w¥a=t (Fabrication)

s 1.3.44 F fou gwifye R

awe¥ (Welder) - a=faferes & zzaa (OAW, SMAW)

itw afew # forw e e (Filler rods for gas welding)

IR : 3F S & 9 § oA At w6 w3 A g

o e T N ATaTFRAT, T, THWR T ATTHA & a1 A AT Tt

o T FRT AT Afw 2 fhoR T2 #1999 F aR F A qHA

free 71T @ ST sraweRan (Filler rod and its necessity)
g afceT wfekar & S uF vy = i =g F a v
THST UTg 1 e & forg IwaiT fFham siar & o8 aw feerw
e a7 AfeeT T Fod @

a1 aR ITd A F fou S=v F=ferdl @ fe wTe
IUINT FIAT ATRTY

afesT TrE o1 fheaR TS #T arAle® T Ae T AT 4o 91g
(JOB), = wifth, A9 Ud Feta &1 ol § agd ot &7 arar 2|
=R TUTET ATt e T W sawEar /= (Good quality

filler rods are necessary to)

- TSRO &t FH HIAT (AR FT THATT)
- fRuifore fea & aifys i & fafea w1 # fog
- fou a1g & qurETT & A @ & fom

qqe GTg B S & oy e metal &t IaAT STawIEHAT TR
BT St &Y 71 7 AT et #t streq & forg gt € wifs
HIE GTeT HF SIS % forg ek fhTe &7 A9 FTAT Sawash
gidT € gad fHAT &t u faw @i (99 single VT double
V) a9 & STEavEIsEdT gl & 3 39 @i & AR & oy
ety Few a1 fhoe U= &Y sawEswar gt & T a1g %

afesr & IEH avEATAR fheY ded & IR T Srar
gl

free TrT #1 wEw (Sizes as per IS: 1278 - 1972)

fhere Tre &1 9= 3w e § fAuifRa giar & s9 1.00,
1.20. 1.60, 2.00, 2.50, 3.15, 4.00, 5.00 & 6.30mm AFaE
dadE & forw fhey Te 4.00mm & d% &7 Ud TEeas
FEArE & e 6.30 mm =E a% ST Far ST € #ne
ARA dfee T & forg 6.30mm a1 IEw stfes = arar fhex
e ITAT fFar St @ fhew W= & @wrg 500mm AT
1000mm Y St &

wEee & & ateew & forg 4.00mm faes =me arer e
(€ &1 ITINT qer fhar ST @

AT HIgee &Il & forg 1.6mm ¥ 3.15mm =& arer
fhere T ST T Siat @ ot aee & e e #@t
ST T g & g9 F oY 3H ¥ S &7 el I q9Tg At
g M gl fou g@ fheR T &t A W& FAX Fide
(M.S.C.C.) feiX T et ST @

¥l T & et € T ©Tees Ha¥ & AT WIS Hleh
TgAT =Ty |

T\ AR & Sy Eeare e R & feae Te (Different types of filler rods used in

gas welding)

IR : 3F S & 9 § oA At w6 w3 av g
o fae e & @En

o ST, AT TIT T TXF ST ¥ (AT THR H @l Tq7 WHGE FE TG
o e [ SR aTe aTg & WY W OE 9T & 99 A A & auia & aet |

=& T # THTT (Definition of filler rod): 3% 3 %
aTfers q & S qA 91g ¥ AT A H et gng Rwifere
A % forg @re v srete a1g & a2

=% 92t & gwR (Types of filler rods): i == § =
THN & q¥F dST H (i ey e €

— de %% &% (Ferrous filler rod)
— orate 7e& &€ (Non ferrous filler rod)

— AT T TF &€, Are grget F oy

— AT THN ITF 3 A a1 & forgl

TF e (FF) THE [TF 4 § Ale F a7 Sfqed g §1
HH THT F 1 H e, fforT, wuw qur s
gar 1
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AT I¥F S0 § AT, e, e aur faforfaa aqt
S| #wtor, feer, wiftem, dicieew arfe & & U ar fes
g 2|

e F 38 UF 0F 3¢ a1 & o st gaigen & ad
g 2| STeltE Y q¥F B qraT THI AN A9 g ot ol
aTg % AW & 2| elie Ta YR OTF S1 |/ ST, €4,
fAeer, Ao, fafos sanfe & ar afen, vegHhiftes oo,
zerTfe ST aTge et 2|

