w¥a=t (Fabrication)

s 1.3.34 # fow awfte i

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

ArRN-tiifRei deew &t yunferat (Systems of oxy-acetylene welding)

IR : 3F S & u § oA At w6 w1 A g
o ATRN-OHITEE ST FT WTHRTOT FT TRt

o ATRA-THifeei # e I/ aur = 91" ool & SR |/ Sar Tt

o o T U = T =R & 9 AT w5 @t

AT gEifeete @== (Oxy-acetylene plants): T sifail-
TEfeel o &t affpa o o e &

- I=gmHdT ® (High pressure plant)
— 1 g9 @@= & (Low pressure plant)

TF 3= 319 T4, I+ a9 (15 FEn/awie) & stasta gefifeeh
& TN w2t 1 (Fig 1)
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Fig 1
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DA (fafermex & gefifecfin) us st sga & 2|

U 3= TT9 SA¥eY & JALY GEIeaA A FT A0 T q=1
ST |

uF f e @F OEifeeli #T ST dae UEifee T SMYeY
Seaw f = 319 (0.17 fn/ai2) & stenta #ar 21 (Fig 2)

WLN123411

T=d I AT e I |9 e 120 | 150 /A
T 9T & FERE I=T I Aferved | T TR
N FHT TAWT w3 & |

Arf-uifeeie swonfert (Oxy-acetylene systems): ©#
= IS AR T-UE el &= & 3= a9 = ¥ Faet 2|

I T AT o (Rfere ¥ arer e grer g &4 =t At
T JUITeT &ed 2 |
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LOW PRESSURE OXY-ACETYLENE PLANT

FFN-THifeel deem d e e awr S= T
TUTert s Fael UHifeel I, e A1 (e A e
e £

Gt % wwe (Types of blowpipes): & ata Jorreft &
T s faeiT w=he & at TaeY TR S UTET SawsE aidt
g fora 3= e gurrelt & fore oft o R s @t 2|

3I=T T YUl § U e 9o &1 3= g9 AT 9189 &0
ST faFaT star @ St A are il & forg SageE A€ et
2l

I=T I ATHRAIS & UEHfIeli IET A8 | Ja9 & @d¥ &
Fu= & fou e g =1 9E § uF geide &1y e
STAT & | g9 AT aMfRed ated 1 off tefifectie ats § =
IR FAE H ITANT AT FAT S| AW UF AR q@ T F
T | THIfAT T¥eY d9T =t 9189 & o= U gaarterd 999
T ared (H.B.P.V.) &7 S=ir {3 st & e i oefifesha
F¥eY ® fawhie # Q& ST G|

I=T I AT & @9 (Advantanges of high pressure
system): G=TT FTF FIAT TAT HEAT H FH THEATG Sl
2| 3| JuIelt ® AT FT I AN 6L q4qT YF ST ¢,
ZaforT &1 FHLA & AT At ey & | i faforvey # o=
g & FOr uia: e § gidr & | DA, faftet oidaw
ST &7 BIAT & TAT ALAAT & U I & gAY I I & T
ST HFaT 2
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D.A. fafome # e @t ofrar @ avaar & fee fFar o
AT &, oma aua # g9q et 8| e J9T A1 §9TeY
gl THTE & Ft qIgdl @1 STANT fFAT ST @@t g1 DA,
fafoeT & T & fog agae &7 stawaswar Jgt gdr 2|

I= I YTt i et (Disadvantages of high pressure
system): fachi= teifecha frforoex weam atar & aur fafomex
F @R & fou awer & [’ S amar e g e afttw
giar €| safere 78 @i gar 2|

e gumelt % @ (Advantages of low pressure
system): THifeelT 19 ST FH @TAT SiaT & | {9 HEET
& HE T FE 397 gtar & | Fifh TEifde Jiex doad
ATfere 6t T BT € | f 319 deew [HET =Ry (39T
THTY) T IoF T Ul | ¥ ST f3m S @ 21

o 1 sl #t Erfet (Disadvantages of low pressure
system): e aTar ST F FEAT srafa UEfifechia Sex &
stfers @awT Seae gtar €, gafoy geenr @t @wanTd s aidt
gl

