==t (Fabrication) s 1.1.13 & fom awifie R
awe¥ (Welder) - szot widreror ua afesn utwar (OAW, SMAW)

| St "qaeEt Y afen & wge | (Gases used for welding and gas flame
combinations)

IqA 1 3 AS F A # A fwAtoraa w1 #A A e

o AT A wgaw fafter e i A9 F W q@v G

o e TR F A7 SaTen GEEE #geEnr ¥ aEt

« fafimr fw ST SEeEt & S san a9

A afeeT wiwar # af<w &g smaws aT uF so oo G| (srferamior A afeewr wfkamet & stwd-udifedia 9 Samem
A TF Jod § qEE A9 (ARio) & e @ e @S H1 SAR SO d17 a7 a4 a19 dieat (heat insenity) %
FATHRT I T AT @ | forg e star 2)

fafve SR SaTeT St 1 ST aur et

% | dew Am TET A\ ST T TN/ TR
T THAF YA FT A
1 | uEifed | stafio ATF-TAT AT 31004 3300°C 9T TS AT AAE gl I e
=TT (S=AH aT) a1 HT I ; T HT TRAT q47 A9
T, s FAT a2, a1 fFewa
TAT FSIT Felsh
2 | eEgeE | St ATFAT-BTEG T 2400%2700°C Fad oo, ffea¥ Aieewa aar & %
ST (WeTH AT) e 9 wfET & o wge giar €1
3 | #Fer | AtwdS ATFAT-HIT T 1800 2200°C forea Aleee auT & F Ser T A9
T (fre=r &) FHfT & forg g &tar £
4 | = CIERIEE] ATRIT AT 2700% 2800°C T HET WA q9T a9 AL F o
Srgrfora Terferad A9 (¥ A1) ST (SATAT | ATEAT qAT FAT THT
9 (LPG) STAT g1 7)
5 | utHifedtm | ag aTg-vHifeettT 1825% 1875°C FA AIeST FOAT ATIA TASAT AT oS
STl (fre=r @) Feq & forg s atar 21
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w¥a=t (Fabrication)

s 1.1.14 F foo awte i

ace¥ (Welder) - szot widreror ua afeswn uiwar (OAW, SMAW)

AT vHifeew Saren #t et (Chemistry of oxy-acetylene flame)

IR : 3F S & u § oA At w6 w1 A g

o ATRN-THRNT SaTe & ATT I AGTEUT ATTATAT & FAFer &40 1 quiF qur qeqont Y e & "t
o ST H TAfHE qun s gEw F S AtRieE s gEifeeie & de st afabran & swen w2 @@t

TSI 79T GEifeeie & foeror % ffSrer st & qed g
ATRfT-TEifeefieT ST I &t St | fysor & & A\t &
AT T ST HT ATTH 747 o7 faefy #ear 1

ATFAT-TE AT SaTelT & STTHCTRTON ;T THTET i ST & forg
T do8¥ HI AT &1 HTHELT T ST T AR

R STl & f3@mae (Features of neutral flame) siafi-
gEifeehi Fga sarer # fRmmEe g fafafea aa afwfoa
g 2|

— AT HW (Inner cone)
— ¢ Regf&T i (Inner reducing zone)
—  3TSeX ST AT maXeT | (Outer zone or envelope) (Fig 1)

Fig 1

3000 - 3200°C
HOTTEST POINT

PRIMARY
COMBUSTION
(INNER CONE)

SECONDARY
COMBUSTION
(OUTER ENVELOPE)

PRIMARY AND SECONDARY COMBUSTION
STAGES IN THE OXY-ACETYLENE FLAME

WLN111411

o &= @ur @ (Different zones and tempera-
ture): strf-gEfeeha # S qoT ITW W wXA & forg
fafers &= % @ w19 Fig 1 / sorta g €1
ATT & AAFEGTH WA A HT F F AW S €, o waw
e fag ar stfewaw arEe &1 87 F'd 2

AT # ATRIAAT qAqT VA &1 g&w sgara (Combus-
tion ratio of oxygen and acetylene in flame)

ot ge7 % forg Oefifecfim o o = % forg stfier A 318
HTATSAT T SATIHAT ST & |

wEfifesfa AT TSI

1 &fex 2.5

TF oA ATAT ST FIA & (oI & 98T & GHifeeta aor
TSI &Y TH ATATY S&w & Sher 21 (Fig 1)

gEfifesfa AT

1 : 1

(STt 3')

zafey OEifed= & Iof g8 & forw g 1.5 dffex smaediom
ATEITF AT B

SETAT ATFATSTT SATEATE & aTara<or & ArerarstT &1 1.5 ferex
ar st S & | (R T2 ) (Fig 1)

TAEAE gfatwar (Chemical reaction): gEifest= &t 1
T ATHATSTT 1 &1 AT & (U T ST Y Hra S8
SATHRATSE 1 2 AT AT ST a1 4T aTq & 1 A= a97at 8 |

