i~ - Question Booklet Series - D

GOVERNMENT OF INDIA: DEPARTMENT OF SPACE

TR 3IUE Fo g, ST
ISRO SATELLITE CENTRE, BENGALURU

odieT giEaei Test Booklet
g{sT &t / Date of Written Test 27.11.2016 (IFaR / Sunday)
9= / Trade TaeREa-d (FFET)
Technician-B {Grinder)
q{ramaf®r / Duration of Whitten Test 09.30Hrs to 11.00Hrs(90 minutes)
weaAT &y g&ar / No. of guestions |60
Fea et 3 yeat T HET (FHa I A 13
< : . pages
No. of pages in the booklet (including cover page)

qfenfiat & @ 3e1eel/Enstructions to the Candidates
Ty T, SRR & & # §) wi sl & eyl gt 5 g

The question paper is in the form of test booklet. All candidates will be assessed on identical quesfions.

OMR o T frdait 31 ew=ad® qRwl OMR efe W ey R 30 et 1 fafea =9 ¥ v S 99 TEee Fed
(T 1 ) F IR w

Read the instructions on the OMR sheet carefully. Use only Ball Point Pen (Black or Biue) for writing/ shacing! bubble on OMR
sheet and marking your answers. -

W?W,WWﬁWW?E@HWOMR%ﬁEWWI e A FATCT 4T OMR i @i
T T I T 0T B AT & a9 FeA SRR S O30 9 3@ o :

A separate OMR answer sheet with carbon impressicn is provided to all the candidates for answering, On completion of the

test tear the OMR Answer sheet along the perforation mark at the top and handover the original OMR answer shest to the
- invigitator and retain this dupticate copy with you. ‘

woE R W & AU wg-ue sivar ot rERaE g R % W agIe” faFeT {a), (b), (c) 3l (d) Be 2w £

= O Haw uF & T g

Each objective question Is provided with a text andfor figures wherever applicable with multiple answer choices {a), (b), (¢}
~and {d}. Only che of them is correct. ) t o

o s weRt & A 3% g Wi S % R o 3R RT A, SR A & W e A, w0k e & fav

o 3k Fer sea] fer S F AT SEEeR S e S A St .

All abjective tybe. questions carry equal marks of THREE for a correct answar, ZERO far no answer and MINUS ONE for wrong

answer. Multiple answers for a question will be regarded as a wrong answer. ‘

mqgﬁmﬁmmmﬁwwgmgmgmgﬁWMWE o0 OMR 3fic @T, 3 o s &

formaT FoE ¥ OO A W W, SeAR-QRIRl A AEaieT A T e '

Question booklets have been marked with A or B or € or D on the right hand top comer, which is mandatory to be written on
the OMR sheet in the box and bubble appropriately, failing which, the answer sheet will not be evaluated.

gﬁaﬁﬁwmaﬁrmméwmmﬁﬁw'm%mmmﬁlm#%ﬁzaﬁﬁr&rml

Space available In the booklet could be used for raugh work, If required. No separate sheet will be provided.

U e W el S & g, Sl & suRufy e T qRawm s war genl sl 7 e W
T & FEAR T E

Before signing the attendance sheet, the candidate should write the Booklet Code in the attendance sheet. Candidates should
sign against THEIR names only.

e ¥ A F (1) B By e oler S 3 (2) qF OMR 3 e AR (3) e 9, IOEE S aa" S gl

ot o aifeufa 7 39 vdeml ay o & sd
At the end of the test (1) Written test Call Letters(s) with photograph pasted on it (2} Original OMR Answer Sheet and
{3) Question Paper shall be returned to the Invigilator and shall not be carried by the candidaie under any

circumstances.




