gU a1g & foreet g ® &% @1 21 (Fig.5a & b)

Fegaw F1 Adteror (Weldment Inspection) (Fig 6)

Fig 6

FIN1456J6

Fig 5
(a)

SLOW ARC SPEED

[/ ooon)
LITTLE PENETRATION

FASTER ARC SPEED

FIN1456J5

fRfiT 89T SR ame gor FT TINT FXE e T gerd |

W 2218 AT AR HT TIRT &Y

T Y gu i ® A SR 3 g A wW
© W A TEE
v o ()
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Saarew g fafewor (Production & Manufacturing)
frex (Fitter) - afeew

s 1.4.57

T, 9T AR ‘T’ SsarEe Tqmn - 7w R s (Making square, Butt joint and ‘T’ fillet joint
- gas and arc)

IEET: 5H A & A | AT TE ST Fohal

o T 92 HY T’ e wET T SAETRT | AT w AT A 7 E A
* FAT MY TATE, fhaw T AT A qrES T w9 T e sEe @i @ 9T |@wEe aw w9
* SaTEe # fawuorEr gew
* JETAT F AT Y A qAg F 39t » forg Fdreror w31

TASK 1

56

POSITION BY ARC WELDING

2 50 ISF 6-150 Fe310-w TASK 1 1457
NO.OFF STOCK SIZE SEMI-PRODUCT MATERIAL PROJECT NO. PART NO. EX. NO.
SCALE :NTS DEVIATIONS : #0.5mm | TIME 3hrs
TITLE: SQUARE BUTT JOINT IN FLAT

CODE NO. FIN1457E1

219



TASK 2

2 50 ISF 6-150 Fe310-W TASK 2 1.4.57
NO.OFF STOCK SIZE SEMI-PRODUCT MATERIAL PROJECT NO. PART NO. EX. NO.
SCALE : 11 DEVIATIONS: +0.5mm | TIME 4hrs
TiTLE: T' FILLET JOINT IN FLAT
- @ POSITION BY ARC WELDING CooE Mo, Eacres
220 Iearee U fafemior : fkeY (NSQF @R 5) - v 1.4.57




TASK 3

25

2 ISSH 150 x 50 x 2.5 - Fe310-W - TASK 3 1.4.57
NO.OFF STOCK SIZE SEMI-PRODUCT MATERIAL PROJECT NO. PART NO. EX. NO.
SCALE : NTS DEVIATIONS: +0.5mm TIME: 3h
cme  SQUARE BUTT JOINT IN FLAT

HO

POSITION BY GAS WELDING

CODE NO.

FI1457E1

Iarew dq fafemior : fFew (NSQF =% 5) - st 1.4.57
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TASK 4

]
90°
2 ISSH 150 x 50 x 2 Fe310-W TASK 4 1.4.57
NO.OFF STOCK SIZE SEMI-PRODUCT MATERIAL PROJECT NO. PART NO. EX. NO.
Sﬁ?s_E TOLERANCE *0.5
TITLE : — *0.5mm| TIME: 5H
FILLET WELD ‘T’ JOINT IN FLAT i
E @ POSITION BY GAS WELDING CODENO.  FINtaSTES

222
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w1 ®0 (Job sequence)

F 1 ; ATk afeT T wie Rafa # @t a2 |Ee =
o FHH T BT ATSS (14 |

o @i % forg aEsT ATk Y A BrET 1|

o T ge |TEe F for g A AT dae I 1.5mm F AT H

FATET FY | (FTET 39)
@ 3.15mm & M.S. geiFgie a7 F¢ A 120amps T
FAT T A< FL |

I FAT &t D.C. & at TAFIT HT TIMSHF 9T A<
c2d|

© THS A AT QR O ARG AR FF W A

giifem w9 & geen s = ')

SR EU WA H AAEAAE A A AT Sawa & a¥ g

qT H|

o ST & AW F YISUE AT g8 dfeeT daar ¥ e ferfa &

e | (3F AT STSA-HIUA FTHA 39 )

@ 4.0mm FT M.S. TAFIIE &T ITT FI AY FIT
150-160amp X &< &< |

F 2 ;o AR F g we fRafa # T fede sEe swmn)
« &= AT & A5 A |

o« HEA F ATH FL AT FEIA F2 |

« SiE gHST F G T AR AT 7 T T’ e e &¢

| (g a7 3

o glafisa #X & & 3.15mm #1 @i T 130amp Fie

TART F | GITEAT FIS T84 gU T AT |

o TR & ST FY, AATGAH= ATH ST ATITAHAT & AT AT

T F7|

o UEdl IS FI SAES 5T T¥ del AT Th AT 4T &9 |

@ 4mm FT MS serargie =99 &<, 31¥ 150-160 amps Fe
T Hw |

o U=l IS &l SATSE Y@ & a1 el Y Uk THTT STHT |

- TS & TS
- dad F
- SIS &I

qEdA! dS & TS ATZA X G |

- WE T AwETg

- | TS HOT

- ger afew wfq

T & e Fur § T w1 A Jre |

T T I AT qehEA, Rt 397 3T e s
faftim s @ & fog, sitm i geen & fog ==
e |

TEdt fiT & T8 o= @ A1% H¢ A TF T ATEE H¢ |
HATT AFET T TANT F3F 36 T @ 1S FH10 |
AT a9 & wr T S Y Tafaat & e w7

ST e ATT HTSUE d¢ o 7 IcTo H¥ of (¥E H¥d ey

T STEE AN FIQ THA W H AEE AW 41 #
T AR & ATAR 1/3 F=R 90 @ |

giafera #% & gawgie o &R & 45° Fo7 & 39
AfT @tEa & 70° & 80° et % v A &)

AeTHT Ft ATE FY AT T A A |

SATEC F AL A1ES A1F FY AL o AW F AEE &< |
e # Foie forfy § e #¥ | (I 95T ee)

Tedt e & forg s &t g AfET S awAT & A9 &
SETEE ATEH 9T AT deg JAT4 |

AT T ATE FX AR de€ # 7w [grwarg 9 |

- B AR FAS o fEmEe | g6 A aErE @ uw
AT FISTE A F1% |

- o7 A=Y #E MY AT & dcs & @ U =T
AT |
- i deg &1 &N TS FIT & A & a¥Ey 2 |

T dF IS deg 7 el TE 309 L = |
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# 3 A afRT & g7 wie Rfa | @t 7@ |Ee

o T AT HT AT A |

o | ATH AT B FY |

« ®T & 1.5mm F A gY g€ AR (FAT) aH & oy
ST & gHS B AfeeT Tael I HeE 1 |

o it 3feET wiie A< wY, No-5 &1 dister Siie 1< &1 44l &
ferw 0.15kg/cm?2 T ZaTa 82 &1 |

o % & fort @1.5mm & C.C.M.S. e e w47 F¢
31T 300mm afesT & ferw|

. T FIS T |

o g FAW HE Y|

o THS FH I AR T(H AT AR w5 7§ J1.5mm &
foFere T &7 ITAT F¥a (2 &7 et saed <@)
TH T WA AR 7= | a &

o g F T d semEaaT A A9 S AT Tl e B
at Rae w21

2RI & ATH BT ST AT daeT ¥ Fold TSi9rT |
8T F |

FET & T B T AFLATS dAHATS & AfedT T& Y
HIY @3mm #F e T

ot it & a9 TS FY A e qed Ais | J= dw
e g9 F foru @) daar wfie aATd @ Y = qIEy A+
T A ey Te I8 = |

ATt Y 9T %, d€ B T FA & oIy e B WL
TAH FT TATY, AT F SUST FX AT AT 3T H G
I IT T |

AT TEE ATE FY AW TEHT A |

- dIE # Sl AT SO U GHI Wels AT S8 |
- % F I Rud & fre s 967 g8 d
S % I=37 aow 7 e 7' gevd |

Y 4 : A9 AR F g wie ufa 7 e aw T =

o IET F AGAR A@ NF F

o I U 9 AT ofie & daw Y R arE FA

o 9 AfRT TaA W T ATEE F ATFR H T FL|

o AT FIS TeA A | AT T w= |
0.15kgf/cm &e X |

o g FAH HC FY, FATEE & G (X1 T TMeh oTEY AT e
7T #ff 1.6mm C.C.M.S. 3= &|

o SIS HT AATZTHT TE-ETEY & A< FY AT (6T IT FAC
ferfa & m=e |

o e & AT daer W wie fRrfa & whe |

o ATEEUES dFHAIE & AT = F AT FATEE HY H6T &7 &
A g |

o A g I A &7 W= # | (i.e &fa sfie R st
sffe &7 a9 A0 SR sAarEe Y foe |Ee aam & fo

foae T & e @ & o |

el dao afig s9TT T, UF U de8 @i a9 & forg =1
T8 AX fere T F 9T |

e ¥ Y I Hhe¥ F THY [EC F dUE 898 U A€ Hl
% |

TAH &l AT, AT SUST FY AT AT 1T Fl IABT SE
T T |

AT FT ATF F A fhele deg F a0l &1 fAdreror 3|

3@+ fA31e (Visual inspection)

geat IT IAedT, FHT AL, AU Rua uF ww=T A fie
Fartd € | fomT srve e, ae o, iy (&l onfe aret a= U
ST UTETT F A I 2

ST T 2 STEe & gAY AT A |
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o - #A (Skill sequence)

w% g7 wre fufa & @it s sage (Square butt joint by arc in flat position)

