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FHE| FH I FIT | FF Q | FTR | BT 3 | FI Y | BT Y | FI K | BT 9 | BT ©
q. |afees ufem |3fde | HEA fefaqw |
F) ATd ey
FAE| FE I FGT | FT q | FT R | A3 | FH Y | FE YL | FT L | FH Y | I g
q. |3k dleeT = Hecd IR
(Arc Welding)
.| (Safety) |UfET | AREITT | HALATAT | STH
GEIN
afaER
3 |9TdEE | e |fefaw | wE frgrorar |y
Metals)
¥, |97 9% Eitep| Hed gareq  |fafg g |wa qHTS
(Bench Work) ( T g

Handling)
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Y. |afees ahm  |d9f=m e ferfaa CEICCER G P ) RS
T g
. | ¥ uf=g | HeEcd feptere gered |ty yar | 9da qETe
T g
9, |afeey Fe | |HEE fopfarer Fte AT
R ECCTE qfer | g AN | Hecd forgrorar  |gHre AT
(Electrode)
¢. |afees ufaty |uf= Hacd PRIE
(Welding
Technique)
q0. |SHE® (Weld |9f=m  |Hed FAle ERIE
Joints)
9q. |dfeaTaT PEIES Hecd T
T
(Welding

Position)
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FHE| FH I FIT | FF Q | FTR | BT 3 | FI Y | BT Y | FI K | BT 9 | BT ©
q. |TgmE dfesy  |UfEE |HEA ERIEl
(Gas Welding)
R g gy | | ST | YU
3. |7 akey (9T |HWEE LRIl
¥, |Srad qar |9t | HEd ERINI SREGI farfer e qHTS
ST
Y. || o= | Hed ffae |9 YEIARE
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5. |SameT (Flame) |9 qecd TehTT AT
(Types)
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F.9. | HH T HAA FT TAT ITHRUEE 39T gttty faawor
Q. |akes 1.9 i 1.9.9 algyd ufem, ITTR 9. Ferrous/Non ferrous dTde®als
TF§ ®IAA dC A pressure aT fusion Wiaterer
Sugh YAt W T
permanent joint AT Afegs I
1.9.3 afeswar doraw fagra 9. Electrode YT T4
AAER dfeey WA =T | 2. Filler material TN T
T4 afegs ™ TEw 3. Forge welding (T gfate)
¥. Source of power (heat & electricity,
single & three phase)
9.} e 1.3.9 afey famaer @@= 1. AT WUH FAH ATH
afearT, gfderd T faer . ATTASHIhHl ATH
el Aq
9.3 HeA 1.3.9 ey FFH FIGT 9. Permanent joint
Hecd gl A 3. Similar & dissimilar metals
3. 9IS FEd
1.3 QAT T JAARSy Wala | ¥, @=a a=d
A ATFIF  AH
g ;9. g9 9509 HT Sir Humphry Davy & Arc 9<l @RITUHI
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afeey ®EH ATRT IhH
dfeey wfafrsr dfeq gHte
T qEy
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CIEEEIG|

ATTHAT AT e
TS AN ITGhH
giatgerl JART T HATAT I
HeTH

9. #M® dAeF (ARC)

. WM AEF (GAS)

3. U Tedldl dleey Wiefd
s fewr, fr we el

Ferrous metals welding
Non-ferrous metals welding
Thin metal welding

Heavy plate welding
Pressure welding

X X WP

Q. TIEl ®iHER, qIETH,

saTiTE awg emfy fAwior W

Q. Structural steel @I I
2. Wroughtiron &I 9T T

fafv=1 structure T construction

A T TH




%) AH Alesy (Arc Welding)

FH T &I

FY T ITFIET

el

giare faawor

qME Aleey

9.9 qfe=a

1.] #Hecq

1.3 9Am

9.9.9 AMF dfegy T TR
T

9.%.9 ¥MF deSFHl Hecd TrIdl
T

ﬂiﬁm?ﬁn@waﬁrt
FHTETE TET AT
JANT T HeTH

Source of Power (Electric)
Welding transformer
Welding generator

AC, DC

Polarities (+ve, -ve)
Welding current

Welding bead, joint, penetration &
slag

Welding tools

Exhaust fan

0. T qEaT Ay TH
Tl gifae A

q. ¥ ferrous metal welding T
qfeh

Non-ferrous welding
EECHIE]

H JHI

afier I g

CIEIE I e G
TUTHT LETHA

Structural steel 9T wrought iron
gre Wfa fafv= ammee
(RIS, @rehT, NI, |IRT-4C,
a9, HF aTf)
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TSAAT (ST
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9 e (Leg Pads)
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HIQIr\HGb SYHE Ll dl

I H{% (Ear Muff)

PEIEU

HiraeT e
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EEGEIES
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EIRIGEN
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giare faawor

9.
2. i%zm (Chisel)
3. ¥4 (Hammer)

— 89 &<
— Rasp &<
ATRITR]  ATATLH]

