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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
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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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