IgAVA: T ATTH FEEAF SO0
» wie Rafa & o 5T =Ee aw w2
o qut {3y gu a2 awe w1 e #

A THIY HT SGES IANN A AT far star &1 e gt
q1ESt & d= AT Sy (6mm <e fFad) TF =T aw I
o ST Fwar 2|

afdw sfw 2T (Setting and tacking)
afeT # 3mm & Y T gFSI F ¢ ARE AF T
FIAT =Y 9% ST T ST uE & 7 |(Fig 1)

Fig 1

$

FIN1457H1

@3.15mm & M.S. T TR ¢ | Fve 120-130amp X
AT FX A T F A@TE 15mm F |
gwfeam # & &= w= &t

T T F g AATTART AT Y 8T FE, WX ATI9TF
& at (Fig-2)

Fig 2

/TRY SQUARE

bl sl

TACK

FIN1457H2

3% dog AW / A |
e warEe M afedw (Welding butt joint)
wTEe Ft #aTe fRrfy # @ #1 |
@4mm M.S. SAFIIE FT JINT FF Tecl dig STHE AT
150-160amps e T&l & |
TS FIT
o gaa T s
% e (Fig 3)

Fig 3

4 (ARC LENGTH)

ELECTRODE ANGLE WITH PLATE SURFACE

70°-80°

ELECTRODE ANGLE WITH WELD LINE

FIN1457H3

AT F AW Tl A1EA W TAFE AW-9D #9 | (Move the
electrode forward and backward along the line of
the weld to)

« = F TR UTg F HEE #|
I CERIR ERE T
T & I & FUT FX AR &1 oot w1
a2 #1 fAfetr (Inspection of the weld)
I § W BTy X e fwivarst &7 wtw #X | (Fig 4)

Fig 4

FIN1457H4

o dIE #T HErE A FAE TF U el
feaw & e g =Ry e Raer a1 =1
3o FT HF II<T AT IO T A1y |

I & ARl ¥ oT=sT WA, AEwaT 7 87 AT AveLEe T
gt

TRFE AR 9 fag 39 T S = & g v
= F FC AR W A€ T =57 T &l AR =8 d
g |

« e F qde B & Y ST A1 |
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AqYE qeieE # Ak gy ‘T feee sarge smmn | (‘T fillet joint by arc in flat position)

SEEW: TE AT qEH e
o Rehm # 3= T & 9w we Rl 7 ord grr T free sarEe aw

o 3ee i fommanett % forg e @ e w1

T’ X AT HATEE T TAT B AT dee fohete dee Faamr 2 | IAFEIS & SATSC & HiA I A dqg & 45° FT HT J91d gY
T STEe # fheie WEe #ed € I8 ST amd: befido & T | (Fig 4)

Ft & wanT B ST 21(Fig 1)

Fig 4
Fig 1
g A e A R 100-20° feer 7| (Fig 5) gft
A #iw T (Setting and tacking) (Fig 2) ¢ wfie & dee F AL TF AFT AT |
TSl & AATEAHT & 90° 0 ‘T a9 gY &< F1 | Fig 5
TSl & g ARl 9X 2k e | ]
Fig 2

FIN1457J2

@ 3.15mm #t M.S. FAFZIS T TAT & |
F¥e & 150-160amp ¢ & |
giafrm #¥ % 3% o= & = gu & R 15mm f

0ooo> WELD DIRECTION

FIN1457J5

T B st faee stw sran stoewae & forg free o stw
¥ F aTe AT A o® gu e 3@ | (3)
frare smEe #t At (Welding a fillet joint) TR TaT st S A A g A F o gwte
FT HIT TE F9 30 T g 2
e F W i At % g W@ | (Fig 3)

3w #1 fAfetor #2 (Inspect the weld)

acS A A= A ATE HY |
SUPPORT " ﬁﬁtﬁaﬁwaﬁw%%@ﬁ%
/ e ¥ A% 7 & weTEe WX 7 & dawew & (Fig 6)

WORK BENCH

Fig 3

FIN1457J3
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Fig 6
FACE

LEG LENGTH

FIN1457J6

fihee &1 AT TR wie F q9T eHT "Ry
A F GG IO ®C aF s ATy |
o T HE AT g7 Il &7 Jrfey |

qterdl-vHifeeie wie "¢ ®wAr| (Setting up OXY-Acetylene plant)

I TE ATTHN TEEFH ERM
o TR e wE W e |

At oY Tfarfeeh e & fmveT & =i & afeT &7 a5
AT | SATeRfoT v & qe= 39 9¥ ot #if 9e & gl |
tHifectie fevey &t Te9™ 39 X ot "ewd de & nf|
Aterfo fcvee- tEifeede fdvey & amar off gfar & sz
Ao fAeveT & #9 giar ¢ | gfaftad a¥ % vy =l
forcvet & oot T & | i fevey &7 gielt § & JiX 3= 39
& grfara w2

forctvey &7 gRuT W | wE 9X T | FHAET W@ |

Fig 1
GOGGLE
OXYGEN GAS
REGULATOR _\ SPARK
N LIGHTER

CYLINDER KEY

OXYGEN GAS
CYLINDER ACETYLENE GAS

REGULATOR
CHAINING DISSOLVED
ATTACHMENT

ACETYLENE
GAS CYLINDER

|~ WELDING
BLOW PIPE

OXYGEN RUBBER
HOSE PIPE

/| |- ACETYLENE RUBBER
HOSE PIPE

CYLINDER TROLLY

FIN1457K1

SETTING OF OXY-ACETYLENE PLANT

A S g9 T fevee it FEtae Bafa @ oer faet @
AT AT aTed @O 819 & a9 & forg Tideey &q &1 94T
F1 (Fig 2)

Fig 2

FIN1457K2

i faeved #t & I qH At Bl @ 39 g @
aur fafovey atet & afq & g & forg e &9 1 S
¥ | (Fig 3)

vt # w9 a¥ dfas T T FR | RBevey &7 #it gerEn|
fRrvEY &Y T T FF Tl GIeAFE T 75 FLFHT 19 eivey
a1 &% Al (Fig 4)
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Fig 3

FIN1457K3

ufafedtiv Weer #t ufafede #w fcvey & @9 (arg &
)

FE T[eieY @2t vy § de &, uffediy frvey #@am
# 9T BT I B & AT Ao ffetve § arfedr At |
gffeetia #fde 9¢ 9 g Fer aiar ¢ (Fig 6) X 99 %
SR "WewA W &7 gt ¢ | (Fig 7)

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

KEEP CYLINDER UPRIGHT POSITION

IN1457K4

vy area &t HT FX & FHAveT arE & dfde § g9 &
FIT AT 81 A © | 308 AT a1ed #1 Tad AT & gy 4|
FT et ARl BN AR g & FUI & T[eeX § O\ d o
T M W[eeT & @a & qFar 2 |

facveT #1 ST FXd AU AT AEE F G @ ® |
(Fig 5)

Fig 5

FIN1457K5

gfafeaa &< f& ea o da staar diw 7 2
A T[T ® AFeT 1w ey & S (39 e
)

e (S
LEFT HAND RIGHT HAND g
ACETYLENE OXYGEN g
Z
o
Fig 7

FIN1457K7

AN TR FAF 98 IT1 oo | [AF eF & 25e F
A ik ST FT IART F | 309 @A B 9T B & 9T
afored 7€t &l

9T @UF B 99 & o7 HE AESH HT TAT TART FX |
o af sl 9T § withee AT GaeATE § F S 30
AT & "@&Ar 21 (Fig 8)

228 Iearee U fafemior : fkeY (NSQF @R 5) - v 1.4.57



Fig 8

FIN1457K8

aMEC FLAd T AfTF B & 99 | FART <Ee 8 A1yl

T[eeT T B Fae FAC FY A 819 Teae F &l T5T
# fav ol

(sttaRfteT aTeT & forw @relt gt e dfdfechm & forg weew
B ATEA T FY) |

gfafeeii FATE 9¥ a8 BT U< A€ F FAI & TE e & qTY
Bid & Safd Afaie Fae 9 I 8 ¥ A #e & g
gl

FTA B T3 & UF T AR e & i diY 7eed
W@ 9ET # & {e ofEfeeda Teley Aeede & S |
(Fig9)

o=t T a1 1T ST Bt AHA F forg smEe F e fFd &
geferd #< | (Fig 10)

Fig 10

USE HOSE CLIPS BEFORE
CONNECTING TO REGULATOR
AND BLOW PIPE

FIN1457KA

B 3T & 213 Fen & forg & grga< & v #< | (Fig 11)

Fig 9

ATTACHING HOSE PIPES

HOSE CLIPS

FIN1457KB

FIN1457K9

A9 @Y ATeST & 2 T g7 w1 (Fig 12)

AT B TET % T TS A (WGl & H07 [ T gL © Al 3%
fetae & forw wata g amg qur fY qme awefoa e
giar 1

ufafechie giw & forg ot = afkar s

=t qr2q SteeT (Attaching blowpipe)

B 15T & T T &A1 9137 §ae & |1 | (Fig 13)

T 918 Y I¥ S|-Tiedex oy | 819 Sieae? forees i 9%
7 ¢ Ufifectia & 9ew & 37 © % = UET & uffedy
Toe & Fae g | fomT HET a1 are & stwRiee e TR |
IS & AT ATRST gecte s TeT & 2T 2| (Fig 14)

I Tiede =1 Y & &Y 219 a% [Audd Jare & 9949 &
fore g awd €| aw AA-Red atea s\ w1 2 |
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Fig 12