TE 06 (Grinder): Series-D

g. 4. 92T / Question 3R GFeT
Q.No Answer Options
WG (1Y) H FRa 396 F Fg | (). BdHet 93 79 F 95 F geu e
G- - = = 1 ' millimeters per cross sectional area of stock
1 The feed of cutting tool in a lathe is | (b). FFENHIET WA gUa / millimeters per revolution
expressed in {c). fAeiniier 9fa T 6 dars
millimeters per length of stock
(d). 3% FE AT / none of the above
frT @9 7 @R gEd @ | (a). JUGROT YA / Parting operation
FET & (b). BT vaETeT / Facing operation
The operation illustrated in the below (c). & wareld / Groove machining
, | fgwelscalled (d). 9B / Chamfering,
ﬂ B S e 4
Foim i)
Bfeer #le & frw gfvar 91| (). vwa g FRT T qomr As@r g & s
On drilling machine, which process | Enlargement of existing hole with single point cutting
is known ds reaming? tool
(b). TRer & &g 1 e # g g
3 Hole made by removal of metal along the
circurnference’
(¢). 3o g T Fgerar ¥ g 3R T Al
Smoothly finishing and accurately sizing a drilled
hole
(d). I |9 / All of the above -
U ATl SisheT @l ger (a). T Fd g&] # 3HA daE & R & caw
The function of taper turning process ST '
is to reduce the diameter of a work piece along its length
(b). FE awg F 3T ¥ 3 Hode § wef @
4 [GEICCE-GIRulce e Tl ra
reduce the diameter by removing material about an
axis offset from the axis of work piece
(c). FH TG F AT W F T Harerar
remove the material from end surface of a work piece
(d). 390=a Gt / all of the above
D1=9fg AffdT ¥ qF F wag & LD
a). (D1-
e Eb%. EDHDZ))/Z
5 If DI= dla'm_eter of work surface (c). (D2-D1)i4
before machining,

D2=AfifdT & uc FF wag @0

= Bl At dawe O g &

(d). 390FT F$ 74T / none of the above
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__ Tar R e

D2 = diameter of work
machining.

Then the depth of cut is given by:

after

TF TOE gAE, UE WG (o)
AN gERT Icarfed fRaT ST Hehal

E ot e F TR T

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

| Moves

(2). F G & YU F 3T F AR
Parallel to the axis of rotation of work piece
(b). F1 o F GOt F HeT F oiwac
Perpendicular to the axis of rotation of work piece
(c). 45 T3aft FIUT 9T / at an angle of 45 degrees.

(d). 3T F$ 7RI / none of the above

g () AMT H TW FAT &
T ew(q) & 3T @or =R
AT F OGH FT ACE B ST
¥ ol D=v31 =9/, d=sia 9,
|=2uT fiT dars

The half angle of taper(¢p) 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(e) = (D - d) /2!
(b). sin(g) = (D —d) /21
(c). cos(p) = (D + d) /21
(d). tan(gp) = (D + d) /21

F uRes (i) B
ST E
Undercutting is done : -

(2). THEG THATHN Fdgl & w4 & I

near the shoulder of stepped cylindrical surfaces
(b). dee & & T ® g &

at the end of the threaded portion in bolts
(c).a g b & / aandb both

(d). SR FE FE / none of the above

aEF & IREd HET K WY AT
A & o felated W@
Which of the following is a
mechanism for mechanized

movements of the carriage along
longitudinal axis?

(a). FE-FeTES / Cross-slide

(b). FFITFS IFC / Compound rest
{c). TYYT / Apron

(d). & (F3a) / Saddle

10

2o 5T B¢ F U9y F RGN &
ufgrar & HEd &

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

(a). FSELT-AINIT / counter-boring
(b). FETFARRIT / counter-sinking
(c). FI3eT- AT / counter-fillet
(d). Erf=aT / trepanming

11

ToorEels Fedew W A

Arafaf@d e & U desnay |

& i
faemerar sm@E(D) = 20 fAAL,

(a). 12 AT / mm
(b). 10 F.#. / mm
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YA A (D) = 10 A, 3
FETE(L) = 30 .5, ox fr o
(=15 .4,

