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TE 06 (Grinder): Series-C

"% / Question

Sec fadhed
Answer Options

Di=afq #fifelor & g w7 wefg &

T &l
If DI= diameter of work surface

‘before machining.

D2=Affer & s wF wag @
I ¥ A W B IEUS @
_ EERT feur Sar &

D2 = diameter of work
machining,

Then the depth of cut is given by:

after

(a). (D1-D2)/2
(b). (D1+D2)/2
(c). (D2-D1)/4
(d). 3UFd HS J6l / none of the above

S R
T Fgd §72

On drilling machine, which process
is known as reaming?

1 (d). 3T Felr 7 All of the above

(a). Thel &g Fidar gl gamr Hig@ & #1 o=Er
LT '
Enlargement of existing hole with single point cutting
tool '
(b). uftelr & e i foaprel T g aemar ‘
Hole made by removal of metal along the
circumference

(c). 3o &% & wgaar & @ N & el
Smoothly finishing and accurately sizing a drilled
~ hole

Foor fov 654 & S99 & JAGRA &

SisRaT A Fed &

The process of chamfering the
entrance of a drilled hole is known as

(a). SrEeT-a1far / counter-boring
(b). FIEC-FETHRIT / counter-sinking
(c). T3~ frere / counter-fillet
(d). €A / trepanning '

g (@Y) AMA FH W Al &
for Te) & FT o Fr R
BT B YO HT A0 BN S
¥ S@l D=3 =ow, d=oia 99,
|=euy & oars

The half angle of taper(¢) in a lathe
machine for taper turning is
calculated using the formula: where

D= larger diameter, d= smaller
diameter, 1= length of taper

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

A & AL AT & W Uifah
e % fav feafaf@a #a @
Fifrehr §7

Which of the following is a
mechanism for mechanized

(a). FIE-FeSE / Cross-slide

(b). HFIFE T / Compound rest
{c). THUT / Apron

(d). Fér (#zer) / Saddle
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TE 66 (Grinder): Series-C

movements of the carriage along
longitudinal axis?

H WuUReT (FHzweidam) R
ST B
Undercutting is done :

(a). TAGE TSR TG & Fe & I
near the shoulder of stepped cylindrical surfaces

(b). dee & T TR ¥ 3T H

6 at the end of the threaded portion in bolis
(c).a @ b g=r / aand b both
(d). 3UFT S T / none of the above
et M A T waes # | (a). JUFHIOT ATl / Parting operation
FET © (b). fHT Y=meleT / Facing operation
The operation illustrated in the below (c). T TTolT / Grodve machining
S | Bsweis called /_ (d). SFBRAT | Chamfering.
T FUC TAE, TH GIG (AY) | (a). FF oG F GO F 3T F JAGN
AT garT 3euifed R a1 E@&dr Parall_el to the axis of rotation of work piece
%‘,HTW%WTW (b).mﬁ$W$Hﬂ$éﬁH
8 A flat surface can be produced by a | erpendicular to the axis of rotation of work piece
lathe machine , if the cutting tool | (¢). 45 =T FIT T/ at an angle of 45 degrees.
moves | | (@). 3TRIFT BIE FE / none of the above
TR YaTa AT F SR (a). & FE Ty & FEH das f RQur F ww
The function of taper turning process ST |
is to reduce the diameter of a work picce along its length
(b). F aFg F HeT @ ey HdE & @Y I/
g feremTeeT SaNT ST I gerr _
reduce the diameter by removing material about an
axis offset from the axis of work piece
(c). T I & Hed Hag ¥ WAM e
remove the material from end surface of a work piece
. (d). 39Fa @l / all of the above
WE (FY) § Sl 396 F 9F | (). BEHR U 7 F SI0d F AT FE
& HEad gl millimeters per cross sectional area of stock
10 The feed of cutting tool in a lathe is | (0). fReliehe wid oot / mil'}imcters per revolution
expressed in (c). BT ufy FeIF Hr ECIES
millimeters per length of stock
(d). 5= FIg 8T / none of the abave
Th IS Bad (HEI) TR F ow | (@), BT s@ear vd 3= et s
FifSsT IroTers IS Low viscosity & high cooling capacity
11 The desired properties for a good | (b). 3T eAHAT T foo=T fiiereT e

cutting fluid are

High viscosity & low cooling capacity
(c). 3= STEU=T UG 3=9 HEH
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TE 06 (Grinder): Series-C

High rancidity and highly corrosive

(d). IEFT T
All of the above

formr 3 frreat & 7 &9 &
The difference between a Jig and
fixture is:

(a). 09T # R aFT H 9Hs F IR TUA F @A
® WYFd FTR IR w1 G W oawg W
I & fow '

Jig is used to hold and position the work piece
whereas fixture is used to only hold the work piece.