B

ATTACH NEW HOSES TO REGULATORS
AND TO DISPEL DUST ETC., QUICKLY
PASS PRESSURISED GAS TO ATMOSPHERE
MOMENTARILY.
NOTE: THIS SHOULD BE DONE BEFORE
FITTING HOSE PROTECTORS

FIN1457KC

19 39Tt TgwE AT (Adjusting the gas pressure)

TS & SATHTE % AT T T A1 Ao A fdrfesfi
FT TATT TSTHE XA & |

ASTeT % ATES T T4 S % AT AT A F gAY gdr
T | A 99T & TS FIA & (o7 G [eveT & ared g &
UF o @i AT Al FAeT T BE A3 F A F forg
0.15kg/cm & FX, 9 TSHATET & HT F40T F¢ | (Fig 15)
i ge GfET XA qHT =T 9ET g AT g @ | 4|
U[eT 9T AT SR AT G Y9 I8 A7 &al |

ATTACHING BLOW PIPES

FIN1457KD

Fig 15

FIN1457KF

Fig 14

HOSE
PROTECTORS

BLOWPIPE

OXYGEN
(BLACK COLOR)

| L

"\ ACETYLENE
(MARROON COLOR)

CYLINDERS

FIN1457KE

230

it & ferg whietor (Testing for leakage)

A Fee & e F fog s

tftrfeelie Fawe & forg g & Ol &7 i o sttwRfee &
forg & 9 | (Fig 16).

AT T TG & T & 3TN HT Gt & aal & | et
I F AHT A FTIET AT8S 7 Sy |

w® ST (Lighting the flame)

=TT = IIET & AF UT TA™ET TAT TS BT AT T |
i.e. Terer 4-3 W {ATET F @ AR T [Aex T ad@m
AT T TS Y |

Aretet -3 % forw sttfie s ufafechier &1 gsm@ 015kg/cm
gar 2|

forevey arer - @i | TRy afén & fow Weex de
FIA THT AT q13T gl aTed gaT <@ | vffeefia dgiar atea
F AT IET I 1/4 FATY AT @1 qrgex & Jwrd | (Fig 17)
fafecli sfRisT &1 90 #% agAvEdT § Fe gi &
T AT 2 |
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Fig 16

OXYGEN

FIN1457KG

TWTH ATZE & FET (et o0 oI & oid &% & a9 | =0
qTET & AT T H Gor B K AU AT A & HAAT Q9T H
W\ 99 dF Fwar g T femw o ufafeem g TfRul
(Fig18)

FAW T TG T AT I & ATHRAISTT hglel aTed T TAT FLh
ATRfo faTd | ot Aivtel & o7 9% U IHaraT d%s Fid
faeT %= ehm | (Fig 19)

Fig 17

ACETYLENE BURNS USING
OXYGEN IN THE ATMOSPHERIC AIR

SPARK LIGHTER

FIN1457KH

Fig 18 NO WHITE CONE

| e E

ACETYLENE FLAME IN ATMOSPHERIC AIR

FIN1457KI1

WHITE CONE STARTED APPEARING

%

FIN1457

ADDITION OF OXYGEN

W & g we Rafa ® @t 9T g (Square butt joint in flat position by gas)

IgAVA: T ATTHN FEAF SO0
o T 9T HEE F o sreETR= § TR # A T F FLAT

o wie fafa / ive o SE W Tw THE AT A= @ A= &9 i 49

o Q¥ STEE H s@we arer wwe

IS AT SATEE A ATIVIHAT & | SATEE ALY STATgaH< § T
TTfeT | fereTsia 4 des =0 & WH, =8 § AT gorT, FerE
A SIS § TH FAFAT, el ATEST & N ATARF AT qTe<r
I & Y6 ST AR |

afém v 2T (Setting and tacking)

TET AATZAH | FG THSI F1 qel F § G A F HLAT
A fewemi serda % ) (Fig 1)

ST & ATE AT S Y AT ATATS B at e HY |

(Fig 2)

af&T (Welding)

AFCATE THATF & T THGIA FLh o7 FA UF qAW a1

T | (Fig 3)

- = e AN e TS &A1Y AT KON 9L THSAT AW
AT |
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Fig 1

TACKS 10mm LONG

FIN1457X1

Fig 2

FIN1457X2

Fig 3
FILLER ROD

MOTION

BLOW PIPE

FIN1457X3

- UF A9 dad T JiY wie |
- e GIES FT -l aAmET

SAte @R #2 | (Finish the job)

ATETH S 30T AT+ & af fewn s a@iw A=
ST |

Fig 4
QUAL "
|
DTH
EIQHT
i
' | ! .
x
UPPER SIDE g
Fig5
o] QU/\L .
o,
EIQHT
PENETRATION g*
& [
UPPER SIDE g

aee die Amger #Y quE e A F9 | (Fig 4)
- UF &9 Rud dR "o Qo 99ee (Fig 5)

- FIOT A ST oY SUSTHE, TS Al HHI, IO AT
e |

i At & g wure Ry § fee a= ‘T’ saEe (Fillet weld ‘T’ joint in flat position by

gas welding)

IIIATT: TH AV & AT | T TS S0 Tt

o T A, ‘T’ rEe F T sretgad= | o i & #¥ 3T &% w9
o AT T fFa¥ T AR o A T IGART w4F ‘T’ frdde sarge aee Fw=

* Y¥ §U ST Ht 3@HT (ALEAT FAT

T fohcte Samge I & agd AT § WA Ry S 21 e,
SUST T HT B T A dd & e & o7 @9 qurex
A 9 FFa F |

I UF B¢ U aret @1, fewrs; sarge @ uwg fam av &
AT FIAT HSA & | (i.€. A oI TWTE, A Fe ATR) o
T AT FT Gel T E 7 & |

T TG T AYE & GAT Bl AR USIHS § F9A7 AR |
St THS * A e AT (Setting and tacking the job

pieces)
& S|TET de FA & forg afee T e ¥ T |
HUTE FT TANT FF gHhel & Thear| (Fig 1)
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Fig 1
SUPPORT

TEE JOINT IN
POSITION
FOR TACK
WELDING

/

FIN1457Y1

7% giAfvad #¥ f& FaAtaw gue, dfas gve ¥ S & dfad
& faeT e war @ 2|

feaT & Ay aad % forg |t |
SIS %1 U A1EE I g1 Rt a¥ (Fig 2) STie &1 i deed &9 |

Fig 2

TACK

N\

FIN1457Y2

TACK WELDING A TEE JOINT

wie fafa & fede ‘T’ (Welding of fillet ‘T’ joint in flat
position) (Fig.3)

HTEE H AfesT

FFE FE A qAE Fa Tie @fq & F |Ee |
(Fig.3)

T AT ¢F de€ F §T HATRE & I0 T & ¥ ow afeew
& FX AT e o1g e gu 1@ 2q

T IET F e ad 39w F 60°&F 70° & o7 X e A F
300 & 40° F dael #T AT U¥ ¥@ | = T AR BA¥ IS
SIS F 2 AABl % A 450 F FH7 9 IS | TOY ® G
=7 BT | et gU ang O & 39 oY gfafvaa w1 &
T gHS UF A fUHel | 3R gHS UF g A6l fo"ed ar
&t ATgY AT I a1 S AT g & W flhery e red | g
AT ATEE-T-ATEE AT 36 T (AT T189) T AR e s
F fUeT & =7er % FH =g |

Fig 3

BLOWPIPE

6

45°

FIN1457Y3

=T qTET & dael & ¥ H TS ¥ A1 fhere e &t ofF arf

TG e AT g1 9fiel 9% &7 A THE AT s F fhete

g T |

g fAfetor (Visual inspection) (Fig 4)

ae€ W F ATH FL A A& F

- T 3 A1ES A A F ATER (VAwEdT AT e
ST FGI)

- U A AETE de€ F A EHS 7 & |

- OfEET SR sawaT T &l

Fig 4

SLIGHTLY

CONVEX
NO UNDER
CcuTt

,_
FIN1457Y4
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Sareq ua fafemior (Production & Manufacturing) svwE 1.4.58
fwex (Fitter) - afesm

TR HE FIAT, T I ¥ e AR 719 & qry qv famn =wg=n w24 (Setting up of flames,
fusion runs with and without filler rod and gas)

IR T AV % AT § ATT T& ST Tt

o AT AEA F AAR A JIX AT HLAT

o A F AT F ATAR TE AEH F A T99 FIAT AR e w0

o A B ®e Rafa A @ AT, TETEd qawAE @ e | AR A wem W& wee aw
o IO, TEAR AT AT THRA R ST

o FET 97 FA & o1y ARl weifeei= w9 5w

o AT Ht HIE FIAT A Ao AT % forg d@ae Freror )

TASK-1

(a)

O

NEUTRAL FLAME
(b)

I

CARBURISING FLAME
(c)

P

OXIDISING FLAME

TASK 1 1.4.58

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

SCALE SETTING OF OXY-ACETYLENE FLAME DEVIATIONS TIME: 2Hrs

TITLE: (NEUTRAL, CARBURISING AND OXIDISING

E @ FLAMES) CODE NO. FIN1458E1
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TASK 2

1 ISST 150 x 50 x 2.5 - Fe310-W TASK 2 1.4.58
NO.OFF STOCK SIZE SEMI-PRODUCT MATERIAL PROJECT NO. PART NO. EX. NO.
SCALE :NTS TOLERANCE +0.5mm TIME: 4h