&9 & 9% (Stages of combustion): st TEifec =g
ST ® g8 & & =920 g 2|

Trafis 324 (Primary combustion): ae 7w &t faw &
3w FIT Al o 7 a8 =@feq gar g1 (Fig 1)

o

C,H, T2C +H, + Heat

AT A | TEAT I T &7 frfa

2C+H, +0, 7200 4H , +Heat

CO AT H, & A3ATEE Ft F7 FIA T ST &l & | gafoyg
HTFATES Jood AT gar & |

sferaw am (79 & 749 f4g) T &9 & HF "W s 2|

ATFATST HF TH AT A &7 1 A7 % Ay et & (e
H & TG qAT STeAdT & T9T Fe AT ATFATES HF &7 ATATY
TAT EEEIST a7 a1 & Tk AT & At 2|

fa<im=® 327 (Secondary combustion): 7 STeT & SRt
ATl | gfed grar 2|

HAL TAT FT I (AL TR oA ar fefe)

200 +0, T 2C0 , + Heat

2H, + 02 T 2H ,0 + Heat

I # 329 (Combustion in air) (Fig 1): T AiAT ffF1EE
T G ATATY qAT STEEIA & TH AT (ITAHF Fo 313
AT & AT &7 1.5 AT & are fier St € q°r e r

& qTAT FHTa S5 ATFATIS &1 &1 ATATT AT STAATT &7 T {TAT
T 2|
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TTafE g8 & Sarg, R Jw § sew 2

TAY FUT F A T F AT qA7 IqS! A% w1 Regiim
S #Ed 1

Rt i, Rrereft ong @ aTgsieeE gv@ & T=Tar
F, Fite a2 BFde® s2v % forg ag weeha srwie
T ITINT HLaT 2|

AR it sarenett & wwR (Types of oxy-acetylene flames)

IqA 1 3@ AS F A # AT fwAtoraa w1 FA A e
o fftre g T # AR owfifeehe STttt & AT aar g6
o TAF TH H ST F {q@raren ® aqQr T

o TAF THW 1 AT F TIWT & R H aar Tt |

ATt TEifeefier samer &, A deed & forg s T sTar @
F o
— TS I a1 ATt =T (At sarerr i 2

— YA UTg & IUPFT AT & {oI AT H AHIgAve ST
YT & AT S @war g1

— YAUMg[acs O1g & qEEAAF qqiew B g8 qfafdd T@t
et |

i fafere s & streft oEifeeh samemd i & 02 €, &=

T 3T AT @ahar 2|

— g AT

S ERIEIRCA I

—  HTHFATIT (FTHTSORT) SaTer

srfrereror 3T w=hT (CHARACTERISTICS AND USES)

=gz Saren (Neutral flame) (Fig 1): sitafisr =¥ gefifecta
& THT AT | =l e § e 2|

Fig 1
NO BAD EFFECT DUE TO
COMPLETE COMBUSTION

NOTE CLEAR ROUND CONE AND LENGTHY FLAME

NEUTRAL FLAME
(EQUAL QUANTITIES OF OXYGEN AND ACETYLENE)

39 ATl § QU @8 "fed gtar 2|

39 AT A YA 9T/ a8 T I THE TET AT AT &g
At € el Y g & vy gfafwar F forg w1 e
U qET BT 2 |

Tt (Uses): tferaier Iaw grgent srafd &id, goar «ier,
WA &I, diaT {Y UGAad % dc€ & forg sEar samr
o ST 21

WLN111421

ArFArwEE saret (Oxidising flame) (Fig 2) : & #9, Tister
q TTET AT €, TEH vEifeeT & gere § st srfw
gt 21

SEATAT HT TG T SFRHREE TG &idr & S fae deed/
o ¥ 5% | foF & o it Aaedr 2

T (Uses): fiaa & deed @i %39 u1gsit & s & forg
ITAfT

Fig 2
OXIDISING EFFECT DUE TO
EXCESS OXYGEN

NOTE THE VERY SHORT POINTED
CONE AND THE SMALLER FLAME

OXIDISING FLAME
{EXCESS OXYGEN)

WLN111422

FEA == e (Carburising flame) (Fig 3): o€ =t
qTET & AT A Joar & sferw vEifedfiv wre wear 21

SATAT FT T T FTET SATIA TAT 21T & o F31E, T
TAT FHIE de IT i 2|

73T (Uses): RATEfaT (Fa1¥ %erdh), &ier qrgat & ‘fore deed
AR 1T qrE & ford It €1

Fig 3
CARBURISING EFFECT DUE TO
EXCESS ACETYLENE

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

CARBURISING FLAME
(EXCESS ACETYLENE)

WLN111423
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deg # ST ATl UTg T SATEAT &7 FA ATTRA Shar 2
g AT ATF A TIF sArar st g (F= i W™ =

