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T / Question

ER L EE T

Answer Options

qigEH b AL el & Wy i
el & fav feafaf@a b o
EUECTIY:

Which of following is a
mechanism for mechanized

movements of the carriage along
longitudinal axis?

the

(a). SIT-FASS / Cross-slide

(b). FFNFE T / Compound rest
{c). W97 / Apron

(d). =1ét (H=eT) / Saddle

QUE (V) A @ I9ERT F EiE

&l i aad &
The feed of cutting tool in a lathe is
expressed in

(a). THRITHIET 9fd s & aTahel & YEATT &IC
millimeters per cross sectional area of stock
(b). TR i gulel / millimeters per revolution
(c). Feieiex 9fa Fere $r dag
millimeters per length of stock

(d). 390FT HIS FE&T / none of the above

wg (o) wele O Uy adda &
foT Tut(p) 0 T FOT A R
WIHAT T W &L a0 T Sl
¢ gl D=dgr eamy, d=eler odi,
|=gay & e

The half angle of taper(p) in a lathe
machine for taper tuming is
calculated using the formula: where
D= larger diameter, d= smaller
diameter, I= length of taper

(a). tan(e) = (D —d) /21
(b). sin{p) = (D —d) /21
(c). cos(p) = (D +d) /21
(d). tan(e) = (D + d) /2!

T gUe Wle, Usm Wl (W)
AT gaRT Ieutieed fhar o Hehdl

& A wlesT & 3R AT

A flat surface can be produced by a
lathe machine , if the cutting tool
moves

(2). 3 TE] F TURT F HE & TATAR
Parallel to the axis of rotation of work piece
(b). ¥ @wq F gofa & a7 & dlvaq
Perpendicular to the axis of rofation of work piece
(). 45 T2l @IT 9T / at an angle of 45 degrees.

(d). 39T FIS FET / none of the above

Wrey Ay A WRE 9=9ed W
g &
The operation illustrated in the below

figure is called

n .............................. @

(a). YUFHIOT FaTelT / Parting operation
(b). REaT wETeleT / Facing operation
(c). I warerst / Groove machining

(d). =BT / Chamfering.

YT Yadel uihar &1 gt

The function of taper turning process
is to '

(). U &S aeq 0 sad dwg & R F e
HeTledT
reduce the diameter of a work picce along its length
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(b). FF TE F & W & P § yed @
foAehTeleT SamT <91y I =T

reduce the diameter by removing material about an
axis offset from the axis of work piece

(c). FH TEG & 3ed g O wordl) Radrear
remove the material from end surface of a work piece

(d). 39k HHY / all of the above

a3 e (STt fEer

(2). THEE AR Hlel F F & IH

ST B near the shoulder of stepped cylindrical surfaces
; Undercutting is done : (b). Stee 3 TE T F 3T A
‘ at the end of the threaded portion in bolts
(c).a @ b @At / aand b both.
: (d). 39T @I 80 / none of the above
D1=afE #MFT & gd w wag @&
(a). (D1-D2)/2
E E _ (b). (D1+D2)/2 .
}ij fD 1= dL}zll.rnf:ter of wark surface (c). (D2-D1)/4
SLOre MACHITNE, d). 3T el / none of the above
DZ:m?rﬁﬁTa;aﬂamWEﬁr() _Tﬁg '
8. e ¥ & A # omEws &
___ g feum i g
D2 = diameter of work after
machining,
Then the depth of cut is given by:
el fFT &g & UG & FABRIT B | (a). F3L-ANAT / counter-boring
gfgar & FEd & (b). FTFeX-TARRIT / counter-sinking
9 The process of chamfering the | (¢). #3ee- fhete / counter-fillet
entrance of a drilled hole is known as . ) .
‘ : (d). &afaar / trepanning
fBfefer Afer & frw uREmr @ | (2). Ued W AT @ gaw Al o @ aEr
‘On drilling machine, which process | Enlargement of existing hole with single point cutting
is known as reaming? tool
(b). wielr & arg o BAerer WY B ST
10 Hole made by removal of metal along the
circumference
(¢). T3er T8¢ T Fgerar ¥ gy A &gt wgfaa
Smoothly finishing and accurately sizing a drilled
hole
(d). 390 THT / All of the above
fg 1 U & AT 30 WE HRR | (a). AT SHF F AT ST
_ ¥ oo F v g @ e R slightly more than the nominal diameter.
11 (b). 5% & AT F TheH A

STl & ‘
Tn order to finish a hole and bring it
to accuraie size the hole is drilled:

Equal to the exact dimension of the hole.
(c). 3R F 4lsT &7 / slightly under size.
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{d). 3oR1F |87 / all of the above

EieiEy 4 (a). 5§ fo=g FATT ITEHY / multi point cutting tool
" The reamer is a (b). TheT feq Tl FTEHRUsingle point cutting tool
(c). YEUFYOT 3GFh{ / parting tool
(d). 3T Tid FaRT ITERT / saw teeth cutting tool
e (W) W Taw efeder | (&) B <ol OfF / Form tool method
fArafaiaa dfa & fear s & (b). wFmEE ¥ $iF / Compound rest method
13 The taper turning on lathe can be | (¢). 0¥ srer@ie QA / Taper Attachment method
done by the following method: (d). ST G / all of the above
U Hth Fodet (i) dld % U | (o). fae eurear wd 3w efiaers evEar
gifes a;rumqff GRS Low viscosity & high cooling capacity
The desired properties for a  good | (b). 370 eal @ foe=T MTerat s7mar
14 cutting fluid are High viscosity & low coaling capacity
(c). 3o aIHIYT Ud 3T HERE
High rancidity and highly corrosive
(d). 390FT THT
All of the above
okl feyee Bfd A
rafafaa wes & [T geana
#rufr ' (a). 127808, /mm
faRmeray sawD) = 20 A, {4y 10 . /om
AL Y (d) = 10 TAAT, g &1 | (¢). 15 Fra. / mm
FAATS(L) = 30 AHL, TR &I &GS | (d). 8 T / mm
15 | =15 faa,
In Tailstock setover method the
amount of setover for the following
data is : '
Larger Diameter(D) = 20 mm,
Smaller diameter(d) = 10 mm
Length of work(L) = 30 mun, Length
of taper(l} = 15 mm
25H7 /p6 Hr aRume e
# grar ¥ (a). ﬁ*’ﬂﬁ’lﬁq e/ Clearance fit
(b). 3T e/ Interference fit
16 25H7 /p6 results in a4 ———mememeemee (c). Tif8T e/ Transition fit
fit ; g
: d). 3 & & g ol
H7=+0.021/+000 @ N £ ﬁb 3 o et
p6 = +0.035/+0.022 oue of the above.
g A Sael afd i oauer @ .
mwan
L | e @ 000
(d-zmw . F, nofa A, L1, in
). —
f ) fd
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The forrmula for finding the cutting

speed m 2 lathe is (c). n’dL
(d - Diameter in mm.n-Speed in
rprm, L- Length, f~feed ) (d). modL?
fegse & uw A= F E[‘Pﬁ?r #r | (a). meters./min
wear 3 . #gd §1 (B). rpm
18 T : (). TPT
Th'e nmber o_f rev.olutlons of a (d). mm/ stroke
spindle in one minute is knowr as
egel i Aeafay Al o1 Broer § | (a). 38 Al TR F a0 wgerd w9 §
The advantage of Tail stock setover This can be used for internal tapers.
method is: (b). 43 29T AT & TIT ¥ ¥ TG 3999d &
19 . =
most suitable for large taper angles.
(c). TGS & FTC HWFe §/taper threads can be cut.
(d). 39Taa w3l / all of the above.
faer 3 freae & Far 97 & (a). F9T =0 ey &€ & U@s W 3N TUe 7w
The difference between a Jig and F UygFd JA9ht Thesaw & OF &y 9T @y
ﬂkture is: qmoag‘ %—U N
Jig is used to hold and position the work piece
whereas fixture is used to only hold the worlk piece.
(b). T W HE TE] F UEsS & AU @
20 fReeay & &rd avg & Tue # W@ & fore
3 N V
Jig is used to hold the work piece whereas fixture is
used to position the work piece.
(c). ToHRT 3UERT U ¢ 31 et & U
Tig is the tool holder and fixture is the work holder
(d). 3IFT S A4l / none of the above.
e 3R gonelt H O\ Ud e | (a). @G H INHAT weoidl Wl & ud T 3ET
In the Hole basis system of limits and e @ar &
fits The hole size is kept varying and shaft size is
constant. -
(b). T T AT U @ & o A% & 3T
21 il &
The hole size is constant and the shaft size is
varied.
(). T3& ey yonell whar so o 7 §
There is nothing like hole basis system
(d). 3R H T F5 ofr 7F
None of the above.
U g e 3T | (a). Tod ST/ Always clearance
- FaF (b). Teq TTIdFLUT/ Always interference