(b). T @ HE arg W uEsT F RO FahH
R ® FE a8 ® TE A @S F v

12
EEED
Jig is used to hold the work piece whereas fixture is
used to position the work piece.
{c). [T 3uFaT 4R& ¢ 3N ey o117 9”&
Jig is the tool holder and fixture is the work holder
(d). 39 IS &7 / none of the above.
25H7 /p6 &1 qiyonA fihe
& aary (a). f?&“ﬁﬁﬁﬁr fire/Clearance fit
{b). ST e/ Interference fit
13 ?_51—17 /p6 results in & ---------m-mmn- (c). eI 8T e/ Transition fit
1. . TET 3 J
H7 =+0.021/4+000 @. None o fzfaiff e.:,tﬁ el
p6 = +0.035/+0.022
B &l g #e HX 3@ vl ER | (2). AHT AT ¥ GiET SHwr
;A F AU @ & 39 fear| slightly more than the nominal diameter.
PRECT (b). 8% & WIS & TeeH A
In order to finish a hole and bring it Equal to the exact dimension of the hole.
to accurate size the hole is drilled: | (€). 3R & AIST &7 / slightly under size.
(d). 3uEFa G / all of the above
W (@w) W e el | (a). Wt g §fF / Form tool method
= Trafafag 3T o e s & (b). F=IFE e {A / Compound rest method
1 The taper tuming on lathe can be | (¢). T 3ergde 8fF / Taper Attachment method
done by the following method: (d). 39 T / all of the above
fedser & ve fwc & gl @r | (a). meters./min
AT HY Fed & 8 ;plff
16 Tlf{e nmber of rev_qutio:ns of a (d): i/ stroke
spindle in one minute is known as
Eirizy & (a). g ﬁF%" F 3R / multi point cutting tool
. The reamer is a (b). whel f¥eg A I9ERT/single point cutting tool
(). JUFIOT 3UEHT / parting tool
(d). 3T EIT FRA 3IEHT [ saw teeth cutting tool
B = S
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TE 06 (Grindex): Series-C

rafafEgg e F T deat
&1 qfey -
freamerar swrD) = 20 A,
A S () = 10 FALAY, o &
AL = 30 TH.HL, TR fr derg
(1) =15 &4, '

In Tailstock setover method the
amount of setover for the following
datais :

Larger Diameter(D) =
Smaller diameter(d) = 10 mm

Length of work(L) = 30 mm, Length
of taper(l) = 15 mm ‘

20 mm, -

(@). 12 W, / mm
(b). 10 firaf, / mm
(©). 15 / mm
(d), R FE.AL. / mm

19

TG H FalA G Hr AR H
R & |

(d=arg faar #, nafd #, Loes,
f <frg)

The forrmula for finding the cutting
speed in a lathe is

(d - Diameter in mm.,n-Speed in
rpmy, L- Length, f-feed )

Tdn
(a). 1000

Ln

). 2
(c). n’dL

(d). mndl?

20

ésa'&ﬁ%@taﬂawﬁ%ww%

The advantage of Tail stock setover

| method is:

(2). 30 AT TR & OV wgad ¥ Uahd §
This can be used for internal tapers.

(b). ¥ TR HIT F oI I § SAGT IIGHA §
most suitable for large taper angles.

(c). S <& S HE Thel f/taper threads can be cut.

(d). 39T FHT / all of the above.