E

- Bl U3Ts

- TR

— ea
Y. wIg (Pliers)
%. U= @9 (Screw Driver)
8. = (Wrench)
&. Ruler
]. Al (Hack Saw Blade)

— 95 fa.f.3ME (Teeth per inch)
- Ry fefrems.
- 3% fofrems

qo. Toe @WmeT ¥ (Scriber)
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99. #TH (Clamp)
— 'C'clamp
— 'G'clamp
— Parallel clamp
9. ddMH (Square)
93. ®HTH (Compass)
9%, HeaX TETIL (Centre square)
. 99
- I oag
- oty 79
— dEY 99
9&. ' =% (V' Block)
9. Centre Punch
95. %X 9= (Number Punch)
9R. ©@eX YT (Letter Punch)
Q0. dfv€¥ TN (Welding Guage)
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R IEl
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— 9T e
R. Alloys
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349 dIgeedl YA Gl ST

() HATH WUH 9Tq (Ferrous
Metal)

— AqH HATH (Mild Steel)

— f®e waTH (Castiron)

— JEWM WTT (Stainless Steel)
(@) HATH THCH 1 (Non
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(1) FoeTeTeh
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F) HATH
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¥, gATSSIBIA
'S ICED
R 14
¥, | AR FAEE ¥.q afea ¥.9.9 ATIAT FI TN AE | 9. I T (Bench Work)
(Bench Work) F. THg
g, A
T, fEEr e
Y. Hlad
g. HIEA T
. IEvey ™
g. @At 9"
S, U= HreA
. fefey
¥.} HEd ¥.2.9 ATIRAA FAEEH Hed Q. ATALIHAT AT HEl Al T
JET S fafr sroTg eTdr SR WA
T
¥.3 qieErdd ¥.3.9 ATIRAT FUe® AqId Q. ATAYAF HA ST qAT
(Handling) qTaedd WA, L qor qrfieEdl el e Ifad
qrAdEER FEl qiearer T T gEF AT
T HEH B FATE] TR qTH
. ¥ fafa/ gamr ¥.¥.Q AT FUAT el fatg | Q. fafg
quTs AR, ST qer ®. AT
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9. |®H T FAA FY T ITFUEE 9T iare  feraeor
o, e
CARGINCRIICE |
9. @raq (Scrapping)
g, Grdl g
. fea ™
. 9= e
. IEES
¥.Y BT ¥4 ATETT HTd TIEHIT q. g% faT ATRAT HE Ty
HfeT, ST qur FrEer ATIHAT ATAR TEl
Sfed WEE T qeH T®T T
Y. |y #faw Y.q 9= Y.9.9 ey Afa"@r af=a q. Ay IFTREX T2
(Welding Machine) qeedl FTA 3. THL TR (AC.
Transformer)
3. fe.€1.99%@X (D.C.Generator)
Y. TAHIS @Blegy
Y. SIS T
< A
. THTS
4.R Hed Y.R.q Ay AfGTHT Hed TR |9, ®F W TN ataar/fger
EIG . HY HEEA U q& afar
T 9IIRT
3 AEYIF PG GAlE T qiadr
¥, @l Srerg
¥.3 fefee ¥.3.9 dlcsy AT fofaH 1. fedfi e FeeT (W)




.9, | PE T FAA EEIERIERERES ST e
T HH —~ aEhraT a3y
_?\\

$.¥ G
(Handling)

. TH dTH Fesx
— Tap Y@ (Selector)
— Moving coil
— Saturable reactor

3. ACHdE ATE Aeex
(DC arc welder)

¥, 9 AaHdH ATa degy
(AC arc welder)

Y. B SFUATHN ATLTHT
%, 2l ST (qooy, I
qrgheT)

g, drge ggdl

o o

%. A3 9UTflhl  ATITTHT

F. ATA FlS (q=A

g TR FHide faeH
9, qraehl ATATCET

F. 40 I U0 TR T
g. quo 3f@ 300 THER T
T
T

300 3G Yoo URFTIT HqW
. qooo0zf@ quoo TRWIX T+

4.¥.q dlegg AT IUTH TP
el BISAT H=med= I geTHq

Jfeg IR 9
Spatters

Stub Ends (Crater)

¥, JeeddHITd  qaTy
4. T (Slag)

S




9. |®H T FAA FY T ITFUEE 9T iare  feraeor
W ER e Y49 dlees WET QIR [ q. fafr
qYATS TANT T qEH F. Ha AT
g, TAHEIS Blesidl YN
T UATIVE FATTTRT G
g, fafqg &y, auR 99 <
ARG DK
T AT AR TANT
Y% THT /T Y.%.9 dfesg AT AW T "9 | Q. Fees AfEW
qeedl ST 3. TS Bleel
.
¥, UTIVE FATH
Y.\9 TqETE W09 e AfETE ITIH 9. BMA TGPy AT TUAT I
T qEy . ®H TEFUG a< (Switch off)
™
. | SOmEd qUT YUEUEE | .9 g €99 ATTIHAT AT FA Q. ITHTEE:
Tl ATHT SATaA T %, THI. TR
IUHEE qHl HATH g. Rl (AC/DC IHTH)
T. FAFAS @lesy
Y. qISUE FATH
ER-CECSE
3. &ve b
R HIads &
q) ard (Vice)
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giare faawor

