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TE 06 (Grinder): Series-A

= ggeT / Question 3eek [dohed
Q.No : ] Answer Options
UF TG Fad (FEAM) RA & A0 | (2). [t omaar oF 379 S smar
aifea alvmqfr gy Low viscosity & high cooling capacity
The desired properties for a2 good | (). 357 T Ud foieel &feTeret &I
1 cutting fluid are High viscosity & low-cooling capacity ..
(c). 3= 9T TF 37T HERF
* High rancidity and highly corrosive .
(d). IRIFT T '
All of the above L
gl & OR [I%Ea FIUNES | (2). 30 T 45 23t
forEY HIon)..... 909 § ffear & 30 to 45degree
The lip clearance angle of a drill | (). 90T
5 ranges from 90 degree
©). 129 15 f2afr
12 to 15 degree
(d). 45 fZafr
' 45 degree
Gell ST 9RAT B OWET IS F | (2). T&A IR HIR WAEi/hard and briitle material
forw e | (b). wenf¥Ta @ai/plastic material '
3 The open structured wheels are used | (c). #gel 3R e AEaflisoft and ductile material
to grind: ‘ (d). T FE/ Titanium material
TF Wgd GH o @ & fav | (o). BRma-aE
T T Hel o F drilling - honing - reaming
The correct sequence of operations to | (b). BfeT-GTHaT gifar
. get a very precise hole is: “-drilling - reaming - honing
(c). Bifelar-fEferer-ffar
honing - drilling - reaming
(d), Bfe-afr-griaer
drilling - lapping - honing
TIT v Wihar @1 Wy (2). T & aFg A 3 wars f RBwr F =aw
The function of taper turning process HEMT
is to reduce the diameter of a work picce along its length
(b). ®F TF] F FF ¥ T AT ¥ wgd
5 T gaNT Sarg W e ‘
reduce the diameter by removing material about an
axis offset from the axis of work piece
(¢). ¥ ag & Hea Uag @ "ol e
remove the material from end surface of a work piece
(d). 39T G / all of the above
tgerects  westew Oy A
& farafafEa s & v dcsiar

RN
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TE 06 (Grinder): Series-A

Jemeay =ar@D) = 20 AT,
TR 2T (d) = 10 fALA, F
TaS(L) = 30 R, TR A\ ES
(1)= 15 3.5,

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

(a). 127 / mm
(b). 10 AL / mm
(). 15FA.#Y. / mm
(d). 8 fref. / mm

fEafaar F VAT &

Trepanning is the operation of :

(2). e &g & o g
Producing holes in sheet metal.
(). @UE 7o FH TI T

7 producing taper in lathe machine
(c). 3T Gise SATT
producing rectangular pockets
, (d). 39T FIE A4 / none of the above
R weEh & AEET & T | (2). e IfgEDense wheels
@i g - | (b). GET GigATopen wheels
8 The structured wheels - are | (¢). IWFT & FIS Td/any one-of the above
used for grinding brittle materials (d). 3909 F5 8t ASl/none of the above
foemrell & @l & TR | (a). T3TSRT /diilling B
# e gl ¥ (b). QAT /reaming
9 The amount of material removed is | (). gifaeT /honing
greater in : ' (d). A% /lapping
T WIE Gdg, Uh g (oY) | (a). A 9% & gUid & T F T
wefieT c@RT 3euiea AT S weRdm Parallel to the axis of rotation of work piece
& oY Fe ¥ ST WA (b). T T F U & HaT & FgIA
10 | A flat surface can be produced by a Perpendicular to the axis of rotation of work piece
lathe machine , if the cutting tool (c). 45 T3 FIUT WX / at an angle of 45 degrees.
moves (d). 3RFa He 6T / none of the above
GIEn EaRT @A FT | (2). GO e F el suees o HifEer
forpreley T ufkar & feeding the tool against the rotating work
Milling is the process of removing | (b). FE?R Fl & faadir gola & Wi
material by; feeding the rotating tool against the stationary
11 : work _
(o). T&T gt Emalr AR I =i W €
where both the material and the tool are rotating
(d). ITEST & TRY FH HTOGHR
abrading the work with abrasives.
12 | tzw wiF deaax OfF @ wrer § | (2). 39 AaRE TR & v wgFT W ged §
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TE 06 (Grinder): Series-A

The advantage of Tail stock setover
method is:

This can be used for internal tapers.
(b). §5 R FW & AT W ¥ FA@T IIFA §
most suitable for large taper angles.