GHifeeia A9 FT a9 AR Y@ AS ST 8, F(H TS
At g1 & e et €, safog w1 w3 & qerar &9
AT 8, STFI T TF W & gAY ©IF T o AT HiSA Star
2| TEIfeeli STe ® SR auT HAEw FaiEe sEuy &
TAETE FLAT HST ST & | Ieaer Gefaeli 9, sarerr & ara|rT
F FH F qFAT & | AT T8 FYF T & A o deeT & [ gL
e & gwTfad gidr 21 3a8 o &d JHe F = 9ew
ATTTAFAT BT & S 7T &rar &1 UF are & 100 kg & <1fer
o #rafze &1 weRA #x4 & o aEae # sravaswdr
BT 2

126 HEET : A (NSQF ®X 4) - 3™ 1.3.34 & "wita Rria



w¥a=t (Fabrication)

v 1.3.35 & fou gwifae e

aee¥ (Welder) - a=faferes & zoama (OAW, SMAW)

| deed = IrEg-yeR A gwmae (Gas welding torch its type and Construction)

IqAW : F S F A« | A fforfaa wf A= e
o i g & A TE F ST T4 T

o TAF TH F A TET HT HATA Regier sar qat

o ZTEHT TEIW AT AFLA & A | q@qT That |

Y (Types)

a7 THTT &I AT 9T et &

— &% 99 SAI9TET AT AT AT-§HFeT 15T sATaT3T
— @ FR AT AT AT SHATEL TET S AIET

gt % Igant (Uses of blow pipes): T&& Y&e &
faferer festre &id & ot &1 % e @) ga @ o forg =
qET ATavEF & | FF NG deeA, IO, qgd Tl =A@
deed, dee & Id qUT TEET AT, A wer |

TH a1 I= o1 =t 2w (Equal or High pressure
blowpipe) (Fig 1) : H.P. =t arzw w1 uF fafamr feamzw
St & o T W T qHI AT SRS qur gt
TS FAT & TAT TN qTed O B & AT ATAWAHATIATE A1
& yaTe & A #Xa & S™ia TEHAT A9 do@A T Arg aur
dATe gTgert &t deed, fdAT & EA & qqdAr A€ H
SreAT, Stat & qut St i qur qwe it afn e &
aq, 3 (dents) Ft ge™ & forw quT HET FHAT F ITAT &
e Fwfew ¥ fog |

Fig 1
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—
N

ACETYLENE CONTROL

WLN123511

Tu a9 =1 9127 (Fig 1) ®, 3=7 379 faforve<t & W@ sradtoe
AT THifeeT % forT &7 gde FAaee gid £ | 9t & varg &t
= # & forg qur @ (S1E)) s s et & e
% forg fereror et gtaT €, & forg &F fe=or atex &1t 21 (Fig 2)
faforg A9 % argT & TS A aE g4 gy @, aur Y
TSI % 1% T Toaterd il &, #491 fo rerfrsre aur gefifeeia
F4T =T a1 0.15kg/cm?2 % THTT 319 9 A< &id & | 3ferg &
fersror et 9¥ uwaTy fAfya gl €, a°r = 91Ew F g Atster
% foq ox @ warfed eid € | 59 JH I FFAT [ T F I
I AT [ T o FRd €, N F aw AW A F I I
YOt # ITAET BT €1 TAF FHAT F AT F A qe
TATE AT ST & |

Fig 2
g GAS PASSAGE IN THE GAS MIXING SECTION

- 0
~— ACETYLENE

Iz
e

ACETYLENE +0, ——

- 0;

EQUAL PRESSURE TYPE TORCH
qieet & fog gla &, o =Id § R g €, 9 3@ 9w
faferr argst &t se &t €1 Astert ¥ e T S & S
It ufer sroer forew & A9 #t @uq sardr 2|

WLN123512

HeAYUl qaradl : o I gonelt W oS= I At
TIET FT ST AE o A qwar E

o= g@ = (Low pressure blowpipe) (Fig 3)

T BFAT A ATET & Y UF e ¥ (Fig 3) orar € forad
T I=T I AT oA & | T8 SATHRIIo T EeA T TAeT
o fam g odifeehe &2 fsor w7 & & ST @ qur R
SATAT T ¥ o folg I TG99 a7 ST & o7 geisey oy
FFEET FT ThA | Heg T €|

= T = qTEw, A =T 918 & gHTT &) gidr & srfafe
Za% & Sa% ardt % 0¥ Uh geiae} gdr € oes dvw 7 uE
agd Bter (aF) foz giar € formd & S=a-a1a sAtaio Tereet
2| TE I=T g1 AT I giFey & a8 AT & ar fasor
FeT § fAata Sa FXAT € q9T 49 svex & A ara vefifechm
Fr &t 21 (Fig 4)