F 39)
arg STt

1 I3 & g

2 afer -aAtRileEe | oo

3 oerer CIESISIEED]
4 FerdT teT e

5 "o ©ia e

6 At (=) el

7 [ Fr FTYRTOT

L= : Y (NSQF @X 4) - 313 1.1.14 & gwifia Regia



s¥a=t (Fabrication)

svgE 1.1.15 & fom gt e

awe¥ (Welder) - szot widreror ua afewn wtwar (OAW, SMAW)

7| wfen &1 Rt @ s (Principle of gas cutting and application)

I3 : W TS F I & 0 fferfEd w1 w4 A i
o Tt ®iT & g Tar T
o HRAT TATAA FT AU TAT ITH FATIAW H TaT bt |

7w ®fem ® 9= (Introduction to gas cutting): J3
e % T Y Faw @ fAfr sref-udteiT s
sfeat & | sreft-ueifeeia wfeT e &, qor der org 9% S
*F TS TG & FET (ATRHI) FT TF FHL G50 % Ao
T ST @aT @ | ARl F a UX FE, UF AR F & d¥e
st gtar 2 | 37 fafer 1, At agert srafa 43 sena # Fed
& fog aadTgE® ST AT S At 2

At G 9T 3% v (alloy) 37 S & FE FTE AT T
=

Tt ®fen @1 Rzt (Principle of gas cutting): i@ @t® &g
& AT T ferfq q& W e san € qun {6 ge At |/
GAT TET ATAT & At TH &1 qAqT AT & 4 TF qEais
T &t 2| 58 ATRHTOr F O ATYF JET H A9 IAT
gar & qur & frar gidr 2|

S AT TH A ATAT AT FT TH ZHST YE AT & a0 |
T@T AT At qE qAHA AT §ASF IsaAT & aqAr i
ITifa & STt €1 Fig 1 g& stfsrfoea &7 gotiar & | g3t v
AtafT-veifectia e & et T urg aAr g AT &
AT & a9 e ear & a7 AL, AT AlFAES
(sterfiaRvor) ® afafda &t s 21

Fig 1

—

( |

STEEL WIRE WITH
/ RED HOT TIP

PURE OXYGEN
/ CONTAINER

OXIDATION
REACTION

WLN111511

OXIDATION
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ATRAHIOT & T AAq AHAT G &1 F AFar & Frer o
AT 2 |
AT SATHATSE, AT TG & W | F7 il 2|

Toit ferfa § smae steTEe & argEe (Slag) W Fed 2|
Zafory T T & A FTeAr TR #T S, Fw<rel I T
gU urg, 5@ #% (‘Kerf) Ted &, & &Tgael Ft STeT Fit |

Ffew B fafer (Cutting operation) (Fig 2): siferft-oxifecia
T HET F a7 IwH el | v f Rw ww sarer w5, Fwre
SR ATelt oTg T AR o ST @ qur 9% 58 awaa A
e AT fEfewea TEe (900°C ) /% Sardr &, fhe 3= a1e
& ATFIIST HT TS Farg T4 o1g W &0 (directed) fFam
AT & St ATFSA ST & q9T o7 FT Flear & | a7 frarfafy
H TH AT, TF <4 & AT Srar 21

Fig 2

HIGH PRESSURE CUTTING

PREHEAT EDGE
OF PLATE

STARTING OF CUT

/ N GAP CALLED "KERF"

MOLTEN SLAG

{IRON OXIDE)
CUT IN PROGRESS

CUTTING OPERATION

WLN111512

& (smooth) #&T F forw e #t 3fa ww @we wfg @
FATT AT S | HFET & TFfH F I AR S F a7 &
FIOT FIET HF IWT & SRATEE Fel &1 @ETerd & & gl
ST 2|



uF fheom @R F O s & g 300 wfiew
ATRISA AT STawarhar gt & | 2| #ie & forg &=
1 Frfesrer 3m=¥ 875 °C & 900°C giar 2|

e T & st (Application of cutting torch): sTTai-
TEfifeefi wfeT e = &, 4 mm & s1fere et gg geaa afgat &
Fext & forw ITer e Smar @1 MS wgt &t &t Yar #
IEH IO oaTE H FET AT qFAT &, AT At FHFAR F wHidqT aT
agt &% fAT & et oft Sior ¥ i #i foveT wea e & R
& et oft srafera #ior ax yaftfa (bevel) st far s daar
g | S Ee A1 I F ITANT & HfET T T ITAT FA
T I AT FE AT ST THIEe &0 A7 FreT 91 qFar |