(c). TW IS H FIC FH gitaper threads can be cut.
(d). 39T FHT / all of the above.

13

3ot & @y fdg @ior
The usual point angle of a drill is

(a). 59 f33fr / degrees
(b). 118 f33fr / degrees
(c). 12 B3f/degrees
(d). 180 f3a/degrees

14

W_MWHW

The properties of a good abrasive
material are:

(a). 3TA 3T d=gar 3R cenfecfadr @ =ifgw
it should have high ductility and plasticity.
(o). 3HH ITT FILA 3R AL
it should have high hardness and toughness
(c). TR & FF TR
should have low resistance to fracture
(d). 3T § HETFaIET

easily malleable

15

qEH F IWAET T F AT AF
T & BT BT #
FifydT §7

Which of the following is a
mechanism for mechanized

movements of the carriage along
longitudinal axis?

(a). FT-FeEE / Cross-slide

(b). FFIIFE & / Compound rest
{(c). T9T / Apron

(d). FEr (A=) / Saddle

16

ard guie ww B A @l

JEae Hag FBfaer 3Ueey T §
In the figure shown below which
provides a better surface finish.

Cudter

(a). A
(). B
(c). ATg B & / both A and B

(d). 39T Fr5 7ET / None of these

17

iser & v e & ol &
e wEd €1

The number of revolutions of a
spindle in one minute is known as

(2). meters./min
(b). rpm
(e). TPI
(d). mmy/ stroke

18

feafafaa & o =il o Ofee
EfEe Ade whT &

Which of the following is a precision
grinding machine type

(a). 3TFERT T wHeter AsiEer Al
Tool and cutter grinding machine

(b). Tl TEfEaT AR
Hand grinding machine

(c). ordirerr amve ansfEar a=fe
Flexible shaft grinding machine
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TE 06 (Grinder): Series-A

(d). 3verft Jee wEEe A
Abrasive belt grinding machine

19

EIGERE gn—(ﬂ‘s' (FREA) T
RGN

(a). T ATENR / natural abrasives
(b). HYANUT HTENF / synthetic abrasives

Sand stone, corundum and diamond | (c). SE8T AT / are binder material
are; (d). 39T HS el / none of the above
o T OF & 999 & AABR H | (a). FSCTENT / counter-boring
gfsear &1 - FET & (b). Fr3eX-FARHT / counter-sinking
20 The process _of chainfering - the | (c). Fr3eT- frele / counter-fillet
entrance of a drilled hole is known as (d), ST / trepanning
3 fafeser A (a). FH ol v e Ao Fe I guie fer &
In Up milting : falia gl &
The direction’ of work movement is opposite to
direction of rotation of the milling cutter. -
). FE guia & R e wow & oaE &
21 TAGET gl &
the direction of the work movement is same as
milling cutter rotation.
(). el & Fr-TTY FA Y YURT HATE
the wark is also rotated along with the cutter.
(d). 5RFT F F ¥ 41 781 / None of the above
W A wate Afa A A o
wEAE | @ Zo0o
(o A A, nafy &, L |
L, |fE®) O
The formula for finding the cutting
speed in a lathe is (). n*dL
(d - Diameter in mm.,n-Speed in ‘
rpm, L- Length, f-feed ) (d). 7ndL? ,
ofr TEfRer uRT ¥ e # 3SR | (2). Foud d57 HN II; &
T ar OE -\cn%ﬁ-r Far g & The abrasive grain size is Large
If the grit size of a grinding wheel is | (b)- e d5w IR BT &
23 large it indicates The abrasive grain size_ is small
(¢). IeT AR T I Gl #gT
Has no relation to abrasive grain size
(d). T TETET IRT @ ourg HTRd T §
It indicates the diameter of the grinding wheel
FRERUEA T §O AG dfed (). FoferEa Fiafes et =6
ga ¥ - Silicon carbide abrasive wheels
24 The carborundum  wheels are | (b). YRR oSS et T
nothing but: Aliminium oxide abrasive wheels

(). &1 =i T/ Diamond abrasive wheels
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TE 06 (Crinder): Series-A

(d). 3UNET HIF 74T / none of the above

BfEe miw & By viar &
HfFT TR &2

On drilling machine, which process

| is known as reaming?

