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ROD SOLDER

SOLDERING WITH BLOWLAMP
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fRa \tee<= (Dip soldering) : (Fig 5) & s=f¥a fafer ar s
HTAT IeTa ¥ gfad 7o 92 (PCB ) 9% et % qar fefdr
13 % for2t s &1 & | Siee™ staa o fa S amer wre fraet
AieeX ® gat 33 o & o fage & fora &far 21

Fig 5
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BOARD
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DIP SOLDERING

e faeries g atereY &t Tfawa w@r Srar & ed ar awey
T Y Ade AT g6 @ | afe faete® 7€ € at aqw #t
T g o arTEE &t ge & o TRt e wurfae s
TR |

aT &t rfa @arfar & fafea T s gwar |

w3 |t (Machine soldering) : (Fig 6) ® wefiia &
fafer =1 s AT Serae & ford gtar & St 39 frte ax sl
g 1% firereT ieeT ar <« &1 fireror e freer dieee sftear &
AT ETHY ATHATES TR F A€ 3o ¢ | e 3 ST ATt Tesh
ot & e o § Aieey o 2|

Fig 6

MACHINE SOLDERING
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Faforer iR ) SlesfT wefs A atee T, T Ateefi
4 S A=l § S e 2|

HIN Aiee A & ford ST qeaT™ 81T € Y Seed I 3=
gar 2|

ot ar faaer saferfy far s oawar @ g o
At % fod fo & & #15 o fAfer off srommeft o &t 2|
« yfaere R (Resistance soldering)

o 9T "R (Induction soldering)

«  9edr At (Oven soldering)

+ FAEfd d ¥ "ree T (Soldering in vegetable oil)

o @9 i & AT (Soldering by hot gas)

A= - aF® - e A @ (Soldering - Technigues - pot and ladle)

fora weeRo z&lt & | (Soldering with electric
soldering iron): @ fafyr & Sew awlt @ae & Tod @
T StTaT @ oY aevET d % HAY T A Sdr &
T H HHT FXd ¢ 3T TieeT 1 T ATell Tq8 B T FY
AT gt fow #t 3ax v #¥ SHfoa e star 21 'ty
e ¥ gde 9 GEEIdr & Sherdr ¢ |

e wieefRT g&it (The electric soldering iron) : &t &
S HeH UF TaATled (agd aRT & HHd ST & | FF qeq
gt fae Hfera gt |

fae &1 e 3= 1 uF W el © |

o alee &1 S aATelt Adsl § @ adT & ford S o
ST &

A Ficearstt i faer wifte (arest) &t AeeR sferar e
2 (1S 950-1980) |

frerior
Feedr | 6 12| 24 | 50 | 110 230 0r 240
q@A | 25| 25| 25 | 25 | 25,75, | 5,10,25,75,

250 125,250,500
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F F ATAT & AFATL ITYH (6 B LT HT 797 FX |
ST (The bit) : stferewior fae ame & &ta & FAih ae F=T F1 309
1o 2 | fae &1 sm:

+  Fefad (un-plated) sterET

o @t gefora (iron-plated.) AT 21

ANE Tefoid AT STTeferd SAIET & goeT | Ir5ar & Te v forad |

siferior sfem 57 war ffia g & & foe & oRafda G
ST "aT € | Fig 1 % oA fafsm sigfaat % faed Suee 2|

ITH Hiee e ArE & fordt foe # @=s fasar =i |t i &1
BT =Tfed |

fae & eg (Dressing the bit) (Fig 4) : T& smaeferd fae &t
e % forar fe forfam st &1 srgomem ¢

Fig 1
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CHISEL TAPER ROUND BEVEL

SHAPES OF SOLDERING BITS

Fig 4

FILING THE SOLDERING BIT
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fae ®1 === (Selecting the bit) (Fig 2) : fe= & i swettar
Fe & ford foe 1 =9+ #X |