Hreft @, S9a quT B gl F FeA & forg ITIT U MIA
#r Fig 3 & Fig 7 & gurtar mar 2|

Fig 5
BLOWPIPE STEADIED AND
CUTTING ANGLE MAINTAINED

BY USING TWO SUITABLE
STRAIGHT BARS

SELECT NOZZLE AND PRESSURES
FOR INCREASED THICKNESS CUT
WHEN BEVELLING

BEVEL CUTTING

WLN111515

Fig 6

=

ALTERNATIVE METHOD OF CUTTING
BEVELLED EDGE ON INCLINE

WLN111516

WLN111517

SMALL CIRCLE CUTTING

Fig 3
CUTTING NOZZLLE
IS FITTED HERE
SPADE GUIDE - SINGLE SUPPORT
CUTTING NOZZLLE
IS FITTED HERE
©
ROLLER GUIDE - DOUBLE SUPPORT 2
GUIDES 3
H
Fig 4
FIX STRAIGHT EDGE
OR OTHER TEMPLATE
SECURELY
SUPPORT ENSURES CONSTANT -
"STAND-OFF" AND STRAIGHT CUT b
CUTTING WITH STRAIGHT EDGE AND SINGLE SUPPORT §

HfEW are MET (Cutting torch guides): TTEeT Ft F¥i-weft
rerfT-ueifeetier e & i Su=t =T star 21

T g7 &Y Tl TEE AT ST A 7 RBETer A9 & J1 wIger
(spade) M= % & A &

FHET TR & F Flee F1 FEA gY F(SA T & ATl A
THST AT €| et w9 fhe T smar @ at awete
farar strar @ o & qd o saer #1 saiE 69, FE T
AT 4T A AAE & AT 2-3 mMm FT T | FieT Teret & o
F, FTS AW ATl € A8 & AT 5-6 mm FT T T FIT
@ ST 2|
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==t (Fabrication) s 1.1.16 & v awifte R«
aee¥ (Welder) - szor wifretor war afew afkar (OAW, SMAW)

TRt THITEEM &% e - g ua o i et (Oxy-acetylene hand cutting - piercing
hole and profile cutting)
IqAW : TF S F A« | oA fforfaa w1 e A= e
o T Ffew & fom fomy weR & Ao ST SHE ST @ AT w0
o HIET ITFTI F WHT T IHE A H1 ATST FIAT
o FTRA HET A TwE Fam ud et #1 SuEr e |
TS A FET T T qQqT I9F TAWH A AL

Fie T oW # qaamw i & @ qEaTIS AT HITIT
HTAT UF ATF ©C & a¢d @1 AT AR HeaT
(u% <: ) ol faarfea dorer s, fefim <t qur sfie
free Hfew & forg)
T & wfén e afiat enw 30 et aaw
et wfd + forwl
T ATE ©C & Il TG U7 ATHT BT
% forwl
He ST At AT 9€ g% Adel & ol
T FAaT AteT Hiaw & oy T Torar der
Fee = forw & o F= |
agd AT HET F U, gaat drer aur
Eirat et &t wfdr & forg ot |
qqT =T aA, SaTAr g9ftee, IR aur
AT Aes BT & forg |
qETH T A, MERT 97 T e g
F & fog|
Ty woli *faw 45 = aar a1 8 Fiaw
fae ofiaf % forwl
. qY fRae ofit gem (gamE) & foro fae &
§ FT UF F2T AT YaTe arey Fer
e T SUere FHYET ST 2|
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e w=iww Aie@ (Special purpose nozzle): SiwETE
Ffer & forg fafssr g &Y Aisten w1 fafse st # org
Ffa & forg IuT R strar 21

TIETSEl & HieT & forg S Aioial Fig 1 # 391 718 2|

1]&@

RIVET CUTTING

T—a= g

PLATE CUTTING

| I

RIVET BLOWING AND METAL WASHING

:ﬂ&

Fig 1

GOUGING

RISER CUTTING

BENT FLUE CUTTING

SPECIAL TYPES OF NOZZLES USED FOR GAS CUTTING

F{E T (Cutting torch): Fig 2 StTafis qaT o= #41 &t
forermaT Smar @ aur qq fifediv ww a F o afkfes
faw @& @ o S 2 | AT st @g o a% o et @ at
T YT T SRR FXAT & qIAT Fe T & forg 38 A
i & 21

FLUE CUTTING

WLN111621

d=ren frgia (Method of piercing a hole): sTet 88 a=m T
¢ 39 fag T & = 9T F qHST W IFS | fag =wE
I | T siterfiore &t fiR-fiX gaa | e 327, Aot
F - a7 I ST gard Smg wd A & daw
T #Y 3| 39 TR o a1 o1 @A 2|