TiTLe: FUSION RUNS WITHOUT FILLER ROD IN FLAT

HO

POSITION BY GAS

CODE NO. FIN1458E2

Irew ua fafemior : fkew (NSQF @@= 5) - s 1.4.58
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TASK 3

1 ISSH 150 x 2.5-50 Fe310-W TASK 3 1.4.58
NO.OFF STOCK SIZE SEMI-PRODUCT MATERIAL PROJECT NO. PART NO. EX. NO.
SCALE : NTS TOLERANCE 0.5mm | TIME: 4Hrs
TiTte: FUSION RUNS WITH FILLER ROD IN FLAT
E @ POSITION BY GAS CODE NO. FIN1458E3
236 Iareq ta fafemtor : fve (NSQF @7 5) - srame 1.4.58




w1 ®0 (Job sequence)

FH 1 AT TEfee T afe

« g FAS TRA|

T ey @td diIX [EeY T W g qHEito Ao |
o AT IS | Ui T & dere ared @i |

o TWTh ATEET T TANT HCH Fold STt |

AT & felY o= = %1 T T E |

FgA TAIH B I TS F1 AIX G W aeEe
FIYLEONT FAH TSSEE F3 | TAHT ATANRE HF ST ST
& | ST Y 9@ Tl el @ | SHW Hig et Aet et |
TR & AT q T SIU T d% AT f9AT o wET 9r
TN a8 & S q SATelT F a7 o |

© G dF FAT AT TAT AR AT FRAFAT AT vESE F

ST I AT TF Gl G dF (% I NATHR AAE
A T A AR (A & Fig AT T T2 | T ATAT F gl
SATAT FA 2 |

TS T ATAT TR ATRATSTS N SaTeT i THTH ST
T | (reTor SATARF 3F qoAT S d FHH a1 qfed |)

F 1 i g we fRafa 7 e e I % wew T

o FH=H U BT AT AT

TSI ATE AT FEA FX |

© ST F AT e oo 7 w1

«  TAE H ATE F |

o Sfta F gHS FN AT eFd IT qTAT AT I3 gL 15mm

¥ BT FY |

o S 9T H SAted & forg 5 Ao (3ea S #%) # 9w

Fifor v @ AT

o fTam™® & 0.15km? e ¥ gfafeferT e siredior &1 a<

Ffe

HTET FIS TeA AR A FIH q€ |
o Sl HI I ST & &Y U Y 9 afesw arvea & Ay

60°-70° FisTer Ut 9X 9a@s (T g fHfed) drsta Hior
90° &t fee aTelt g % FH o & 3¢ 1.5mm-3.00mm
% ATears qrEe F1 |

F 3 7w g we Rl # e e & wEm @ awen
. FeT AT FT TS AT |

o« HEA F ATH FL AT FE3A F2 |

o I & AATE AT T ATE FY |

o 9T0 &Y &1 15mm FAT FF FEEUE F AT Tae I At

= |

FH H T FLAT AT SATAT T FATAT

Ted TR aTed g e Y (T TS aTedl & §€
FXA §U SATAT H FATY |

AT & ARSI A Gl &1 TS qArstel &I qT |
VST FIA AT |

forcive a1 &t d FX quT qF ST & 319 geE F S|

AT &Y MATE § ade F T FHIAT ST BT FAT P& F2 |

I & AT T o S UF T T st q18d &t
gent wfts # arff Ror § =om |

et gem g & SieT M T | S g st T
ST & At st gy F R R e gugwm A w A
=il

et gu g | daw @ Y = I AW T
FRT EFR A W | 79 a% TF TA o 7 et T8
T e TR |

¢ Y T T A Tl & AT T2 & 3374 |
AR F FHY T AT IET F T § SUST &< |

RS A€ F @A A A & qTF FY A FAT T aF
FAWAT S |

W I T T A A T2w H I & ar wee
T AT AT A qo Raer w1 2w

TG AT Ff S[e¥U I d% UF A G 7 |

TSTer @r2eT .5/10L =M@Y aET 999 H¢ AL AT o
gfarfeefie #1 gama 0-15kg/cm? 9¥ &< #X |

@1.6mm #I ATEeE it HIIX Feg (CCMS) fhex Tie #7
TI9 FY

T FIS T8 AR FgA FAH HC e |
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o 3fiT & 9 ATAT I =T I40ET H 60° - 70° F Hr W q<
F AR a8 R 9% Ster = q@ a s

A FAT Ft FE F qAE H 2.0 § 3.0 } T W |

o P I F aG B H uFS | dee F ARA &F A
30°-40° feret gor & 9T |

o O e & B 1 freed guye # gamd oY I fiw a e
& forg stte &Y adqe 9 ©F 41g W |

o N IIET B EHT 1 JT(iF A ad Y AT ITH B H
fose % a¥e ' (d 34 gY 9 @1 9 qEE (A & a8
T afeu|

#teer - @A (Skill sequence)

FHE qAT ALE arell 0 ST = & fog e
e # matw @ 3T e |

qT F T AT ATAEF TRII F {0 9= =1l 3
N I F RE TT § qAi FA |

e Y 9 EF AR AW H AT A ATAA LT FH |

do e H ATF < T TAT AUH H S AT ae€ i€
T AU AETE /TS F AT S|

ST T o= que T e erveme wea @

o afed & forg srteft ofifeehim wiw & o @ #7 st g2 (Ignite,setup and extinguish

oxy-acetylene flame for gas welding)

IEA: TE ATTHN TEEF ERM

o Tt afET & fog stwi ofafeee W #t ST T FAT SR g

o W@ wrt F oo R eRifRes @i # 99w

W S@r (Flame lighting)
HHT U, T A T Fig 1% siga a=+ | (Fig 1)

Fig 1
CAP

GOGGLES

APRON

LONG SLEEVE

GLOVES

TROUSERS

FOOT COVER

SAFETY BOOTS

FIN1458H1

gt dstr (No. -3) & oy sitedfist s Bfireshie &1 g
0.2 kgs/cm? 9T &< #X |

WA § T /T Fd T9F TR R F fog =
TIEY FT HE ATed Gt G |

sfafefom fe=ror area #t =t IEw & T gEIET @ity qur

T ATFEY G AU | F1eT g3t e aura g a%
dfafefem fw @ifert (Fig 2)

Fig 2
NO WHITE CONE

ACETYLENE IN AIR FLAME

FIN1458H2

AT IIET F A% AT ALGT FAT O & T= |

ST g HT AT aTed Tied FT ATRATST AT T8 g
Tt FHTESE #itre | (Fig 3)

Fig 3
WHITE CONE STARTED APPEARING

e

ADDITION OF OXYGEN

FIN1458H3

¥ tzwwede (Flame adjustment)

A SATAT H TS XA & foIg T%T FI F q% AT Ml
T % forg wafa wmr & stterfse faemd | (Fig 4)

A AT FTRT A w1 FHsror sttrfie e gfufeetm
A A gt 2|

AR AT TSoiee H¥A & forg s1fer sitedts faemgu |

The FHI STeT A aor &t s | s = oY 998 79
IR | (Fig 5)
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Fig 4

WHITE CONE APPEARS CLEAR & ROUND

SUFFICIENT OXYGEN FOR NEUTRAL FLAME

FIN1458H4

Fig 5
WHITE CONE SHORT AND POINTED

T

MORE OXYGEN FOR OXIDISING FLAME
FEAMION AW & TSoE FIA & o7 FAH F Agd aF
TS FY A e ofafeeim 41

T FI FT & ST, S| 9 1Y TEeR e I |
AT MfAgE® At e stfers @wang #t gifv| (Fig 6)

FIN1458H5

STt ® g (Extinguishing the flame)

Fig 6
ACETYLENE FEATHER

FIN1458H6

MORE ACETYLENE FOR CARBURISING FLAME

AT gAW & oy wed gffecte At & d' A o e
At ared |

e it &g FA1| (Shutting off the plant)

FE Fd § ST A= qdqTET T & i 95w
Rl feivey area @7 #1 |

T 913 @t Gl At @t Y qar R # |
gfafeeta [eiee a@ e & F @t |

T aTET Bfifecty atea d% ¥ |

AT §% FEA F JUIH =W 98 I qre< |

it afew & fog st oRifeshim ww # see @ #3 st g2md | (Fusion runs without filler

rod in flat position by gas)

IR TS ATIHN FEAF SO

o AIA FT TE WA W T T AL AT Q27 B qE Rt 7 awew

o UF THE AT I &g O fFae T & WA I a9
o TS AT H UGN FIA TN FIAT |

A4 9 (Fusion runs)

A AT § UF oTg/AA €T q SATEE TG FH IR 97g F
foret &t e oY wee #3E aar |

T AfET A gl FRTR & e e w1 s
FXT

TET A FAT FT TART FF &1 T TFA7 |

AT a3 H1 wer fafa § qaeAr|

AFCATE ATrh GIRT Hel @7 § R F T |

AT gHS H A AR 8 F0 (Cleaning and setting the

job-piece)

ST F ghe H ade Wi aEY ger Y UHY 9UY & A
FHEAT |

AT fART FUT wh AT F AR gaf & SAr AfeST T X
15cm &< FZAT| (Fig 1)

