108% 273 4 B 4
108 2 ﬁé Y

TR L R BE

LR ORG-SR ’iﬁéﬁsﬁf#ﬁﬂ‘é% BEES AL -
(S S 403\,45\259 B 2B AT ARt i e 3 ATERE ¢ .rﬁédﬁ,z Er A

O EFPEE -

1 HAZE (Tolerance) HYEZSE @ IR EME ?
A)E/EJE%E
B EHELHC &L~ fEIfE (Clearance)
c)%ﬁf}ﬁ R~F 2 4875574858 (Total permissible variation )

DEUEEfPEE 2 BR
2 IL{JM‘ TRl 7 DU A > HABE LI ?
(W) /5 B2 OFg# DAHF

3 il Cr SRR 2R E S EEM - R 7T ZRMEE D HEF 3t > W ZE TR e eE - 151
o] Ry i E VB BR B ©
WEUHZAKREIREDK ®PUKAKREIREDK (OB HRmE (LR DEE IR KRR [E)K
4 EEIRYEE (shot peening) A] LU TAFHVRE IR (fatiguelimit) - "Rl B H 32 H N 2

(W FHEE T LEREH Rk BTE LHREP R E S E S
OZFEFRMEAE TR EAVHE (DY T A RS A T U
5 MWHEIEEHAYEE(LEE (hardenability) - mI#EfT Y] EwlEs ?
@Kt Ak s Es (flame hardening test) ® GBI K ERER (Keller's spark test)
OEPkEnm % ke (Jominy end-quenchtest) (DR fifgflaEg (eddy-current test)
6  NHII—IERELERE e AR R AR S I B S Ak EEE 12 (Solidification) ?
(A i BfFiE OVIH] DER

7 SERAVERIE MR S - HNREEEEA TR ?
WERER RS ~ BRI FEBECA - BEEUE BN
B RS - BRI FE )N ~ BEEUAE 2
OfFiER RS S - BRI FEEEY )N - BEEUEEER
(DFF RS ~ BRI FEEEA - BEEUAEEE N
8 UIHIhn e g A R EASEL - NI — Y n LU E R S VI HIEE ©
A T4 (workpiece) ®1]E (chips)
OVJHITJE (cutting tool ) OVJHI#%E (machinetool )
9 RBANERE T EIRGL - T YIMEE ERE ?
(WFRKO A SR 2R S 2 FRER S AR 2 > B MU BV = SR
(B FEEIF 5 A (R Y RS A RSk R AR BEL - KBRS HSA=E T
OE /KNI EMIE COLWDAINT - AL EL AR DRL Y ) HbE( B 2R 12
DFK IR RmREFEEERAE O TR - BRSO E R ASSEN TR - BTEmUHEm T8
RS

El'
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i 5 1 3905
B i4-2

B (Riser) 3t HAY » THIRGME F ERE ?

WM&/ 0 (core) RIFITIERGEBINE AKE (insert)

B2 —THEROT ASHYE 40 (gating system)

O BEREr—E &8

(D) Ja Ity B e DA < Ja A i A S iy J& il <22/ - (molten metal )
VIHITJEA RN R - [R5 857 HEGRE - BN DU T A—(EEEE ?
WEWEE (hot hardness)

B EM: K E 8 55 (toughness and impact strength )

OZNEEEFE T (thermal shock resistance )

DA T58% (cold working strength)

CNC Bz T BHIEA ) B-H S En - )R AU eSS A I 2

(A) TFH BT P 0 (B) T (A& M BT
(©) LT B T\ T el (D) T s [ ) < AR

DIEAE 65 mm (17 4 J)#k77¥HE 300 mmxE 60 mmx /& 55 mm [ T T HE 4T 2 E R 50 mm » 2 3 sy
Ry 150 rpm » g TRV H#ELE RIE 0.2 mm > AIADEIDIERER B N A 2

(4) 480 mm¥/s (B) 520 mm¥/s (©) 560 mm®/s (D) 600 mm%/s
HAREEAREZA LA - NI PRAVRCI & R ?

() B PRI S T e AR T AR B R R RV HER

B AN L&) B (tool cariage assembly ) HYFSEhEEHE

© i PR AR R (seasoning) HYEhSH1E R EPRIR S48

DVEPR b V BIRHIREE R R AR = R B eI B

(EFHEEPRUIH—$E I TR - $EREER AR K 160 mm ~ “iwiyF4R 3 Bl Fy 6 mm B 10 mm » 35 R AL
FRERE B 8 mm > ST TARAE R Ry FFIE2E 2

4 160 mm (B) 320 mm © 480 mm (D) 640 mm
PIATI A IR (meterid-removal rate) HYETHEATH L N AF—IHSBOKS ?
WEIHISE (cutting force) B#ELEH (feed rate)

OVJAHEE (cutting torque) OFIHITZ (cutting power )

TIE A FIZE A= Taylor tool life equation ) FILE 2 7] BBl FIHE— 41 S8 IR 4 2
WYJHZERE (depth of cut) ®VJHIZEE (cutting speed )
OVIHI#ELE R (feed) OB (width of the chip)
FEANDIAIN LA NHA— TR SRR E i T he ~ ) H SRR i TR 2

A FHE ] (shaping process) B®EELRAIT. (turning process)

O FmE#kH] (milling process) OEFRHIT. (grinding)

WD AL (Grinding ratio) TE# B LA RIASEREGIESL T YIA—BEEMEL(E ?
W TR 42 (feed rate) B R (rotating speed )

Ob A (wheel wear) DRI (depth of cut)
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3905

% 1 4-3

bR MY SARETPHHEINT - & B AT R ER RIS ERESR (production rate)  ?