(a).wﬁng.mmay%aﬁaa
EZTl

Enlargement of existing hole with single point cutting
tool

@).qﬁtﬁ@ﬂ@a#ﬁmmﬁaaﬂm

25 Hole made by removal of metal along the
circumference ‘
(). B g = wgerar ¥ o MR Wy wEfe
Smoothly finishing and accurately sizing a drilled
hole ‘
(d). 390 G / Al of the above
frfof@a & & Fla o BT | (2). 359 73 searr (HSS)/ High speed steel (HSS)
FHelaT T TE E (b). 3TF FIET T (HCS)/High carbon steel(HCS)
26 Which of the following is not a (©). YRR / Aluminium
milling cutter material: (@. ﬁm%‘s' #FTEEE / cemented carbide
T 3 (a). 9§ fowg Helel 3UFT / multi point cutting tool
27 Thle reamer is a (b). Ul ﬁ% Helel 3UERT/single point cutting toql A
(c). TTIHIOT 3UTEFI / parting tool
(d). 3¢ g FateT IITHT / saw tecth cutting tool
mEfEer 9fgar & B Ren fFg v | (2). Awiss &=/ Vitrified bond
& dig o gfafarr #=ar & (b). fafersse aie/Silicate bond
28 The B symbol of a grinding wheel | (). dwaia aiz/shellac bond
represents which type of bond., (d). Yo s/Resino dbond
CAAEA  WEARS T | (2). 3T dAd &9 SE9IT, FA ST
AET T %T.-D[‘ FETH ERET & High tensile strength steels, carbon steels
29 The alumiﬁim oxide wheels are (b). faF=T &7 T v Qﬁﬁﬁ'ﬂ” .
- | better suifed to grind: Low strength copper and aluminium
(c). geial I§% / vulcanised rubber
(d). 3RIed B 78T / none of these
G (7)) H T 3T F HS | (2). B 9fa me & dved & weue #e
F¥ H Farg ¥ millimeters per cross sectional area of stock
30 | The feed of cutting tool in a lathe is | (b). Achieliex i gofe / millimeters per revolution
expressed in (c). el ofd v &1 dars
millimeters per length of stock
(d). 3UU=FT =i AET / none of the above
ﬁmﬁ@ﬁ##aﬁﬂmﬁ'ﬂéﬁ%‘ (2).B
ai T AE § | g))g
. ‘Which of the following is precise (d): A
3

but not accurate
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TE 06 (Grinder): Series-A

fog @ qU e 3R 3W TE AEN | (o). AT S § AT ST
F @ & v &g @ f2a fpar|  slightly more than the nominal diameter.
ST & (b). &% F M F UHeH AR
32 . .
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). 3R | Aer A / slightly under size.
' (d). 39T el / all of the above
e 61 AT 50.000 3T 50.047 T | (2). 0.060 AL / mm
R amwe @A 50015 W | (b). 0.040 AL / mm
49.987 ¥| weE ¥ U ftae | (o). 0.050 AL / mm
23 s ®99 (d). 390FT g i / 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 : ‘
At FEgs IF WEE | (2). A1 & TAAFAIH / copper and aluminium
F & FelleeH I € (b). P BEAT T 3 A g
34 Silicon carbide wheels are best suited Carbon steels and High speed steels
to grind: {c).3t A vd B /both Aand B
| (d). 3WFT TS LT /none of these
D1=afg e & 97 FE wdE ) B
(a). (D1-D2)/2
=l (b). (D1+D2)/2
If DI= diameter of work surface (c). (D2-D1)/4
t];ezfz;eﬁmﬁaf:hlm;géﬁ o T (d). 3UIFT HIE F&N / none of the above
35 g &1 AT FRA A OEUE W
. TanT f&Er S b
D2 = diameter of work after
machining. ‘
Then the depth of cut is given by:
HFE & sdld £r SIS FE | (2). 8.5 fRAR. / mm
What is the width of the wooden | (b). 8.0 f.&). / mm
block (). 3.5 fAAT. / mm
r s o J ‘s (d). 5.3 A / mm
36 ] ’5"""‘ i : lm
]
. /wurxfenh!nck
25H7 /p6 Fr aRuime fire
37 #grar & ' (a). e e/ Clearance fit