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

Larger Diameter(D}) = 20 mm,
Smaller diameter(d) = 10 mm

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

(c). 15 fA.#AL / mm
(). 8 B, / mm

fdser & ww fAsie A goim &

(2). meters./min

wew W g § (0). pm
.TPI
12 T]:%e nu_mber o.f rev.olutions of a gg mm/ stroke
spindle in one minute is known as
5o FEIF WeHR T 1 wRET § | (2). 38 FARF T F AT wgea g b
The advantage of Tail stock setover This can be used for internal tapers.
. method is: (b). 93 TR FoT F AT F § Farer 395 §
3 most suitable for large taper angles.
(c). T ST M FHIT FH ltaper threads can be cut.
. (d). 390era FHT / all of the above.
25H7 /p6 & GRUTH fise
¥ B & (a). Fora=g fe/Clearance fit
_ (b). T fihe/Interference fit
14 25H7 /p6 results in @ -—mm-meeeeeeemn (c). TIf&a e/ Transition fit
H7 = +0.021/+000 @. N f?hﬂljﬁé— o et
6 =+0.035/0.022 one ol the above.
T # wmae AR AR )
nan
R & @) o
(d-zarer FALHT 9, norfer #, Lo, n
s | ®). 7
The formula for finding the cutting )
speed in a lathe is (c). n"dL
(d - Diameter in mm.n-Speed in )
rpm, L- Length, f-feed ) {d). mndL
Th HTA Fae (FiEM) R F AT | (o). 7 00 w8 329 Naa= a0
gifag a;‘m‘mf}' g & Low viscosity & high cooling capacity
The desired properties for a good | (b). 37T LA T o= Mcelar atdar
16 cutting fluid are High viscosity & low cooling capacity

(c). 3=F a9 U 3= GERF

High rancidity and highly corrosive
(d). 3UFT |HY

All of the above
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B F 9 = N 38 T AR
F o= & v o 39 fea
ST §

(2). FET = T ST Fg@mEr
slightly more than the nominal diameter.
(b). 5% & I F TheH TR

17 Tn order to finish a hole and bring it Equal to the exact dimension of the hole,
to accurate size the hole is drilled: (c). HHIT F ST FA / slightly under size.
(d). 3uiera Tt / all of the above
forer AR frreay & =7 95 & (2). foreT & H FE] F GH5 AW I FTAA H @
The difference between a Jig and T SgF Sadr ey o Q% & aE] Gy
fixture is: gEET ¥ T
Jig is used to hold and position the work piece
whereas fixture is used to only bold the work piece.
®). 7 F & FFI W UhsT F U ASH
18 ey & FF aR] # wE A wd F v
ST '
Jig is used to hold the work piece whereas fixture is
used to position the work piece..
(c). T571 39 aR& § Y Fheee 17 g
Jig is the tool holder and fixture is the work holder
(d). 3HRIEFT FIE 74T / none of the above.
TS . o @¥) W W T | (). BT ger Ofd / Form tool method
fataEa 6 & e smar © (b). FFarss e Ofd / Compound rest method
19 The taper turning on lathe can be | (¢). WX 3rerasc AT / Taper Attachment method
done by the following method: (d). 350 Tl / all of the above
I g (a). 5ig g et 39FHT / multi point cutting tool
The reamer is a (b). Uehol Tdeg F IIERY/single point cutting tool
20 (). JeIRT 3TERT / parting tool
(d). 3T Eid FAW IR / saw teeth cutting tool
e o & B e ¥ 99K | (). ROwEs dle/Vitrified bond
& df @ yfafaf o § (v). Farferde dis/Silicate bond
21| The B symbol of a grinding wheel | (c), A< sisishellac bond
represents which type of bond. (d). YrTES dis/Resinoid bond
58 fafy d @ 7 G ¥ | (a). TolTe-AR-TIES-aE - THTe
The 58 methodology stands for: Select-safety-size-sustain-simple
(b). FETe-mfafeth-Faa-ress-aws
29 Simple- Solidify-Slim—Slic.le-Sand
(c). TIE-8T 5 ARE-AR-TeRET-geed
Sort-Set in order- Shine —- Standardize — Sustain
(d).3RFa H § w1 off A6
None of the above
ffa @ U SRS FIUIES | (2). 308 45 f2al
23 foreerlT @7, 909 W fAear ¢ 30 to 45degree
The lip clearance angle of a drill | (b)- 90 f&alr
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ranges from