%X Hed

5.9 A, JTHWEE qIT

3) T&AT (Chisel)

3) "9 (Hammer)
¥) Faftg hammer
Y) @ e

%) WX

9) UFHg

g) F

R) ®AX

q0) Il

19) feore @R g2
9R) FITH

93) d<mH

Fq (fafa= gerean)
fI =T% (V Block)




HH T FHaA HA AT ITFTE® 39T giered faawor

afoe® gl S qreTer T Gl
. USRI TGS T Gl

.3 flqa %39 o Saree, ITHTEE Q. ATLFRAT ATAC i
T wfgTeE gwErEdl S SMEade® del aaled JaT T
afe
R, HAEIHAT AT e
SYET JIT AGHe® FANT I
afe
%% geETad %.¥.9 ATATF SATAA qdl 9. ATATF ATAA, ITFE® qdr
(Handling) SUFERH el Tearad AfE®®l Tl qierd AT
el Aq T afe
AR PA DI %Y. S, IUFET a4l q. fafq T I
HfaTee®l el fafg TS F. HOT THATIA
QAN T qEH g. TAHAT Eles<dl TANT

T ATIVE FATTIRT G
o, AEIRAT AT (S
S, ATAIHAT ATARL A

HATRETHT TAT
%.% THT /A %.%9 faUsr JIEd, ITEUEE Q. ATALARAT ATAX SATa,
TAT HIe®dl Tel e STHEE Tel qahrdl HHd
qHd TN 9w T i

¢

2.9 HEE 299 fafe= sarae qur 1. B e arwAr d gPulg




.9, | PE T FAA FH T ITRAEE T e
SUFEE FA THEHUlg AAIHAT ATATL Tl e
qHRIE qEeedl AT BT T 9UER T
9. | ®&2 (Current) 99 qfET 9.9.9 FHECH UNET FEEAT AAT | 9. BEE
. e &
D
9.3 WEA 9.9 ASFAT FaH Hecd q. dlcgSHl oThdl Hid
qEEedl R T e Hed
9.3 fepfaw 9.3.9 HLCH [HFHATY HTH 9. TH (Alternative Current)
— Staga (fagd grfaen)
3. fe.#1. (Direct Current)
R IE]
— STEATHT
— TSt (Adapter)
— ALY
©. ¥ AT 9 ¥.q ATIHAT AT Tl Q. TARTSH TS ATAR
TR Fedl Gl TH | 3. WG ATATT
eI 3 FEAH HIETE ATAX
CRERDIE .49 dfegy HAUT F&IH TE |9, D.C.- Flux TSI T THTH
TAET T qEy TAFISHT
2. AC.-Flux HUHI FAFISHT
3. D.C.- Non Ferrous dTqHT
¥,

A.C. - Ferrous dTqHT




.9, | PE T FAA FH T ITRAEE T e
c. |Ed%I€ (Electrode) 5. T 5.9.9 IS TR HH Q. FT G OTgH STSTEAT T,
Conductor T Filler rod
. Bare rod & flux covered rod
5.3 R 5.9 FEEIE FEH GLEATH 1. FHIEATS fGaTEre TS
EIC] 3. FHdETETe =
5.3 AN 5.3.9 IEdrsal aANTHT FFRl | 9. Flux covered electrode
ST @. Flux @I composition HTETX
@. Core metal & [&HEH FTAR
R. Bare Electrode
3. Position TIT Current X
%. AW.S. (American Welding
Society) & (E6013)
5.¥ WA 5.¥.q IA4AISH Hecd qrel q. afEr SreE
A R ®l dreTE
3. fgar Sirerg
¥, gl SISl
.4 fargrmEr c.4.q gHAAIES® WISrs T4 W |9, G e
3. BT A
3. Aier wrers
5.& Al .59 FAY ATINF FAAISEE | 4. WA AT oF ATET Hel
gAle T qew fepfererapr s??lagl—s: gre T
R. FTAARIH HIETS qAT T

Wma—vﬁ?wﬁ




FH T HAA FA TAT IJUFURE 39T giereq  feaor

5.9 AT 599 TE ANHA Todde TR | . ®igadidg T
T qEH . HHT T
3. Hard facing T
¥ Srerg A
ey WA R.q dfE™ 9.9 Aey Tlafta Tw= AW 9.%. Tapping T fesr [T
(Welding Technique) d@. Scratching T et fTare

T. FAFSHl BT (HATIA

H. TAEISH A ATEX ATH
av frers

T, ATAIHAT ATAR AT JLaATH
e T afey ™

T, AEIHAT ATA B qar

3. few@re (Distortion) ﬁmr—arw ™

R.%. Rightward welding

4. Leftward welding

.} Hed .29 dFleey Ulafusr weca Al |9, PR ATET ATAR fafa
Bk gfafrsr g nfr THT qar
fFREdt afegy T°
.3 WM .39 dfcgy Ulatasr &l TN 9. Welding Technique
T e — Root gap e
— Root face T3

— Penetration fAETIT
— Key hole FATIH




FH T HIA

FT JIAT ITFIEE

SECD]

giare faawor

q0.