Fig 1
DIRECTION OF TRAVEL

#'/ \ JOB PIECE
SUPPORT
FIRE BRICK /

FIN1458J1

I WO & foT W SR s argw W ad Rufy |/
e |

& UET Y FAH HI UF Tohe 7 SGTES T &7 ATaNeT &1
ST & FAT &t | (Fig 2)

afesT atEd & Aot F1 HOr 60°-70° S Hed Ad dqg T
ag R X e g 9% Sier 9o aAd | &TET # oA &
et =Ter § g | (Fig 3)
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Fig 2

FIN1458J2

Fig 3

FIRE BRICK

FIN1458J3

fan I % =@ s (Making fusion run without a
rod)

S AR W TS AT FL a9 @l 5T B arg (@9
EAE
faeret gU ger 1 4= arg 9¥ @ | (Fig 4)

Fig 4 LEFT EDGE

DIRECTION OF TRAVEL
MOLTEN POOL

SLIGHT CIRCULAR
MOVEMENT

RIGHT EDGE

FIN1458J4

T UET & OIS F g AA & AT gatent A Afd qHEA
=& |(Fig 5)

Fig5
9 ABOUT 6MM
(1/4 IN)
s
=
© ~
5 Z
=
2= START
<
AOVANCE || aBoUT {nooo DIRECTION OF WELDING
=1 1.5 MM(1/16IN) -
g
CIRCULAR MOVEMENT OF BLOW PIPE s
Z

w2 6T Y ST IFEER § 94 F U ofie v wH &
HhE FIA F A 2-3mm FT TATR T T G |

WA ¥ & g qdteror (Visual examination of fusion
run)

e & A H WO I B L aET g9 q16 Y

T GHIT WSS & [olg qoT S &1 A7l § U6 q9 s
% deY a1 % forg gfte e w31 (Fig 6)

Fig 6
UNIFORM WIDTH & RIPPLES

50 % DEPTH OF
FUSION

FIN1458J6

T\ T we e # ©i@ we W fraw e wgew @ w= (Fusion runs with filler rod on

steel plate in flat position by gas)

Sgav: TE ATTH HEEE B0

o FETEE qFAE & fhae e & Ary N A A ®E g T A

o 2T & forw AR B ATAT AT ATE FIAT

A AT FXA g AfFAY A W AR A AT &
forg fbere arq &Y strarEsar =i 1

Hied O @ e Tie 1 fRfe & forg famie e &t staeraar
gar & ot f fi & 72 2

= a2y MY e It 7 @@ Rafa (Correct position of
the blowpipe and filler rod)

AT IR AR e e 1 Ata & AgER aet Rl # @ | a
AT § AT TET T HT 60°- 70° FAT =ART| (1T =AR)

JeeaTE & fihere Tte &1 Fror 30°-40° g1 =AMfRT | (aTd =)
(Fig 1)
= 92T AT fheY e & < dde 9¥ 90° & oy o ey |
(Fig 2)

AT WA AW fhew T Sigen (Surface fusion and
filler rod addition)

T & g8 F T F A WA T F A {FAx Few #
S & AR |
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Fig 1

30°-40°

FIN1458X1

Fig 2

BLOWPIPE NOZZLE

/PLATE SURFACE

T IIET &g T A AT e W & forg fiwew ot =1
(Fig 3)

T HT AAE |2 | 3 F G TR FH Fi T |

FIN1458X2

afew &t RRew (Direction of welding)

A€ A IRT FIA & (o7 At TIET T Vet AT & I (@9
& =t | (Fig 4)

Fig4
9 FILLER ROD MELTS OF WELD POOL EDGE

FLAME COVERS WELD AREA

a', UNIFORM WIDTH &
< HEIGHT OF
DEPOSITING METAL
< /

EACH ADDED DROPLET
INCREASES WELD POOL
AND REINFORCEMENT

DIRECTION
OF WELD

S
m
-
s}
0
Q
Q
-
FIN1458X4

F= €T TAYE A 9F TR § guN & fow dfie f
AT A T%g TR & O & 9 @R 2-3mm w
T TG & |

3= # S (Inspection of weld)

ATAT FIT HT TN F¢h des IS T TT% F¥h I AT HY |
e &1 gu FeTE Y F1E F for o awe ey & fog siw
we % forw 3 e | (Figh)

Fig 3

FIN1458X3

Fig 5

D) IDNINDINININNIINY

UNIFORM RIPPLES
GOOD UNIFORM BEAD

FIN1458X5

Iare da fafemtor : fReT (NSQF @R 5) - s 1.4.58 241



Sareq ua fafemior (Production & Manufacturing)

fwex (Fitter) - afesm

aT afedn # e WY FR, fhae sarEe (Butt weld and corner, fillet in arc welding)

SEAT: T THW F AT H AT TE AW q@Hh

o THFA A qE AEE * foU T FRT g Qe F OF F @A I

o THFA A TE TAEE F 7 AW FE Fa U FT AL F€ G F A AES T

o Wt F 2mMm F Te AT & qF q T AW e & 92 e & o ad Renw swcw

o Tk st i FEEOT FR A

o THA Y qT SaTEe & forw RT dRgvm wR & fog we W e s o

o BT TN R TEa TR & forg R &t qe e ® Arafhe v sifow waRw W ot e w8 @
o T AT F TAT FWT qUT THAAT A Fawe & forg aver qun Faferor w3 @@ |

INTERMEDIATE OR
SECOND RUN

TASK 1

FINAL
COVERING OR
THIRD RUN

Aby,
2 50 ISF 12 - 150 Fe 310-W TASK 1 1.4.59
NO.OFF STOCK SIZE SEMI-PRODUCT MATERIAL PROJECT NO. PART NO. EX. NO.
SCALE TIME

NTS

SINGLE 'V' BUTT JOINT IN FLAT TOLERANCE0.omm | ToHre

JE 1.4.59

E @ POSITION BY ARC WELDING CODE NO: FIN1450E+

242




TASK 2

2 50 ISF 10 - 150 Fe 310 TASK 2 1.4.59
NO.OFF STOCK SIZE SEMI PRODUCT MATERIAL PROJECT NO. PART NO. EX. NO.
SCALE NTS TOLERANCE: #0.5mm | TIME 10h

=16

FILLET WELD IN OPEN CORNER JOINT
IN FLAT POSITION BY ARC WELDING

CODE NO. FIN1459E1

Iarew uq fafemior : few (NSQF == 5) - st 1.4.59

243



+ #1 ®A (Job sequence)

FE 1 Ak At TR Wi fufe ® e & 9w s

ST & SAATE 49 AT & 12mm it 7ET e | Hhbr Herd
AT T A § TES FY

3T T 30° FIOT F FAT TIEFaY HT ST F¥h & Al I AT
AT

freaw ars 9= #H |

T HfET gRT T3F wie F B 300 07 9 a9 FIAT A

e 4t 9 saige & oy ST & qgEE € % A HEd
F|(Fig.1)

Fig 1

INCLUDED ANGLE
\(‘9 ANGLE OF BEVEL

GAP —l—-_ ' ROOT FACE

SINGLE V' BUTT

FIN1459H1

el g, gl T Ad W ot & A F#|

T € AT &F FTT q€ ATEE A el H Feel I |
STEe & &t avw 1.5° F e sy W

it ge F9E e |

3.15mm 1 Hifeaw e MS soagie TR #3110

TR &1 Fie A F¢ | e DC afeeT wefiw et at soage
el T AT % RIS S I 1S |

el % fUse aTge T ARl qe ST 9€ FY dF i oirs 20mm
g TR

&% F Ac § YTAA 8ST3Y AT ATE FX |

S @1 FY AT T T B ATE FL AL A G & A
|

% =T TG & Fore fBfy § g ™ @& | (R &t s
T G FIA gU)

A T HT (&7 FE TAT e F 9L, S 7 g€ ATS dfesT
F ool

&t % forg Ay e @ aifs w9 3T T e o=
T foerer | |

4mm & #ifeaw aftd saags & gEer o ey & 9)
150-160AMP ¥ T8 SIET AT T 1T SATEIS ol HET =T
AfeF = & a9 A AU dad ofig F4T |

STel 9¥ ATa9FHdT & al %e< H 9|
T S = F |

THTT doheileh &1 TINT ¥ A FHE GHET &7 9an T
FCh AT T [ FART I 0T F| 1 & 1.5mm T q&r
NEahidda< a0 AT veThe & a= |
ade doe fT%we & foru fAderor #2|

e 2 ;I Aty g wie fRAfa 7 e w7 |ige 9 e daw w3

244

ST % SATATE AESA | Ald ©E q T

I ATt i & AR e #F qde H AT HIAT|

Tt ST ST 7 ST &%k 2.5mm % &€ AT & T FHT
SaTES § A< HEAT|

3 DC ST{a #T ITANT F¥d T2 dAl, Tl AT H7 9T H7 |

3.15mm % e Fide MS geieie FI STEe gHel &1 g1
fy &% #Y AT = F =¥ 100-110 Tefige &1 Fw< |

T N ATE FY AAZAAE S A AL ATGIF & dl G5
e |

L& FUR T 8 | fawawr &t fefaa s & fog w2t fafy
FT T HY |

SATEE i dfeeT daa I¥ e fRrfa § @@ |

T B TATHIX SATEE T € I THT H AT T AT a7d |

Y @IT Y A T T H] GTF FY AT ©C AAa9T B S
el

ghafa &% & Tg@ &1 ®ew 1.6mm & T=E |
sftr 7 &)