21

feaferar F IS &

Trepanning is the operation of :

(a). ofiC &g | &g FaAr=T

Producing holes in sheet metal.

| (b). @& AU H YT T

producing taper in lathe machine
(c). T G FoATAT
producing rectangular pockets

(d). 3uTaT FIS AET / none of the above

22

fog T T 50.000 AT 50.047 &
AR emee dr AT 50015 wd
49.987 ¥ st & foIv HiOSaH
foseaa g%a

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

{a). 0.060 TAHT, / mm

(b). 0.040 T7.F. / mm
(). 0.050 TALHAY. / mm
(d). 390Fd AE 78T / None of the above
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TE 06 (Grinder): Series-C

(a). BSFE-TFE-TIB-HECA-THTST
Select-safety-size-sustain-simple

(b). Tge-aifefth-taa-ross-des
Simple- Solidify-Shm-Shde-Sand

(). AE-BT 3 HNET-AA-TeeleA-TEea
Sort-Set in order- Shine — Standardize — Sustain

(0. FRFT F ¥ :E ofr =ft '

None of the above

sS fafer &= &t 3 grar ¥
The 58 methodology stands for:

B 3MUR SoTelt & d#T ud e (2). T8¢ &7 MAY SEaar | § U OFE AT
In the Hole basis system of limits and R war &
fits The hole size is kept varying and shaft size is

constant.
). &g &1 319 R ®ar § @ 99T T Ay

g &
The hole size is constant and the shaft size is
varied.

(¢). & 3R qorel St e o 7T &

There is nothing like hole basis system

(). 390FT H F FS o A

None of the above,

TF giohes fee _ 3@ | (a). G fAsewier/Always clearance
FAT & (b). TeT Fuferator/ Always interference
25 A transition fit provides (c). - fersamigeT va HH-FHHAT gufdor
Sometimes clearance and sometimes interference
(d). 390 H T TS ofr a0
None of the above
farafafaa & o =l T NlT | (o). 39Tt 3R Fate wEien meia
-1 rEfEa Frefer ware & Tool and cutter grinding machine
Which of the following is a precision | (). ¥ IS e
2 grinding machine type Hand grinding machine
(c). T e ST Al
Flexible shaft grinding machine
(@). 3=t sec aEfEa Ade
Abrasive belt grinding machine
B &1 X I SoREs | (a). 309 45 B
FrETE T).... TR & v & 30 to 45degree
The lip clearance angle of a drill | (b). 90 f&aft
7 ranges from 90 degree
(c). 129 15 Bafr
12 to 15 degree
(d). 45 =i
45 degree
, f3er & AT fog Hor (a). 59 T&3fY / degrees
28 The usual point angle of a drill is (b). 118 32l / degrees

(c). 12 TE3f/degrees
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TE 06 (Grinder): Series-C

(d). 180 f2aft/degrees

mERY uftwr & B R Rw wER
FEg ™ oA s &

(2). ladrerss &g/ Vitrified bond
(b). Faforre giz/Silicate bond

29 | The B symbol of a grinding wheel | (c). d7ai sie/sheliac bond
represents which type of bond. (d). YFreTTSE s/Resinoid bond
(2). T g g R ITERT &
INET 39ERR multi point cutting tool
The boring tool is a (b). Thdl ﬁ?‘i FRT ITERT B
30 single point cufting tool
(). 3 Bl HeRa ITERT
saw teeth cutting tool
(d). 3TTETT §E ITEHRL F [T qUFH
: abrasive bonded tool with binders
IERET qfke = A4S H | (). 3TTEST AT Fr HAREAT
Hast # @ar ¥ The hardness of the abrasive grains ‘
The grade of a grinding wheel refers (b). FoRGT fradr afgam IS # TUE H @
to: The hardness with which the wheel holds the grains
31 in place.
(c). SFd W & YR B Hes
Refers to the type of abrasive material used
(d). FTRIFT FIS T
none of the above
gl 7 aiRd W AFS HET & | (2). & A HIY AHINhard and brittle material
fore gged (b). TeriEean T#E:M/plastic material
32 The open structured wheels are used | (). figel 3R dear @HEMisoft and ductile material
to grind: (d). EefA=F AT/ Titanium material
i afE AR aRe F e 1 AR | (a). 39l 5T HER G997 §
§=7 § @ 98 g m C The abrasive grain size is Large
If the grit size of a grinding wheel is | (b). ¥TE ST PR BT &
33 large it indicates The abrasive grain size is small
(c). 93T PR T HI5 HET G
Has no relation to abrasive grain size
(¢). 7E IEfEer afgw &r <Ay AHihd a8
Tt indicates the diameter of the grinding wheel
JEfRT R & 97 A-H IR | @). ok Ged & xuedt 35§ @ e @
A & faead & o Twar ¥
The grade A- H of the grinding wheel the wheel from which abrasive grains can be easily
represents - dislodged.
34 (b). Ofgar fomdd ¥ 3mEdt 5w W e s