forelt famiw Site & forg @287 0% ©9 &7 999, FFaared doed
F forg agd wew@qul ug €| aw O S are ueTd / & v
HAT Tod A T&T off grar & aur o9 oft awrg g at oEr
T T SAFEET deed & TaTd & Sfoerafa T8t G o
FHAT € | & U1g H G, I (weldment) #t amg
FHT eraferd o fawy ere 30 gy =mw fae Sar 8| se-aw
7T el 9% T =R F RO Td T % FRO G
fareraTd &F @hdt E1 1S 11278 - 1972* T srdaareni &1 fafire
Fct & o A dea & fore @ =t it qof #3ar =nfeu | IS:
2927 - 1975* u% s fafasw &, st afSmr womar & wwy &
o FXar €1 g8 faviw w7 & srgEeEn & S @ 5
fafader gl #3 aTet = TeTe AT TN FY | TS AT
ferfoat &, & Sl H ITAN FIA AT ATATARAT & THhAT &
ST d@atem g7 fafaee &t o 7 Far st gEr ferfaat 9
= W1 Ao #t 7% st F I fHFar s =R

A AN AW ATAT 9T & AT9eT T BT B qFF HIA (o
fFerY T #t aee o ST aTel ATHT 9T & A q8i qAeT
AT =Ry |

F B 999 % oI & § W@ o A wew afafaa 8
a 99 AT FT THT dAT I

b &% #aa # At

c T Ta= &7 gwe

d 3 % RRaifore &9 S® g T (root run), gt W
a7 HIEAA T

e dfesT aisfrow

f #7 d=T & FROT YR 91g & TG AT FHT AT Fig
FITHT (corrosion) T 2 |

3@ qAqT AW (Care and maintenance)

F BI A GF B & AHA & forg A@rh, gen fafq &
wogTes T ST =Ry

fafsr yar &t =% st #t 7 |

YA TAT T A % forg g€ gAfvad &< & G9e a9r 371+
daer TET w9 | 27|

SEt I & TS F T fEfaat § AT FeAar mafiE =
T " 7 8 af, WeRd & | difersr-sa & 9| a9 & forg
ATATF FT ITANT AT JT TFHaT 2|

7T gAfraa = & o3 &, 7o, da, fe qur 90 58 dGguo
& g 2 |

7 gfafvaa w¢ % U, e % au7g AHgawe #t 7938 & forg
3t =7 & ATt 2|

TEF 4 B SIgH TEF TT W A@EEal gl )
T IS : 1278 — 1972 @ IS : 2927 — 1975 #t 3@
(Foft 1: A\ e F U @F a1 qun W)
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Tt 1

9 deew & forg g+ eng @uv v (Filler metals and fluxes for gas welding)

IRF UTg e FTAT AR
75 &t - g5 S-FSI 73 ©id & oy o amr g€ et 35.0 fFFm/mm?2#r Faaw safara St &
e I8 a9 @ srafard AT 2| (S S & |y
T o)
73 &A@ - TR S-FS2 TH ST % oy o o FAaw ae a e 44 sofera 72t @
faFom/mm? srafara gtar €| (ST ST F v o wee
GETIED)
e Tt T & ST I AT ATIY F FOT Wl avhe At foad & aet foedt| srfem 78 &
O wrfe & fwtor @ sy & ferg)
3 wfaera et & T BT RN &1 ACHAA q9T F4\E0 & oy wasilRa ar arfia e wo
aET S-FS4 (tempered) faFaT ST E1 (ST ST & AT IO RIS (afe e =)
GETIED!
T Tl STITH T ST BT TINT HEATL0T et el & deed & (o7 f&ham S | siavas &
(Mfsem fa=rfRm) g <ar & 3 59 7 18% wifaw qar 8 witwa fsher =iar 21
T S-Bo2MoNb (ST SATAT F AT O TS AHAE)
3= farforar eotat oter FAaT e & T | AN F forn i et uw wefied A | oo safar @
T S-C11 i femifore etar © (ST SATeT & &7 qu T ase (%)
arar ¥ &€ & S-C1 HT-ATRAFA AT & oI (ITTT AT F AT IO A qHeiih) | Folaer afead &
fiae TF 3 g S-C6 ATST qAT §g Fel & 9 A AT JAT AT IAqF (Ahe HAAA F | Forww At &
qeTAT % WIS deed § GAN & forn (AT )
HIIST HT (I=F a9 AT, TAAT ATS AAT AT ATe & o deed § GIHd adqr IAT | Foaa rafera €
diaer) ST S-C8 a1 I8 e HAST & T8Td & T deed & (¢ (AT HH
STe)
ey ket war 7g W, ToaT Ale 9T raaas (malleable) =@ & a9 doew | o Safard @
T&e S-C9 # s % forg (st saren)
Tgfafew (=) tgfafew T 1B & aeed § WA & forg (Sl e & ary | wee st &
g% S-C13 qUt I AHAE)
tgfafaaw gam- 5 agfafaam FiET fisreang & a  fou 3= ot Gmw ger T STafard &
st ferferer gfe & w7 7 % a1 A=few gar €| fear ggfaftes
THT S-NG21 Fferw-fafea fsang & 3 & forg o Saar war
ST | (ST AT & wr QU T awA T )
ggfafaeaw gama-10-13 S=x fforaa dgfafaam fsreang & aa & fagl EEECIE IRl
sfeera faforsT-ssre s ggfafaew & forg o d@xga (I )
5-NG2
g fafias fer g et FifET favuwy forad 5 wfqoa atar &f,  deed & | e ufed ¢
-5 gfaorq atar fore (qof RIem aF 1 Jed ST & qr)