(b). SeTh=T fhe/Interference fit
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TE 06 (Grinder): Series-A

| fit.
| H7 = +0.021/+000

25H7 /p6 results in @ -———eme—-mnmmne-

p6 = +0.035/+0.022

(c). Tifaaa e/ Transition fit
(@). 390 F ¥ «5 ofY ot

None of the above,

fiie 3R 600 g ser § &

(a). T TSI/ Coarse grinding

The grade of a grinding wheel refers

o & fav sEa B | (b). 7o IEREa/medium grinding
a8 S g (c). AgteT TEfEfine grinding
The grit size of 600 indicates it can | (). agd == MERAIvery fine grinding
be used for -
FE FAN Fod BN GRT Fad (). @G el 399 / Lathe cutting tool
SUHLOT ga g (b). T2 / drill
39 The cutting tool with several (c). WS I / Grinding wheel
thousands of cutting edges is : (d). FARNT T / milling outter
Tmr e A afm s @ | (a) TUFFYT AeTelA / Parting operation
FEd B ' - (b). BT yarers / Facing operation
The operation illustrated in the below (c). #g F=merT / Groove machining
4o | feureis called - (d). SFHRAT / Chamfering,
. ' /~‘ .
......
gt s g & 7w AT (@R7| (2. 0.3 . / mm
W) FT & (b). 0.03 FA.#Y. / mm
What is the zero error shown in the (©). 0.003 &=, / mm
figure: - (). 03§ /em
0 cm 1 om -
41 . 3
. ! ' . . MA]NSCALE
%z;:[%m!l i
—pb L L L
6 5 10
VERNIER 5CALE
58 fafy dw = 3 g ¥ | (a). Qole-OwE)-TET- e
The 58 methodology stands for: Select-safety-size-sustain-simiple
| - (b). Ruer-wifafeh-an-rams-aws
42 Simple- Solidify-Slim-Slide-Sand
(c). TIE-UT & IRET-Ae-Teistdar-Teds
Sort-Set in order- Shine — Standardize — Sustain
_ (d). 3905 H o FE o 78t
: None of the above
TEiEe T @ s & | (2). 39Est w A Foer
43 N & Tmar ¥ ' The hardness of the abrasive grains

@)ﬁwm@rm?}waﬁmﬁm%
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« | TE-06 (Grinder): Series-A

to:

The hardness with which the wheel holds the grains
in place.
(c). T WA F T A
Refers to the type of abrasive material used
(@). FRIFT B T

none of the above

o #fEewr & SR ddf | S
AT 3= g

(2). 2000 3./8. / deg C
»).20f2./4. / deg C

44 The heat generated during dry | (o). 1000 3./, / deg C
inding on the surface will be as
g; N (d). 1200 T / deg C
_# nined (i) TR | (a). TG IFAER R & P & I
ST ) near the shoulder of stepped cylindrical surfaces
a5 Undercutting is done : (b). dreT 7 & FUT F AT A
af the end of the threaded portion in bolts
(c).a @ b &=t / aand b both,
(d). SIFT FE FET / none of the above
sf{ger(db) @ AN #T | (a). Fhr/Light
I & , (b). TTHE/Sound
46 Decibel (db) is a unit usgd to | (). aqﬁH/Frequency
measure (d). 3GFT F & F5 5T 87 None of the above
‘ (@). T g fdig FRA I &
SN FTERR multi point cutting tool
The boring tool is a (b). TFeT Tag Ferer IUTHT &
single point cutting tool
47 o
(©). Y &1 HIA 3IFERT
saw teeth cutting tool
(). FTEIUT T FIEHR F qTY FUH
abrasive bonded tool with binders
IR oie @7 95 A-H 9| @), oftwr SR @ s 9w o ammeh W
FLAT & TR 7Far o "@ar §
The grade A- H of the grinding wheel the wheel from which abrasive grains can be easily
represents dislodged.
(o). TR ST ¥ avedf I w1 AEys e
48 HiST & |
the wheel from which abrasive grains are hard to
disiodge :
| (¢). FrEdf FOT & FHR FT I3 @ F AT A &
refers to the abrasive particle size being big.
(@). STl FUT F HFR F BIET Flt H ST HEAT
& / refers to the abrasive particle size being small
49 Bl & 5 R 12 e & A9 ¥ [(2). 5.5 B / degrees

