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t. O) frqttldTdqlft (singlepoinOtfiqli:

(a) aq6 6; ffii'rqr (c) fgfli{qr

Which onc is singte poilt cucing tool ?

vqa 18 sfur{ a,sr dc f'4lm #rar d/?i I

Stastiot No. t is conputsoty, qnst4er any FOIII questlons ITom llv rcmoi"ing'

v# vs * sfr wl al nq( w 4M w Aful r

Soh:e all pts of a queslion @nseattively together'

gy ldaxcaldTtit'f,4&Nt
Stst each qucsrion onlrcsh Pase'

6") qhl cmsl I adr fr e fuh t aii sgqa d qta I t

Onty Eaglish wnion is voltul tn case of {tfererce in bo'h tlts lo'tgwges'

Roll No.:.¨ .・・・・●̈●●●●●●●●●●●

Ifr.ml*[:70
[Muimum Markr : 70

1ay erw{"rfto

1z) Tsn-{r ts 3lrf,R qrqraa: de ffift dl 漱
=

6y :rkcwit 1u) :nfuonrrt{

(c) ofuc(r G) sk6T€

Negalivc rate tool otr€i 

- 

to thc qfling cdge'

(a) Lathe tool

(c) Drilling tool

(al lnore weakncss

●)mO"presswc

O) MillirS tool

(d) Grinding wheel

(b) morc srrcngth

(d) Eorc fotce

(r of 12)
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(3) +A€fi{ 3rtin, c{ il{E i ggl !:f,r frsr zff,r Crdfi i ff[st
(a) dt c) *e 1c) *trfr'cnis (o qgtu{r

A KoLESOV tool is a berlt type sEaight tuning tool with a 

- 

tip'

136

奇伽前 mtl

(a) Diamond
(c) Cementcd carbide

O)回
(d)Al面na

(0て囀 輸 漸 H""弧壽 奇さ赫 ¬ 詢 き

(i)極
(ii)鍮
(iti)師
(iV)_____

(→  柿     0)コ  (tl■)(C)in。 くu (O m
Thc mnplea mrhiniDg proccss is composed of forn elemens : (i) wo*-piece
(ii) tool (iii) chip (iv) 

-.

(a) Macldne (b) Moocy (c) Crming fluid (d) Elecaicity

(, aEi-qn6.frfi-6rctk{6 3flRRfrcfu w+ 

-ttff 
f t

(a) ffirftc{ 1u) cqi (c) st qtE qcn (4 66S
In Oibogonal crmiag syst€,m, the maximlm chip thiclness occurs aJ its

(a) edge @) middlc (c) cqud at dl (d) any where

(6)

fu-r
kA,AkiGt+ k{ {g1 I d (A) sq 1qf*<qs}ffidaAi
(a)―
・
奇訳

(0蜀詰転●論
Ol kcqi6r4€us
(O +dnqi#1ea

figur -.1
(b) Chip and wort-piec.e
(d) Tool and shear zone

０

０

Work-piecc ald tool
Sbear'zone and chip

(a) edge

In the」 ven i製崎 。fChp Fum謳 on(shOm ln ig l)(A)and c)repsents:



MP303 (3 of 12) lx

(7) m-dfufi+ faqsd?qa il*qlftc

(a) rqd{qrm (b) f{q#{qrd

(c) qqqftqd{qrd (d) 3cn-mii+iT$

. For continuous chip formation, the cutling s@ shoutd be 

-'
(a) High cutting spced (b) Low cutting speed

(c) Medium low cutting s@ (d) Noue ofthc above

(8) ftffiMgsriq (rJt

t, l. ,.. l,'
C) 

', 
(b) i (c) ttxL 1o) t:

Chip thickness coefficient (1.) is given by

r,tt'
,") i O) i (c) t,xt2 (d) t
Whete t, = thickness ofuncut material

t2 = chip thickness

(9) k< +cri guri6 (yJ 6r cH qrcrrd' tdr t
(a) I (b) I i6c (c) I i w16 (d) r(4

The value of chip thictness coefticietrt (D generally is _-'
(a) I (b) less than I (c) gr€ater than I (d) zcro

(to) 

-qtiqi(rd+wlfu6ftsqq*6Kqi 

erfq-rdc $qr rcqlftF tat t

(a) oda et*n 161 ordws

G) e.+{ F (d) 5& 3{tf,R qd 6r{E!s

whcrs the msximum h€at is ge[erated beceus€ of plastic dcformation

ofmctal

(う 。u価ng tЮI        ⑩)WOkつ iece

●)ShCar a"        (d)Cutlng tOol&work pi∝ c
P■0.
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(H)ざ日R劇嘔ヽミR vlm_Cヽ喘Чm.m.1町 ?

