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1. (a) M B HEM Bdo T AWM F Pu(ways) ' ARRENPE > FRE-TRYEAEHRE

FEATHEF - RARARRERY)  EMERLRE - (6%)
(b) %4 0.5 mm B eyHE IR LR—ER 0.5 mm 570 » FRE —THIRTHEH
B~ R YRR - (6%)

(c) &R &R F H A7 69 PR R A (Rapid Prototyping, RP)F 3% - ¥ ff it g

BREGRBARL B G AT ° (6%)

2. (a) A—RlHE RIFEEIR b+ 4 1R BAAS 71 B3] — 36 M (ductile)bHit » 577 Rk 36 -
LABE  EBZ TARBBMER  ERHAMZRDERE + RA TR

B EFREIRARAMR AP GRAT » EHRBBHRGHE - (6%)

(b) —#4 K fe T i & T4 & @ 7% Y £ TRIE /) (tensile stress)» 332 1 — T4L 5| 3 0 B4

J& 77 (compressive stress)& & &8 F & ° (4%)

(c) #& B fuL(grinding) ¥ B Stk (self-sharpening)fR FE > FHH L ARRFFEEL R

BEER 7 EFH R T T AT BT ) 8 SRR 7 (6%)

. EEAERM A 0 T F S 4538 (Permanent mold casting) K 16 J& 4% 3% 5 (low

pressure die casting) R & & » FRA LML - H A2 Y8 LLBEE - 612 - (9%)

R EREH T S WTAE S FAEYE TREMGESE T H s

HFE2RARYUE - (8%)

. HARE LENAMB XE - BAREB LXHF—HFk(weld bead) LR AL BR

FOA1~2-3 . %) BRABRAMARZZREIRFHED  (6%)

Double V-groove butt joint

. SR SR BRI AT 48 0k (Friction stir welding) Z 8 RE R B HEF - (10%)
- HEETHANSR R &R A:

(a) o4 #1503 8 A AL (rolling) 3 & A 47 % (machining) v T # %2 B AT 4
R R 7 g T2 (6%)

(b) 2X34-$4L(cold-roll forming) 2 ! 3& &4 s 4 FTHNE? B 4T R 4E4 (gray cast
iron)# K 95 R A B4 A ABRILER? (6%)

(¢) BIRAEE v L (isothermal forming)#) W B H R BA ZH4 - (6%)

. HEET A A MR e s & R A

(a) RAHKN R X BNEHAR B TM44L 0 & P SLE K (tube-hydroforming) &
AT EE? (6%)

(b) ArHSARAEAn T 24 £ 4 B B(springback) R & * H R E T HERRA L
5 K A4 3 (Young’s modulus) S 4R 34 BE (vield strength) - 3008 KA B A FR %
EH@BIRE NI ZERAZHBE - (6%)

(c) 33 drawbead 89 £ B ° (3%)
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