(b). 5.2 330 / degrees
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The measure of 5 degrees]2 minutes
in degrees is

(c). 5.12 T30t / degrees
(d). 5.6 T332l / degrees

g (o) AT F T g d |

T TW(g) & 3 For Fr fag
AT B FAET F IO A S
& Sl D=s3r o, d=oler <O,

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

50 | |=¥¢ax #r e (d). tan(g) = (D + d) /21
The half angle of taper(p) in a lathe '
machine for taper turning is
caleulated using the formula: where
D= larger diameter, dJ= smaller
diameter, I= length of taper , '
U gieiine fire 39 | (a). 9T fAvaTg=1/ Always clearance
U & (b). IT FIEROT/ Always interference
51 A transition fit provides (¢). FI-FT TepET vE Fuir-wafr gufaeTor
Sometimes clearance and sometimes interference
(d). SRFT F @ P A A
‘ Noue of the above
fraAfaf@er @ aefie & e giFd | (a). Ber gLan/Fail safe
% BT H ITEer T Sner § (b). GI&T FeTarer/Safety interlocks
52 The following is (are) used as safety | (c). foiffie f&aa/Limit switches
device(s) in machines (d). 39T THI/All of the above
TERT AT A T HT AT | (o), G S AT G@RT O g Gl
FATE the relative spacing occupied by the abrasive and
The structure of a grinding wheel the bond. ‘
.| represents: (b). e HOT & PR F AR
53 represents the size of the abrasive particle
(). 9few & ygFa sz
represents the bond used for the wheel
(d). SREFT HS afr 78
none of the above
TeAEY WEET e S §F TIFT | (2). T / vitrified
sfog & &l ‘ (b). Rfehe / silicate
>4 Bond wused for making & elastic (c). A¥F / shellac
grinding wheel iS:_ (d). IS=11g7 / resinoid -
o At ey & 7ar S¢ & (a). 519 T FE aeg B UHS F AN TUT F @
The difference between a Jig and 03 ERCT ST ey = F T a5 T
fixture is: MU $ o
35 Jig is used to hold and position the work piece

whereas fixture is used to only hold the work piece.
(b). & F FE T # UFs F RU FwhH

ey &l ® ot F1 e F W@ & fov

Page 10 of 13




TE 06 (Grinder): Series-A

WY
Jig is used to hold the work picce whereas fixture is
used to position the work piece.
(). T3 T 4 § 3R freeR o RS
Hg 1s the tool holder and fixture is the work holder

(d), 3UUFT F$ g / none of the above.

fobz MU WOTE F WA U9 The | (a). T AT A SEaAT Wl § U QT Y
In the Hole basis system of limits and T et &
fits The hole size is kept varying and shaft size is
constant.
). g &7 AT PR W § ue 9% w0 A
56 SEerll §
The hole size is constant and the shaft size is
varied.
(). T 3menT somely Shar e o AT §
There is nothing like hole basis system
(d). TRFT H § F§ o 7t
: ' None of the above.
ForgE-A AT #, AFA T HROT | (2). FEE/Wood
___® 1 (o). A/0il ,
57 Class-A fire consists of fire due to (¢). TIEFE/ Transformer
(). IrATETeER/ Chemical
mEET uRu (d) 1 AT F | (2). @ AR Sevlong and short
A HIHAIT: TET ST & (b). FeRT HIT Ge/Dense and open
58 The structare of a grinding wheel are | (¢). 343_]3— 30T Teg/brittle and tough ‘
generally referred to as (@), THHET 3 sReTEE/bright and transhucent
A7 S §fF 39y @ hsdr § | (2). ¥59 HEHT/grain size
&l FEA B (b). FSTE ufgw & et
The grip with which the bond holds structure of the grinding wheel
59 the abrasive is known as (c). TMSTETT 9fgy &7 AT
grade of the grinding wheel
(d). 3rerdt T e
type of abrasive
e @9 W e e | (2). Wt g 8fd / Form tool method
frrfataa Of & frar Smar & (b). FFuTFE Tee T / Compound rest method
60