SRR Hew & forg =t T B 1 539 wr 1w & =
qTET % FET FHE G Ao yare A (directed) gt
gl 7E wre g % Jioer quT we & i Fior R e @
TR quT ARGt &1 36H AT HoA1g Sl 2|

e I & et et sarer & fafa aga aeagef g 21

Fig 2
NOZZLE
SLIP IN TIP
TIP NUT , REPLACEABLE SEATS IN TIP
STAINLESS STEEL TUBES
GASES MIX IN

SLIP IN HEATING,
WELDING TIPS AND
CUTTING ATTACHMENT

STAINLESS STEEL
Bl FUEL GAS PASSAGES BALL TYPE VALVES

1 OXYGEN PASSAGES

\ “OXYGEN
FUEL GAS

WLN111622

WLN111623

FET T F WO % A a0 ¥ (Fig 3 a4 39 1)

e 1
@ | AW T
1 | teifeelie | g | tHifeeim & e e &
qaTI % ol
2 | AT BN S | AT 8IS & ard
st & ferg
3 | vHifechim fw e | uEfifeehis W B &
e Ty sirew & forg|
4 | S HEgE ATaETeTT T Fer & forg|
5 | vHEifecta | Fege | vEifed A9 ag™ & fogl
6 | Ww e The & for |
7 | i TEATIA ST & qATAS
STeRATSTT aTeat & ferg|
8 | =wfew sAterdior HIET TR TaTE 3¢
e & FEEeE & ferwl
9 | g% ARSI & |71 TE et
A9 faem & ol
10 | =®fe strrfie FfET SATRIS & T & fg|
FIYE
11 | forsr A9 7=ly geifeett qor sttfts dat
FEIC % ey it ag & forw |
12 |e=ee ot sTre & forg |

AT : ae? (NSQF @ 4) - 3t 1.1.16 & awifee Rraia 77



qfe mew

g qte A FIA qTAT farfer ITAR
W
I I A T AT IO AT FE AT TTA FH & ALA T
A7 R e qAT AT AT AT I Gk FH & ARLA T
AUEEM
ard wfer fow AT O AT Iy AT T AT IIA FH & AT T
derr
S &t FFET AT AT F AT | qEd f 3 e & forg
T AT &S H& T
fretfer s [ESERIEEELT ATF FX AT qqt FTH & ATLH T AT AT
AT q g SATAr T
T rafie fagee s ATE FY AT T8 FTH & AT I AT T
EEIES # fagee | ware el

3@ I@ qAT FGIEW (Care and maintenance): fafsr
ATES % AT AT feT F=fime S afa 1 a7 siar & («e w1 980)
FT TANT HTA gU, HT ARt ATRIeT &t fFerfaa siawren
¥ d1% #2 | (Fig 4)

Fig4

Ffam F ferreiwor % et (Characteristics of analysis
of cutting): FfET wow i @ g TAT TW TS H F FAT
F7 Ao fFam @ &)

AT # FUE M ATAR T0HT fagreraer FFar S awar €1
(Fig3)

Fig 5

Hii

STEADY
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FrRf-tdifeeim ®fém suweor (Oxy-acytylene cutting eguipment)

IR : 3F S & 9 § oA At w6 # av g

o HATFHI-THITEAA FITT STHTIT, THE W qAT FIET T & dedl & T A TaT Tt

o IiFA-THifeet= wfET afkar & aR F Tar qHn
o HIAT AAT AT AT TTIT & A1 AT TaT Tohat |

HAT ITHIW (Cutting equipment): TtaT-OEfifecf= HfdT

STHLUT, deed IUHT & TA &1 eidr &, o gas & aeea

AT qTET HT Gget HIAT AT T2 HT TART fFHAT SArar & | Hidr

Susewr ¥ famferfaa gia 2 -

—  uHifenT A fafervex

— e d fafeey

—  UEifed # Feex

— AT 7 [eeX (W a1 & o S=adv are sifeiisr
Fetex smafad gwar 2)

—  UEHifeef qur Atedee & forg @ e arew

- #fdres

(fET STaTe srata fafovey =, @S agex, frfove ol

A FEAT ITHIW FET B & WA A ATST & forg S et

?)

FEW T (The cutting torch) (Fig 1): sfersiw frfaan &

FfeT ere Fafd dea = T & = g 8| |9 ag St

Frew & forg sger s sttritst & e & forw v srfafiam

A g 2| § sttRfis qan wEifeeie A= are e

g, g & arg & gdarme 3 Jaa Siade qur Efedy

Fat g fe=r T s o)

Fig 1
CUTTING
OXYGEN PIPE

J_[ -

OXYGEN

CUTTING
OXYGEN LEVER

S
BODY
PIPE FOR MIXED
OXY-ACETYLENE GASES

CUTTING OXYGEN PIPE

ACETYLENE
VALVE

MIXING

CHAMBER CUTTING

OXYGEN
LEVER

OXYGEN

B AceTviene

BY mixep cases

HIeTEAT & 9Tqert & Hie & foy fafsr amst fodf &1 s
T S 2|

sttt Qefifeetr i wfkan « wfeT ere & suge args wfér
FISTel TG | T @ &t It TH1 ToAferd F AT doed At
qTIT AT FAT A FRAT T@T AT | g sArer F q@ar & forg de
F | FHfET dART A F forw FET T Ft e qATHT AT
90° 9% TFHS AT ATIA SATAT & AT HI0T Ht °1g & 5 foeft Foe
| & Ao dax q@w & qF g1g H awher ard
qEaTT FW | AT FeTd SF ST & 98 €T € At we F A= ae
T T T BTy AT g & | Sfta Yar 9w e+ #v fiv-
X =t | afg i w1 BT it Sfiof sfiof R & &t e
T A= A T I BT 2 | UF a9 Fe & oy, Ffer o+ #
Fifsd H X IFKS TAT VH 98 AT A I@T HeT a4 &
forg fapar smar @) w=fEw it gufa v #fEr stwfiee e
T W qAT AFAT qar  GHifect & fe=r ar & g
F | FET B ATE FL AT A * |