A transition fit provides

(c). FH-FHT TTsarget vd FH-Hr gafgsor

Sometimes clearance and sometimes interference
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(d). 3909 H § S ofr 78T

None of the above

3 &l AT &g oy

The usual point angle of a drill is

(a). 59 T30 / degrees
(b). 118 T390 / degrees

23 (c). 12 f33f/degrees
, : (d). 180 f&ali/degrees
sSTfrdy wr_ . 3 @A § | () SEc-Ord-aigel- g - g
The 58 methodology stands for: Select-safety-size-sustain-simple
(b). feva-wfazh-Ean-targs-des
24 Simple- Solidify-Slim-Slide-Sand .
' (c). FTE-BT 5T TET-AA-TTE e A-HEea
Sort-Set it order- Shine — Standardize — Sustain
(). 390 H T Fg off w14r
None of the above
fag &1 @AT 50.000 3T 50.047 & | (@). 0.060 F .zt / mm
MR e T HEw 50015 TG | (b). 0.040 AL / mm
49,987 ¥| ST & AU AR | (o). 0.050 A / mm
95 forsaToeT Oag (d). 3UFAT FS 1T / None of the above
The limits of a hole are 50.000 and
50.047 and that of the shaft are
50.015 and 49.987. The maximum
clearance possible for the assembly
is :
i ufgwr A B fes 5@ 9l | (2). @dwEs aig/Vitrified bond
F diz o1 wiafafe & & ). Rifershe §ig/Silicate bond
26 The B symbol of a grinding wheel } (¢). e¥eers dia/shellac bond
represents which type of bond. (d). TFTEE Fi5/Resinoid bond
feafder o WETelet § (a). 2Me e A &g Fefwt
Trepanning is the operation of : Producing holes in sheet metal.
(b). e "My H T FelleT]
27 producing taper in lathe machine
(c). U dihe Tl
producing rectangular pockets
(d). 3UIFd Hi5 76T / none of the above
Bt # uW SRS FIOIERS | (a). 30 O 45 330
ey wron...... 90 o e & 30 to 45degree
The lip clearance angle of a drill | (b). 90 [ER1
)8 ranges from 90 degree
: (c). 129 15 =23l
12 to 15 degree
(d). 45 347
45 degree
50 (a).wagﬁ'g-a?awm%

SET IuEET

multi point cutting tool
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The boring toolis a

(b). Uehel Tdlg shlel 3HFET &
single point cutting tool
{c). 3T ald FT 3T
saw teeth cutting tool
(d). 3TEYUT §F ITERL & AT §UF
-abrasive bonded tool with binders

TfaET § ¢ &la @ faes

(a). 39T 3R Fae wEfE afe

TEE el U § Taol and cutter grinding machine
Which of the following is a precision | (v). 8% wgtsar wrafier
30 grinding machine type Hand grinding mfic?line
(c). SIITelT ATFT TSR AMNF
Flexible shaft grinding machine
(d). 3Tt For TERET A
Abrasive belt grinding machine
e ymadt @l @ quient | (o). 3t 3T aeaar A eenfRefad ger afe
it should have high ductility and plasticity.
The properties of a good abrasive | (b). 38H 379 PR A A
a1 material are: it should have high hardness and toughness
(c). SharTid | & wiady
shouid have low resistance to fracture
(d). AT W IEngadARr
easily malleable
SIS, A0S (®NEH) wd A | (2). TPlaR H9ESF / natural abrasives
HGRS (b). EYAYUT e / synthetic abrasives
32 Sand stone, corundum and diamond (c). IMS3T FTHIN / are binder material
are, | (&), 3T FIE 7€ / none of the above
ol BlAr IRAr B AHS FET F | (a). e 3N HIX GiEI/hard and brittle material
fow TgFd (b). vaTRECah TWHAplastic material
33 The open structured wheels are used | (o). Hgar 3R g @HA/soft and ductile material
to grind: (d). fAuer wierall/Titaninm materiak
fire s 600 €T #ar B | (). Yo WsfEe/Coarse grinding
1) & fau sygwa AT | (b). HEH WEET/medium grinding
34 iGN (c). HElA urafSat/fine grinding
The grit size of 600 indicates it can | (d), sgd FEI= IS=T/very fine grinding
be used for - L
afy qEfEr ofge & f@iT &1 RER | (2). 39997 AT 3EH 37 ¢
TEr § @ uw ga war ¥ & The abrasive grain size is Large
If the grit size.of a grinding wheel is | (b). 3TTEST U HHR BIeT §
35 large it indicates The abrasive grain size is small