T THE | A AN 8 &1 AedT-aaa] &l AFal & | de &
TqISTeT 9T S19e ST Bid & | T8 ATI9F BiaT & HiTd TAH
AT % AFET & Forde a5 & |
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Fig 3
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-
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WLN123513

Fig 4

—— ACETYLENE

ACETYLENE +02 k%,
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- 0
—~— ACETYLENE

WLN123514

LP =t ar2q, HP =t 9129 & rfirs et gt & afeee
i TaT=® B Ot THHRT TANT I=H I T 9¥ off
ot s @ear 21

GG AT AIXAW (Care and maintenance)
ATILATEY & Buefort #¥ 9x afd & Fr deew fow At &t
et 2|

qoter &t FwA T fEr ST T & g9 =@ Sig A
e a7 gwen & forg fERT S|

At #ie (seat) AT AT AT Al & Ui T BT AT(EY
AT Stiewt 9¥ Fad a9 Gi= (scrator) 7 9% ST

qroter AR #t Faer T FAAL & 916 $9, T g9 TS +
for fawia & & == 21 (Fig 5, 6 41 7)

Fig 5
LOOP FOR HOLDING TIP
CLEANER IN A HOLDER / ONE TIP CLEANER

C\ G ?
THE TIP CLEANER RIBS ARE THE TIP CLEANER ENDS ARE
SMOOTH AND ROUNDED ROUNDED

WLN123515

et arg @ SATaT & AAfaE aTT & FRw oy 9w wig of
Tt &1 ST & folg istel & {89 &t aT-aT< BrsterT {2 ST
feul

Fig6

SET OF DIFFERENT SIZE TIP CLEANERS IN A HOLDER

WLN123516

Fig 7

METHOD OF TIP CLEANING

WLN123517

el % 3ecle TR aid aTy A it qur At F oy
T gy St AT el €| = TET gee F AT FEY A I
FT e I T &9 T | 8 FCAl I SATAT H dF FE qdT
T ITET F 3 TA | A |
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w¥a=t (Fabrication)

v 1.3.36 & fou gt e

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

ATRA-HfeeN aeew # dwew aw i+ (Welding technique of oxy-acetylene welding)

IR : 3F S & 9 § oA At w6 w1 av g

o frfirr i e aF F AW AT TETE dee AEAIE H AU FY THA
o FFTRT ST T U qAT ATATA GEAIE B ATIINT B TAT FAt |

ATFAT-TE a7 doed TohH | T doed dohe e IUANT el &1 F
e

1 dweas deed awa (Forehand technique)
2 Eeas dEHlE (T99 U asA1s) (Backhand technique)

AT ThATh HT U A1 (3T 74T & | TEeae & foawor &
T 2.06 & gwetea e wt e |

FETEd aw® (Leftward welding technique): o= aga
FF €T & TgF AHR-UEHifeT dwq aww © e
Ao, ST & qTfed T & STERT ST & q97 arft 1Y aear
g1 (Fig1)

Fig 1
FILLER ROD BLOW PIPE

RIGHT SIDE

LEFT WARD
LEFT WARD WELDING TECHNIQUE

WLN121911

T S AT JGA dwAlE H Fed €| 37 AT H Ao AF &
FTfest R 9 s giaT €, a9 anlt T Sedr 8| $EAr B
I €@ % 60°-70° T THST AT & | fheA 7€ Ft awed <@r
# 30°-40° 9X @l AT & | &arEy, fhee Te v sgaer
AT & | Ieew SaTert Raifore doe u1g &, W (away) fFEfea i
Elcifd

S % TAF A3E T TH T I FA % oI &Av qrsa &t
FATHY AT A3 ¢ ATES Tfer & et |

Aieed o1 | fhere e faved ags wivw 39 g Wy Sar © |
T e Ft @9 W gy A8t fEemEr ST ARy |

Aty st #® i fhew we & & fgew # oo
T StraT € At 3% Feawy Wi Id T ATH 0E
ST AR TF A=ST T T ASH F6ar A1 aawev |

T == & forg amTad awAE (Edge preparation for
leftward technique): fee Siet & fow awfsre fEFamer
AT ST 2

