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1. 77 (steel-ball) ¢SRS Al Fde] YA & 4 A=
FAo] st kst HlE ALE Sk PHe?
@ B9 (Brinel) A=A
@ H]AA(Vickers) 4 EAEH
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E 2 (mandrel)

T Y (mandrel)

@ A= T (core)
@ ALHF=x Y (core)

Bl 2 (turret)

=3 (collet)
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A% (universal chuck)

@ w}dEl #(magnetic chuck)

4. EEUY YES Hgirt ASHE e 7Y S50 A7) HA
Hafsto] HHahA RHE= LT
@ €13 (tapping)

@ #Y(reaming)
@ 2EH o] (spotfacing)

@ 7}2-E17d7 (countersinking)

5. FUh3 AES AN daAM Fase ASd me Y SlelA

A (curling)

0] (coining)

23] (spinning)
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Z ;A (flanging)
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28 e @A 7199Eoltt,
@ %9 HA2AH-L 29.987 mmo|t}.
@ =9 HYA74-E 29.993 mmeo]t}.

@ 2] Hh47dE 30.013 mmo] .
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(dressing) 3t}
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@ 7t 53
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D tol7i~E(die casting)> 6755 79 £07 798l 338k
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@ YA (centrifugal) FF= Fgo7 LES Jloksl= wAlog
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1,000 rpm®. =2 3]sk 273 2mm, 20709 &
7D Sl WIAHE ARt Hn
g o) A5 AAE[mm’/min] 9] HEG2? (&, 2aHzo] = 1mm,

Arrd NS ©1$% = 1 mm/tooth, 7 = 30|t}

20 mm, =%

1% (peripheral milling)<

@ 20,000
@ 40,000
@ 200,000
@ 400,000

@ YE==9%(deep drawing)

A7V g o] &gt
LA 5w

@ X H(boring) 7}

@ A2Hturning) 7+
@ 4P (milling) 7}

@ <" (hobbing) 7}

A G T2z 7hyelM, HiedS AQlgt

6
= ZhestaA & w Ao 7hy WY

@ Hl29 £F(thermit welding)
@ dlo]A ¥ €4 (laser beam welding)
(electron-beam welding)
@ =z AN g4 (projection welding)

7HE =(non-consumable
electrode)& AHE-dh=
D 7t~
@ 4 &4
® &
@ 7t~

P2 9l FRED MR
SRl A

ol €% (gas metal arc welding)

b= A2
o}3 &H(flux-cored arc welding)
ol=1 g4 (shielded metal arc welding)

B ~dH o} £ (gas tungsten arc welding)
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otAd7tE A YFEE 1.5 m/min, ETEE 2m/min, YTI49)
T 2mmo|t e
Z[mm]2? (& 47 A3

QIeha 7P e

p

o] 40%2)
3429

4% g4 vA= Jds A4 50mm, o] 400 mm = A4}
Zheskarat st Aate) ol HdY 3T = O=
] &7
o]% = 0.5 mm/rev,

AP C =240
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Al 74 100mme] dAHE<S 3,000 rpmO. &
529 o]FELEE 2m/minl = it} ¢4 Zo)g}

A Zo| 742 0.04mme}t 25 mm D ), AZ AL [mm®/min]&?

@ 900,000

JEIAE 7} (water—jet machining)®] E4OE &4 o2 7129
@ 7hado] WA kol F&E W o] At
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A HEH BT ATRE FEEE NC o]FAI A A HH I
A8l A% iR 1,800700) 2, ElolEe] dAd = AR
= 1mmeolth HolES 60 mmyming £5% 20mm ©)F8ljof sh=
B, Holgs ks SR olgAl7]= H d8sk BES I
Tlpulses]st date= 55 @7] AT A FF[Hz]=? (H,
BES 2= Adfe] AR 5719 7]ofH]= 1olth)
s 5 A FubrE

@ 18,000 1,800

@ 18,000 3,600

@ 36,000 1,800

@ 36,000 3,600

25. HFZ(closed loop)¥4] CNC F&7IA oA M 7F&
T Qe sdetA] e AL?
@ FZ(main spindle)
@ & 23 F(ball screw)
@ AH. EE(servo motor)

@ HolE AXLF HA=7](linear scale)