Fig 2
LARGE AREA OF CONTACT
BETWEEN BIT AND SURFACE

SHORT BIT

SHORT CHISEL TAPER

SELECT CORRECT SOLDERING BIT FOR THE JOB
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o Folt B a7 F AR [ § @ & 33T 8 & forg

o foe = goft & fa § afe s g |

o uF fes # fae @ amifea w1

o STHA F AAR

T ST a=aad & A e w1 73 | Tere & fae & faseft

ATt ot ITET IR IR 8T FFaT @ ST oy afkwy & #%ar 2|
e wefora fae #t Yaar =nfed | form s ow e ¥ |

foe &t @wrg w3 (Cleaning the bit) (Fig 5) : fae &t ager
= HIAT AT | fae #t @ F31 & o svefoa fae & smga
T U AT 97 AT [A90T et 92 & TEAT & T T&d 997 He |

o & X garaH 9%
+ Tgaw fae =T foe dx
o 3TgY AdE W

fae &Y @y (Care of the bit) (Fig 3) : styefora fare sfremr
T Tl ST & 31T ATFTEe & & S & afs geft A s
# ATl € 9% TS HvEl | & AN

Fig 3

BIT IN GOOD CONDITION
SOLDERING BITS

WORN OUT BIT
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Fig 5

SPONGE PAD
CLEANING THE SOLDERING BIT

WIRE BRUSH
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e Teford faed uFar 79 & @@= A8 ST AT UF T
I W TR |

g (AeefRaT) (Wetting (soldering)) : Sow st & for
ATAST HT JATE TAlea¥ H S ATell Adel & FIY A § &
TEEAT & ST AR | STE0T U U & | ST 39 AT 67 F0i ket
& STl a% TS0 gar &

Iaw e af¥HTer g O o g €

e TR @ ®
o HE THX & JUT G T TINT Shar &

e HAE IAC ad & |
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+ {det o¥ foT # 7€ T
Tiee T #t aw=ntwat (Techniques of soldering)

Aieewd # A g wead gl

o T TET U [T FT TSI
o Ties¥ [ I a1 9T &1 @@= HIAT
o TieT ATUMNT FLAT

Ties T Z&it 9¥ T == (Tinning the soldering iron):
AiesfT T &1 A TX Alee¥ &t ATEfora @+ & ford T &
qAe & GieeY & Teford ®eAT a3 Ifham &1 T e
Fed 2|

TR AlE B FIS & @ {hAT AT & ST TS AT AT
T & T O 9T €| 39 v o & a% g et #° s
& ford oo F9e & wr=s faar st 2|

T FEA I AF & T1 IRAdT & T F2 F fort 3fo
F1 frafor gt wwar € | afe qas @ fow &7t € at qee gfie st
2 AT 3= BT & A Fa8 & A & & T § A W F
A AT SATATAF BT © | I & & Hiowa T e i gioer
gt 2|

FIASTAT gt & Al & TSI ATT T T8 A X Ao < Ol F©
AT @ MY o wie & e @ six fasyor ¢ foe & v |
o % ade IR Al F quEIdT § f=raes AT s | vh @=
ATE FHIS GINT AR Tiee< Hf geT & |

TATT A %1 Fel SiwaT & (Fig 6a 311X 6b) & wafdia far
gl

Fig 6
BRICK SUPPORT

OLD FILE

TIN SHEET

FLUX AND
SOLDER
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TINNING PROCESS

It =q & fo B o= 9¥ |aE TS g "ig &t Sar 2|

TieeT FI T ATl TaE i @@=z w1 (Cleaning the surface
to be soldered) : frast AR & fordr deex o ST ATt

AT & A THRE § @=5 HLAT A1ed | THS g dd AR 79
F TS FT AT H R & WS T AT T8 F o7 &9 & 8T
AT AT | #=8 FTA % I a18 ATFATHYIT G FHYA o ford Tl
F TIA AT FT 37 A1 |

FAH HT AT (Applying the flux) : AieeT &1 T ATeit dde
R Wa & EF § AAled Al F fEsF a7 qnfed sr7ar
(Fig 7) & STAT TF 0 GT ARMUA HT 347 =01 |

Fig 7
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APPLYING SOLDERING FLUX

AiegwA F A9 (Applying the solder) : #T & AT T
AT far S arer Atee &1 afkATer AR wear @ oy Ft
S gfad TRTy 9T AR STuET 3t mm STHET 9 A AT
% Sitel & Ateefr & ford U fag Atee¥ gt 1 ST gdr
2| SafE a2 ST & Fae UTe ST FLGA & ST F AR
A & ford are iR Fge 9g & @

Ties< graunt=@t (Soldering precautions) : @detl & FUY
Hiee & TATRd & % g¥= T9uTd e i ger of |

rafih FoAT e &1 arfad & goar &
* T AT & UUT &t
o Tew o HieeT weAT 2|

* T % UeH
g (Safety) :

