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1 ARfEEEA (tuning) fEHIEUIAIEAL (orthogonal cutting model ) 2 U] T & S Al—IHAN T 28 ©

(WiELE (feed) B LS (feedrate )
OVJHIZEE (cutting speed ) OVJHZERE (depth of cut)

2 R UIAIZFUIAT (roughing cut) Rl » AZHEER ?
WERSUIHLEE (depth of cut)
BfEHAE®ES (feed)
OfFEFH/NEMBIEER2 (material removable rate )
O TARERAE D AEHER R DA (finishing cut)
3 AREUINIZ TJEMRFTREIME - R IErE ?

WEASEREM: (ductility) B EA =#WEE (hot hardness )
O EAErEEE (modulus of elasticity ) D EA SRS (yield strength )

4 HESBEYIHIZ EZ YIRS (orthogonal cutting model ) 1£17])5 Bl 7] EL g > 55 —H&71J]l& (secondary
shear zone ) FTEEAATST > Al ERE ?

(AFT 7 (shear force ) (BEEFZEJ7 (friction force)
©YJEI )7 Ceutting force ) D#E ST (thrust force )
5 ARAEEUIHIERUIHAE (coolant) Z DHEERUAMATEHEER ?
W)k DU 81T ] B EE f5% BFFEE TR
OFF 7] R Fa 0k c5ap) INREDNIE =154

6 SEmyt (end-milling) VJHIEEFE @ #E45 (feed) ~ DJHIZEE (cutting speed ) ~ EifhiE (spindle
speed) ~ JJE.E# (number of teeth onthe cutter ) » HRENGEEII THYHELS 2 (feedrate) - A LIJEAR—IEET

B 9
HEGE XV HRE X T 2% HESE X R X T L
O x Lo/ T Bt D AELE X VAR T B8

7  LJEEH| (turning) 28RS 0 #ELE (feed) -~ #E4ER (feedrate) ~ UJHIZEE (depthofcut) ~ tTHIEEREE
(cutting speed ) ~ Tl (spindle speed ) - HREIAEIERZE (material removable rate ) =] DIfEAR—IE
SRS 7
(W HELE X VB X ) HI R (B X VT HILZE R - il
HE

H
O HELE R XY HIZRE X T fifig (D HELE A X V) HIZR U HIZR
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FEHIIITHIEEDIHIEE (specific cutting energy ) = (DJHI ) x g3 ) | ( TR X UM X UIHIEE ) »
—REE RN EGTIH] - THIERE N R H R 2

W EHI R RE > (V)8 RS NA At E & U] A

(B HIIBRHE FH IS B kT A BT 1) 7 2 s P i O B 3 R A B

O Edma{E R R A R BT B A - TR U Bl = 5 e 3

(D)0 B A Sttt A T DLEER DT

BRI SEHIEZERIAE » THIMe i 2

@IESE (climb milling ) BFEEIRIR & IR RIEIE E B PR IR AEE

® [ _E#H] Cup milling) B0 T0A0 5% 7T et LUAE [ 07 a1 #E4S

O T EE— AR VLA BRI TR > HskHEREED)H] (interrupted cutting )

(D) (&l i 7k 7 J AP — i BE e (RIS S B — AT I K55 #k (straddle milling )

— I HRHIAgSE ) - HE R 12mm ~ 4 5] > DUHITIORE 105 m/s #ETTEEH] > (ERLFRAE T THhEuE 2 55

& e ?