HEEAT : de? (NSQF @R 4) - 31 1.3.44 & gwifia Rregia
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RE 4Tg TR FTTART LEEL]
wATEe U 1 HEH FT FAY FAHT AT &IA: AT & i gF qrTa: o ft sTavd
(qof o Ceftfedter samerm & &) TE | v srere Ay
ATATIF BT Al Soar dArer
T T AN AT A
TS IS 6 TETA TAT ST & TR TThl HT HSIY Beloh (TerH amETa: safaa @t afe
TEifeelie ST % " g e i) ATAIF B Al TAaT Are
T HT TN T AT
wdEe ;9T 12 STTHOT AT WA ToTT % AT TEH H F3 TATT T aferd T8, afe
(srfer SEifecte ATeT & AT 9% TS aw %) ATEWIF B Al goar dfe
T HT AN AT A
ATET RIERRA aoTT ST dtaT, Tae T HET geF | i | T A HwE ATavF € |
T 9w BA-CuP2 SATAT & AT ST | aqtar, frarget o ga S|
AT RITERIE SoTT A & AT afe 7 a9 e W % forg | Suged feae & 9w | af & forg &1 A€ |
T 9FR BA-CUP5 | W@ & & fHarde fiaer aum wiar arama fsrangen & forg | s dfar
FIF T & T (AT T AT St ATFHAHEH, arg (e frer argett & forg
TTgAT T F2a) FARH ATITIF Bl & |
frae-atar o BA-CuP5 F & dffa g fwaax aaw #wrat qun fasa ara & fog &g T2
(61% faeaw) ATAFAT (SATAT ATd TT bl ATFHHILH, AT TATT T ~[ZeA) asT atar e g
THY o {7 ang & vl % for T stavas
&< BA-CuP3 feofy: e argstt a1 =7 e a v s F A giar 21
FEAYH ATl @ a9 fFreramgant &1 99 T8¢
o s =R
freae-atar o® TE TF a9 TA & AT &GSl qewt #it e F o TFAF ATAYAF BT ¢ |
(61% ) =R SYIE AT & o for =7 e Awar @t ArEsEwar stdv 8
BA-CuAg6 (ST =72 e)
foreae-ataT 1% (43% | 7€ UF ST o9 A @ aoT Sl gest & Srew & forg FAR ATIII BT 2|
firae) w=re farstoe 3o gt & e fore S= rershar @t stavaear
BA-CuAg 16 gl & (ST =)
frcare-atar-for AT TR # fera & fordr steet datew e fow e AT ATATIF BT 2 |
Fefraw (43% fieaw) AT, @RF q9T o7 A9 srawa® st 8 | &, fia,
g% BA-CuAg16A 4, aw fea e T STgE (ST Jgd)
frcare-araT-re-#feaw | g ferang &, Frx fee ferengest qan fea frax & o | e smaves giar 1
(50% forea¥ T#R) +ft ITgE & & (e Fga) |
BA-Cu-Ag11
forcac-ame-Rre-Hfeaw | < 3o, fuferr swext, wfdw qur aftr siemet & forg fasia: FART ATIIIF BT 2 |
e (50% o) qTavaF g9 et & forg o sugam O wfiem e wfow gar