A et afy 3fa &7 & sy i sgefaa a8 w=dr
&t wehe 79 & aadt & | A fod o e v srgares #1

witfas arfer & fordt 3t 7t Farfia = & 9 fawwa o S
afe erfooea &t at I8 Siererfd F< |

T T TANT § ALY €, I ATHN I T | TqH AT AT AT
AT @ AT T Y fd SN & &I Y 8 | 3EY & W FaE
TN

oY & it W oY gEe oraet ot ST & gEl A g = |

A7 & gt a4t gfert Ft 3fa w7 & o gwiEa w1 af
ATIET HO 8T {6 3E o amiha aEt & SHE TA T 1|
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F1 off fae & srafies AiceT it TpRa T & | aa Ates< ft
F STAT THAT & AT FF § T g TR FT qar 2 |

UTe AT dsa @ A=A (Soldering with pot and ladle)
(Fig 8) : &% &TIT & &4 18 AT Hadl A & ford T TAT
T8 X FLGA HT ITANT ST & | FieeT & I § T FT Al
AT ST ARG & ad FXd & | TR § Alee< #F ST areil
Aqde @=3 #1 ATl & FI 1 UF I T v |

Fig 8
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POT AND LADLE METHOD OF SOLDERING

0% ITETT Tiee # M el ddg I¥ frEer dieex &t oy
ATFAY H R straT € | Fear g2 atee it ud @0 ¢ § s td
T AT €| sE A e & 919 @ 98t aTT J80 FT Ad
& St frse @iy # giar & | IA: @iy Jifia & s &
T I FHAIM: de7 I RTEAT J1ar 2 | 3% g% qwey 9w FAfaa
FTAAT S | AT IS AT & W THAA AT & T # I foreraman
ST 2|

g (Safety)

foraet Hiee T &1 ATU AT FIA & Toct GAad HC A (% AT Th
A W= & AR W T § T gAd 7

Ty o faeft ot aeg 1 Ates ¥ 63 9 aret g afed w9 7 St |
A foraet Alee < 1 arsR T afd g Jad! ¢ | #iee arg
TR FTH XA T TEF FIS A8 T U9 e 3eTe Ted AT
giAfead #¥ o & iR &1 F:g ot s=fera s ot t awt @
FIAT & | AIeeT & AS T STAT THT FIGA Ht A% & A%
TR =T e e a1e & R T e diey sas T 9 |

Stee aaa & fa oft aRferfa & Siet 7€) & 9ot &t Sear T |
7f3 It B AT AT A gedT ATAFAT X AT H FIAAT Hhe
I & SR | gEeT aRume aw g o oftaer aieeY #wd ®
A S I IOF B0 | Faad & @fid T2t wAr Jnfed | afy
Iiaee &t @fRd T = at Jicex UF fved ST T80 #7
T TG F gaaT &9 Sl &

qre % I e ST sruaT 9 Tt 0¥ fred gty & 7 fea
3| ATATIRIVA ATAT AW e & Yeh T@ & ford qraem
|

Hieew s fraem & gt gg & &1 e (Recon-
ditioning of solder which is subjected to repeated
melting) : ZAEX | S Aleex & T ST {T=e T ST 2|
At Aiee<A THAT & JYT dice &7 o e & w1 a9 37

& ST 2

o fiue dteey W fom &1 @ fAwior
o oA FT ATRAHI THF AT IATA (g & F

o™ AieeY fS@eT a¢ X aw« T srar & W & fo &
Ties¥ A e foa & %9 gfaea arar snm|

Hiee¥ FT I T4 w3 & fordr i fo wfaera & o o &
ford T IUANT & o § Hiee< | o foe 347 w1l | e
ST arett fae 1 o g6 a1 ax feiv #ar & & aieey
qu a% fUoa w7 § TeT 2|

TMtEw e @t d@reew (Soldering
aluminium cables)

Tffeaw Faew #1 "ieeRW (Soldering of aluminium
cables) : TR ATAH HT AeS (T AT ATeAHT & AleS T
F AYHT IT% I=F GULT A FaTEE AW o wafa #it
SATHATES T & HILOT AT (bl THFHITIH & a1 | sasaio
g wX gee fAfia & et & srfars i3 &tar 21