Y ATI9F & df &< ¥ H & qTES AT 7 FY |

@ 4mm Hfsaw Fies MS sesrs & forg afer #3e 160amp
T #T F |

@ 4mm FAFEIS FT ITANT F¢ T Y a=er iy & arer
A T 9T ATATUF q¥d AT gANT I H e F |
gefifeae oA & ar% FX A Il & oy A" | R #F
T foet at gur |

HATT FYT HIET Fagre AT 1T FTer HT TART FXh AT
fo gadT TRa # 6T T 2| A AES A% BEAA 9 THEA
ST FY |

Sareq ta fafemtor : fFew (NSQF =@ 5) - svma 1.4.59



o fadieror % forU wEAT T F ATE F1|
o FHMY fhele acg &t oA |
— UF AAF AT qE Jaad & gAfead &2 & oy |

#imw - #A (SKill sequence)

— g gTEd Feaeg i a8 B TS & b &, ®T
ST SO he |, AT AR 9 gU | St ae

AieTE T < & @Yl

aH g we Rafa # Re & s sarde (Single ‘Vee’ butt joint in flat position by arc)

I : T AV & Al | AT T ST qobat
o 3fRT T Wi Rfy 9 Rorer & sEe
o e &t 7@ s e ¥ T @ e o =

o W ®Ft 2mm ¥ FE AT ¢ T Y AT T ITa RFE0r sasq & ay gwa O 9 s & fow
o Tl o1 qEATEE | T AT ATATHE AT 3w Faw 37 | g w30

o T NI 3q Ace H ATE FLAT HY A=

et #1 Wi (Preparation of the pieces) (Fig 1)

Fig 1
ROOT FACE
APPROX. 1.5mm

PREPARATION OF BEVEL EDGES
30°

7.5,

N

PREPARE EDGES BY FILING, GRINDING OR MACHINING
AND SET PARALLEL 2mm APART

FIN1459H1

gF gae H 300 X sAFuiafeeia HfEw g d e FeAr|
et FT TeT RS & geq & fow R # JEe FwAr 2

T 99 BT 9 1.5mm FT UF GH T BH BIEAT e
AT

e ft s sarge A &fdw sitw T (Setting the single
Vee butt joint and tacking)

AT UST &1 2mm & &< I & AT I F a9 ¥ 30° faesor
FATIH & AT | (fig 2) I ATHTX T TART FXah HATEE FT &
uF A # i:Q 1:5 TEAT|

T 8 9 = & <F F | (20mm Fw=)

Fig 2
<
2 ROOT
GAP
SUPPORTING
PIECE /~ T 15°DISTORTION
ALLOWANCE
UPSIDE DOWN
g
SETTING THE SINGLE VEE BUTT %
JOINT AND TACKING =
z
T FIT TEA 2 |
T & aTe e # Wi &fa § @

e 9 &1 UHAT (Deposition of root bead) (Fig 3)

@3.15mm FAFSIE T ITANT H¥F AT 110mm T afeeTT =1er
& AT < SIS H AT FY |

afedr AEA & gogie Fio & 80° W ¥ | (st fF Fig 3 #
gt @ 1)

Fig 3
WHIPPING MOTION
OF ELECTRODE

WELD LINE

PLATE SURFACE

ELECTRODE ANGLE AND MOTION FOR
SINGLE VEE BUTT JOINT IN LAYING ROOT BEAD

FIN1459H3
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& TAE & forg Y Sl 7 A a9 W@ A gAFEIS H
faria =1er & U | T fie A% FW A TAdHd w39 |

giT I T & et wit gt (Deposition of hot pass
& caping beads) (Fig 4)

4mm =mE # Afeaw T g 7 I FE TEe
FATAT SIS HT THT FL| TH AN Td & AR 9, TR
BIET ATH T THE FY AN TAFEIS I ATGS G-ATTE AT =Tl
cdl

sifew | &Rar i #1 gwAor (Depostion of final/caping
bead) (Fig 5)

@5mm TAFEIS HT TANT FLh BIEAA FHATIT SIS THH[STHAT FY
AT AfeeT Fe 220amps AR FoFge & forg fawga a@e g
aTge AT 91T G971 I° Fel & I TAFLIE AT UF & ATh
USTHE T qHTA &F Tqeh |

ATE FIAT 3 FAdreqor #2=1 (Cleaning and inspection)

aee fu g saEe # AT aCE § AT FHIAT|

Fig 4 I HTES, AT 3T, TE A AT FAEor A AT F

SLIGHT MOTION

OF ELECTRODE .

SIDE TO SIDE Flg 5

ROOT BEAD
1st COVERING
BEAD
3 FINAL COVERING BEAD
ELECTRODE MOTION IN DEPOSITING §
1st COVERING BEAD % — 1-1.5mm
WIDTH 18 REIN FORCEMAT
afafire % s geragis #1r a2 oft e e e & forg | ﬂ;b
éﬂg aﬁ- e ﬁ 3ﬁ? é:lg ﬁ' R g} Fﬁ- aﬁ-l A Qﬁé a}q PENETR/;:I::-OSITEROWN J \180"/ o
B at g # | 2
BASE LINE OF JOINT %

=1 s=rn (Edge preparation)
Sgav: TE ATTH HEEE B0
o fFT TR F TR
e & IF A AW # ATEIEdT SaTse & Sravadhar EAEE
qroed ar #A F forg +f gtar 21 .
O sreaT afeew & fie fiw T faftet & s 2 S Y g e —

T HET
wIT g HieT

T afee # ATHTEE: =T g aret O a9 a6 fafEr Fig 1
# ForE g 2
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Fig 1 3

I I tTL %F

FLANGE BUTT SQUARE BUTT
INCLUDED ANGLE
1 ROOT FACE f ROOT RADIUS
GAP —I—-—— — GAP

SINGLE V' BUTT SINGLE 'U' BUTT

INCLUDED ANGLE
ANGLE OF BEVEL

g

ROOT RADIUS

GAP — ROOT FACE GAP

DOUBLE V' BUTT DOUBLE 'U'BUTT

( INCLUDED ANGLE —‘XW
/1 TN,

___I_ | [l ROOT RADIUS
ROOT FACE an
GAP GAP LAND
SINGLE BEVEL BUTT SINGLE 'J' BUTT
. 20°
45
. , . T~
+ % - + . 5éR12 —
T T 5 T
— 3
DOUBLE BEVEL BUTT DOUBLE 'J' BUTT
SQUARE SAUARE
EDGES
F EDGES — L]

! [ |

TEE FILLET LAP FILLET CORNER FILLET
BEVEL \r_ ROOT FACE BEVEL
ANGLE GAP ANGLE
L L L L .
2
3
SINGLE BEVEL FILLET DOUBLE BEVEL FILLET =
i

= afeen sarge siw i (Basic welding joints and position)

IgAVA: T ATTHN FEAF SO0
« T e & W v R

fafser ammr afeT smEe Fig 1 ® soia 1w &) Fig2

o2 | <>

BUTT JOINT CORNER JOINT EDGE JOINT

FLAT

LAP JOINT TEE JOINT o

2

2

FUNDAMENTAL TYPE OF JOINTS %

z

. . . ,
fr gtz e ferfaat e afeew fRrfaat 21 (Fig.2)

HORIZONTAL

VERTICAL F

OVERHEAD

FIN1459X3
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7T AT T we Rfa # stiuw #1H satEe # fede @< (Fillet weld in open corner joint

in flat position by arc welding)

SEEW: TE AT qEIF e
* YA FET T HT A< AT Ao HLATI

HU FAR FEE F [ @ & gwel Ft 8 A I FIAT
(Setting and tacking plate pieces for open corner
joint) (Fig.1)

Fig 1

>,

FIN1459Y1

SIEE T¥ 2.5mm & FHAY © A9 A6 el & AaT HHT
STEE g9 & forg daa 7X@ | fewelw e &3 &g <iet
% g Hor 87° ¥F |

AMHTIA: TF I & forg 10 fasqor #ior w@r Srar & |
FTEETIY § HTEE #1 sfargade dAra | (Fig.1)

el fafaa wea &t st fafer, #ior it 900 U @ #X #Hiw
fewetom #t #0 FTA &g U AT WA {haFa=e T TAWT
F 1 (Fig.2)

Fig 2

SET UP PLATES AND TACK WELD THE JOINT

ﬁ/ FIN1459Y2

3.15mm FT MS FATEIS T TINT Hah 316 & HAT AATES
3% Ae F A 100-110 T F¥e &7 @ | (Fig.3)

TACK WELDS (20mm LONG)

OUTSIDE - CORNER JOINT SETUP, FLAT POSITION

FIN1459Y3

gfafaa #¢ & sed are B o= & a1% &7 Y g a08

T8 & |

fe-wr # o ffi 897 o amER gor & e #3F Et

& AT FX |

e I &1 S (Deposition of root run)

TEe H Fie fRrfd # e |

FHAT FAlo &S T STHT T |

o 33.15 golagie AN B A AceT e 1108 120 amps
|

o ST SIEr ATH FATT T

o TR F O ¥ AT § w@eT T A Few A & 60°-70°
F07 qant | (Fig.4)

Fig 4

60°-70° FOR FIRST RUN

70°-80° FOR 2MP&3RP RUNS

TACK WELD

FIN1459Y4
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o T I H gATaa F & g &F dw€ e & I Ai-
&t am | (Fig.5)

Fig 5

3mm DIA.

