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AMENDMENT NO. 1 JUNE 2005
TO

IS 3513 (PART 3) : 1989 SPECIFICATION FOR
RESIN TREATED COMPRESSED WOOD LAMINATES

(COMPREGS)

PART 3 FOR GENERAL PURPOSES

( First Revision)

( Page 3, clauses 7.1 and 7.1.1 ) - Substitute the following for the existing:

'7.1 Boards

The dimensions of resin treated compressed wood laminate boards shall be as
follows:

Length in mm : 2400, 2100, 1 800. 1 500, 1 200, 900 and 600

Width in mm : I 200, 900, 600, 300 and ISO

NOTE - Any other dimension as agreed to between the manufacturer and the purchaser
may also be used.'

( Page 4, clause 7.1.2 ) - Renumber the clause and substitute the following
for the existing:

'7.1.1 Thickness

Unless otherwise specified the thickness of resin treated compressed wood
laminate boards shall be3 mm,4 mm,Smm,6 mm, 8 nun, 12rnrn, 16mm,20 rnm,
25 mm, 32 mm,40 mm, 50 mm, 60 mm and 70 mm.'

( Page 4, clause 7.1.3 ) - Renumber the clause and substitute the following
for the existing:

'7.1.2 Tolerances

The tolerance on the nominal sizes of finished boards shall beas follows:
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Amend No.1 to IS 3513 (Part 3) : 1989

Dimensions

Length

Width

Thickness:
i) Less than 6 mm
ii) 6 rom and above

Edge straightness
Squareness

(CED 20)

Tolarance

+6mm
-omm

+3mm
-Qmm

*-10percent
$5 percent
2 mm per 1 000 mm or 0.2 percent
2 mm per 1 000 mm or O.~ percent'

Reprography Unit.BIS.NewDclhi, India
2

 



AMENDMENT NO.2 DECEMBER 2008
TO

IS 3513 (PART 3): 1989 SPECIFICATION FOR RESIN
TREATED COMPRESSED WOOD LAMINATES

(COMPREGS)

PART 3 FOR GENERAL PURPOSES

( First Revision)

(Page 2, clause 5.2) - Substitute the following for the existing:

'The synthetic resins used for impregnation and bonding of veneers shall beof
phenol or cresol formaldehyde type and the resultant resin adhesive shall
conform to the requirements specified in IS 848 : 2006.'

(Page 6, Annex A) - Substitute the following for the existing as
appropriate and delete 'IS 303 : 1975' and its corresponding title from the list:

'IS 848 : 2006

(CED20)

Synthetic resin adhesives for plywood (phenolic and
aminoplastic) - Specification (second revision)'

Reprography Unit,BIS,NewDelhi,India

 



WoodProductl SectionalCommittee. BDe 20

FOREWORD

This IDdian Standard ( Part 3 ) ( First Revision ) w. adopted by tbe'Bureau of IndiaD Standard. on
22 April 1989after the draft finalized by the Wood Products Sectional Committee bad been approved
by the Civil Enpoeerilll DivisionCouncil.

Resin treated compressed wood laminatea, also known as compre,., are laminates made from thin
wood veneen and thermosettin. pheDol or cnaol formaldehyde resina. They combiao within them­
aclva tnbanced mechanical propertits with the ·stabilizinl ad moisture-proof qualities of thermo­
letting resina; betides, they have .ood machioln. ~roperties, and resistance to corrosive alent. and
termito attack. Comprep are manufactured in different shapes, such as, sheets, rods aDd moulded
lhapes.

Usesof compre., for general purpoees cover .eneraJ eDlineenDI. textile and jute industry. In atomic
eaer,y plant installations, compress are flodin, increasin. use as neutron shieldio, material.

In tbe textile and jute industry, comprep are used for makilll textile macbinery components, ·sucb as,
pickioa sticks for loomsen,qed in weaviD8 carpets, jute, wire. heavy wooUcal, etc; for alay basel to
eliminate metal reinforcement, for race boards to permit very smooth shuttle action; and for sweUs,
pickina leven, stick wed,Cl, beam flanpa. mUlde pia, shuttles, etc. ID the field of tool eDgineerin"
compress are used for silent sean, ,Ipinninl chucks and also for several kiDdl of t001l used in air­
craft, automobile and Icneral industries; rubber preu-dies, fO,rminl aad drawina too" for paru of
complicated nature, piercinl and bl.akiu, tool. with cuttiDI details made from the usual hardeoecl
steel parts; ji", assembly equipment, etc, are also iDcreasinalY made from compRlS.