IE ATHATES URd AleSRd & AW qTell Ad€ & Ales &RT
ATE & Wbl & | TleeX H Ade & ATARE WA F HIT AT
foraT g7 gEe & it Twdl © | gEiod TgWET aie T &
fordt ateey MY waas 9g & ¢ |

|iee¥ (Solder): T F@T F e & ford oF faw
THR F1 g5 Aree? Srad s &1 @y gfawa gtar € sy
STAT & | g3 Hiee¥ U &d & ST Tereiw 3000 & wH g
£ 1S 5479-1985 93 AT FT T ST=AT HT (a0 a1
& Y vgfafaew et % Al & ol 9gw 9% 98 &
g1 afeft uF § faaeor faar @ 2|

T AT # oy o1 &7 ST AT AT € | 37 Ao
F THHTH T F AT TA FATH | AT et & AeeT
U faoT §¥=T 51% HaT, 31% et 9% ST HiX 9% Fefiaw
ST @/ A ALCAP #iee¥ § a9k # THH{aw et
F Aiceed & ford Iuere € | §89% AARTE HFXATIE A HT favry
At TfafEs e & died F o Suee 2|

o (Flux) : T AT e & Aiee< & (o IfAihaT TR
F AT FAT FAGSH Y6 AR Jg A< & fordk ST AT
# AT AT 2 | AT FAR AT ELHAT AT 250°C 9 EE AT
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& A ATFATEE T ! €T Y (Aot Tles < ol thered | off A2
BT AT & g (ARG FLh TN FLA & A a7 ol
2l

ST AT H TS I FE BT © % T8 T 360° F FAL a1
T AT A & | T THR FT TAAT FAFH H (ASTATET X 3T
g R STl g T STANT & FH1EI AIS & d14 (bl T §He
S Far g |

T FHTLOT TATAT TH T Fles (T & ara &t 360°C & %7 o<
TEAT ATATF € | TR ATART % A1 A TIFE ATATAH
FART & ATH HIEATT FoIoh AT A qer 7 8|

vfafeas @ieeRa & afdm (Procedure of soldering

aluminium):

TH AT Fa T AAF A6 T & Fwrgaa ww (Kynal's
flux) ¥ Foemze (Ker-al-lite) fafire =g & w&ivT gy
Aieeed foram &t Fi=r we T o =T f)

ATHT THT § TS #1 AT % STTATE Fael HF AT
I

afeat & fawara #¥ forad ar & araer fears s e
& &% AT B TF A 79 § qde F [ T § =5 F | AT
F fmc g% fFATel &t 99 aF T FAE AT F AT T
FIGA H (ool Aieey & WY FT Folad (0 T 91l H ATled
I

A e o I &3 oot alee § I e &< |

T 3T lee < &1 AT THHAT &t THTY 7 & IT AT
% AT F G d% A 71 § TG Tl &t o |

Tfer S(TEoT & TEETd SAfAfiTh U1 T @ g@ F9s § g1 & |

T FY AT TdE T FAFT AT Y 3% I et dieex
H 9Y T | T & [ FaT & T 6 = 7 q3feT F¥ %
famT fReTa o 31T et ST it gedT & iR T | o # oftae
T 3 Y AafF Aieex # gaT 3 & o e it o dteey
g ofterar & srfad &Y |

TF @5 F9S & o af &t 95 2 |
I T ATH & T&et YBIES 1 ATereh AT & TF GXF AT I
e

Tgfifaw # Al #wd aw s & 9@ Al
gttt (Precautions to be followed while soldering
aluminium) :

4T d 0 &9 § @0 &l od Al I7h ATAH! & A UF AS
FAMT & AF AfSAT Ft qde d7% # g & ford wrnfaa & T

FHT AT FIA T T&A I I FAHT HL ¢ |
g (Safety)

STTe WHHRT % FHT Fef® AT 7 gar fAawetar & 9 wa Fwi
a T ST & 56 et § R @ oy 7T Sl & gt
T gfed T FIA Y Srgerar @ v & | gfF sted Y whwan
% qE AT GAT TN AT ST=_T FaAT ST & Faford Al
& qHA AT AT 347 =ATfe |

A1
T e aat #v gfawa .
°C ® To® LEEL] FITAT
ST g fest
SnPb53Zn 1.75-2.25 | 52-54 | 45.71-45.21 170-215 CINIEED 3G FHeaed *F TTAH HLAT
SnPb58Zn 1.75-2.25 | 57-59 | 40.66-40.6 175-220 -do-
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