90 degree
(c). 129 15 T3y

12 to 15 degree
(@). 45 23

45 degree

3o &7 U fog aior
The usual point angle of a drill is

(a). 59T / degrees
(). 118 330 / degrees

24 (c). 12 f2¢f/degrees
, (d). 180 f2aft/degrees
o 3R yore i @A e s (a). &G T JAT Feofel T § vd 9% AT
In the Hole basis system of limits and R Ear Y
fits The hole size is kept varying and shaft size is
constant.
(b). &g 1 3T fRR EaT § ud 9w @ HEY
25 A &
The hole size is constant and the shaft size is
varied.
(). fvg 3MUR Jomelr St o o
There is nothing like hole basis system
(@).3ReFa & & $5 o 7%
None of the above.
&g & HAr 50.000 3R 50.047 & | (2). 0.060 fr.AY. / mm
AR e H " 50015 wE | (b). 0.040 AL / mm
49.987 gl W & forw sif®erae | (o). 0.050 AT / mm
26 ST g@9g (d). 39UFT FIF 76T / 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
o (2). U g g elel I ¢
IR 3R multi point cufting tool
The boring tool is a (b). T ﬁ-a— P ITERT &
single point cutting tool
27 o
(c). 3T Gid FAET ITERT
saw teeth cutting tool
(d). ITHYOT §g IGEHT F WY FUFH
. abrasive bonded tool with binders
Gh givee fse IS | (a). Wed TSR/ Always clearance
AT & (b). T&T FafaTTUT/ Always interference
28 A transition fit provides (c). FH-FH PpraT g FH-F gufdFor
Sometimes clearance and sometimes interference
(). 39T H T F5 o
None of the above :
29 Al & & i @ O | (2). 39 3t Faee aEfer A
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EEer AT wHT § Tool and cutter grinding machine
Which of the following is a precision | (b). T&T RS A=A
grinding machine type Hand grinding machine-
(c). T e TSTEar A=
Flexible shaft grinding machine
(). el de wEEe ada
Abrasive belt grinding machine
fefaaT T AT & - (a). 2 o] & & Ferr

Trepanning is the operation of :

Producing holes in sheet metal.
(b). @e AR H e S0

30 producing taper in lathe machine
(c). 3T Uihe ST
producing rectangular pockets
(d). 39UFT HE 7TET / none of the above
fac s3mer 600 FRAT Far § 5 | (a). B TEfEa/Coarse grinding
3 _ % fou wgwa Rar | (o). \weAw wgfEmedium grinding
31 T E (c). AR IETEN/fine grinding
The grit size of 600 indicates it can | (d). g FEWT UERIr/very fine grinding
be used for >
ERT WiRT BT G &1 ST | (2). S 3R 618 qanT O St g
FAE the relative spacing occupied by the abrasive and
e of a grinding wheel the bond.
v 1 e (v). 3t or & HHR F AR
32 represents the size of the abrasive particle
(c). TR H wgd iz |
represents the bond used for the wheel
(d). I9FT Pre H T80
none of the above
AAFRA, FHOF  (PHSA) T ERT | (a). WD H9EYE / natural abrasives
. , LGRS ' (b). HeAOT 3MTENF / synthetic abrasives
33 Sand stone, corundum and diamond | (¢). §TE3T AHAT / are binder material
are, (d). 3TFT FE FE / none of the above
mEfEr affe (@@ F O EDar # | (2). a6 AR BIEVlong and short
AT &l ST & (b). = 3R Gell/Dense and open
34 The structure of a grinding wheel are | (o). 3:1-311 3 geg/brittle and tough
generally referred to as : (&), THEET AT LTS bright and transtucent
arEffr ofgw @ I # | (a). HUES ST B FHORAT
ey & @ar ¥ The hardness of the abrasive grains
The grade of a grinding wheel refers | (£). ol forad afgar IE9 #1 T A @ §
35 to: The hardness with which the wheel holds the grains

in place.
(c). WIFT WA & YEN F g

Refers to the type of abrasive material used
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(d). IIFT S A

none of the above

mefEer gfgy 1 95 A- H wfafafy

A &
The grade A- H of the grinding wheel
represents L ‘

(@. ufgwr FEd & soud dEw @ wmwEr @
foeuriaa 13 o aar &
the wheel from which abrasive grains can be easily
dislodged.
(). gedr far g ¥ wvEdl d59 # fAwude aver
Ffea §