The Iradina of comprep ia baled upon the extent and nature or impleaDation of the resin-forming
chemicals, aad also upon the compression and density as • result or pressure applied for CuriD, aDd
biodinl whereas the different typel in each of tbe aradea indicate the arranaement of the veneer and
therefore, relative orientation of woodfibro in varioUi directions.
Tbe dimensions of compre, boards and rouadl have not been covered exhauativeJy 8. these vary
widely depending upon end-use. However. for Icnera) auidancc. certain stock dimensioDs have been
indicated.

nil .tandard was first published in 1966. In tbe preaent revision, the requirements of various pro­
perties of comprep have been revised teepins in yiew the latest developments iD the industry and the
feedback from the users.

nil ltandard is now published in four parts, namely.
Pan 1 For electrical purpolCl

Part 2 For chemical purpotea

Part 3 For paeral purpo..

Part 4 SampliDl and testa.
For the pUrpoIe of clecidinlwbether a particular requiremeDt or thJI standard iI compJied with the
flaal valae, observed or calculated, expreuiDI the result or. tat or aulylfl, lbaJl be rounded oil' in
accordance with IS 2 : 1960 'Rules for roUDdiDa offnumcrical ftIua ( ,.,,.d )'. The number or Itpi­
8caat P'aceI retained in the rounded off Yalue Mould be tbe ame u that of the .peciftecl vaJue in
tbJI ItaDdard.

 



IS 3513 ( Part 3 ) : 1989

Indian Standard

SPECIFICATION FOR
RESIN TREATED COMPRESSED WOOD

LAMINATES (COMPREGS)
PART 3 FOR GENE·RAL PURPOSES

( First Revision)

I SCOPE

1.1 This standard (Part 3) covers requirements
of resin treated compressed wood laminates ( com­
prep ) for general purposes.

1.2 This standard does not coverthe requirements
for solid compress~ wood,

2 REFERENCES

2.1 The Indian Standards listed in AnDel A are
necessary adjuncts to this standard.

3 TERMINOLOGY

3.1 For the purpose of this standard, definitions
liven in IS 707: 1976 and the followinl shall
apply.

3.1 Compre.
A wood-base laminated material made from thin
wood veneers either impregnated under vacuum
and/or pressure with synthetic resins or coated
with synthetic resin or interJaid with synthetic
impregnated paper and further bonded an~
densifted under beat and pressure. The synthetic
resins are usually of phenol and cresol formal-
dehyde type-

3.3 HlP Deasify Comprea

Compreg with specific gravity between 1'25 and
1-35.

3.4 MeeDam Density COllI'"

Compres with specific gravity between 0'95 and
1-25.

4 GRADES AND TYPES
4.1 Grades

General purpose comprea sball be of two Itades:

a) Hip density

b) Medium density

4.1.1 General Purpose H;~h Densin Grade ( or
Grade GH)

This shan be a partially impregnated high density
material suitable for textile and jute mill~ acces­
sories and tools, engineeringand general engineer­
ing applications. This grade shan have four types,
namely, Type II, III, V and VI.

4.1.2 General Purpose Medium Densit)' Grade
( 01 Grade GM )

This shall be a partially impregnated medium
density material suitable for general purposes, This
shall have four types, namely, Type II, 111.. V and
VJ.

4.2 Types

4.1.1 The types of 8eneral purpose eompreg of
both high density and medium density grades shall
be as follows:

a) Type 11- In this type, the grain orientation
of the constituent veneers shall be more
than 7S percent in the direction of the
major mechanical stI"CSS. Every fourth vene­
er comprising this type shall have its
grain direction at ri,ht angle to the 8rain
direction of adjacent three veneers which
will have their Ifain in the same direction.

The mechanical properties achieved in this
type are ,eneraUy comparable to Type V
but the cross lamination gives improved
resistance to splittina. This arrangement
is specially suitable for tensile links where
the end flxina8 are in the form of bolts or
rivets located close to the end of the corn­
ponents.

b) Type III - In this type, the grain orienta­
tion of the constituent veneers shall be
&p{'roximately equal in all radial directions.
ThIS type shall have each successive lami­
nation angularly disposed in relation to
the adjacent one.

 



IS 3513( Part 3 ) : 1989

This type is suited for fabrication of sean,
chuck and wheels.

c) 1"'~ Y - In this typeJ the ,rain onentanon
of the constituent veneers sban be in tho
direction of the axis or load.