(c). At 3ThIT AV HE WY FgT
Has no relation to abrasive grain size
(). U W yRT F =ay AT Far &

It indicates the diameter of the grinding wheel
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s ufgw @ A5 A- H widfafe

AT &
The grade A~ H of the grinding wheel
represents

(. 9igar fSed @ 3uadl 95w w mEEt o
faeyriue fhar o0 ghar §
the wheel from which abrasive grains can be easily
dislodged.
(0. igar fawd o wuelt Oy & fqvaes FEr
HisT §

3 the wheel from which abrasive grains are hard to
dislodge
(c). MY FHOT & IR T FST BT P SEIT FAT §
refers 1o the abrasive particle size being big.
(d). ?ET FOT &F HHR & BT Gt B 00T HLm
7 & / refers to the abrasive particle size being small
EfEe afge & w@rgar w1 9 | (2). squdt 3 Sl ganr o sEfas gl
FAr g the relative spacing occupied by the abrasive and
The structure of a grinding wheel the bond.
represents: (b). HOEEE Hr & IFT A AR
37 represents the size of the abrasive particle
| (0). 9T F wg=a i
represents the bond used for the wheel
(d). 3UUFd i Hr AgT
none of the above
WX wEEn & aEfSw F T | (2). 9 9ied/Dense wheels
EEIREET (b). IgFIT gfgai/open wheels
38 The __ stuctmed wheels are | (c). 390Fd ¥ HIS UH/any one of the above
used for grinding brittle materials (d). 3T P15 o7 FE/mone of the above
TERT GRT & U I | (a). FTEYT AT AT FIRAT
e H @ ¢ The hardness of the abrasive grains
The grade of a grinding wheel refers | (b). AT faa8 dlgar U8 K T F W ¥
to: ' The hardness with which the wheel holds the grains
39 in place.
(c). WIFd WHAT F T HT Hedh
Refers to the type of abrasive material used
(d). IHRYFT g STl
noite of the above
asfEer ufgr (@) & TEer & (2). der 3R sieiiong and short
WA Pl Sl & (b). TE=T 3T Gell/Dense and open
40 The structure of a grinding wheel are | (c), gq:;lq 3R Age/brittle and tough
generally referred to as (d). THEAT ErS YT /bright and translucent
UH §gT GEH B¢ Fe & AU | (a). Bider-gifeler-Qider
Woiﬁf g wH drilling - honing - reaming
a1 The correct sequence of operations to | (b). BfIa-0far- gifAar
get a very precise hole is: drilling - reaming - honing
(o). gifar-fafear-afHeT

honing - drilling - reaming
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(). Bl fdrgifaer
drilling - lapping - honing ‘
e aiEs 9w W8S | (@) JF W@ ﬂ?ﬂﬁ’lﬁ'&ﬂ / copper and aluminium
U o Feledd 39TFA & (b). Fle=l ETNT TF I M S ETq
42 Silicon carbide wheels are best suited Carbon steels and High speed steels
to grind: (c). €%t A ©d B /both A and B
. (d). STRNEFd g T4 /none of these
o e ais woadt F7 gRsar § | (). 999 FEl/grain size
&l wgd & (b). ST wiET b
The grip with which the bond holds structure of the grinding wheel
43 the abrasive is known as (c). AT fgw #r I3
grade of the grinding wheel
(d). 3rqerdl A1 b
- - type of abrasive
VfAfReH s wE | (a). 3T e S9 g, laaT FTATA
NET Tl 3?3{ SEa EXECT & High tensile strength steels, carbon steels
ad The aluminium loxide wheels arc | (b). BV Fef dF WW ‘
better suited to grind: Low sirength copper and aluminium
(c). Geiat 183 / vulcanised rubber
(d). 3UVFT P a1 / none of these
FWERTSH  AH PO A a‘%aa.(a).ﬁmmma‘fﬁamﬁa;ﬁ
Ak . Silicon carbide abrasive wheels
A5 The carborundum ~ wheels . are | (b)- ﬂ?jﬁﬁﬁ'ﬂﬂ SIESIEE] m EED
nothing but: : Aluminium oxide abrasive wheels
(o). B 39Ef T/ Diamond abrasive wheels
: (d). TRYEFT #E 7 / none of the above
o AfEer F GRE 68 W Ffaid | (a). 2000 B8, 1 deg C
CmwAT e @l | ). 204 1 deg C
46 The heat generated during dry | (c). 1000 B.A. / deg C
ggid;rslg on the surface will be as (d). 1200 FBAY. / deg C
ol We TeEl @ oty (a). F3TRIr /drilling
#F Fuwer g6 § (b). TfFHT /reaming
47 The amount of material removed is | (c). gT=1a1 /honing
greater in : (d). <Ifear flapping
TeOEYy IS w0 el oo WA | (a). HiEd / vitrified
g araT Bl (b). Tafer&E / silicate
48 Bond used for making elastic | (c). erel® / shellac
grinding wheel is: : (&), YRS / resinoid
fasft & 5 R34y 12 e & AT § | (a). 5.5 30 / degrees
49 (b). 5.2 34V / degrees