Fe el & forg AT #t, Fig 2 & Iord & ga aqm™
ST & | A= et =t aeeft, g siet & forw amamEd awdw
& gg O H deed FA & forg faawor i guiar |

aweft 1 A= & T Feell, amEd awdE 8@ g8 g8 &t
Foed FXA & forg fawer & gwiar 21 (3 set % forw)

frete ST % o o a2 aEwr # A Syt R
ST 2
5.0 mm #tetE & Afrsw F forw farorad dseis STFiT &1 ATy
TrfRT|
g
T dhATR B AEffEd F dFeeq # forg I R smar 2|
~ 93 T 5 mm AierE %
— FW 9IqU, e TAT AATE S |

Fig 2
9 UPTO 1.5mm

L m I

FLANGE BUTT WITHOUT GAP

[ T
GAP 1.5mm

FLANGE BUTT WITH GAP

1.5 TO 2.0mm

2.0 TO 3.0mm

[ I
GAP 1.5mm

SQUARE BUTT WITH GAP

80° 470 5mm

»H« GAP 1.5 TO 2mm

SINGLE VEE BUTT WITH GAP
EDGE PREPARATION FOR LEFTWARD TECHNIQUE

WLN121912
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Ecbpd B oEr o2
®E =, F 5 E
o |F

0.8 16 1 | w= NIL

tg i AT &
forw &1

315 | 25 7 | atee | 3 | ST AE
far Srar

4 3.15 7 80%ee 3 5

5 3.15 | 13 | 80%ee 3

AFRA-THIEeN 7| deew f gfaomad aw+ (Rightward technique of oxy-acetylene

gas welding)

IR ¢ I TS F A # g fAwAferfad wf w9 At e
o IfATad Aeew AHATE AT ITH ATH ¥ AN A JAT THA

o BT SRR T fRrTEe qEE & ST F W A qar /|

gfarorad aeew @@= (Rightward welding technique):
TE TH AT TEIEAT I dee qAhedl® & ST&l Fed AT *
I FAR 9¥ A A AT qmar € qur 9w arfedr s
Fgar £l

AT W wiet (5 feft & %) X IaTew F14 # Agg & forg
T THATE FT s fFFar @ (@mEd ams * 9e) ), e
o 1=t TquraT & faret aee gt fahg o @ |

T Il AT SFAS AT Ik 20 dAhAE AT Fed 2|

za% ad A &1 (Fig 1)

Fig 1

FILLER ROD BLOW PIPE

RIGHT SIDE

FILLER ROD LOyV PIPE
¢ //
DEPOSITED // 40°-50°
METAL °-40°

——

C

DIRECTIOI

=4

OF WELD
RIGHT WARD
FEATURE OF RIGHTWARD WELDING TECHNIQUE

WLN123611

Foe, W(T F I1F FAR & AT BaT1 & a9T I qre-T Y
FEAT & | AT TET A=A @ & 71T 40° - 50° F For 9% &
ST & | T3 3 dee @1 & AT 30° - 40° F FHI97 9 T&T AT
2| % T, d=T =l TET F ATHT FIAT & | dee ATl
feifore  aw o7g #r A TTERAE & ST 2|

T TT &t swfRem & UF ASqAS AT JATHE T A9 &
ST | =T IET TF A @r ¥ Rrar & qfedr qiw i
TJAdl €| TE awrs @ (fusion) & forw stfes Ao S
FLAT & ST AT wie deed & forg frwradt g &1

Firoad s * forg fF=mer == Edge preparation for
rightward technique (Fig 2)

Fe e & forg fmm & Fig 2 # 39T 13 STAT a9 St
gl

= &t 7€ ATl g et & forg gfaromad deew awAlE @ 43
T & A= FEA & forg faawor &t gurtar 2|
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F|92 [ 5-6.3mm

2.5 -3mm

SQUARE BUTT JOINT WITH GAP

60°

X7
. 3 -4mm

SINGLE VEE BUTT WITH GAP

( 8mm & above

|

60°

N
—16mm
3.15mm & above

DOUBLE VEE BUTT WITH GAP
EDGE PREPARATION FOR RIGHTWARD WELDING

WLN123612

ot 1 (T2 ST # fom)

arg # weE mm | C.C.M.SUR&F dT | &l Uigq Wigq | {ohemer e %e(Root) ERRIUIL
mm & =™ mm | AT qEA T mm & AT AR
5 3.15 10 T 25 73 9 & AF
6.3 4.0 13 FATTHTT 3.0 Fee & forg
8 5.0 18 60° =t 3.0 FIE TEAF FT
10% 16 6.3 18 60° 4t 4.0 ST srafara A=t
16 & srfers 6.3 25 600 gaet AF 3.0 gar 2|

AT : ae? (NSQF @ 4) - i 1.3.36 & awifee Rraia
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