The taper turning on lathe can be
done by the following method:

(c). TR 3reradT Ui / Taper Attachment method
(d). 3T |eTr / all of the above |
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TEF SED /Rough Work
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I% de /Rough work
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The guestion paper is in the form of test booklet. Al candidates will be assessed on identical questions.
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{SFTETT AT Aie) T I9EET Sy
Read the instructions on the OMR sheet carefully. Use only Ball Point Pen (Black or Blue} for writing/ shading/ bubble on OMR
sheet and marking your answers.
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. .

Q.Na

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.
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(). 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

Page 11 of 13




\ TE 06 (Grinder): Series-B

IF dh /Rough work
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e /Rough work
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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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(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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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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test tear the OMR Answer sheet along the perforation mark at the top and handover the original OMR answer shest to the
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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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Answer key

ISRO SATELLITE CENTRE
Answer key of the written test for selection to the post of :Technician B-
Grinder Held on: 27-11-2016. (Advt. No. ISAC.02:2016 — Post No : TE06 )
Answer Key

| Series A Series B |_—[ Series C Series D

Questien || Correct Question || Correct Question [ Correct Question || Correct
No. Option No. Oyption Ne. Option No, Option
TE | 01 |c T I o1 |s.
02 Jc || o2 |8 02 |c T 02 Jo.
03 |c 03 | A 03 | 8. 03 |c

| 04 |8 04 |B | 04 ] A 04 | A
05 | A 05 |D 05 | c 05 | A
06 |8 | 06 |A ] 06 | c. 06 | B.

F 07 A 07 |c I & o7 |o. 07 | A

. 08 | A 08 A | 08 |8 08 |c
09 A 09 |8 I 09 Ja 09 |c

. 10 |8 10 Jc || 10 |8 10 |s.

- 11 |8 11 e | 1 JA 11 |8
12 ||C 12 | A 12 |aA 12 |8

. 13 |8 13 | D 13 |8 1 13 |c

14 |8 Il 14 | A 14 Jc | 14 |B
15 ¢ | 15 |iB 15 | D. I 15 |A
16 |8 16 |8 | 16 | B, 16 | A
17 |8 17 | A 17 | A. 17 e

18 A | 18 |8 18 | B. 18 | A
19 A 1] 19 |c T 19 | A 19 |o.
20 |8 20 |a 20 |c 20 | A.
21 A 21 | B 21 | A 21 | D.
22 1A i 2 |c 22 |A 2 |c¢ l
23 |8 23 |8 | 23 |c 23 |c
24 | A 24 ¢ 24 | B 24 | B
25 ¢ 25 | A 25 |c 25 |8
26 ¢ 26 b || 26 |A 26 | A

27 A 27 | A 27 e |1 27 |8
28 | D 28 |i¢ 28 | B. 28 |c
29 | A | 29 |IB 29 || D. 20 A
30 |8 | 30 JIA I 30 |8 30 | A
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Answer key

Series A 1 Series B Series C Series D
CGuestion Correct Question Correct Question Correct Question Correct
N. Option No. Option No. Option No. Option
31 | D 31 |8 31 |8 31 D
32 | C 32 | A 32 | C Jo32 A
33 A | 3 ¢ 33 |8 33 |A
34 | A 34 |0 || 34 |A 34 |B
35 | A 35 | B 35 |D 35 |B
36 | C 36 || A 36 A 36 A
37 |IB 37 | A 37 ||B 37 A
38 |D || 38 JA ] 38 |A 3g | B
39 |cC 39 |8 1l 39 |8 39 | C
40 | D 40 |8 40 | A 40 |B
a1 |A 41 |8 a1 A || a1 |A
0 |cC 2 | A 2 s | 4 |a
43 | B 43 || € 43 | A 43 | B
44 | A ac A 1| 44 |cC TE
45 | C 45 | A as & || 45 |B
| 46 | B 1 46 | A 46 | C 46 | A
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