3 the wheel from which abrasive grains are hard to
dislodge ,
(c). FUEST HUT & FR H 957 gl FF ST e §
refers to the abrasive particle size being big.
(d). 9Est FUT & IFW F Or g FY ST Hr
_ & / refers to the abrasive particle size being small
IR e & i F R | (2). 999 9RTVDense wheels
arer ggFd (b). eIl 9fgaT/open wheels
3 The ___ structured wheels are | (c). 3UUTFT ¥ IS TH/any one of the above
used for grinding brittle materials | (d). 3w FE $ w€i/none of the above
afe WERT GRT & BT F ’FER | (a). 3vasf d5a 31K 957 &
st arag i &t § The abrasive grain size is Large
If the grit size of a grinding wheel is | (). 3WES &3 3THFR BT §
3g large it indicates The abrasive grain size is small
| (©)- TS HPR & HIT I =@
Has no relation to abrasive grain size
(d). g ISR URRC Fr eArw HHT T §
It indicates the diameter of the grinding wheel
Tl gar 9fgd H WIS WA F | (2). &G HR I FA/hard and brittle material
e wgFa (b). TerfEea Treail/plastic material ‘
39 The open structured wheels are used | (c), g AR a=7 FFdi/soft and ductile material
to grind: ' (d). EfTFH Tl Titanium material
¥ vl @Al @ qune | (), 38 399 e AR ariefad g e
it should have high ductility and plasticity.
The properties of a good abrasive | (b). 3HH FT FORAT IR AT
0 material are: it should have high hardness and toughness
(c). P & @A gfadey
should have low resistance to fracture
(d). 3mEET § 3maraagd
easily malleable
fafosesT s@Es 9% __ WES | (). 97 O UFAAIH / copper and aluminium
X &g wafeasr suaad § (b). FFA ST T I A FEA
41 Silicon carbide wheels are best suited Carbon steels and High speed steels
to grind: (). &1\t A T8 B /bothAand B
.| (d). 39T FIE AET Mmone of these
42 U~k AR & SN wdg W AT | (2). 2000 A / deg C
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FSHT 3T grem|
The heat generated during dry

grinding on the surface will be as
high as:

(b). 208./4. / deg C
(c). 1000 3./&. / deg C
(d). 1200 3./4. / deg C

W&gﬁ@\&ﬂ%ﬂﬁ#f@t

YT B HET FH &
The correct sequence of operations to
get a very precise hole is:

o, B aTaa
drilling - honing - reaming
(b). FEfeer-fifFar- gt

drilling - reaming - honing

. (©). e R feiar-afFier
honing - drilling - reaming
(d). BfeeT-eriiar-gifafr
drilling - lapping - honing
YT WSS T e &g GIF | (a). HAT / vitrified
sfog gar gl (). Rferre | silicate
44 Bond wused for making elastic | (c). Q]ﬁa# l/ shellac
grinding wheel is: (d). s / resinoid
Rt § 5 Al 12 Bee & |9 ¥ | (). 5.5 B3 / degrees
' (b). 5.2 T30 / degrees
45 The measure of 5 degreesIZ’ minutes | (¢), 5,12 33T / degrees
in degrees is (d). 5.6 T390t / degrees
YR FEEEs W | (2).3T9 994 99 9, FT AT
IET FGT & TR0 F9gFd & High tensile strength steels, carbon steels
16 The aluplinium 'oxide wheels are | (b). Telet 6T a1 U W .
better suited to grind: Low strength copper and aluminium
(c). Temier W3 / vulcanised rubber
(d). 3UFT FS T8 / none of these
B9 SOraw €z yvadl = gwsar § | (2). AT ER/grain size
Gl e & (b). ST yfgw Hr et
The grip with which the bond holds structure of the grinding wheel
47 the abrasive is known as (c). METEar wfgw =1 Iz
grade of the grinding wheel
(d). 379eSf FT BN
type of abrasive
e a1$ @rEdr @ afer (a). T3TefT fdrilling
| ¥ wamer gl & i (b). O freaming
48 The arqount of material removed is | (c). gffa131 /honing
greater In : (@). afr Jlapping
F5 FoRI Fad FRX Hied FAT | (2). @UE Faed 3IHOT / Lathe cutting tool
BT g8 (b). B / drill
43 The cutting tool with several ('C)_ IEfET T / Grinding wheel

thousands of cutting edges is :