FRET T M AN T F A= siAw : uF FET = AET F
3t fAe=rr area (SRS quT gEfeeE) g €| U, qeare
ST =t fEfEE w F fow o o see ey e aee
FETE A % folg I= 219 & AT o e w2 & forg |l
ATae =TT it A we # fog uw 3T = 9T & Faa
a1 fae=T area 71d 21 (Fig 2)

OXYGEN
=
=

ACETYLENE

NOZZLE

WLN111622

WELDING BLOWPIPE

WLN111621

wfaw o &g d = aRfoe omaae o o et & g
T ST 2 | g foaT St steie # yared g ar @
qur ®ie g fiftfdr ww & fou gia ) auma: Gt

HAT T & ATl § H T ATHRATAT & o7 Fegr & U o7 iar
g qAT g |er oy I8 smav e #% 8% 8 21 (Fig 3)
AR TH & AT § TAATIA STl & {oIg %75 # Haa UF (05
giar 21 (Fig 4)

ST F AT BT AT T FI0r 90° FT &1 2|

A% & AT AfeST AISTer HT For 120° FT ST 2 |

AISTT % AT @ AT & areY 3+ arelt &t & e areft
ATRAT-UETTaet e & STIae &1 o HieY Ifd ser § = &
ST 2|

TTEee @ e & forw y=fera ariweT
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Fig 3 Fig 4
WELDING NOZZLE %
S
PREHEAT HOLE
CUTTING OXYGEN HOLE §
CUTTING TIP %
S
HRAT A HIRAT AR
we # "erE (Re)
arzw - Rl Kgficm?
0.8 3-6 1.0-14
1.2 6-19 1.4-2.1
1.6 19-100 2.1-4.2
2.0 100-150 4.2-46
24 150-200 46-4.9
2.8 200-250 49-55
3.2 250-300 55-56
AIEEET quT s@@ (Care and maintenance): 3= 3@ o
HAT TR e F Faer {9 waT w=et # fog s=fera C<a—

o ST =Ry

TAT AT & A & forg Aioter H (= + 7T e Fed 707
IEEr T@AT ARY| TS Fl ST FIA o7 TAdF HfeT
AT & AT & H Tl | a1 AT |

AISTer AT & H1E Y GTqael % H0 A7 TG F @< & forg
3 AT F AT FAML FT ITAR 2 | Fig 5 Al ASTer v
A AR 87 at I8 aof FIA qAT qroTer 787 & a1 90° X
g % forg Ay 99T #T g #¥

CLEANING THE HOLES OF CUTTING NOZZLE

WLN111625
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w¥a=t (Fabrication)

g 1.1.17 #F fou awifta R=ia

aee¥ (Welder) - sizor sif¥retor war afesw sk (OAW, SMAW)

FrR-tdifeeim wefim *fémm (Oxy-acetylene machine cutting)

IR : 3F S & 9 § oA At w6 w1 av g
o fofmr s it wfdw wfiet & s & s@r @

o TS F ITART & NETEA FIT FT AU FT Tht

o TH FHIET & W, ITH HIUT TAUT ITAR F TaT Tt |

T ST #T FfET A g )

— B ATferd HieT whA

—  famga =nfera wfdm wofid |

W =t ®fém @sfie (Manually operated cutting
machines)

TF T AT i AT § qTHTA: Ao gid -

— UF &F AT qfeAT AT FeX A G T F ATAW & TATAT &
AT TT I@T HET AT daer Hew & forw 3@ 9= &1
JaT T ST @ear 21

— foat ar st & wureht S wefiet % AT ST et &
@ o g A%t g, & g, Ot aAnfe Y e AU A
#1(Fig1)

Fig 1

PIVOT BLOCK

SMALL CIRCLE CUTTING

& T e AIfet &% =rer | fafdrear & @war & Y
T &7 T AT Aifie B 2

forre enfere wfém wef= (Electrically driven cutting

machines)
T TT T i ITerer ghdt &:-
qieaet (Protable) #sfis
frx (Static) wsfi|
forga =nfora Téae wfem wefte § araera: et afmfa
g € -
—  HET MY

WLN111711

— A (e o aEee oY afnfoq e 2)
— TEE (AT I AEE FA F forg)