Foa &
the wheel from which abrasive grains are hard fo
dislodge

(c). 3T9Ert HUT F 3ABE BT FT Blel P S HL &

refers to the abrasive particle size being big.
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TE 06 (Grinder): Series-C

(d). 3TESf FOT F BT B BIET B B SHT BT

& / refers to the abrasive particle size being small

fiic 3R 600 [few wer §

(a). T MSEaT/Coarse grinding
M % v vgga | (b). #ETA AEET/medium grinding
35 AT g {c). FET TEfFaT/fine grinding
The grit size of 600 indicates it can | (q). agd wéA EfEarivery fine grinding
be used for ‘
ATEHTA, 3?{0‘5' (®FEA) wE £ | (a). ﬂ@f?ﬁ? 3TTE / natural abrasives
gaF (b). HOINUT 31qea / synthetic abrasives
36 Sand stone, corundum and diamond | (c). S/E5T FIHAT / are binder material
aes (d). FRIFT F5 74 / none of the above
e el WA ® UM | (a). 3HH 359 dedar IR cenieefad g =g
‘ it should have high ductility and plasticity.
The properties of a good abrasive | (b). 3 3T FORAT AR Hel
37 material are: it should have high hardness and toughness
{c). e ¥ &F IRy
should have low resistance to fracture
(d). AR & IMEdagET
easily malleable
TEfeer ufgw i Geaar & Gl | (a). 3= 3 S qEnr 2 s g
AT & the relative spacing occupied by the abrasive and
The structure of a grinding wheel the bond. '
represents: (b). 3TErSY T & 3R H Wi TATET
38 represents the size of the abrasive particle
(c). 9feT # & iz
represents the bond used for the wheel
(d). IWFT PE -
none of the above
FSE QT () o Gl H | (2). FaT 3R @ieylong and short
HTHTIT: FET AT & (b). g 3R Gell/Dense and open
39 The structure of a grinding wheel are | (¢), WET 3R Feg/brittle and tough
generally referred (o as {d). THETAT IR IRATEFR/bright and translucent
TR wrar i gy & v | (). wud gffgDense wheels
HEEE] (b). Gar "fgT/open wheels
40 The structured  wheels are | (c). 3T ® P15 TSH/any one of the above
used for grinding brittle materials (). 390Fa Fis AT Fi/none of the above
NEED AEw & g wag W T | (2). 200034, [ deg C
FSAT 3= gl (b). 20 78./8. / deg C
41 | The heat generated during dry | (). 1000 /4. / degC
}gli;id:;g on the surface will be as (. 1200 FAT, / deg C
42 Bt & 5 Bl 12 Ao & 719 § | (a). 5.5 BfY / degrees
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TE 06 (Grinder): Series-C

The measure of 5 degrees[2 minutes
in degrees is

(b). 5.2 T3l / degrees -
(c). 5.12 1330 / degrees
(d). 5.6 T&3fr / degrees

m@maﬁ.@aﬁaﬁa

(2). Rl Fefss roendt 2o

greater in ;

RS Silicon carbide abrasive wheels
23 The  carborundum  wheels are (). ﬁﬂm 3““‘5’4133 quﬁ EED
nothing but: Aluminium oxide abrasive wheels
(c). 87 el T%  / Diamond abrasive wheels
(d). 3RIFT BiE 78T / none of the above
i e §is aaadt & g@sar § | (a). 95T 3TE/grain size '
HI Fed € (b). I Tfgw A @rar
The grip with which the bond holds structure of the grinding wheel
44 the abrasive is known as (c). TSI 9fRT Fr 95
| grade of the grinding wheel
(d). 3ryerdt T g
type of abrasive
tgfafees. seEEs @F | (a). 399 el Sl I, Fiee ST
IES P g?a; qEAR EXEET] g High tensile strength steels, carbon steels
A5 The aluminium oxide wheels are (b). 7T g T ﬁﬂm .
: better suited to grind: Low strength copper and aluminimm
' (c). Fomtel @3 / vulcanised rubber
: (d). 3RFT g =T8T / none of these
Ty SIS =h ST g W | (). ifeie / vitrified '
| Stug grar gl (b). RAf&e / silicate
46 Bond wused for making -elastic | (c), el / shellac
grinding wheel is: (@), Yitss / resinoid
UH TEd GEH O% S & v | (a). Bfelrgiiee-afe
r;r-qm;:raaqr T FHE drilling - honing - reaming
The correct sequence of operations to | (b). f3feler-ffHar- giferar
47 get a very precise hole is: drjlh'_ﬂg - re‘aming‘- honing
: (c). Bifetar-faTelor-ifear
honing - drilling - reaming
(@). Bfeer-afgiaar
drilling - lapping - honing
FE FAN S PR TRA T | (2). WG Faded 39607 / Lathe cutting tool
ENCIU oy S )T il
48 The cutting tool with several | (¢). ISR = / Grinding wheel
thousands of cutting edges is : (@. BT w7 / milling cutter
e T8 Tl & R (a). BT /drilling
# amer gl § | (). QT freaming
49 The amount of material removed is | (¢). gTf=eT /honing