This type is suitable for pertl subject to
tensile streu and is thus suited for fabri­
cation of sticks, flats, rods, tum-parts and
threading,

d) Type VI -In this type, tbe aram orientation
of the constituent veneers shaU be more or
Jess equal in each axis and at right ansJcs
to each other.

This type is or high compressive strength in
the direction of itl thickness and is also
rilid. It is suited for sheet and block forms.

4.2.2 Typical sketches illustrating the direction of
srains of the veneers in the assembly for various
types arc indicated in Fil. I.

S MATERIALS

5.1 Timber

Any non-resinous species of timber may be used
for the manufacture of veneers required for mak·
ing compreg,

5.1.1 The veneers shall be either rotary cut or
sliced and maximum variation in anins shall not
exceed 1 in 10. It shall be smooth. freefrom knots.
splits, dry rot or any otber type of rot, and resin
pockets. The veneers shall be of uniform thick­
ness with a tolerance of ± S percent and dried
to a suitable moisture content not exceeding 8
percent.
5.1.1 In selecting the species for the manufacture
of compres, it is recommended that, .s far as
possible, a lioate species of timber be used in a

TYPE n

TYPE V

pack and where combination or different apecies
is uDaYoidable. care lhaU be taken to PreYeDt in­
compatibility of variOUI specie. in J'bysical IDd
mecbanica1 pro~rtiCl, .uch .1. density, modulus
or elasticity, shrlnk.,e, etc.

5.2 S,6It1c It...

The syntbetic ram.· used (or imprepation and
bondin. or veneers ahaJJ be of tbermosettina
phenol or cresol formaldehyde type and shall
leDcraDy conform to IS 848: 1914.

S.3 V....1sIaeI

.Varnishes used for treatina compte. board. and
tbe macbined components of comprea shaD con­
form to IS 524: 1983 and IS S2S: 1968 ( I~.
also6.8 ).

6 MANVPACTVRE

'.1 The constituentveneen of compfel or pnera 1
purpose grades in hip and medium densities shall
be maDuractured 1ft accordaDco with 6.1 of
IS 35f 3 ( Part I ): 1982 except that the imprelDa­
lion is partial whicb shaJl be acbieved either by
spreadina the resin on to the venecn by. luitabJe
coatiDI machine, an alkali catalyzed thermoset­
tina phenol or cresol formaldebyde resin or by
intcrieavin. between the veneers. phenol or cresol
formaldehyde imprepatcd paper film havia, the
requisite quantity of resin content.

6.2 The density of the material shall be varied by
varyinS the amount of impreanation and the prea­
sure. Prior to pressins, the veneer packs .hould
be built up to pre-determined thickness and then
pressed down to a pre-determined final thickness
in the hydraulic pres& ulually provided with thick­
ness stoppers. The packs may be weiabed before
preuinl to ensure the required final density.

TVPE III
SHOWN IN PlAN

FlO. 1 TYPES OF CoMPaEo SHOWING AaRANGEMENT OF LAM.N.6.1

2
 



IS 3513 ( Part 3 ) : 1919

6.3 Com~reg for aeneral purposes aba)) be manu­
factured In such a way that the followin. con­
ditions are satisfied:

6A The thickness of vencen Cor the manufacture
of compre,sball be0-7 to 2-0 mm. Tbe thickness
of individualveneers ahall Dot vary beyond ± S
percent of tbe averalc thickness.

6.4.1 The veneen reQUired to lM: dp-jointed shall
be10 done on a tape)esa:.:::: loci DO staples or
tapessbaJJ beused. The ·ve uaedfor spJicin.
should be com~tible with phenol or cresol for­
maldehyde resins to be late~ used for impregna­
tion and bondiDI.

'.4.2 Where in an assembly. different species are
used, care Iball be taken to see that they are Dot
incompatible Ind tbat they are balanced around
the central axis ( J,. also 5.I.Z ).

6.4.3 In one pack, usually veoeera of same thick·
ness shall beusccl except where acijultment is to
be made for density; but in case different thick-

,neMare used, these sball be balanced around the
central axil.

6A.4 The veneers of one pact abaU be cut by tbe
same method, that is, either rotary cut or sliced.
If cut by diaCrcnt methoda, theseshould be assem­
bled so that these balance around the central axis.

,.5 The compre. boards after dilcbarae from the
press, shall be kept for a minimum period of one
week to normalize interDai Itreaea and then tbey
shall be cut to the required sizes and ftnilhed.