Gﬁﬂi%@ (Joints)

90.9 9=y

90.9.9 fafw= fefawarr e
g T fEfem gy s

— Arclength TS
— Arc speed fHaTSH
— Ripples AT
— TAFATSH BT
garad
9. AT AT (Flat Position)
FTeaTe UgTe, Ygieare
aTrrPg
3. TSI AT™T (Vertical Position)
— gdare ATl
— #wrfETe o
3. ATES
— gITeTe & T
9. 9=
&) cbl?jq%gcr?l ATA ST
BIERATS HATUX ST
3. fHqwee
<) Butt Joint
d) Lab Joint
M) 'T' Joint
) Corner Joint
') Edge Joint

o
[HAT3T slag

o

@l

N O

o

gee: Thelld Il

]

Ml SATHT AT 1A EUC]

Qo

AT TTH S |

FH T FdA

F qIT ITFIE®

=

EER

gl faawor

q0.% Hed

90.2.9 i Sle®dl Hecd
qredl AT

\. FETE ATAR S SAfqdT 9T
gap Ve
. PRI HIEE ATAL A




.9, | PE T FAA FH T ITRAEE T e
T 9
3. FEEE] ATER ATE o T
ferg fHems
0.3 e 90.3.9 #FIE TR I FEl 1. FETIH HEE ATIAR
SeEd ghte T a@ FATEIATS TATL qTH
qRTe Alegy TH |EH R BT T TH WX ATER
EIEiNCEIcE]
90.%¥ AT 90.%.9 PETE T G fafd= | 9. FTHERgH Aee AT At
ST F¥ ST fepfararepr  Sreitert %S}:ﬁd ™
STed 9
%) Butt Joint
g) Lab Joint
M) 'T' Joint
¥) Corner Joint
$) Edge Joint
9. | dlceSFHr A 9.9 IHIX 99.9.9 ey WTTIHET FHX 9. HATS I (Flat Position)
qEdl 7 . AldHA UINTE  (Vertical Position)
3. gifred W9 (Horizontal
Position)
Y. ATVes U9 (Overhead
Position)
g . GHMAL T 3ISl dieggdl AN TARATTGT THTALT TS T |




. | FH T FAA

T qAT IJIFIEE

3T

giare faaeor

Y. ZFTerg TITeT™  (Inclined
Position)
9.R HeA 99.2.9 afeey T R0 1. FHTIH FATT ATAL
HEcA®l ATH - W frere
~ FEEE afrEr 9=
— FEEE G AT 9T
— FEAE] ATFUF GTH
99.3 9T 99.3.9 ey WITIHET FEl T | 9. Flat Position
T T — Electrode @T% T TahlUT
R. Vertical Position
— Electrode @T% T FeahlUX
— Work bench & &% AU
3. Horizontal Position
— Work bench & AT &
™
¥. Overhead Position
— AR ATl T FAdE ad
LIEES
4. Inclined Position
— fafa= HHT Tedru
g%l : Overhead Position ®Tg 8T TG TRQATA IITeTeiel amg Ty




*.9. | ®H T FaA FI TIT ITHAEE ST fere  feraeor
9. | AT HHde® 9.9 9= 92.9.9 ey AEAT T T |9, Ay SeTs gl JTH&d
(Welding Symbols) dobd Tl AA — SeTedl fotan
— Er
- UTfafas T@Ti==dr 93T — afer
qUHET AeeTHl Ghde® — Joint
ufe=ma T FaTH
9.3 HEd 9R.2.9 dfeeT Hpde®dl Ued 9. Fegy TS qUX T a9
Rl ST qred g
3. griafge T@Tie=Ar FHaiq
frfaasr Afcggdl THX AL
I T GioTeAT |
9.3 T 9R.3.9 AlcSwHl WTAfd®d @A |9, @Itad qare T&f G
Jfegsdr Thde® AT TH fepfomepr Gabdar YA
qerq . @AY yrfatas Y@=\ T 9d T
TUHT dAleey Hobddl JE=r
T A ATER T
93. | wrfatas @rfea 93.9 Ul 93.9.9 Ay TFEAT @A q. afeATIT
(Technical Drawing) =T (AICATYT) Gl S | R, X@riaael AT
3. fafw fofaaer @rga qar
Ghde®dl JANT
Y. %ﬁw
) at@T foF (Pictorial)

