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L. BTSRRI SRR TSR - (3%)

2. MEETHEM B RIRA: FEEAWEE - LHETH - SHRFEEE T 2 UERHEEGE - (8%)

3. AILBSEERR R EIREE(Gas tungsten arc welding) B T3 B 15 52k (Plasma arc welding)#E(i) 48
R » R BIRHEE—AECER - (10%) _

4. FRPEERERPNREE - W EERRIRE SIS T - (8%)

5. (2) AEBHRHEERRERIGS powder metallurgy I THISHS » LEBFISRH - (6%)

(0) ¥Rits(powder metallurgy) B2 FAT NIRRT (compaction) » THA S HME RIS - WS
EI7RRR A T B RIS - (3%)
6. (a) $&¢E(alvminum foil)if ¥ DR (rolling) i1 T - FHFERE — BT » fRe R iR T?
AEERFALREA - (6%)
(b) LIS » FH(Zo)TERE TEITINT - F_ LR =R B S E(cold working) ~ ¥ ff(warm
working) B {E(hot working)? IFfifEREREARLIEIT FINTAYERLE, - (6%)
(¢) SALARR (metal forming) A RAEEAAIZR » HiSERRENTREEE I T B0 S, -
(6%)
(@) TR > RS RS IR R MR S BRI, - TR B TR R SR AT DL B
EVKERETEN? TR - AR (stamping)BUE. 124 58 £ 0 el IR AE2(6%)
- 7. (@) FEAEHIIERZY)R(orthogonal cutting)AEEI (modeDiE » HAME EATEEHBI YA (shear angle)Bigf(rake
angle) + if DAL IERER AR (chip) RAHR A2 52AY - (8%)
(b) FERIERTRYIRMAR T BT FIg/A (built-up edge, (BUE)) ? MR8 7] LIS IRIG Mg
B (%)

8. EfTYIRIIN TR PR BiRME S - — R R (material removal rate) MRR » —E4j5248 2 Tk
REDEBE (surface finish) » LIETH(tuming) 5541 - #RAT 7184 (nose radius) » [mm]#EET] » LITIEIMEE
(cutting speed) ¥ [m/min] » A5 (feed) f [mm/rev] » B ATHIZERE (depth of cut) d [mm):Z LG IR
Dy fmmliZ TP T B EM(spindle)8ER A N [rpm] » FEALRER L [mm] » 1BHEAI-RE TH
E1RYRE D2 [mm] » HY
(2) FEHEEHARITSIREE MRR [mm*/min) L2t 2T (equation) - (4%)

(b) EELACSRFE R RSB R TARSEE (arithmetic average surface roughness) R, [um]#yZeR 5=, -
FltER LRI DU RS REDEEWEGRT - 3%)

9. (a) BRI T (abrasive machining)rh FIFA ISR BB abrasive) BE— S UIAI AN TANEER] - LIS TIE
#Hi(tool materia) A AHFISUER Y 18 » SVIHIEAIRY (BRI » RIS T Ea IR FrRagH
FMEET - (6%) |

(b) SRR IR (lapping) AT LU T AN (gage blocks) » YZ4 Hr (optical lens) 2R+ /A2 tolerance)
BN R T S e AR 2 S i (mirror surface) 93T © (5%)
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