The measure of 5 degreesu' minutes

(c). 5.12 T24lr [ degrees

Page 9 of 13

TE 06 (Grinder): Series-B




in degrees is

(d). 5.6 13307 / degrees

5 FARI A S WRT Pl | (0). @G FIF 3UFT / Lathe cutting tool
ESCTUH gl & (V). Fer / drili
50 The cutting tool with scveral (c). TEET T% / Grinding wheel
thousands of cutting edges is : (). AR Fe 7 milling cutter
AHI & sl HT e g (a). 8.5 .=, / mm
What is the width of the wooden (by. 8.0 FHL. / mm
block (). 3.5 f .3, / mm
l e m!{uaz l ] (d). 5.3 m’m‘ /Hlm
51 S e
e
,L'{"’\y,‘z\i f— wWooden block
Frafaf@e @ melier 7 grem i | (a). el aT/Fail safe
F ¥U A IvEer Gy srar & (b). TI&H SeLolid/Safety interlocks
52 The following is (are) used as safety (c). e &=/ Limit swiiches
device(s) in machines (d). 3T0FT THI/All of the above
%@aﬂ(db) FF AIG] T | (a). GHI/Light
I & (b). I35/Sound
53 22(;131:;2{3 {db} is a- wnit used to (c). ma‘f?a/Freqqellcy _
(d). 39VFT A & @S 9 F7ET /None of the above
fFfafEa & o Slv ar Oaee § | (). B
W TRe A o8
Which of the following is precise (d)‘ A
but not accurate: )
54 N "
FAH-A HEA 3, 3T & FRUT| (a2). F5/Wood
% (). AeT/Oil
55 Class-A fire cansists of fire due to (c). CHABER Transformer
(d). TraTafsia/Chemical
39 fAfeaT | (a). FH guler T fear Tfesr akr &7 yoler faer &
56 In Up milling : gl g &

The direction of work movement is opposite to

direction of rotation of the milling cutter.

Page 10 of 13

TE 06 (Grinder): Series-B




'TE 06 {(Grinder): Series-B

(). T gote dr fGur fAfSE wda & guR &
HATET Bicl &
the direction of the work movement is same as
milling cutter rotation.

(c). FAT F AIA-ATY HA & gl e §
the work is also rotated along with the cutter.

(@). 390 d ¥ H1$ o w81 / None of the above

farTiafad 7 O T v fafdar
thlel gy AT &

(a). 3T AT ST (HSS)/ High speed steel (HSS)
(b). 35T FHel=T FEITT (HCS)/High carbon steel(HICS)

MAIN SCALE
i

T T B

VERNIER SCALE

>/ Which of the following is not a (o). YIfAIferasr / Aluminium

milling cutier material: (). %}Iﬁg eigs | cemented carbide
fAfedT IRT Al | (a). gUTE & fawdie sgeee fr fiffa
formrersy $1 i & feeding the tool against the rotating work
Milling is the process of removing | (b)- e & & fauli EJ\U!'H &r hifear
material by: feeding the rotating tool against the stationary

58 work :

| (o). 5T S T 3R sTEeT gl e €
where both the material and the tool are rotating
(dy. HOErd F TIT FE NTEYD
abrading the work with abrasives.
;ﬂﬁaaﬁcmﬁ?ﬁﬁﬂw(i)-g '
Gerlir Hag Tfedl Suelees HUAT & Ec)).AﬁEfB &t / both A and B

In the figure shown below which :
provides a better surface finish. (d). SR ®¥g 6 / None of these

59 e o e 11 \\
gt @v o # yrw A (&R | (2). 0.3 fe S mm
) T & (b). 0.03 f&.#%. / mm
What is the zero error shown in the (c). 0.003 .. /mm
figure: (@. 03T / em

0cm 1om
60
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IF dh /Rough work
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e /Rough work
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