) IRNTR®  (Orthographic)




.9, | PE T FAA FH T ITRAEE T e
3% WeA 1329 desy TR FA T&T . ATTeuE fSSrgd qariaed @i
grfatae T@rraaer  qier T T
qEel 31
2.3 79 93.3.9 WIidfge @Iie=T I . yTata® T@rteeere HrEaEg
AUATHTLHT TP, MY, A
@EY T Hbdel A %) ATaEH FATH
g) gitafg =T
93.¥ fafg 93.¥.9 Wifatas @rea aae ¥ |9, d@x =4 (Pictorial)
fatq ava=dt = %) ATEHHTdE (Isometric)
g) A% (Oblic)
3. AAMTRS® (Orthographic)
%) B T (First Angle)
g) € WA (Third Angle)
. View Drawing
ERED 13.4.9 FETEH [THTTHT HE . T ferd @i
ATl grfafas  w@ri=r=er
ST T4 q&TH
QY. | AR TfaT AE | Q9. Hed 1¥.9.9 9@ feqra foara T . fafeq gomeht
(Basic Mathematical qeq . Hide qUITe

Calculation)

%) Fundamental unit
d) Derived unit

. fafew T #Afcwd gorrefier
TYT=T




9. |®H T FAA FY T ITFUEE 9T iare  feraeor
9¥.% AT 19.3.9 FETE TR I AG9GF 9. €37 a4 Aa9gSH v feqre
Tierfae fedrar T HrAET T
TART T qeqH
. |afkesHr @uEEe .9 TP 1.9.9 ey Tl FegHranr A3 | 1. =lobd
(Welding Defects) T @Ude® JE&=dl J | R, ATEL &
3 W A
¥, qrrad
Y. fewere
. AT
9. = B
5. fgaT (®meEy)
%. Incomplete penetration
90. Incomplete Fusion
.3 IR T .29 AlTsdl @UERE TdT . AfebAdre FATIA
(Remedies) SR NELRS T HETH %) Pre-heating
g) Annealing
R, TS e

%) 6% e 2 T

g) e 9iEad TR
3. SIRTY (Distortion)

) fhaad TURT TR
d) Tack welding T
M) Clamp FIRT TR

") B adjust TR
¥. Blow hole

F) FAFAISdTs S HIVTHT




F.9. | HH T FaA HA AT ITFTE® 39T gtered faawor
TehTIT
g) YUgh dlegy didd JANT
T
% | dfesy TieerT %9 Hed 1%.9.9 dlsy TR wEe $3F AU HUAE] TR WU
(Welding Inspection) qeEwdl ST TITHT e
9%.% afear 9%..9 Tel Al q9ATS Non-Destructive Test

Ao H CHl TNETT TH TeH

%) Outlook B

g) aey Guage WIRT T
M X-Ray TX
) Ultrasonic Test X
¥) Magnetic Test T
<) Ultra violet light FIRT X
Destructive Test

) P




g) @ deey (Gas Welding)

HH T HaA FT TAT ITHUEE 39T gttty faawor
I deey 9.9 9= 9.9.9 TH degy Tl IEIH |, T
(Gas Welding) AT %) Oxygen Gas

g) Acetylene Gas

. WE Ay TOITeAl
%) I=9 AT YUl (High
Pressure System)
@) A q9r AGH AT O]
(Low Pressure System)

1.3 Hed .39 @ AlcSyH Weca AL Q. fagaer AaeEwar 9

Bl . UTdAr 9Tarar 9t Sigd g

3. Non-ferrous €TqHT Wi SreA
afe

¥, FEWHT e Iuded TS
qfe

9.3 AN 9.3.9 9 Fegy TR GANTH PRI

Jrafire AT

ACTHIATSA AT

RIS CIECIE D]

gATSEToT T

qrey, fefes T geifeada

e e

FRETT R HE 9.9 ™ dleey TRl q. HAhTq L&
qHl S R m&wwﬁ’rww
3. SRR qar AT aeEed T

AN WP

éi‘]




H.H. | FE T A A TAT IJTHIEE SCLEd g e
R AhId LT .9 HTT GREAT FRT A ST (reAreR)
SRIEANREIN

.3 HEAATAT G

¥ JIHT GIET

.39 FEMAT AT FEA S

R.¥.9 JURTTEEH & el

T (Afegs ¥ ATZET)
G IJTATLER ATHd
U9 (T qar geiler)
TEATe® A3

T

qfeaerar

RG]

arr s
YATTTD q& AqEA

gedfld TETd WUl WIS A
gy T

g fEdveeEe

H FEEE g g e
fafareter W @l faem
fafqveTar ¢ diee T ToE®
gleel a7 &@l [&F argael
T YN T
yssaidd qeTd WU qEEE
AT T

N GECES
CIAC]




.9, | PE T FAA FH T ITRAEE T e
SR IEE]
2. JHY [AEE®
0. WY WATETE®
9. afwar fafarer 7 @ T
qaq g9 SISHT A
3. s fafaver @ity &+ w@r
EEECEIC]
3. fafauer ar SeErs AR
e
q%¥. &9 929 (hose pipe) @Ts
PT el
Y. JH T[ETATs ATAHAT =T
ECECIEaE R L]
1%, fqfveteedre garge @
LRE
3. | mE afees yuITe! 3.9 9= 399 9 Ay fafa 9. I=F AT YUTAT (High Pressure)
YUTCAGIRT T @b WWa=efl | 2. A T HAW W9 ST JOITed!