'-6 The raiD. UIed ahaU have DO fillers or eaten­
den. A suitable aaodityiD,.,.at may be UIOd to
impart the required .pecial propeni. to the
board.

l""n- R~1ht eu,11I1 Curing
~,/on Piclc-'T.m,,· GIld
Method up on ratur, .Bond-

0"", °C I",
Dry Pr.,sw-~

/kuls, RQIIg~,

hr- MP
call

2 100 x 1 200
2 100 x 900
1 800 x 1 200
1 800 x 900
I 500 x 1200
1 500 x 900
I 500 x 600
I SOO x 300
1 SOO x ISO
1200 )( I 200
1 200 x 600

J 200 x 300
J 200 x J~

900 x 900
900 )( 600

900 x 300
900 x ISO
600 x 600
600 x 300
600 )( ISO

6.'.1 When the thickness of the board required
exceeds the tbickneu tbe pres. can accommodate,
it may beobtatned by Pueinl two or more boards
usin. similar and compatible resin al that lIIcd
for imprepatioD and bonding with the prior
approval of tbe purcbaser.

6.7 A purchaser orderin. machined components,
shaJJ provide the neceasary drawin81 Jivin. de­
tails as to the dimensions of the component. and
tolerances Ind the components shall be supplied
in accordance with the drawings.

'-8 The edges of all the boards and the surfaces
of all components shall be Jiven a protective coat
with suitable insulating varnish conforming to the
relevant Indian Standards, that ii, IS 524 : 1983
and IS S2S : 1968 ( see also 5.3 ).

7 DIMENSIONS AND TOLERANCES

7.1 Board.

The dimensions of platten finished comprea
boards shall be quoted in the foJlowin. order:

The fint dimension shall repreeent the Jenjth, that
is. the dimension parallel to the graln of faces:
the second, the width, that is, the dimension at
risht anile to the grains of faces and the third,
the thickness.
7.1.1 Siz~

The stock sizes Cor eompreg boards shall ,enerally
be the followiDI:

mm mm

10 to 135 to 7-0 to
40 150 15·5

OR Alkali Coatins
catalysed or
pbeDOI inter·
or ere- l.viDI
sol for- witb
malde- fibre of
hyde required
relin resin
or ph- content
enol
formal-
dehyde

OM do do

Grad, Syntlwtlc
R"I"

3 



IS 3513 ( Pare 3 ) : 1_
7.3 The purebuer orderinl compre, cut to ape­
ciallize and shapes, IUch H, round elises. rinlS
and par blanks to any required taper or fhli.bed
parts sball provide the necessary drawiugs specify.
1111 material, dimension. and tolerances, lad the
supplies shall be accotdinl to the drawinp of the
purcbaser.

'7.3.1 Tolerances on finished componentsor bJanks
shall be in accordance with the drawinas of the
purchaser.

8 PHYSICAL AND MECHANICAL
PROPERTIES+ 6mm

- Omm
+ 3mm
- Omm

8.1 The physical properties of compre, for sene­
ral purposes for all types shall conform to Table 1
when tested by the methods specified therein.

8.2 The mechanical properties for Type V and
± 10 percent Type VI shall conform to Table 2.

± S percent 9 WORKMANSIDP AND fINISH

c) Thickness
Jess than 6 mm
6 mm and above

b) Width

7.1.2 Tltlck,."

The preferred thicknesses or compre. boards shall
be 3, 4, 5, 6, 8, 10. 12, 16. 20, 25. 32. 40, 50, 60
and 70 mm.

7.1.3 Tolertlllce,

The following tolerances on the nomina) size of
finished comp1"e8 boards shall be permissible:

DIm~"sion T()lfnm~e

a) Lenlth

Omm
_ 0·20 mm 11.1 Test specimens. cut from each of the beards,

selected shall be tested by the appropriate methods
omm specified in appropriate tables and IS 3513 (Part

- 0·25 mm 4): 1966.

10 SAMPLING

10.1 Sampiing shan be as in IS 3513 (Part 4 ) :
1966.

II TESTING

9.1 When supplied in board form. the face and
back of a board shall be free from checks, splits.
blisten, dlscolouration, overlaps, laps and open
joints, and. the boards shall be free from warp.

9.2 Comprea boards may be either platten
finished, or machine finished.

9.1.1 The machine finished boards shaJI be liven
a protective coat of varnish as required by the
purchaser. Usually the edges of the boards shall
be liven a coat of protective varnish.