(A) S2785 M03 (B S1260 M03 (©) S3958 M03 (D) S401 M03

CNC #hpIf2 =455 s S2800 M03 3 GO1 F760 - {5tk /) 3 JJHE THEM] » B TIHIVIE R LY Ryfal 2
(8) 0.0122 mm (B 0.09 mm (€ 0.081 mm (D) 0.27 mm

E— B I T BASAIZ0E XYZBC AL » ARSI $Eas 2

O THAATRERY Y J7 i B ] EEhEATRERY Y J7 A

O LAARER Z J7 A (D) ELiha aTRERY X il A

PIHIIN TG — & I UTHTR AR VIAIMRRE - T 5V HIRARCI T $HER 2
WEREEER - BT TO0ER > B HEIE 7] B AIHEE

(BYJB/ VRS - E R R A B T U] A o RREEREL
CrUFBENT A LB SR i = R SR M PR AR YA

Dz VI HaE E ERT R R RR U HI R - DUER T RS

UIEEs 7] BB g [ ) BB TR Zy e AR R > A a M= EEH ?

(A EEEHEELS (abrasion wear ) B ZETEERE (adhesion wear )
O¥ERERE (diffusion wear ) (D 55 EE+E (fatigue wear )
IHE R EFEIE A SRS (expendable mold casting)

WEEgEs=YE (die casting ) B EZ=g=Z4E (vacuum casting )

OfF %3S (investment casting ) D#EE 2% (centrifugal casting )

R RS 2R (cold shut) GRFARYIRIA - FHIRGIHAEFEER ?

WEARENM: (fluidity) & (B)FEf= RS (poring temperature ) KA
©Fs=2% (pouring velocity ) &/ DTG E (cross-section) A5H

Wb s RS R S EBGR i JP Uit L (shrinkage cavity ) - —fRER 51 8 M A5 L e LAY
B

WA SR EIR R A s S S LA IR A E]

BfEs=FEER I | E O3 E OfRREE

OBEALE R H— SRR - b e i RS Al

DIEEERGIETIRE - SEEER Bt
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BRI IOIEERIE (sand casting) HiFRGSS=IS (die casting) 2 PE#GRUAL - o3& $E3 2

W R RS EL ] EE R B RIS A AR =
ORGSR R E (DB 485 T DASS A (o s i g

FEFLER SE Bk R S B H IR - Bt Ry ADCL2 » 5 REAENRF n[ B MY &Rk 2
W EZE3ER% (vacuum molding ) (B EEFE L (die casting )

©4:f5% (full mold process ) DEESE (shell molding)

ARA IS T ZEHY S R > YBR[ 1A 2
WE LR EES - BRI E I RASE URIEE O
BFERFE A HEG SRR > AIUAFEE LG

= B LB EMHER - DIEKEE DR Al S R th
DEHEE NEESEEELE - BULES B E AR
NHH I o] DL R SR AT RReREL ST (roll force)

WIEhNEREREEL (& (draft) (B3 Pl ARl 1%
O EEREE DfE A = R#E#EL (hot rolling )
HRAZME (hot working) #83&N TELA1E (cold working) $8&hN T bhlg » A/ 4an ©
WEMEFT AR SRS S8 N B®EME T o] IAR RIS &
OFME LMz R R e E (D EAERE L 2= dilnsdig

BB ERE A (bending) I TAEEFEE /7 (bending force) HFFEZETHIA—IHH ?
AEITRENFE ST B®FE(RIE S O fh s D HER S

BB FARIE 25 mm SEHRHL AR F SR K 20 mm - BREL SRR RO R 8 AR AR~ 285 K 20 m/min.
SRELPAR HRER 2% (m/min) ?

() 10 (B 20 © 25 (D 30

H AR N L5 e E S R g RS 8 (strain rate sensitivity exponent) m 4Rl (485 (strength
constant) C 78228 » a5 1FHfE ?