T WI T TANT YA T@T HiedT, Jael, JATHIY HieT AT
TrEger Hfew & forw fram S @t 21 (Fig 2)

Fig 2
9 — OXYGEN

—~— FUEL GAS

CUTTING OXYGEN

CONTROL VALVE PREHEAT CONTROL

VALVES

DRIVE CONTROL

CARRIAGE
VERTICAL ADJUSTMENT

WLN111712

FHfew ofid F1 quf T #R F fow off e & s e
forg #fET 2= ¥ s 2|

w7 fohe &t g2 fagda fae=or i€ &t Fig 3 # qurtar @
gl

Fig 3

1. ELECTRIC PLUG
2. DRIVER MOTOR SWITCH
3. PILOT LAMP

4. SPEED CONTROL HANDLE 3
5. SPEED METER

6. CLUTCH LEVER

WLN111713
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fargr =fera weftr =i wifer, e fFw s o) fere gt & wefid
& ATfoid A 7 g1 | I8 S8d¥ Hie ST H¥ dFdl & |
T TEH WA & gt 7 faga =fora #wefia & wfq &1 =
sfers gt & aor i F awmEee & e ofw g v a
FA § Fgerar fadr g1 & & A § gfe v F fow
#Oe (multiple) &feT & &t smifed fam s war &1 F
HET 7 UF UewRad a1 W AR U 1 q%6a € S 3%
#Fr feem & 90° WX ¥F F yIT @ge W fAwRa e 2|
(Fig4)

Fig 4

PORTABLE MACHINE WITH MULTIPLE CUTTING HEADS

WLN111714

wifae #sfi= (STATIC MACHINES)

T WAL &1 STRT QA IEHT JoT |/ At 7fys W
I HIA & oIy (3T SIar & S Seq=Tierd a1 qread Hedl
T |9T eidr 21

T WAL T SART AT o ar #1991 SFEqer & qr e
ST AT | AEA: H19 B G0 F 909 @0 | &1 |
A & |7 T@T FET, I AT TBger Hew Fhaw s aswar
21 (Fig 5)

AT FT TN FIA g METES wfew (Profile cutting by
using templates)

SISl & ATHR F A wfaw wfEr At gRr weEw
Ffear fawam S @aar 21 (Fig 6) % et & T SIehiY a=m &
fore &% wctel #1 g TENT T ST # | e e, '
e, Tegfataad a1 & & a9 T |

I ATHTLL o ATUTY TY &7 THY & STeial T AT o Sran
2l

— FreddEe
— fiat die)

Fig 5
TEMPLATE

MAGNETISED
KNURLED
ROLLER

VARIABLE SPEED
MOTOR AND
CONTROL PANEL

WLN111715

STATIC MACHINE WITH RADIAL ARM CUTTING MACHANISM

Flg 6 OUTSIDE OR EXTERNAL
TEMPLATE

MAGNETIC FOLLOWER
OR TRACING WHEEL

VARIABLE SPEED
AND MOTOR
CONTROL PANEL

FLEXIBLE TEMPLATE STRIP
INSERTED IN CHAIRS

WLN111716

STATIC CUTTING MACHINE AS PER SHAPE OF THE TEMPLATES

qredt 7T (Outside template)

ST H WIALET FE AW ATt AT A exfy, o s
afed a1 e #t BT gRT de § gerET ST @, S gefe
% WY & AT AT ST 2

dwcte &7 e ¢fe afed ar afea 9fed (knurled wheel) #t
B it sied g et #% (kerf) FteTE & F¥ET &7 &t 2|
(Fig7)
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Fig7

RADIUS TO
BE CUT
KERF

FOLLOWER

KERF WIDTH

TEMPLATE RADIUS OF

FOLLOWER

RADIUS OF TEMPLATE = RADIUS OF CIRCLE —

KERF WIDTH
RADIUS OF FOLLOWER + 2

EXTERNAL TEMPLATE

WLN111718

I3eYoT (Example)
TF FTE<l SFie &7 SANT Fd gU gl dreT|

g &t B 100 et

afeT afest & frear 6.5 fft  (a)

et % =eTg 0.8 fmft  (b)

¥ (a) - (b) 5.7 frefy

o ATE e A qd-farer 100 - 5.7 faft
= 94,3 faedy

feroqefy -

frafafaa & sgae & F FteE TRaddE et @
- TSI |18, S aar @

- wE Hter

- i wfe

- HET AT T IS

- o & T A

= =R v (GAS CUTTING DEFECTS)

fieret 37=ie (Internal template or inside template)

STAC FT ATHY, WS AT ATAT S BiaT & Forg sIgamdt T
afea afg=ar (knurled wheel) + et % =TS & oM@ ATAT

1 (Fig 8)

IEYIT

o WYl I FT AN FA Y T HleAT:

EnEIRER]l - 100 et
i ofes &t G (7f@) - 6.5 (a)
SICTE L - 0.8 fimft  (b)
ST (a)-(b) FT T - 6.5+0.8 firft
= 7.3 et
et evee Y FBrean - 100 + 7.3 forfr
= 107.3 faefy
Fig 8
KERF
RADIUS TO
BE CUT FOLLOWER
KERF WIDTH

RADIUS OF
TEMPLATE

' — RADIUS OF
FOLLOWER

TEMPLATE

RADIUS OF TEMPLATE = RADIUS TOBE CUT +

< RADIUS OF FOLLOWER + KEREWIDTH >

INTERNAL TEMPLATE

WLN111718

Ffer dar mefFr (Gouging) 3w, 3% FTor, fAamor qour
U FIA & I |

- &% % |, HT BT FILT WNT i q9T AT ST Ear &, 37
ATE Y@y, Rt @ a9 §U AT g &l 2
ATHATES i LT & ST ST Tl €, FE IS ALE &f
aar e T @ qur fig w7 & afvsfva G s
TqHT 2|

S AT H THEA & oy F@ATaR ST J1eu | e wal
9 FT HTAT FT 3T 134 Sar 2| (Fig 1)

Fig 1

CORRECT CUTTING

WLN111721

— TAR F HROT, FIL AT Ter & Srar | i, e
o 9 giaT & S T Y €| FE gU werT 9 ek (scale)

T ST HST etar 2|

L= : Y (NSQF @¥ 4) - 31 1.1.17 & gwifia Regia
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guA & fow: et wify ox wfy &€ | sifeiom a@ «
gfe #¥ 1 (Fig 2)

Fig 2

ROUNDED TOP EDGE

GOUGING AND FLUTING

TOP AND BOTTOM
ROUNDED

SPEED TOO LOW

WLN111722

—  FUT fART ot A oft @ A% @ ; eHe (beading) #
AT Bt 2|

guA & forg: wfq &t fefa wfy ov w7 # ) atwiicw
3Ta # & & o & weA 1 (Fig 3)

Fig 3

UNDERCUT

EXCESSIVE BACKWARD
DRAG LINES

TOP AND BOTTOM
ROUNDED

SPEED TOO FAST

WLN111723
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w¥a=t (Fabrication)

e 1.1.18 & foru ww=ifea Rr=ia

ace¥ (Welder) - szot widreror ua afeswn uiwar (OAW, SMAW)

7w wenw | ffyw gww & s fiw (Common defects in gas cutting)

IR : 3F UG F A § o Frforfad @ we At s
o FHAW A AW AW F TR | TaqT Fat
o I HILIT qUT ITATX TAT Tt

FET F AT W

(Fig 1) few, &er & aga et 2| ofid fommer o e o ar
TS ST AT €, BT T AL & qAT AL T o
A BIAT 8, & TATT THATIAHAT AT &7 & FATA ST AT
& Tt foq & agd Sa1 T SAr €| FE F G F @AY &
FTeor HeT e Terft J |

Fig 1
TIP TOO HIGH

|

At g e efie | (Fig 2) Fe was 1< 219 o, Hfaw
feafaet & forg aga sif stirfisT it @ohd Fed €| a7 & oo
I 9T &, AT SRS 319 agd AT & 47 I 7w 8, S r
& Mot av a1 die ga @1 oS | wiEr @ g1 Fwe #OAvers
% fore @€t STt % FET ST AR qew 7 T e
bottom edge # ¥ &%, 519 A% fF & = fagw (disappear)
T & T

WLN111811

Fig 2

EDGE ROUNDED

HEAVY MELTING BEADING

WLN111812

DRAG LINES ALMOST STRAIGHT

(Fig 3) foa wier & srcafars @fia | #e ga aur et 3 area
TaEret & gwiar & o & sfer s e g saw e
T 2| ft ST F F 9w F% & fiaw T gy T=t am
A TATT SRS HIT TaTe F1 T9IfaaT Fedr &1

Fig 3

MELTED AND ROUNDED

UNDER CUT

\ BOTTOM SQUARE

WLN111813

(Fig 4) age =1fors e sttt | wfer, ama foee o & s
A AT Hf T AR GTLT ITe (3T ST & | 5T At i
H ITIHT AR Y a7l AFAF AT o TG HF AT & At
Y uTgA (Slag) F AH-TH TaAIRA BT & X TSeE
(gouges) T =1a fir I =iar 2|

Fig 4

UNDER CUT
TOO MUCH CUTTING OXYGEN

WLN111814

(Fig 5) aga stfers st &ifdr | & § ua T-wes o™ oo
fFmmar mar & St senfas fiftdv anr saw W= e |
st fifedin wfén efie ®t 78 FoET 8, T Fad W=
e gt & |

Fig 5

ROUNDED EDGE MELTED
METAL FALLS IN TO KERF

TAPER FACE '~ EXCESSIVE ADHERING SLAG

TOO MUCH PREHEATING

WLN111815

[+
(3,
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