0 ギた   (D 雨    (C)銅間    (d)漱

Rcla●on61 VIm― C fOrtoo![fc was」 VCll by

Cal MCrchant  O)H∞ k  
“

)Magges   (d)Tay10r

meFe

v=cumng spced

T‐ tool lifc

n‐ an CXponcnt

C=a constant

(12)綱希ミ 。IHl“o:で繭哺 慮

0 ヽゴ赫   (り GuJ鏑
“

)-   0 赫

Machtnc bcdS arc gcncralし madC Of

● )WrOught hn tb)CaSt lron ● )StCCl     

“

)C・ Old

(13)― ~希 腋 市語¬[uanミ

o鵜  ③器 0詈肝 ③艦

o器  o器  0翌署 ③鵜
Where:

d=dlametcr oFthe work plecc

n‐ rotatlonal spced ofale w。 は plecc

(り ,―凛価鮨嗣 ■雇国 稀諭 輌 命欄 調腱 ?

(a1 10     (b)9     (C) 6       
“

) 12

HowmanytotalnulnberofdegFeeOrfrccdom,tn a ttC axis sygcm cxisも
?

(a1 10     0)9    (C)6      (d)12
(15)32‐1… 貿階青R蜀

・
fn,uFO諭 そ?

←) 3       0)6     (C) 12      (d) 4
How mmy plns arc uscd in 3‐ 2‐ l method oflocatlon?

(a1 3       0)6     (C) 12      (d)4
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(16)裁 E=赫 愉 れ ●Kn押 lq.Iu"Ю

s‐ ヽ ■● fい時訳 ｀ 専南
`・
:q奇 銀 :申 燎ri。

P=fゴ資ぎヽは('両て1合串いま載 )1尉 urЮ

● N=t,H`゛く。ul奇 ■`誡回― ≒赫 諭蒙,マ思
甫ミl

き命N司 HHl蒟 1

P
(a)N=E― S× S     °)N=E― S

●)N=e― E)S     (d)N=0

1f:

E=TЪe productlon co“ orcompOnent orOductu by thc cullcnt mcd10d

S‐ 1■ pFOduCtioncostOFproductwlthjigs&6xtttrcs

P= Cost Orsp∝ ialtooling i e jig&6Xturc□耐

N=MInlmull no O'COmponents tojusd″ the use ofjig or flxme

Tにn型」ue ofN is

lal N=E― SXS    
° )N=E S

(o N=C― DS      C)N=0

(lη
`‐
コ:。 ヾ [0→奇■奇1や円0轟諭 ■m[き,奇 i:

(al CIl‐・l● 豪祠市奇u`‐ ,lo l゛ lG

o― ●対 M。‐¬い。い0

(0 減 で 'N漱き口
。‐■lo、um

Oコ 稀 前

High specd stccヽ (lISS)havc been dlvlded mto■
Vo g"ups Thesc arc:

O TungSten and castiron HSS

O)CObaltand Alluntt HSS

IC)Tmgstcn and M01ybdenml HSS

(o Auab●ve

P■ 0.
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(18)

(6 of12)

18‐4 1 HSS寺清さゴ1ミ ?

(→  `iC・ I O)毒清曖   (C)~

(19)

1841 HSSヽ 五wbl●Ll"up ofHSS?

0 
…

 0)CObalt (c)MOlybdentm

'日

尋尋町2Hやm¬m‖‐ む

fu2
(a) d.f*rr O) ftsfth (c) ifYT

Which one process / opetatioo is.shown in figure. 2 ?

(dl 櫛

Figrrrc 2

(a) Bl"nLing (b) Piercing (c) Notching (d) Cutting

(20) dG$,r ffi{"il r+orqrftgrqilt

(a) sr{c{ 0)Π 蒙 (c) <tclc{ o 
―
R

(c) both puoch & die

(21) fu6 sTrdrAqdi

】n blanking opmtl帆

0) punCh

(d)WOrk piecc

0罰 G) {a/fr'z lcn辞畑 (d) qF/s
C:pocity ofprEss is givsn by

(!) T@trage O) Newton / m2 (c) d / Tomc (d)

o調 ■

o None

Clea!'ance is given on

(a) die

-

-
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(D)

(7 of 12)

fu-3

fratftcnfi'rsrffi{rt

G) RF-tu O) 11ff{ (c)

Opcratioo, showa in fgure 3 is :

(d) dti'r

lrwcr Dic

flgur'e 3

(8) Sbpirg (b) Coining (c) Notching (d)

ffqttlsffi{"cdt:
(a) ffir o) €trh (c) fii4 (O

Which oD€ is not 8 pltss opercion ?

(8) Blsnki4 O) Stsmpirg (c) Notcbittg (d)

lE r 3mrtfi t krtn*cfud wrtit r
(a) inrrl O) * (c) GIqiIEdra (d) ({rd

Which qpe of stlesses ae induced during Bending Operation ?