Dlam't~r

mm
1 SOO 8 to SO

I 200 3 to SO

900 50 to 80
600 6 to 40

7.2.1 Compreg rods of longer lengths and inter­
mediate or greater diameter may be manufactured
according to the requirements of the purchaser.

7.2.2 The tolerance on diameters of compreg rods
shall be as follows:

Rods up to and including
40 mm dia

Rods 50 mm dia, and above

7.2 Ro4t

The sizes for round rods of compreg sball aene­
rally be the followin.:

Length
mm

TaW. 1 Plty.leal Properties, All Type.

( Clause 8.1 )

2 Moisture contcnt aDd
volatile matter

(Il (2)

1 Speci8c .ravity

81
No.

Teat
r
Grade GU

(3)

1-25 Mil.
J·3'. Mflx

6 to 12 percent

Grade OM'

(4)

0·95, Afllt
1-25. MII%

6 to J2 percent

Method of Teat

(5)

IS 1708 ( Part 2 ) : 1916

IS 1708 ( Part 1 ) : 1986

4
 



IS 3513 ( Part3 ) : 1_
Tole 2 Meelaaaleal Pro"'"

( Cltnul 8.2 )

(1) (2)

1 Tensile .t,en.tb, M'a. All.

2 Static beacllal ItroDlth, MP••
Mill

S Comprelllve Ilrenp
( Specimens20mmx 20 mm
x20mm)

a) Parallel to laminae, MPa
Mill,

b) Perpendicular to lamiaae.
M'a. Mill

4 Sbear streDltb. MPa, Mill
a) Parallel to paiD Ind

laminae ( eil"wise )
b) Porpeudlcular to ,rain

and perpeDdicuiar to
lamiDae ( latwile )

J Hardna. (Rockwell -H'
Seal. ), Mill

6_ Impact Itrcnltb ( unnotched
aample ). kl m/cm l • MI"

a) Perpendicular to lamlnao

b) Parallel to laminae

_...Ir.....
.. A \

T{f~V Ty&:iVI fypoV Type VI
GM OM

(3) (4) (5) (6)

ISS 90 108 "
145 100 18 59

IS: 1998: 1962

IS: 1S86: 1988

IS 1708
( Parts 8 A 9 ) : 1986

IS 1708
( Part 11 ) : 1986

(7)

IS 1734
( ParI 9 ) : 198]

IS 1998 : 1961

60

75

130

$5

70

14

4S

80

90

160

14

60

130

70

TiltII
Ne.

11.1.1 When testins for tensile stren.th accordiD8
to IS : 1734 ( Part 9 ) : 1983, care sball be taken
that the sample repreaents the fun board. In case
of board. tbickneues beinl leas than the maximum
tbicknesl tbe Irippinl jaw of the machine is capa­
ble of boldin" the I&IDples sball be cut incorpo­
ratios the whole tblctncu of the board. In cae
Ibickneu or board i. more than the maximum the
machine jaw is capable of holdln" three lets of
samplea lhall be cut. one incorporatin. one side
surface another incorporatinl the other side
surface aDd the third from the middle thickness of
tho board. The averate of the relultl obtained
with tbe three _blllaJ' be tattll al the strensth
value (or the boards. Similllr consideration .ball
apply to other testl u Cor wnple representation.

11.3 T..... PIDhW MIdII_ C.......

The manufacturer .hall furnish • certificate to the
purcbaaer that the finished component or part is
made from compreJ coatormia. to this staDdard
for tbe particular type. If required by the purcha­
ser, lample test pieces sban be teatccl from the
lame board. and tat results thereon should be
lupplied.

J1.3 Re.est.
If any piece fails to fulfil the test require~nt.
specified under 11.1, 8 further set of duplicate
samples on the basis prescribed under 11.1 shall
be selected by the purchaser from the ~e batch
for tatina in the same manner. Test PieceS pre­
pared (roan these two further samp.les shall com­
ply with tbe requirements, otherwise the batch
shanbe rejected.

12 MADING
12.1 If compre. ia supplied in board form each
board, aad if lupplied in component form, each
component or if component IS small, each
packaae 01 the component shall be le.ibly and
Indelibly marked or stamped with the followina
particulars alon, with such other mark. a~ the
purchaser may stipulate at the time of plaCiDa a
contract:

a) Type and finish;
b) Manufacturer·s name, initials or recog­

nized trade-mark;
c) Year of manufacture; Ind
d) Batch number.

