d} counter bore.tool

¢) gun drifl tool

d) counter sink topd b) reamer tool
. 16. drill tool material used for high production and CNC machines
' #1153 b) Carbide tipped drills ¢} low carban stes d} ali of them .
P e _ A pefipheral milling operation is performad on the top surface of arectangular workpart which is 400 mm Inﬂgh'gr Eﬂjmmgﬂ .
}: b milling cutter, which is 80 mm in diameter and has five teeth, aveérhangs the width of the part on both sides. Cutting speed = 70 Tifees
o chip load = 0.25 mmj/tooth and depth of cut = 5.0 mm. the feed rate is
W 3). 483 mm/min ' bJ843 mm/min c) 348 mm/min d} 438 mm/min
A 18- Built up edge can be reduced by
a) Increase depth of clit b decrese the rakeangle. ¢ Both a'and b d) use effective cutting fluid
13, Asthe lead angle increases the undaformed chip thickniss .
a4} Intreases b} don't affected c) decreases d) none of them
5 2001 oo s, the axis of cutter rotation is parallel to the waorkpiece surface.
T 3} slab milling b) ball milling c)end milling  diface milling
2110 oo milling process; Max chip thickness is at the end of the cut
A ball milling  b) down milling ¢} end milling  d) up milling
i 22. one of the following is not true for the upmillina process
a) culting process is smooth b) tooth engagement is a function of workpiece surface characteristics, and contamination or sc

the surface affect tool life citendency for the tool to chiatter dinone of them

118 23. Because of the resulting high impact forces when the testh engage the workpiece, this operation must have a rigid setup, and
backlash must be eliminated in the table feed mechanism in ... i Milling process

a)up milling blend milling  ¢) down milling  d) ball milling
~--MING process can produce a variety of surfacesat any depth, such as curved, stepped, and pocketed.

r R
d) referral milling

a) end milling b) down milling c) up milling

25. in milling process the problem of burr formation may be related tb
c} feed and depth of cut top high d) all of them

\ aj incorrect entry and exit angles B} dull cutting edges
/f 2b. the component that supports the table and can move in the transverse direction is usually'called
3 a) saddle b) overarm c) compound ‘wrest d} knee
27. one of the following is not true for the material removal pracesses compared to farming
d] straight edges and surfaces’

a) waste of material b) time consuming process ﬁ] bad dimensional accuracy

- 28, Which of these statements are correct? built up edge may be reduced by:

~ 1. decreasing depth of the cut 2. Increasing cutting velocity 3. increasing back rake angle

a1, 2and 3 b)1and2 d) 2 and 3

*A turning operation is made with a rake angle of 10°, a feed of 0.010 in/rev and a depth of cut = 0.100 in. The shear strength of

€)1land3
material is known to be 50,000 Ib/in, and the chip thickness ratiois measured after the cut to be 0.40. Answer questions 29, 30

32.
29, The shear angle is o =
a) 29.2° bj22.9° c)g2.2° d)9.22°
30, The sheer force is n | !

: a) 812 lbb) 182 Ib c}8211b o) 128 1b
31. the cutting force is N .
a) 6321b b)326 Ib ¢}6231b d) 236 {b. .
32. the thrust forceis Ay e 3
2922 Ib b)1291b €} 2291b dj22ib. SR o ) o 1
*Tool life tests in turning yield the following data: (1) when cutting speed is 100 m/min, tool life is 10 min; :
(2) when cutting speed is 75 m/min,tool life is 30 min. Answer questions 33,34,and 35 using Taylor equation I8
33. the value of the expanent nis 5 I s 3 &
34_the value of theconstant Cis. al
2) 287.15 b) 182.75 cj157.82 d)578.12
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ci109.9 g)hse.a
£ Ilil‘EE zones of low shear strain and small 2ones of high shiear stripn are alled

geeratad chips ¢) curl chips d} distontinunus chips

.- manufacturing process

i;'l E:ﬁd Milling b} nose milling o face milling d) Grinding
nmufanturlna plocess
- --_.‘ —J" F_}?_._ __> ¥
------ - — a) broaching b) sawing cireaming  d) none of them
o manufﬂﬂtu ring process
a) blade sawing B} Milling ¢} reaming  d) hacksawing
s MANUTACLUring process
|
a) Planning b) turning c) milling d} shaping
et it manufacturing procéss
: 3 a} shaping b) turning ¢ ) planning d) tapping
?lﬂ-’-ﬁsﬂts made up of carbjdes are extremely hard having Rockwell hardness varying from
aj 0—13 HRC h) 80—93 HRC ¢) 10—23 HRE d) 590—993 HRC
rﬂ”—ﬂ-"l‘he most common drill material is
a) High speed steel bjCerarnic tipped c) Diamond d} carbide
#4 %Iﬁh of the following materials has the highest machienability index.
a) Steels b} Copper ¢] Magnesium d) Aluminum
85, A cutting fluid should have |
a) High conductivity b) low toxicity ¢) high thermal capacity  d} all of them
46, fri abrasive jet machining the grit size is of an order of
a)15 micrometer b)15 milimeter €J15 gentimeter d) 15 meter

4 "I“;”ig;nuniﬂ part of the water jet:machining is made of
3} tungestun | carbid or sapphire b aluminum c) steel d) copper

h nf the following is not true for the abraswe jet machining

a} Low capital cost  b) low vibration c) high metal removal rated) no heat is generated in work piece.

%Ieﬁ of the following material cannot bé cut with water jet cutting
- 3} b) glass. c) ::ampniltﬂ dj plast’fcs
,;ﬂmﬁdaﬂmwing ﬁgure refersto ... manufactunng DrOCess
T S PR
b) PLASMA arc ¢) ultrasenic df abrasive et
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(3 choose the correct answer and summan ze your answer in the following table (10 marks)

E) 4 s |8 [7 |5 & | 10

i’ |

3

r
|
I

r | | P A | |
W75 TH#Ta7E (x| [9 14

4 1. An example of Abrasive traditional machining processes where material remoy al by hard, sbrasive particles
3) shrasive water jet C b) polishing ¢ sand blasting d) Milling
™3 An example of a chip removal process
a) reaming  b) tapping €3 shiving @p!l of them
3. Material removal processes is generally belongs o — “hapis,
b a) primary industry  b) secondary indusiry ) tertiary industry  (d) none of them
4. Factor influencing the chip formation process
~a) machine tool and cutting tool b) chip control device and workpeice matenal ¢) ool geometry and the
cutting fluid @) il of them
5 Defincd as the speed a2 which the chips are removed from the surface of the workpiece
@) Cunting speed b) chip speed ¢ shear speed d) feed speed
£ 6, one of the following is not true for the material removal processes compared 1o forming
3) waste of material (b} time consuming process ) straight edges and surfaces d) bad dimensional
sCCuTaCY
T Which of these statements arc correct? built up edge may be reduced by:
1. decreasing depth of the cut 2 Increasing cutting velocity 3. increasing back rake angle
\a)d,2and 3 b) | and 2 c)2and 3 d)land 3
8. Semicontinuous chips with large zones of low shear strain and small zones of high shear strain are called
a) continuous chips  b) discontinuous chipse) curl chips :_#-'d.J chips
—%. Tools made up of carbides are extremely hard hay " -
), 90—93 HRC )01 HRC Rm‘“‘"{*‘;”t‘;m ing from
10. A cutting Muid thould have
4) High conductivity  b) Jow toxicity
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