(@). AT [lapping
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ffowe FEEE oF AES

(). 9 U9 ﬂ@ﬁﬁ“ﬂﬁ / copper and aluminium

FET & Wallecd 39 § (b). PTG SETT T FouT ATy ST
50 Silicon carbide wheels are best suited Carbon steels and Iigh speed steels
to grind: (¢). &A1 A 79 B / both Aand B
(d). SRITFd F$ 72T /none of these
Trafafea & @ Sia @1 faEa (| ().B
g e ol ¥ oD
Which of the following is precise (d): A
51
frafaf@a # @ &g ww AT | (2). 353 ifad g¥ra (HSS) / High speed steel (HSS)
el ATHaT T8 & (b). 39 el FEIIT (HCS)/High carbon steel(HCS)
52 Which of the following is not a (¢). VITATATH / Aluminium
milling cutter material: (d). FreTes 19785 / cemented carbide
FFefrfd $r 7T H GIET Iiad | (a). Fel GLET/Fail safe
% ¥T # 39907 fmm Ser § (b). GR&T FeXaliF/Safety interfocks
53 The following is (are) used as safety | (). foiffe Taa/Limit switches
device(s) in machines (d). 3T THI/AlL of the above
fafesar AN WHA FN | (2). gUIT F & fAIda 3uERe & fifder
faeTersT &7 withar & feeding the tool against the rotating work
Milling is the process of removing | (b). YR A & fawid guler & @ifsw
material by: feeding the rotating tool against the stationary
54 work
(). 5t &t el 3R 3TER ool S
where both the material and the tool are rotating
(dy. FTEET & G A FIEGFH
abrading the worlk with abrasives.
@i v Y A Y= e (R (@) 0.3 A /mm
TH) F47 § | (b). 0.03 AL / mm
What is the zero error shown in the | (). 0.003 B .#T. / mm
figure: (). 0.3 F.H / cm
Qom 1cm
55 i

o  MAIN SCALE
S

VERNIER SCALE
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FArH-A Fea H, F0A F TR | (a). I/ Wood
g (b). e/ Oil
56 Class-A fire consists of fire due 1o (¢). THEHAY/ Transformer
(d). s/ Chemical
39 fAfeaT & (a). Y EUTT b e Wfeder ade i gole e &
In Up milling : Bl el & '
The direction of work movement is opposite to
direction of rotation of the milling cutter.
(b). ® ol & G AT i & gola &
57 TAGET gl &
the direction of the work movement is same as
milling cutter rotation.
(¢). FeleT & FILY-FTT FE H goieT Fwar §
the work is also rotated along with the cutter.
(d). 390FT H ¥ Fg Y 787 / None of the above
A g oo fE F Fa | @A
.B
S5l wag ffrer sqersy waar & | O . !
In the figure shown below which (©-ATaB a’l?l’f/l?othAandB
provides a better surface finish. (d). IIRIFT i &l / None of these
58
THE F welioh & dlerd war § (2). 8.5 &AL / mm
‘What is the width of the wooden (b, 8.0 FAH. / mm
| block (©.3.5 Frar. / mm
I Smin 1grm I :5 (d) 5.3 ﬁ??ﬂ' fmm
59 L é ERE B E)
AL \/_wnc-demb!ack
5 ‘ i
2 Geer(db) F HANG FT | (a). GFT/Light
Ifere & ' (b). TTFE/Sound
60 (c). 3Tyfed/Frequency

Decibel (db) is a unit used to
measure )

(d). 3RFT # F F% 37 761 None of the above
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{% T /Rough work
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{h dh /Rough work
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