5% BA-Cu-Ag12

2, S R o9 T (ST g |
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7| deew mew (Gas Welding Fluxes and Function)

IR : 3F S & u § oA At w6 w1 A g
* TH = | TA® qAT IHqF FAT FT T HT Tobat
* 3o TMAHt & THT qAT IAF WISEA FT JOF HL qbl |

TR UF FgSae (FXadr & foraes arar) @t fgor @
St AT & IF q9T A1 W AT AT & AT doe F ST

FAaifea Wi 3T F7 TeT ST TA4T 59 THY dee Fararer
St rcieripilie ndl

W ded | % & & (The fuctions of flux in gas
welding): sTFaTsE! Ft faei FEAT AgfEat T T sHage
F WHAT AT e UIAT H THae 9T F THhd |

TR, I3 g & TaTe & Il AT aTell arget & e #
# AW H FETar 7 2 |

ATFETESl B g adT AT Fed a7 dd & forg arg &
T TAT T STYfEat & AT FIA H FAGH qHIE FEF & &
# Fef Fd 2

T, U, TGS aUT 59 % &9 # 39U eid & | Mew %
s &1 fafyr Fig 1 & sofEr o €1

Fig 1
PASTE, POWDER,

BLOW PIPE OR LIQUID FORM

FLUX
ADHERES
TO HOT ROD

Z FILLER ROD

‘ HEAT AND DIP

BRUSH

FILLER
ROD

FLUX LIQUID
OR PASTE FORM

FLUX

POWDER FORM

‘ SPRINKLE - POUR ‘

METHOD OF APPLICATION

WLN124261

FAFAT HT WO (Storing of fluxes): Fra | Fifew & =T |
T T8 o 2 At 37 &fq aur T & a9 qwT qrEEn @E
T=mi | (Fig 2)

TR (TTer), ot & gapd @ Hie a9 w, fanua: S« T
qag % forg wiea &< &t | (Fig 2)

Fig 2

DIPPING THE HOT ROD IN
THE TIN OF FLUX MAY RUIN
THE WHOLE CONTENTS

USE A CLEAN
RECEPTACLE INTO WHICH
THE ROD MAY BE DIPPED

MOLTEN WAX IN THIS
RECESS SEALS CONTENTS
FOR LONG PERIODS

REPLACE THE LID
IMMEDIATELY AFTER USE

WLN124262

METHOD OF STORING FLUX

FfT stTeRT-Ueltfesita s T stidfs sma<r (envelop) &t
AT FLar & | 6T o it ferfeat & wos @1 ST
FAT ATAEF AT 2| T=F F I ITANT AT oA, dee
Heod H T Fad ATFHHT & T FAT S, afedk arg AA o
FATAT & ST FIL ALAT & TAT AT I8 &1 HF STAT & 3T 2 |
AceA U & % AT8 M & Ja9 H AT I A7 AU |

Te® a9y &t g2 (Removal of flux residues): a=
a7 JAF g B F T TAF & FGUT F ST AAIF
BT & | el AT @A AE €9 & i gar €| o af
T & AT Ft T T & FSAT AT T AT, b BT
T HTg AT UHT aee | &irad (Corrosion) & @&aT 2|

FAT & HATUT B B & oI0 T Hobed A1 o7 T &

— THHIEW 7T THHIEW UATY - A & qeEn ot
ofter TwTF &7, S &t T T q97 997 & J=) a¥e & a6
FY | T TWT T AF ATS (g 1T & 5 Tfawra & =iet & sirgar
& s | gEW & fore 7 S 7 g e |

ST I S, U 3, Hl Ao HLAT BT AT WETE &1 TH STl
& g=d (scrubbing) fafer dwa 7 & ar, Asfes e
BTSEIFATR 31T o |l T ITA F< | TAF 5.0 ey st
# arsfed et & 400 ml (RAfire =@ 1.42) & fem
T I BTG IFAIRE 37 (40 srfaere &) 33 ml
foem | F F a7 9¥ TN gT ' 10 faeet # Taw
& AT HT ATATAA: OF & & ST | §HH G0 Tt
q g, uF aue fAeRa (Etched) @ag 3w ghft| g9
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IUA & Tferd FIA §T AR & 38 A & FA=ST d¥e &
i qar 5T T oo & sifaw w7 & 97| T Jo 7 gae
F @9F o fime & afas TE0 e |1ty s 36
oo @ e (Staining) &l T S & g9
gATE & TTEATA AT &1 @I AT | §6 ITAR HT ITANT
A TS A ATA9AF g7 € fF e WY & s
afed @7 T & W H a4AAT € & TFHIAT F 9T
7 |