W C EFt s m EFF ® C T : m_EFF © C EFt: m T (D C TR m T

A REELEIRFE Ry 3.2 mm > BYY58E sy 310 MPa > (£ AT MRS 150 mm HYEIER - FraRifEg )
R fe] 7

(®) 234 kN (B) 468 kN © 702 kN (D) 936 kN

Wi T T ORhE ) AT B A S Rl > T SR o o A 2

W E/NE IR e E AR NEE - TR S A R R e T

BAFE VI TAVIREL - DIREHLA: RSB S T HA o s

© Iy NEL R A B i e A T Ky NV SR T DAk DR EL T

D FEHL PR O TR R (R G B (F AR I s

FEHET TR P BRPESERT 5 W] T IEARI A fEIRR ( clearance ) AR BN T AR AVIERE - & Ty &8 2

@75 {4 (deep drawing ) ®;%F (punching)

© Tk (blanking) DfEE (trimming)

T —TE IR R R E G RE (solid-state welding ) 2

WEYNERE (arc welding ) ®PRESEHE (oxyfuel welding)

OFET-HIERE (electron beam welding ) DiEFEHEE (diffusion welding )
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HRAEHENFRE (resistance spot welding ) T {7 FE & S Rl 50 £y

WIFEHE (weld nugget ) B EGZ LT (heat affected zone )
OYEREARE (weld interface) OEERE (weld fillet)

AR (friction welding) $5k > il - FHIE 5 2

@R DUEREES S A MR T BIFREIFFREANAJIFERE (weld fillet)
OZ/D—{E LR e s B E) D FE &R (flash)
PHEEREEEEIA T (heat transfer factor) HYRAL » "~ HIEEIA {2 1EE ?

O LHARAFTEIFEANB ERELTEER BEVH A HAEEE NSRRI RS

OFFE LA T HRAIFMWEBENILE ORFRZENARERNESRENILER
(FEEE OSBRI ERERRE - THIARPEREEI A ] FE 2

WRAGEFHE IR (gas metal arc welding) {EFFEEFEMEEMR - DUEMERAS R EN R E I
®EFHELE (resistance spot welding) FTEIRNIIERIEE - i HEN L > BAEEESR

OFRLPIERE (oxyacetylene welding ) fR45HTERIEFE /DI OR - KIEREALIE > RS ]2 3500°C
(DREIREIERE (braze welding) HYHEIE S HIERIB@4HAL > BM BEELHIBIE » RIEAEIA ARHES

$EENT FET] DUE P SRR BEE S T2 - 88 NYIEIfEADRD R & 18 R B S 2

V=Rl ® i sE OTRIEES (DA L
BRI RS 2 A (cost) 518 REE FFIA—IE ?

O THMRRA B THEKRA O FIREHEERAR D BB

AR 75 R (torsion test) 7 R fer #5 (R 2

W TR 2 BIEEL (shear modulus) e i {Etlha 2 8 MEEEYL (elastic modulus )
®FHJ1EE AR TR - T4 (specimen ) &{IFITHE]N

OLAZFIIE sy e hap BL L B B NE J g e A = 1R %

DPTETFREE (shear strength ) EFE Fy T4 (specimen) Bl 2 BIfES]
PUFH—IE T/ER B fEE®E (additive manufacturing) 2 1% FEH TE 2

WEL T EUWETE ERR 245 (support) A1k} ® o B E T EEAE T4
O/ BUETRROE T STL = A49f&tE D ER 7 B ETR AL T

RN IR (austenite ) JRJEAYS - T B AR EEREEHYR HEGE (martensite ) SERRFAIGELLE
RZOmIERE > MAEREIRE T ORRF R B RRSE R B AU 22 2 IR B TR (I . 2

W EHTEDK (austempering ) ® i[>k ( martempering )
OlfifiiZe >k (marquenching ) O (marforming )

By TERT AR SR HRIAMEE - rT DU TGS RAVZ A (infiltration) {ESE > NHEHEMZEZZ ALE
k7

W AR SRR R RAR T > BURARIE AR TLIR

BRI EYRIIE LURRR IS - AR SR

ORISR SRS IRE - DI ERE AR LTI

D AR AN B 5% - (ERT R A LR LI

BPERGLE EARIIECE (snap fit) BEFTHIRECHC - TYIRRE R RIAC S HIRREL ?

WA TR T4 B LRt EaE R BT THAE

(OF?-3=/7%: -1 i SIS SEVN O-RAIZER I ERPRAC & DUFIZH