M [ElfE M (internal centerless grinding) (BYNEIFHE M (external centerless grinding )

O W EFEFEE (internal cylindrical grinding) OAMEIFEFEE (externa cylindrical grinding)
VIHIERS T 22088 - WA S NI—IH ?

(A) [ B2 B P B2 ATl I

OFEEUIHI B BT (DA Ak

RTS8 - HERETS) (Truestress) BLEESE (Truestrain) fEfFE —EE (% - DU TR
At EEER ?

W EES B EEE SR th B i Ay AR ) Bl AR e e S
®EMES = (aEHE) x (EpEs) W

(O)ice Pl iEL SquAH (SR (et =t

(D) FEEERE LA B T A A S s A RS R

BBV A 2 I BN > MY A2 A LRI (ERS 2

v3)
Fﬂ?

WIRTT AP E B AR R [ B EE P B THIER BAFHYRSEE

O TAFBYENZRELE DIEECE T M0 T 4R 4

el (Rolling) SUARREEA SR - DU T i elnaes T H B T B R R n el BN ?
(A 2% 7% (Cluster mill) (B —%Hm ( Two-high configuration)
© = %% ( Three-high configuration) (D74 %Hs (Continuous rolling mill )

LB S AR A BT THH 2187t (efection system) DHREAVEGIC - 1A L4 ?

WIS BN NE RS AL B TR S Al A& T 25
(O] ate-3/SE R A BI=E NS A (D) BRI 52 A A& IR e 5L o i
TSR AR RS A BB AR SRR - — M m] DUBESE R A (R BiE U702k 2

WHRBFEELE (extrusion) ® 5 ELE (injection molding)

O AIELE (thermoforming ) D jjeiEfEELE (rotational molding)

RS R Ry NE - (minimum bend radius) J2 B SEAYAITARA: - T A AT DU D e/ NE AR 2
(Wi T IR B R EE ORif TR K B D) B it e R L

RIS AR G R BRI - ARSI 2 IR HIETHIRE ~ PUBTRE R AR T RHRGL - R
1EHE ?

WIEBLRAREL 45°HY 5 1A E - DU SRS ~ DiBTsREEK
BFEELAREK 45°HY 5 1A _E - JUISREEIE -« DrBIsREEs
OfEEUREREEHAYIT R L > HTABRERE « JIBTaE R
OFEEDRE TRV T E L > SrhsefEess « SRk
BT HEN TV EEFL (hole) fEHENF » THIR TR & IERE ?
W Y] RS F R EFLRST

BFHEE IR FREFLRT

O© @8 VRS SRR B FLR ST O BB DR R RS

OB I RS ERR EFLR SRS B DI R R
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i 5 1 3905
T i4-4

L B R R G Y IR L ST - (RS AR BRI S > YAl ] DA RAREL ST 7

(WA TP dmAy B8 B R = N HYSR LR
O¥AHRHE T Ri{& R ] (D e 5 PE IR LAY ek L

/@S (Deformation) BUSEFFRIELLH—TH ?

A ¥PE#EL (Extrusion) (B)JEE4E (Sintering) ©#FkR (Milling) OHFEE (Grinding)
=REEE (highenergy rateforming) - DU I (A 85 /> HLaialis 2

WK ERRY T (hydroforming ) B®JRVERTE (explosive forming )

ORI (eectromagnetic forming) OEEENIT. (eectrochemica machining )
RN H AR RE - IHIREEH (2 B rl (electrode) ?

(D)5 B (@Fitfz 7 DFEZE

AR B BRE AR N =R Z VIH T B S e il SRk e ot - RSN S LI N—IH ?
(AL (Sintering) B EEEL (Pressing)

O£ (Material removal ) Oy A EE (Powder mixing)

BB (eectroplating) SERFRIEMRIIUREIREY) £ - HamBRE T 2

WAEEHIT. (chemical machining) ® BT (eectrochemical machining)
OfEELDJEN (chemica milling) D ENT. (eectrical-discharge machining)

BIHEIMEEETA RN 5 St TEEHRE (resistance spot welding) HUFERE(ESE - BOWHI R E
faE e 5 R I 2

(A) {55 FH EERH Ry )N BB A (B fe FH ER PHHRE A Hy B A

(C) Bl = SRR . 8 FH A ) B P Y B A (D)f5E B P (R Y i

R a8 5 MR BASLEAEIIR R - AIRERAYIHE - 5RFUAVEEURIES: - MY E BLR RE B4
=1

Wn e AR GRS - BEEHEER R ®faerabhE/]y - S A EZE - AR/
ORREIn G BREREAMER - BUEELRIL D $ae AR S LB - RS R
{502 (fusonwelding) B2 ERIN S BB EES - EAEEI I —TEREE3RE ?
WFEZ R HERE (ultrasonic welding) BB FHIEH (eectron-beam welding)

O FHEEHEEE (laser-beam welding) D) TIG ( Tungsten Inert Gas) (E##
fesaffras /L EEhELERB) (vibration and chatter) FZJFEAELL MA—IH 2

W =EIEME (high damping) B EEfHH (thermal distortion )

CfERIM: (low stiffness) DVEEAE (thermal expansion)

A EEM A FTE 3EZM: C~ A —(HEMm B FHFE 4{HZ0F C o HEEHZERE 40 (B A K 50 {7
ab B Y EAEFEHE  MAFEA 30 (#EMm B & 40 [EZ¢F CHyF & > ABFETREZF CEE > TYIfE
IEAE ?

(4) 120 (B) 140 (© 160 (D) 200 {
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