AT TATH - ST § &1 & Toare I & qIAd wIa{eT
# o | 3T FIHS T & AEET A ATl 2|

AT q°T fae - IqaAd T H G & T q9 A e |
SET #Wd 87 FAE uTgH H geT § #Erar & forg 2
gfoerd AEfe® o1 GeRgR® ond & adEar & S 2|
IHE qIET T A & 0 |

~ WAaE ®d - I9ad gy 5 Yfaud Fiftes dreT wid |/

IUETRA (treat) #Y | 38F Tv=Tq TH @ & faweTd:
(alternatively) AT IR % STESIFARE A TAT STl
& HTeT BT ST-Th{cT HI AYE SIANT HY, AW I TAABIT
(Restrainer) & et smaa® & 0.2 gfawd & &1 A13fgs®
T F FA AFAT & 5 T Ft A |

ZeTaT AreT - el & T g2 a1 ar & 99 & qeaar
T TSAT ST TFHaT 2|

e 39 - T T | o1 "geHl wt qr@d gu (Soaking)
TAF & ATAT FT ALAAT F FSTAT ST FHAT 8 | 3HE T
A % 99 & 1% &< | Ffeq ferfaat & wrefave &1 2 & 5
fimet & forg 5 & 10 oo AelR® ona & @i |
fopmaT =1fRw | 30% g TH S & o qAqT a8 & 99 &
qTH FX |
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w¥a=t (Fabrication)

s 1.3.45 & forw awifte R

awe¥ (Welder) - a=faferes & zeama (OAW, SMAW)

7w e # 3w (Defects in gas welding)

IEAW : T 9B F A # AT fwAforfaa w w7 A g
 fafter a ot & = Tar " aur gt w9
o Tt AT H I S B T q |

gf¥wmar (Definition)

I, 38 H UF AT et & s womey ' Jig
Fa @uT % 8 daar 2|

T aeed # T e forfaa 2w Saw g 2 |

e w2 (Undercut): 3= % 2t (Toe) & ATI-8TT T& WIT 9T
a7 ST AW 9¥ UF Y AT a9 aqar & | (Fig 1)

Fig 1

N \

UNDERCUT

NNV ALY

UNDERCUT

4 /6’ !

UNDER CUT

WLN134511

Frafw ISaaar (Excessive convexity): s 9% w=fas
aee g AT 1t € Foraw fF wwfis dw dgawda= s
% 1 (Fig 2)

Fig 2
(a)

-
LS, SN

EXCESSIVE

EXCESSIVE
CONVEXITY
(b)
- REINFORCEMENT

=

stferarmas (Overlap): SITeTe &7 #t, 38 F= 4 faer aag
o¥ yarfea g1g | (Fig 3)

REINFORCEMENT

WLN134512

Fig3 OVERLAP

e
202202X AN

OVERLAP

Y 4

WLN134513

sraters stawe (Excessive penetration): I3 STse % 4
(root) T TS F e UfAd WU & StfgE it 2|

(Fig4)

Fig 4
v

EXCESS WELD METAL AT THE ROOT

WLN134514

w9 & AWE (Lack of penetration): sTqul staor
SAFRT HTAT AT TE A Mg, AATA R de8 & qoA A% A1 2 |
(Fig5)

Fig 5

{ W N ;

LACK OF PENETRATION

WLN134515

RIS &1 9T (Lack of fusion): afe ¥¢ % a1 d13 %4 (39

Heot #1) S & &1 frarer arar € at 38§ Lack of fusion #&d &
(Fig6)

Fig 6
LACK OF INTER

RUN FUSION
LACK OF

SIDE FUSION
(
| | |
{
x ROOT RUN

LACK OF
ROOT FUSION

WLN134516
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fsteaar (Porosity): RRifore #ear & avtm 9= %2 fow gt |
(Fig7)

POROSITY

=1 gt (Blow-holes): 7= fU e & @@+ & 2id &, Afd
=1 =T &t 21 (Fig 8)

WLN134517

Fig 8

WLN134518

ptty,

CRACKS

WLN134519

T W& 7 (Unfilled crater) : 3 & R 9¥ 991 U& 3@
g1 (depression) | (Fig 10)