SN

T
ow Pressure)
I= AT Tl
%. ugfefas @ma fafavex

(Dissolved Acetylene Cylinder)




HH T FHaA HA AT ITFTE® 39T gtered faawor

qﬂqwaﬁﬁﬁraﬁﬁ

3R WEA 3.9 W@ afey yuelier AWeew | 9. AR sfeew wH afed
TrEI=T ST . UTdAl UTATERdT deey TN
I

3. Ferrous ¥ Non-ferrous metal #HT

~

33 339 AAHAT AT AT
JUITERl 92T T A
Fegy T gEwW

STad 9T IIHLIT ¥.q i ¥.9.9 JUTIAd qIT ITFTEEhI
=TT A

Ferrous & Non-ferrous
Thin metal plates
Brazing

BISLEEEES
EIEREL] (Oxygen)

TfIfef™  (Acetylene)

NN

ELECES

MY Iqed IIHI
= e

HERCES

ar gaY

Ao (fafaer |raeen)
EEEERCICERY

AT T[T
uffefdd Trerex

qreq dTs (Hose Pipe)
%. Al (TEiafa)

g. e (i)

o, fafa= aEasr TUEw

g. F'JT% SIETES

SR I IRl I el B i




FH T HIA

FT JIAT ITFIEE

SECD]

¥.% Ued

¥.3 AN

¥.2.Q JTad dIT IUHUE T
Hecd AT w1+

¥.3.9Q STad qIT IUFTe &l
e

¥.%.q SUTEA qUT IJUHLEER
LT FET S

R. WHIE®

q0. Udg®

9. fgaE®

Q. 9T 99

93. H FTETH

Y. Y =A®

9Y. "X I

9%. ThIgaX

99, A

5. &MY

R, dfsy I

R0. FaTH (WETEY)
. Hay TATER
IR, A qidFaX
3. FEEAIE YIdFaX
Y. FEl

. TAE ATIE WTAX

9. IE ey TN FUEE &l
AT T HEl qhrel T Al

q. A deey TRl FA TET
AAIHAT ATAR GAre T
JIRT T A

%
a




FH T HIA

HA AT ITFTE®

SECD]

giare  faawor

v,y fata

¥.% gArd

¥.4.Q SIad qaT IUFTe e
el aierer g T fafa
¥l A1

¥.%.Q ATad qIr IqpUa &
ATATHAT AT GAte T

TNET g aw T e
. gTell T AuEr Mfdavegedr
Y. g9 JIHTTET ATTITHAT
ATHR IMed SIGHT HIST T
% T fafauer wverR e
SISHT LTl fereee e
9, et [afa= dode® @ied
T FHE Mgl Wl 99 dd,
froee #fed Taed

oo

S. AHlddVs < I d‘lr('{cbl EN
ToIdATs Gl 1T (cap)aTg
e

=Y

9. YT @lod fafd

. ATTTF THLHI ATAdATs (the
™

3. ATIT® HEATHT TATHE®H! J9T
EEISE

Y. At fAiavetsl ToTdr 9
qge e §

Y. UMEfadT Wos@dl 9 e
RIS

% AT THHl AraY fafTer guvedr
TAT T

Q. gTg ATHRD! SATATHl FHlS

. dTHl WEE AgEa fheR T




H.H. | FE T A A TAT IJTHIEE SCLEd g e
&y T Flux 7 A
3. aTq@l HIEE ATAL ATSTeAshl
AT
¥.\9 RS ¥ FEA qI ITHE® q. YIF & ATHRAT FFT Ui
AATHAT AT GAre T ATLAFAT AT TEl &
AT ATty ®T T BT T qUeT T Ted
RS
Y. |vEmE Y.q e Y.9.9 TITHHr Ui T Rl S (9. ST Tq9ied
R g Aafed
3% P WA g ufq TEfe
Y. Sed TTE
Y. oA HEQ T AT
Y. HEA Y.R.qQ TTEH Heed AT HH 9. ®idy, fefag T surface hardening
T Gl
Y.3 fofaw 4.3.9 WE dle A W g q. fFIST (Oxygen)
e fHay e S 3. UufEfafaT (Acetylene)
.Y G Y.¥.qQ g Ay HIAT . dAfre T ufafefad @TEEr 98
ATALARAT ATAL TATHEHT feqor d afess, #fey, abry,
TE T T Afesy T fefey T ersfiy = i
qerH
Y.y ufafefew wma Y.Y.q Tfafefas ma Icaed MRE | Q. SA<EIEl STUTAT  Uffafes
SeqTEd A fafg HAIATIT U FrAfatg qwerd R




