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gffe afew (Thermit welding)
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gffe afew (Thermit welding)
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gfie afew #1 Regi@ (Principle of thermit welding)
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e F1 ga1q uf¥e afE (Plastic or Pressure thermit
welding)
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¥ g gfie afw & "= (Fusion of non-pressure
thermit welding)
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IUEIO AR HY sgfe (Equipments, materials and
supplies)
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yffE Rt (Thermit mixture)
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MS uffe (MS thermit)
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FR JEIA 9 (Cast iron thermit)

Fe AR afie 7 & fafwE @it ane & dfEw &
FATAT ATe AfHe & € Y THHT STANT F=aT ATST AfeeT &
forg e StaT 2| wrgee &t 9 g ang ATl & aerar S
I UF de &7 & I g Fiade TE fFAr v @ a9 a% TE
I T AR 9¥ ARy a7 7€ 81T @ Y 39w
S F YA 4T F qF T AT GFaT & FO T8 IJTA
A % fo difea 21 =t stfewaw I s gEE 9 &
8 AT W 2|

e B aset & forg affie (Thermit for steel mill

wabblers)

TR WIS AT FHaT & Taa & ar e 9fie 8 & o
& e O #2 daox g & fFuior % fog weie, famE
gfaet g &l % T § (9@ S v 2|

afew ¥ & forw uf¥iT (Thermit for welding rail)
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fafsre yoaew aeeT Suaer | ARIW dXemTEe #T e
ST T Strar 2| afie 3feoe aresy &t @g uw 39 % 9
gsratferd f3Far STar @1 ae fsror / sfvs w7 & A9 @9 &t
THA 3T TH It AT T A § A1 JF ) TAT(AT HY
T T =feu | U ssanford § =TEE WS & IO STt
T BT W o @ Ael & @asl & J497 o g&ar | gfie
3R TISeY #t UF fae T & AT UF Aadl g3 Awreas
Raq &t T ¢ UF T & A gsatoa R A dewar
2|

yfie afw skt (Thermit welding procedure)
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s (Application)

aTffie AfeeTT &1 ITAT g&r &7 I AfeeT, Foble GEerH,
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1 3= af<& T (Rail welding)
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gx==r (Fabrication)
awe (Welder) - 5w eng sk afesw

v 2.2.87 & s=E e

dfF fgw s afdr sw (Backing strips and backing bars)
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gf¥wmw (Definition)
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Fig 2

WLN228712

STAFHAH FATT ATTH & AT T AR IAT AW & @A & &
LU ATLHIEEFIY T TROMH hr 2|

FE AT & A S % IO 9T e grede Y Fiow @ w
THTE ST AT & I feww F e F F6r agara & Star
2l

AR # A A T F3A & Tod AR AW Tfd & ST 8 AT

T AT T aTq faa<r |
60

Fig 3
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