WLN13451A

UNFILLED CRATER

HITAF AT | AT F Aierg (Excessive concavity/
Insufficient throat thickness): ST T T dee o1 &l
foreredt StTeft & fores & o & wier safa idt €1 (Fig 1)

AR-IR T2 (Burn through): sierfess oo & Freor foraer
(Pool) #z &t fara (collapse) & TR @&T d€ I | 89
&t ST I(Fig 12)

Fig 11

EXCESSIVE
CONCAVITY

A - THROAT THICKNESS DUE TO
EXCESSIVE CONCAVITY

B - REQUIRED THROAT
THICKNESS

L—
WLN13451B

COLLAPSE OF WELD POOL
THROUGH PARENT METAL

WLN13451C

BURN THROUGH
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e & 9w - s aur = (Weld defects - Causes and remedies)

IR : 3F S & u § oA At w6 w1 A g

o 3 AT & FIXUN FT JUIF FT qahat
o AT Ft AHA F Y ITAR Fa@T THA |
A W : HATA FROT qAqT ITAR
Y awifaa Hor IIIF ITAR
1 ot die #iers arer foeTe quT AT ITET FT AT FIOT forere Tre @ & arET & I Fi W
fohete a= Fw
2  9C 3 MHEA | Faer & fera ar e & arT Tt el gad Tfd aret ferw T qor 3
HATEF ITedT ATT T4 AT € Tgd Srerl ATES ATSTA HT T FX |
3 HATfUE o, g AT HT T FIO agd a7 | Taat et FT GEr T 9 AisTel 99T < |
Tt 1 STt e ST AT SATAT AgS q9T/ FT 4T HET |1 Al g | ST a7 Ft g
agd =7 | (e agd a7 AT BieT/ g & fafaa w7 1.
A &Y AT TgA A | HqET ATES & (oY TE HT TANT & |
4 T EEeR el e C RS HEED HET HT 9T AT AT T | ASTA ATISH
AT g @ o S W W BT 8t fFerT T & AR At A FX
T 2 qET Tl 7T = |
5 feie d & oIt  sveTwe | =1 I3 Ifad TANT H T Ao B T 93T H JET HIOT I G I |
Tod e FaTT F T AL Fic i
6 TFHT S A A A A TAT AT qIET FT TA, HE AT ATES, gaet H T q=q0
FAT A15S | ST FT RE T § TAd g, ATEH A | TS & TET FT AAGAIT T Y |
IS AIES % Al HT TI0T
7 ¢ AE # FAFEAE B TAA HE-AT TUT A$ AT, J IR gfeaa #1 & g aamT q4r de-aq
S fige (Teet A AT fg ) TFRAT a7/ AT =T AT HT TAT 3w €| IagaT ufkar qun/ a1 ded
AT T AN FL |
8 &% AINE & WS § IAFHAC | ToAd He-3NT qUT SIS q™T, FATFFT gfafeaa &% fF St a@mT a9 de-s1
w Grge AT doeT Ao T TFNT| 3% & | SUgET TiHAT q9T/ AT AT
TEFAIE T TAT &K
9 ®<C GHIZIA T ATHE T SIS AT a7 de-AT AT AT FY qAT ST w1 TET de-AT F |

10

11

T A1 TR IS & ©
% FeE! O T[T T}
AT |

IEET-TA TS AT
STHTT

agd &, 9t JATT Fgd T,
7o fav et #3a 2 |

TAT He-3T TAT SIS ST | TSI
AeEA AHAIEH HT TANT & |

TISTeT & IO AAT &7 TIST T Tl
gfFa =T

F SR giafead #¢ |

T ST A (Tilt) & wor 3w F7|
THAETE at7 a€9= (Heat build up) et
FH & forg At IR F AN F |

HEEAT : de? (NSQF @R 4) - 3™ 1.3.45 & wifia Rrgia
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i) A= g stfes ' F Fw
iii) FfeEr wfy aga 4 gar
iv) afeeT = frfa =t 7 =T

V) AT IT 9Tq ATFHEE T TIA FG7 BT |

T Wit FROT ITIF STAR
12 =¢ qar e =t & TAd deed THAT & T | Sl TE@R FET Tl T F 3 FT TF0T ¢ |
T T H wh AT HFAT Al [STe[EaTett & Iafefa | THEATT AT qT Itaq gifead Y|
AT & ST FLAT IWE, Tad e T &7 Ao & qd AT & ITGETAT aAT T8
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