=

THE KEYHOLE.

o g fifEw F forg g # 1 wfie A Faer e a9 @A |
T T H A ATE HY AT AT HT ATATHT F9 |

giafaa & & ®e W = &6 F Fior foas T 8t

e F TAF T H AT AT

FAT qZat #1 fea (Deposition of covering layers)
TEelt FARAT awar & e #+ |

4.00mm AW FeT soagre F1 TART &6 gaAT W AR
160 amps afeET e | &1g T | AT B TUIE gAfHd w2
¥ foru soagte & AT 91 9T &Y A @ Ft el Y
W e

gfea #¢ f& geagie #1 Fig 4 & sigaw 8| g
Hifeaw ek # T JAHH WSaW gaa &S A E |

TEelT IR & ®T ATF HX |
gfafea & % ade & R 317 guR T &
T (WTEAN ) FARIT IR TAT FX =T 39 F forg (Deposit

2nd (final) covering layer i.e. the third run using):

* @4mm M.S. gaFgiE T 160 amps | afesT #ie #f de
FEAT |

o FHHEY AR H ATES # fawga FAfEr =T |
o fiWT dad ¥e o & et FARW dqg & forg w=mr G
vl

o TEelt FART WA F ITANT B T I ToFEIT FT AW
FHIT TN A THW 3T e & 9407 #2 | (Fig 4)

TF ATH | QAL ALEH aF AT A TedA® AT SAF G1g AT
FOM e o o erfes s it

et #r adr G-wfET oY @it g w1
Joe A ATw IT § AT ST U ©ie fUser & erdr & |

FIN1459Y5

TE T T o1 Tkt 2| Al v &7 & & gowgS i
FA IY T AT AT | AT F /AT USAT I¥ BT AeT HAT
ST = TfRY |

FHY S | fhee dee #t St (Inspection of fillet weld
in corner joint) (Fig.6)

Fig 6 UNIFORM RIPPLES

EQUAL WIDTH AND HEIGHT

FINISHED WELD SIDE

FIN1459Y6

AeSHT FT ATF &Y |

el % 72X 90° T HI0T A |

A 3 fAuvaTet &1 JoT W/aed J |

=teTg 3 $uTE : uF au e #w awe & ary R
aTEst « famr srfers gwrade & qRr fkere

do€ & % : Tl HAIT GLT H T T Tl HIETA T AreT
ot 3T

I & Y : oTST We SUSTAE ARl ATl

T ST S d91E & qeh AR BT% &ME WY T Hew
% A1EES ¢ T AR FAEH sAwiae (Fig 7)

¢ AT & AH-9 : T & g

Fig 7

COMPLETE
AND UNIFORM
PENETRATION

SLIGHT CONVEX
BEAD CONTOUR

FIN1459Y7
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Sarew uq fafemior (Production & Manufacturing) s 1.4.60
fev (Fitter) - afem

MS =t 1 #iw ®fén (Gas cutting of MS plates)

IEATA: T AV & I | T JE ST Tqebat

o 3R FRT EEH TWHT W I FHIET ATIA AR FE

o J F A, WA, JH AT NEEA Few F fog dw wWw

« fafrr @iT ATt & T Fdq Tiew TR T FAT AT IO FOAAT T
o TEART ww F Teew AR aig F N w

o T FY AI; ZRT Wew @M, 93, FA AT NEIEA FeAT

o i e R F U@ FIAT AT S FT AT FLAT

TASK 1

1 150 ISF 10 - 200 Fe310-W 1.4.60
NO.OFF STOCK SIZE SEMI-PRODUCT MATERIAL PROJECT NO. PART NO. EX. NO.
SN TOLERANCE *0.5mm | 10 Hrs
OXY-ACETYLENE HAND CUTTING

E @ STRAIGHT AND BEVEL CUT N

250




TASK 2

BEVEL CUT (60°)

PROFILE CUT

A
PN
~ A

T

CIRCLE CUT

STRAIGHT CUT
BEVEL CUT (30°)
1 100 ISF 10-150 Fe310-W TASK 2 1.4.60
NO.OFF STOCK SIZE SEMI-PRODUCT MATERIAL PROJECT NO. PART NO. EX. NO.
SCALE +1mm| TIME
NTS OXY - ACETYLENE MACHINE CUTTING GO AR o e TT 45 Hrs

(STRAIGHT, BEVEL, CIRCLE AND PROFILE)

ANGULAR TOLERANCE *1°

CODE NO: FIN1460E2

Iaqrew uq fafemior : few (NSQF == 5) - st 1.4.60
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+t #1 ®0 (Job sequence)

FF 1 At wHifeew dve wfRT (e otw 33w)
« AN GIET FIS TEA |
o FHET TUTET AR FHfET AR [ & 19 afeeT wie

qT |

¢ FTeH AT TG & ATATT AIETE & forg @€t FfEw e fhe

F<| (10mm MS e & forg 1.2mm =T &7 HiET qie)

o FHET ATA & ATIA & JFATL ATFIT A Vfafeefa =t

FT qaTT e & | (i 1.6 kg/sq.cm 31 0.15kg/
sq.cm wHEifeeAH & forg)

TINT TEoEe F¥d HART At 129 AT 1 Gt ¥ |

o FHH T T AT o1 |

200x150x10 | @ {TE HY AL BEA H9 |

o e Fygad, Mg, aq, B\, aE ey F T wH

T & YA AF FIET ATIT HAE F |

o FHET A W few " O w1

o STE H HT TqA T FE FX |

« g T qC Y

o e AfeeT T T |

o AT IIET F 90° F FIT I FHET AT ATI AT ATA T THS

&7 ST MY I & e & e 2|

o U ATEAT & UH A H 9L ofver T a% 0w |
© FEETE AT AGA F TA F gL 5mm T |
o TEE T A W F THT 1.6mm FI @ | i oy

& ATE & ST 7 g0 § FA3C |

o 99 g1g =+ AT B A, o F <e F 0T dF F A1 |
o FHET ATRIST FAGE I AATIY AT Hfeww 2 o # ek

F A Y T T |

F 2 A-GRew Wi wtew

252

Fe W T 1SS S |

TS AT AT HIET &Y |

SIS & STTATY T FHET ATEA & ATEH, 39 I AT THIEA
A% &Y |

g HfET ATh 1AL IX foedw Ak 9w wW |

&t 7l 2 & e e I wfdr A e |

HET TH TS AR ™ Aq8 & WA T aaY W@ AR FE %
A qF AT H FAL FL |

R T S FeAT 8T T=T {47 FE Fled & oy ge o
T THIRAY e &I ATST T FATT FY AT BT 24 T I
gU =fie TTEe &1 FAHT X | w4 U gU e 91 et &1 uw
AU FATE A Feie X ofie Mg *F g9t |

FC T B & dTE HICT AT AaC B oo FE AR
AR HF FATY |

ATAR G & Fe §U U q¥ Faraahy g2 wi i ffir dear i
AT P & ATF HLAT|

33« F¢ T (Making bevel cuts)

FAAH AT & AT STTSTAAA Fe TTH T T =T AL FreAT
AT q9d FIAT UF & qAT ¢ 2 |

T AR & 25mm T AE AL T

F9 FTew & forg 39 3 S ated U 41 @ W H W
T TG AT HIET AT T BT Fold T TSN ¢ |

29 FI 910 T AU MY 50 vaad & 300-350 a@T &Y |
frElT F¥ AT AT T HET A5 & T4 i1 a1t § gsheT
AT AW FHTEAT TTET F¥ | g9 M q@TH FF ALHT T a4 |
¥ ¥ TgeT 9T FET 6 mm AT AfEE o= T [ FE &
forg S T@ |

AR & e a8 FY A 37 T § A N @1 & =
|

S qF F=ST AR T F 7 AT AQ TR e R |

ATH AT =3 9 %< Td8 % qT AW ©c & A & 99
FYH % forg (T O daford re=He AT ¥ AT ATSTel &
ATITF daeT HI0T I A3 |

HET AN T ¢ Ml AT TIHEel e fthe w7 |
FTE AT el ©< FT Ade a6 F |
FTE A ATAT E &1 HISTK & ATATE AT HT AT FY

o Ffew 2= @@ e 9T a0 & IAH ¢F A6 FY
A M T MHES SWae & JR ghRfEa = F @ w
FE g 7 & |

Sareq ta fafemtor : fFew (NSQF =@ 5) - svma 1.4.60



o TR i & A= AT gAtEd w2 F 78 Fga fafa &
=l

o AT F AEH & AFATC ARSI AT Tffecha &1 @
Gk adl

o FTeA ATCH U1 HF AR F AgAR FfS g S |
ATEeIHA (A 8 HY |

o AN &I 57 FATS d% TS F¥ [ NEIT W F Frd
S ATelt 91g & @ag # 3 mm FAT BT |

o FfeT wfia F afrs fag W =@ |

o TATY AT FYgA FAH H T FY |

o Sty ST e § Y Aol & Ste & T w3

o W™ ¥ & T ATEA F a9 & g Hfw e F F&r T
T ¥ I¥ AT & o e ot #3 |

o WA & AT FY AR FT F ofd A T A g @afq 7
A |

o FHAM AT & 300 FIT UT AT F A T ARA 7 &
AT S4T Fc FY |

o (g we & 1800 9¥ FATY ¥ T Aeter # 60° X He
FH 60° d9 U I FS |

#toer - #A (Skill sequence)