(a) Tensile (b) Shear

Blanking

Turning

136

滴

詢

(23)

(24)

(c) Tensi.le ad Compressive (d) Comprcssive

P.T.O.
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。っ 命 罰爾 囀 む

cal帥 ,欄,・:―t→面,商 ,罰

o銅 ,印れ,赫,中:oは輌 ,釉

(c)駒 ,論 ,つ]“、繭 ,釉 ,爛

(o さ で

Which one is ight sequcncc`'

cal L浦 1lh8,Bojn3 Counter borlng.Assembly,Taplng

o) Assembly,Dnll■ ng,BoHng,Countcr Bom8.Taplng

“

) Dnibng,Bor.n8,ComtCr Bonng.Tapln3 Ap¨ ュbly

(d)Nonc ofthc abovc

(2o飾 f｀ t

o電 聰 楡 赫 く  0"亀 論 鍮

00・●     ③ い 蝿 轟 M

Dn■ blt is a

O Mdd pOintcuttm8tO● 1  0 SLけ 。pOint cJ価g tool

(C)Jig         (O SⅢ ⅢCpOintCumgpomtjL

97)瀾揃 れ "a6Ч
[輛

“
合朝 ｀師まπt

(め  前 1           (り 函 (j｀は)'

・
)-1         (d)柿 i

しast part ofHmt gcnerated ln… Ёn3 isretam m_

(a)Chip              Φ)T∞ 1

(。)WOrk pi´´́          0)mchmc
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(28) isc{#q ffifi lfu waT r+rvrl<mr*c-d Etdrt t

G) P"=rDf iu) P"=:rDxtxt

G) P":+r-! (4 P,=rp#

Shear force on strip in prcss shearing (Piercing) opcration is givcr by :

G) P.=rPf (b) Ps:nDxtxr

(") P,=E:l (o P.:tD#

Where

P" = shear force

D = dismetet ofhole to b€ Picrced

t = thickoess ofths strip

a = shear slr ss ofthe malerisl

(29) ftqRh ffi{rq i r&+ olq frqr qm i

(a) ris rR (b) cr{ c{ (c) stilct (O +{ {6

Itr piercing operaliorL shear atrgle is given on :

(a) Punch (b) Die (c) Both (d) None

6oy dfi*,r aifonia-&dqftsrqrdrt I

(a) risc{ (b) sI{ c{ (c) s}i} c{ (O *{ {6

ln Blanking operation' shear angle is given on :

i
(a) Punch iul oi" (c) Both (d) Nom (rx3{')

t36

ヽ

一

１

P.T.O.



:. ffqiw<r6ftq:
Differentiate bctween :

1a; ffih$dftSl
Piercing and Blanking

O) fuq qifu{q(
JiSs and fixtues

C) qfri{ (nsc) qtrn sidftT 3+Hrt

Drilting tool & Boring rool (3+3+4)

4. ftft r€{+ftFrqf0rrm*lcrgr{a. I

Exptain manufacnring ofmilling cutter. (10)

MP!{13 (10 of 12)

2. (D dfsr sqalsqlft(f,+qre6r(si I

Frlors 8ffectilg tool life 8rc

(ii) HeFf*€,* :nM*{cfdtuc t

Wrilc do*r mmc oith€e single point cutiog toob'

(iiD crftfr.rdrai qfuflfur*frc I

Dcfrc machimbilitY.

(iv) {lt I.EI{+ s-{-ddftEq t

wri& dowu clctncnB of bcnding die.

(v) is!ffi GffiEfi) *ftq.islty6Eftfuq t

C/titc thc types ofpunctes for pr€ss works.

5. (i) aq c{ rg6 fi sre K'-d ft-€di rntfl{ 6 qrfrfr 61 sc{rd-r

Explsi! gcomeEy of qinglc pint cuuing tool uscd on lathe.

(ii) frcf{clqff ff,I6ldrafrq t

E:(plain ohip formstion Eocess.

136
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o. (D is 3rtin sri q$r+-tqa o] sr*rsc t

Explain press tool die design.

iiD 'dqdi'I"+lqtr{EA t

Explain DeeP Drawing.

7. (i) 3rts[ 3ng +] Yfit{a 6d sre 6rc$1sr qltq 6ftq t

Explsin factors affecting tool life.

(ii) 3-2-l rqsmqft-<r<*ffigrst t

Explain 3-2-l tocating principle.

8. ftqdqq*rsi:
Explair the following :

6) qitT

Notching

O) qdlil'I
Embosing

(c) frfir
Spiuning

(o *iftrl
Coiaing

(e) dFh
Forming

s. ftq c{ {f*E ftq!ft ftfuc :

Write shori notes on :

(a) $1{ <il (3{tnR)

Form tools

C) c{nc *dR gris

Machine tool ddve

136

(5+5)

(5tSl

¢X鋤

(5x2)



MP303 (12 of12)
136