(d). F&fAT Fder  / milling cutter

Page 9 of 13




TE 06 (Grinder): Series-D

Wﬁ?ﬁﬂﬁaﬁﬂ?

(2). oI FElEs vadl o

NGRS Silicon carbide abrasive wheels
The  carborundum  wheels are | (b). Uelf@foras snearss srqadl =%
50 . . . . .
nothing but: Aluminium oxide abrasive wheels
(c). 811 et T/ Diamond abrasive wheels
(d). 3UUFT FIS T / none of the above
FAH-A A H, HPT FT FROT | (a). FB Wood
I (b). et/ Ol
51 Class-A fire consists of fire due to (¢). TS/ Transformer -
(d). TrErafAs/Chemical
frsifof@a & @ w7 @ Dess & | (). B
sty e oD
Which of the following is precise (d)‘ A
but 10t accurate: '
52
fraffEa 7 § =1 w B! . 5= ol FEIT (HSS)/ High speed steel (FISS)
cle] TEHAT TET & (b). 359 FET SENF (HCS)/High carbon steel(HCS)
>3 | Which of the following is not a | (o), BT / Aluminium
milling cutter material: (d). ﬁfm'éé' FEES / cemented carbide
Uit T fE A g IR MY | (). 0.3 A Smm
W) 4T § (b). 0.03 f.5Y, / mm
What is the zero error shown in the {c). 0.003 T3, / mm
figure: (d). 0.3 FF /em
Ocom 1 cm ‘
54 '
MA!NESCALE
8 5 10
VERNIER SCALE
g fAafedT F (). BT gl T Ryem Wfesier e A qofer Rar &
Tn Up milling fawlia g &
The direction of work movement is opposite to
55 direction of rotation of the milling cutter.

(b).m?iaaﬁﬁﬁnﬁﬁﬁwﬁaﬁqm%

qAJSY grer §
the direction of the work movement is same as
milling cutter rotation.
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(c). AT F FA-TTY A 8 GO LT §
the work is also rotated along with the cutter.

(d). 350Fd H T +E A 761 / None of the above

3f&Ee(db) FI HUS FI | (2). wehI/Light
gfaT ¥ (b). TTF3/Sound
56 Decibel (db) is a unit used to| (g smafee/Frequency
measure (d). 3TXFA H & Fig ¢ 77l None of the above
fafeser garT Wl | (@) U FE & el 3ueet & dfger
forererer &7 uftkar & feeding the tool against the rotating work
Milling is the process of removing (b). T w g & ﬁ'q'ij?-r qoter & HrfEar
material by: feeding the rotating tool against the stationary
57 work '
(). 5181 gt aeT AR 3uesT goie aea
where both the material and the tool are rotating
(d). 37T & TTY HA JIIYR
abrading the work with abrasives.
wHET F sdller @y diss 4T § (a). 8.5 fAT. / mm
What is the width of the wooden | (b). 8.0 &Y. / mm
block (©).3.5™5 /mm
[ e j (d). 5.3 A, / mm
58 grvTTITT R
’ : v J,mudan Mok
A g oar R H S Eg))-g
EEGHGH TRTeIer I9eTsel HUar U .
In the mee shown below whjci (0. AT B 2wt / l?othAandB
provides a better surface finish. (d). 3UAFA Fg 7‘@ / None of these
59 e 8
AeAfaf@d # qfer 7 graw IFd | (2). Bel Y&T/Fail safe
F $9 F 39U R4 @ § (b). T Fealian/Safety interlocks
60 The following is (are) used as safety | (¢). faffe fEgu/Limit switches

device(s) in machines

(d). 39 GHI/AlL of the above
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% d&h /Rough work
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