 



IS 3513 ( Part 3 ) : 1_
13 PACKING AND DELJ\ioERY

13.1 The boards or components shall be deli·
vered in a clean and dry condition and shall be
suitably packed.

14 INFORMATION TO BE SUPPLIED
BY THE PURCHASER

14.1 The purchaser shall supply the foUowinl
information to the supplier with bis order:

a) Number of boards or number of compo­
nents;

b) Type or material;

c) Sizeand thickDel8;

d) Itcomponents are required, fuU detailed
drawin,. aloDI with the tolerances and
dimeDllons;

e) Whether supply is to be platten finished, or
machine finished;

r) Whether supply is to be oil finished or
varnish finished; and

.) Any other special requirement.

ANNEX A

( Clause 2.1 )
UST OF INDIAN STANDAIlDS REFERRED IN THE STANDARD

IS No.

IS 303 : 1975

IS S24 : 1983

IS S2S : 1968

IS 707 : 1976

IS 848 : 1974

IS 1586 : 1988

181708

Part 1 : 1986

Tille

Specification for ply­
wood f('r seneral purpo­
ses ( I~COnd ,~vlsion )

Specification for varnish,
finishing, exteriort syn­
thetic, air drying ( second
revision )

Specification for varnish
finishinl, exterior and
general purposes ( first
,nis/oll )

Glossary of terms appli­
cable for timber techno­
)oBY and utilization (se­
cond revision )

Specification for syDthe-
tic resin adhesives for
plywood (phenolic and
aminoplastic )

Method for Rockwell
hardDes& lest for metallic
material (Scales A-B·C­
D-E-F-G-H·K) (ucond
,,,IIWII )

Methods of testina of
small clear specimens of
timber (sHo"d revtston )

Determin&lioD of mois­
ture content

6

IS No.

Part 2 : 1986

Part 8 : 1986 .

Part 9 : 1986

Part 11 : J986

IS 1734

Part 9 : J983

IS 1998 : 1962

18 3513 (Pan 1) ~ 1989

IS 3513 (Part 4) : 1966

Title

Determination of specific
sravity

Determinanon of comp­
ressive strcDatb parallel
to grain

Determination of comp­
ressive strength perpen­
dicular to Brain

Determination of shear
strength parallel to .rain

Methods of test for ply­
wood (second r,vlslon)

Determination of tensile
strength

Methods of test for
thermosetting synthetic
resin bonded laminated
tbeets

Speci6cation for resin
treated comprelled wood
IamiDates (compreg) :
Part 1 For electrical
purpoael

SpeciflcatioD for biah and
medium density wood
baled laminates (com­
pre, ) : Part 4 Sampljn,
and testa ( under revlslo" )
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needed; if the review indicates that changes are needed, it is taken up for revision. Users of Indian Standards
should ascertain that they are in possession of the latest amendments or edition by referring to the latest issue
of -BIS Handbook' and 'Standards : Monthly Additions'.

Amendments Issued Since Publication

Amend No. Date of Issue

BUREAU OF INDIAN STANDARDS

Text Affected

Headquarters:

Manak Bhavan.. 9 Bahadur Shah Zafar Marg, New Delhi 110002
Telephones: 323 01 31,3/23 94 02,323 33 75

Regional Offices:

Central: Manak Bhavan, 9 Bahadur Shah Zafar Marg
NEW DELHI 110002

Eastern: 1/14 C. I. T. Scheme VII M, V. I. P. Road, Maniktola
CALCUTTA 700054

Northern : SCQ 335-336, Sector 34-A, CHANDIGARH 160022

Southern: C. I. T. Campus, IV Cross Road, CHENNAI 600113

Western : Manakalaya, E9 MIDC, Marol, Andheri (East)
MUMBAI 400093

Telegrams: Manaksanstha
( Common to

all offices )

Telephone

{
32376 17­
323 3841

{
337 84 99, 337 85 61
337 86 26, 337 86 62

{
60 38 43
60 20 25

{
235 02 16, 235 0442
235 15 19,235 23-15

{
83292 9S,/832 78 S8
832 78 91, 832 7892

Branches: AHMADABAD. BANGALORE. BHOPAL. BHUBANESHWAR.
COIMBATORE. FARIDABAD. GHAZIABAD. GUWAHATI. HYDERABAD. JAIPUR.
KANPUR. LUCKNOW. NAGPUR. PATNA. PuNE. THIRUVANANTHAPURAM.
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