AT T TANT FLh AT & BT el H ATaT a0 |
TAE AR FIET T AR THEA FT TAN F34 36 T39€
=% & S |

dagF A I g fET =iE w@ g w AT @ wui
e I #e FY |

FET Tl T ST ©E & o A Y AL 54 STAd AT
AT i e |

T @S AT T &F ST HIAT AT 1 & @it A
I H FE |

SIRIES HET 3, TR FF THEd & forg #Aufi e T
SIS AT FET &€ AT F THEA T T & |

< TETA B4 % a8 AT qfrT aftear OF ¥ aoft a9
F< Adel & &N g2 |

A FE AT HT HATAT T T HT TART | GiAtaT w7
fa HfET % T AT TAT T AR B & AR wA &
g1 He Tl g A ST Enm

T UST 1 @7 & ATH H¢ AT A9 HET g9t & forg we
i fAferor war gl

FrF-vRfecie 2vg & grT e siv 99« % #1@ (Oxy-acetylene hand cutting straight

and bevel cut)

SEAT: TE ATIHN HEFF EFTT
o &fen F forg Stw @ w0
o T ®eT & fow FEw ®w F TTAw FEAT

TR T =i &< #AT1 (Setting the gas cutting plant): 5
& afesw & forg wiie e e ar St sy stt-ufafesd i
e He FY 3T AfeeT AT T & I I HET =7 U7 A |
(Fig 1) sttarefior afessr W[etex &t sAfaiist T Wete? & a8 |
TT ATEA FiT & forg A ®t & FT (Setting the job for
straight line cutting) (Fig 2): #reft g7 & wie 9¥ 15 mm
T 3 HYeft ATIA AT F 9= FY AR 25 mm g U 3 A gAY
B a¥ ada HfeT AT

S H HIET Tq T HE FX AT(%H HIE A ATA gHS AT &
fir &% |

Fig 1
CUTTING OXYGEN

CONTROL LEVER

OXYGEN

FIN1460H1

CUTTING BLOW PIPE

giwfeaa #2 & FET e A =T # |5 aw &
HY AT I W SaeRie A T E|
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JOB

BEVEL CUTLINE

SUPPORT

STRAIGHT
CUTLINE

UNDERSIDE OF
THE CUT
(CLEAR)

PARTING PIECE

SUPPORT

CUTTING JOB SET ON SUPPORTS

FET W TEAR w1 (Adjusting cutting flame) : T
AT FT FAT FX AL A T ALETS & ATAR 79 3919 T FH |
(&)

g e F forg a9 A At el | Ster auT wierE # avf
FC AT FAAT A AT 2 |

FIN1460H2

2 1
i & forw e
Diameter of cutting | Thickness Cutting
oxygen orifice of steel oxygen
nozzle plate pressure
1 @) (3)

mm mm kgf/cm?

0.8 3.6 1.0-14
1.2 6.19 14-21
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

FET =t TR F R A A A & d€ 791 (Fig 3)

Fig 3
END OF NOZZLE

PREHEAT ORIFICES

CUTTING OXYGEN
ORIFICE

PREHEAT ORIFICES

PREHEATING ORIFICES (HOLES) ON CUT LINE

FIN1460H3

SETTING OF CUTTING NOZZLE

AT ATE TR A9 ATSAT ¥ ArehsT &t =t TET HLAHT
ST Y|
T # o ga w@w # ussee # | (Fig 4)

Fig 4

C

WHITE CONES CLEAR AND ROUND

FIN1460H4

gfafaa #¥ & sy sitwfie fraw # sitRe #a aua w=F
TSy &t 7 3 |

e aArgw FR (Straight line cutting):

29 FHET =T ITET T W F gag T 90° U I AR T
ATEA T FTeAT I& F2 | (Fig 5)

FHIET AT Aa A & oot TR fag B A1l T d%
figte #¢ | (Fig 5)

aft 7T et & forg o ufafeehe qama 0.15 kgf/em? @< &7
10mm T @ie & Fred & forg @1.2mm &1 (ortifice) T
Aot g |

Ffew siteftsw & fow 1.6 kg/sq.m 9@ 9X & & HAIY
gferdiefi 9 &t 0.15 kg/sq.cm 919 9% &€ FX |

GIET FIS B &t |

STARTING OF CUT

FIN1460H5
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I% B & g94 & T e A e & =9 F 5mm #T
g4 ¥ |

FHIET ATHESTT FHgld AGY FP TATHIY HIT AT RefrsT
T A FHIET Tl Ft IR F A gAw afq & 1 aww
& 99 & T AT I =T | (Fig 6)

Fig 6

CUT IN PROGRESS

FIN1460H6

FHET AN areq H T @ied |

I T & df ©C I¥ & U 7 el {9 3 e
TISTer I T 9IS {oharT Y ATl Alotel 37 {27 3 wie dde &
T FAT gL a1 @ A JAHr & Fe aqrg @ | (Fig 7)

Fig 7
CLAMP STRAIGHT
EDGE SECURELY

FIN1460H7

FHew & fw & forg i+

o JHH AR T F FTAAT FT ABA
« ®T T\ AR e

o Fc #r Ae (F1€) (Fig 8)

Fae & - Fig 9 % F9MTT MU = & AGAR A 8 F< | HfT
T 92T 1 ATI99F 60-65° %F FHIT ¥ THS AT ©c ¢ daeT
For 30-35° = |

FT TATEA A T gHS & =T A AT FIg THEL T & ATl
St s & (e & |

FIN1460H8

Fig 9

JOoB
PUNCHED LINES

25mm APART

CUT LINE

FIN1460H9

CUTTING JOB SET ON SUPPORTS

3F HEX & g4 & fou FEEve ST AtSe @ g e
5mm &1 (Fig 10)

Fig 10

NOZZLE

60° - 55°
BEVEL ANGLE

[
[
\
[
L

7
/]

FIN1460HA

HET stTrEfioT e #F qaThe stfaes At Refisr #3 |
FHET TR F 3@ AR IAEH o § 9F fFy T AT w©
FATAT T T |

THTH TS &1 e & & forg s forg sfdar o &1 s w3t
I8 F:A fd = | (Fig 11)

Fig 11

TORCH ANGLE
(60° - 55%)

FIN1460HB
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FET ST 9T TF AT AfUF T I HT T &2 | aATfd F
Hreft omea # & oY et wior g @k | (Fig 12)

Fig 12
CLAMP STRAIGHT
EDGE SECURELY

FIN1460HC

AT e H Ara- AT SHT Y AT g &7 T F#W AR
T F ATE FL AR FE ST Al AR AW Hw W F g
ferdreror & | ST=Y O ATelY S = 217 O g f@rE Sy
% s srfis frat # %91 (Fig 13)

FaT AT UTE FEHaAT AT 1 Btav = | (Fig 14)

G uEAr - A # o fF A g 21 9w ar at
srfafies wfq sreram ar aga &9 @ifa & iar 21 (Fig 14)

T AR Al ®ew (|, 99, g e mwew) (Oxy-acetylene machine cutting

(straight, bevel, circle and profile)

FIN1460HD

FIN1460HE

IERT: 56 AW & o W ATT TE ST Tt
o G FAd AI;A HT FRFAN

o AT F AIEA F FAFAR A AT A FA
o TS FAd AANA A B B HrEt |

i & ATl AT ATE TS TITeAT T TA0T H1d 1
ferfa, wfte 3o =i 799 & &R F A FHET 9 e &
forg sfdar et a9 i & forg fdr wofte o< GaeisT e |
(Fig.1)

10mm A we & forg 1.2mm |18 #t T Toter 94 |

gfirdtetie & forg @€t 0.15 kg/em? &t 39 Fam Y 1.4mm &
2kg/cm? T ga1d 1.2 mm ATES & AT & fold &€ HY |

AT & FE FF T TA 9 6 T & (g & F 10mm
T ©e F forg 50 cm/min
AR T TATY A gl FAH H TSoree F2 |

AT & T #F FET AW ATl we & Fe & qr ger @afa 7
At for #t @ # | i.e. 7 & 8mm WA & A F AT
ATATAF &1 FT HIed & forg = |

Fig 1
—— OXYGEN

—— FUEL GAS

CUTTING OXYGEN

CONTROL VALVE PREHEAT CONTROL

VALVES

HORIZONTAL ADJUSTMENT
SPEED CONTROL

URRENT CABLE

VERTICAL ADJUSTMENT

PORTABLE CUTTING MACHINE

FIN1460J1
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T & Idd | el A e % w9 Y i w Serd |

ST FT BATY, ATALA ATHRITEE TIT FT ATE FY A FS AAS HT
ikl

aaet UST &t e & forg H{ET St ASTer & ATTTIH HIT ¢
QT T AT T ATRA Hiew & forg forg Frerer ST &1 T2
foaT T ST e SAgEA F TAT FE | dGA G FrEA & oy
FET AT ol HF d@T FL A T AT Hew & forw o
I ATHA FT TANT AT AT o7 FAWT W |(Fig 2)

I Flex F forw fide &te a¥ Ffen er" T &

Flg 2 PLATE EDGE PREPARATIONS PRODUCED BY
ARRANGEMENT OF CUTTING HEADS SHOWN

N %
W4 Y.
NN .
7 N\ 4
4 N 4
1. DOUBLE BEVEL PREPARATION

%

2. SINGLE BEVEL PREPARATION

NP2

4. DOUBLE BEVEL WITH ROOT FACE

3. SINGLE BEVEL WITH ROOT FACE

Fig 3

PIVOT BLOCK

SMALL CIRCLE CUTTING
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Scan the QR Code to
view the video for
 this exercise
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