F.9. | FH T HAA HA AT ITFTE® 39T giere  ferawor
T F) U] HTAHTH FIESS
HEES
g) AT FIASHT Tl
EEES
% |T= 9% %9 i %.9.9 I Thdl HT G FF | 9. 959 g% (Bench work)
(Bench Work) F. HeA
g. A
T, feEr A
. Wl ATST
9. ey ™
%% HEcd %39 I Thd Uecd T T ey A TET ATTITRAT
ElG ATATT Fel qieapr T FTeATET
TIX 919 qlep
%.3 HIATAA %.3.9 ATH HTadd qar . AT F A dIT IR T
(Handling) SUFUEEH ol qire e edl Tel aiae JaT
TH WEH g T TR AT HHAR]
GRIESRC IR
% ¥ THTE §.¥.q ATIRIT F TREHU . B & ATRAT H ey
qES T qeTH AAIIHAT ATAL T e
BT T U 9
o, |fFet W T wAH ©vq qfET 99.9 TME AlssaAr FeX W@ X . PR

FAR gEedl HAT

F. FIL Fdg HGee (o

ftret T©




FH T HIA

HA AT ITFTE®

SECD]

giare  faawor

ST (Flame)

9.3 Hed

9.3 LT

9, ¥ fareroar

.Y A

9. WIANT

5.9 ufe=a

V.RA

V.39

9.%.9

949

V.%.q

5.9.9

Fet T€ ¥ Fodddl Hecd
gl A

et € T AR G
Rl ST

&R AISls T4 q&H

A ATET [he T
I AT e T qEH

e STETgal AT el
e fhet @ T
FAFTE YA T GEH
gt geTTarr SaTar

Xt

g. ®C AT [hal @
T 99 E
. e
RS I

®. 9T ATEIR FeAd  FI

T

rﬁ ~ ~ c c ﬁ\q_l_;{r_

@HT GRIBRAEEEIE EEISK
grarare fgar ara qieq

~ rTlT_i_ f%\
fafer graers afser Srew
Hicpe

q. I YHTLHl SardT et




F.9. | HH T FaA HA AT ITFTE® 39T gtered faawor
gl ST @rad
5. Hed 5.R.9 TS Aed @l A9 9. G Y@ drdee qaar
qrll = T argHT
EISERRIE]
.3 TP 5.3.9 SATATRl YR/ FATae 9. A HH  (Neutral Flame)
Tl Aq F. e T Uiafad  TATEew!
EREREREE L
. FHEUMNT (Carburizing Flame)
&, l;rﬁq'i:a'ﬁ:rrr TAHI ATAT Fal
qUT TFoAHl
3. AESTENE (Oxidizing Flame)
F. ST AR qET e
(q_q_{ NN
5.%¥ JANT 5.¥.Q HEl AP ATl YA | Q. gTghl [0 ATEq ATT9qhal
T e afegy T 9w ¥ fafast saremar wEEr W
. |akey ulafa .9 U= 9.9 dfeey WAy TwEEH A 1. AleSy TR AT FrATEIH

(Welding Technique)

GRIEUIRIE]
F. T AT
g. Tasr Jax fgersT
T, Sqrar sy
. fafa
F. IAEIE ATATIE A qfate
(T 9TaT)(Leftward technique)
g. FrIiere IAIE AT giarr




FH T HIA

HA AT ITFTE®

SECD]

giare  faawor

q0.

SHEE  (Joints)

?.X Hecd

.3 WA

90.9 uf=

.9 E Flegy Ulafdsr Weed

.39 WME Ay Uidtder el
T TG afeey T gEw

90.9.9 fafw= fefawarr e
g T fEfem gy s

R.

(ATEAT TqTAT)  (Rightward
technique)

FHAIH HIETS AT Aol T
free Tt #oT fHersA
ATAGHAT ATA o T
Rt g T afeegy
fexargaar e
FATEIH ATAIHAT AT
fafaer gfafasr gamr & T
Far fewradt afeey ™

. AT

®. g5 g fa=rer @l W
LEIcE]

@. Penetration [Haler

T. Key holes

Y. Ripples

FETIH FTET 2l Afees

giafereer gaT T
gt =

&) FETH ATIHAT ATA
PIET/ATS  (HATUX S
LR

<) Butt Joint

d) Lab Joint
M) T Joint

¥) Corner Joint




9. |®H T FAA FY T ITFUEE 9T iare  feraeor
$) Edge Joint
q0.} Wed 90.R.9 fafw= SIleEsr Weca |, FETE AT S SAfqdT 9T
el A gap e
. HUAEIH HIETS ATHTT STl
GRIEERIE]
3 AR ATER A a7 T
fere e
0.3 FAre 90.3.9 HEAE TR qH FEl 1. FETIH HEE ATIAR
SleEd ghte T a@ FATEIATS JATL qTH
qTel dfeey 9 WETH R, HEAEIA A TH AT ATAR
EIEINCEIES]
90.¥ TAMT 10.%.9 ®ETE TAX A M= |9, FrdEaEgar Hidrs A7E fata
ST g ST fpfamer ST gHre T
STed 9w
%) Butt Joint
9g) Lab Joint
T T Joint
®) Corner Joint
$) Edge Joint
9. |dfesy ufeer 99.9 #eed 99.9.9 ey IRATH HEd A | 9. goF AT HEAE JAX AU
BIE] TR A= T
9.3 IHX 9..9 fafe yepredr afess

i T gaH




.9, | HH T HIA FT JIAT ITFIEE 3eT gferea feaor
99.3 afear 99.3.9 fafqe afterer @@ 9ieeor | Non-Destructive Test
T & T
MY (Guage FATT W)
X-Ray X

Ultrasonic Test X

Magnetic Test T

Spray (Dye Penetrant Ink) J3TT
TR

Destructive Test

FTaX

4o H4g 4




AR, AW 9T GETHTEEHl HTIRvE ()
(Norms of Machines, Tools & Materials)

greteredft "gear ;- Ro
g STad ddT JURWE®
*.9. ferarcr qrel T THS Eaeon
q. Tongs (Straight) q0 Eril
3. Tongs (Double Pick) q0 Eril
3. | 9PR g9 R0 Far
v, |ty emeR [ Far
Y. | ® 300 fo.fa. R0 FaT
% | 9iE oW 3 . R0 FaT
9, | 3TE @R v . 0 Far
5. | & C o q0 Far
Q. iz (Different) R0 ErEll
q0. | TR grEax fafse= Aroer q0 ErAl
99. | @A q0 Far
9. | TR T=A 3 qc
93. | ¥veX =9 q0 ar
9%, | ShIEAY [e Eral
. |eaT® T HAH q0 Far
9%. | =g q0 ATeha
qu, | BT 300 T, q0 T
400 9T
i5. | T = 300x300 fH.fH. 9 19
9¢. | BTge I 300 .M. q DiEi
0. | N (@ieE) q0 T
9. | ®MEE & qrer, ZaAr R T
RR. | "X 9-30 . q g
R | T H B g
Y. | W& =k YR " q aT
Y. | WTEE WX Y Far
%, | Afeey W 9 FaT
v | g == 9. 5-3% 9 Y
e, | wmae | Y Far
R, | FAE I Zdr q qc
30. | ®HE 9T &Y o-¥ q g
M. |fgo fgwhe R FaT
R, | T fga fae 9-9% % e
33 |3 d© 90 FaT
3%, | “d =ER R0 T
Y. | 9 gHEmER R0 Far
3%, | wted W R0 Far
39, | SaTfgedt ared R0 Far
35, | g g R0 Far
3%. | ®raveX fo® ¥Y°, %0° <O0° % Far
¥O. | ®eATE THIEAT 3 EEi




¥q.
LES
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¥y,
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¥\,
¥z,
¥R,

40.
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9. M.S. Flat 5x25 mm 50 kg
R. wooon 6x40 mm 100 kg
2 o 10x50 mm 150 kg
¥, wooon 10x75 mm 200 kg
4. oo 10x100 mm 250 kg
. o 5x100 mm 200 kg
K} M.S. Angle Iron 5x40x40 mm 100 kg
c. M.S. Channel 6x40x75 mm 100 kg
Q. M.S. Square Bar 20x20 mm 50 kg
q0. | M.S. Pipe (Heavy) $40,50 20/20 m
9. M.S. sheet 1.5 mm 4'x8' 2 sheets
<. M.S. sheet 2 mm 4'%8' 2 sheets
93. | M.S. Electrode $2.5 mm 150 kg
. | » " $3.1 mm 200 kg
q4. | Gas welding M.S.copper $2 mm 100 kg
coated rod
9%. | Brass Rod ¢ 2 mm 10 kg
q9, | Flux
a. Sikalline borex 1 tin
b. Borax 1 tin
9. | Sulphuric acid 1 bottle
q%. | Calcium Carbide DC 100 kg
0, Red Oxide 10 Itrs.
9. | Thinner 10 Itrs.
. | Jute 50 kg
R3. | Painting brush 20 pcs.
RY. Broom 20 pcs.
Y. | Enamel 10 Itrs.
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Work-Shop Technology, Part 1,2 & 3
- H. Chaudhary

Text Book of Welding Technology
- Dr. O.P. Khanna

Practical Welding
- Stuart W. Gibso

Macmillon Texts for Industrial, Vocational and Technical Education.

A Textbook of WorkshopTechnology, Vol. | & II
- R.S. Khurmi & J.K. Gupta



