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SWG is Standard wire gauge,It is used for measuring the thickness of
sheet or diameter of wires

Inorganic(ZnCl,NH4Cl,Phophoric acid) & Organic (Resin, Tallow)

Pressure and Non pressure welding

The grouping of atoms whose repetition will produce the crystal is
called Unit cell
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with graduated adjustable members.

'1.10 CLASSIFICATION OF GAUGE

i. Plug gang_es"
2.  Ring gauges
3.  Snap gauges
4.  Thread gauges
5. Form gauges
{a) Screw pitch gauges
(b) Radius and fillet gauges
6.  Thickness gauges
_ {a) Slip gauges
(b) Feeler gauges
i  {(c) Standard wire gauges

Advantages of Soldering
(1) Low cost.
€2)  Simplicity and cheapness of equipment.

processes like riveting. spot welding, etc.
{4)  Properies of base metal are not effected.

Butt Joint,Lap,Corner, T joint,Edge
(With explanation)

Gauges are tools which are used for checking the size, shape and
relative positions of various parts. They are single - size, fixed - type
measuring tools used to determine whether the size of some component
exceeds or is less than the size of the gauge itself. They are not provided

High carbon and alloy tool steels are used as gauge material, Wear
resistance and surface hardness are obtained by chrome piating or surface

i Thefonowmgmgsmmmmnlywwmpmmwm
They are classified according to the shape and purpose for which each is used.

(3)  Good and effective sealing in fabrication as compared o otba

(1)  Relatively lower swength compared (o ‘ ing and welding.
{2) Soldered joint is less resistant (0 lemperature,

4*1.5
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SiNo.

L.

Defenition

T . AR SA AA gew ea

Crystalline defects can be classified as follows

Point defects or Zero dimensianal defects

a) Vacancy

b) Selfinterstitial or meerstmalcy .
¢) Substitutional and mterstataal l_x_ppuntles
d) Frenkel defect and Schottky defect

a) Edgedislocation
b) Screw dislocation

Liﬁe defects or One dimensional defects

' Surfaoe Defects or Two dnnens:onal defects

‘a) Grain boundaries and Tilt boundaries

b) Twin boundaries

~ ¢) Stacking defect

Thermo Plastics

| ’i’hermo setting plastics

:

2.

of chain molecules

Theyarepmdwéhyad&iﬁm.

polymerisation

Mmhm&a&ym_
by heat and hardened by

Any 3 comparison

——

These polymers are composed |
of cross linked molecules |

They are produced by conde-
nsation polymerization

Once hardened and set, thev do |
not soften with the application
of heat.

They are more stronger and
harder than thermoplastic
gm i -

More resistant to heat

They are usually supplied in
monomeric or - partially’
polymerized form in which they
are either liquids or partially

thermo plastic solids.

32

30




Plug Gauge
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7
The commeon types of patterns are {
{1)  Solid or singie piece pattern 2) Split pattern §
(3)  Much plate pattern (4)  Loose piece patiern |
{5} Gated pattemn : {6) Sweep pattern
{7) Segmental pattern (8)  Shell pattern
@) Follow board pattern (10)  Skeleton pattern 6*1
(I} Master pattern
Any six with detailing
111
a
e e e R Snap Gauge 3
~<mmf] [
'mmmﬂq hogmuw:tmm
— ]
2 Standard taper phug grge "

15
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b \
Qutput
displacement
4
Pointer
Reeds C
Fixed member
' X {input
Component - displacement .
Explanation £
v
a 15
Fine adjustment i 4
screw )
Body
Main scale
. 4
Explanation
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b
4
Coltimated
light ray
Mirror
Explanation 3
\"
a
3 4
R 77,
Pap being welded 15
4
Explanation
Undercut,Overlap,Excessive penetration,Slag inclusion,Blow holes,
b Spatters,cracks,craterpipe
(With explanation) !
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VI =
a .
D
3 Single-V
4 | Doublev v,
| b X
4%2
5 | Single-Ubun 'U
. with sealing
| . |
6 | Doty 8
i butt
s I _ V_ 15
: “bun
& A
Any 4
B
A.C arc welding D.Carc welding
1. . It consists of stepdown It consist of power
2. Hhas AC across the arc It has D.C across the arc
4 M#ckmodeaaﬂjcbis 273rd of heat is 2t positive
same. terminal and 1/3rd &t
4. --kmﬁnm Costly, due 1w the
5. Notsuitable for thin jobs and Suitable for all thicknesses|
{ = for using thinly coated of jobs and all types of 7
&l ) Polarity can be changed.
only ferrous metals can be ferrous metals can be|
%" Sl uiiatiie Arc is stable.
Comparison any 4
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VII

When the temperature of a liquid metal is cooled belgy, o,
melting point, the metal begins to solidity . Conse-qmwy o
metal is transformed into ecrystalline state. The formatigg o
crystals (grains) during the phase transformation of a n . |
?i”ﬁmhquidmte_wwﬁdmisknwnascrymmuﬁo‘_
i8 an isothermal (Constant temperature) process for r

The process of crystallization may be divided in to two ste

{(a) Nucleation and
rWhimametalﬁmﬁnmdmd‘fminn,
g € ” g Ofmor molecules
O T LS of the mal ST
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VIII

¥ F ame

P cmTAL CTURES : RMETALLIC

1The most common types of space lattices or unit cells, with
hich metallic elements crystalise, are :

Body- Cenitred Cubic Structure. BCO)
wﬁ_&cﬂahicedlhum.amatm&wandmm

a&wmﬁ&m paztm WWM m@'_m% m’;
‘:’3 c:,ma., m"- O‘M,k this case the m parameters a= o =
?’ and o = =y - o0* i

)  Face Centred Cubic Structure (FCC)

; located at the corners of
:“a - E ‘H{lﬁ' mm ) - ¢ i‘
B In this type of B entre of each face. The foc structure &

m%’“‘”“‘w‘*"“ﬁ‘m Al Pb. Ag, ete. Lattice

() Hexagonal Close Packed (HCP) Structure

" haxagon, one atom each at the centres of the two hexagonal
faces and one atom at the centre of the line connecting the
perpendiculars in the three rhombuses which combine and form
the hexagonal close- packed structure. It has lattice parametors
a= b* Canda= B= 90 and y= 120°. HCP structure =

found in metals such as Mg, Be, Ca, Zn, Cd & Ti. ete. &

i Mwlmv-’
gl = = diie forging (dmpression die forgisgs)y
T\ 4 Opew die forging.

b 2 'muwsr“m—w—m-m
b BB s E ey 3 on .
B HEaeadver forging - forging o Ty 1

A unit cell of this type has an atom at each corner of the
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In power forging ol . & Aha PYEss Torging 5 =
Wwwmﬁ-mmwmbq@m&isq&fﬁﬁg
mmn«mmwm&efwwmwmu "
flar-V or Swaging dies. (Ref. fig. 6.2). Bl ™

1. Simple 1o operate.

- Suitable for low production volume.

A Wm&“ﬂm

4. mwwmﬁmmum

Disadvantages "
i. table for simj and low i '
> % simple shapes memm

% ‘& 4 AR & R
AMOUNE U IRae e g toreeq
?"‘i A sﬂ“‘nm is gradually thinneg {In
ount of maternial iswo = stpplied 1o i = .
ﬁmi yment utilized., closed die forging ;Z?f;l“hm ? r‘;’;&f"tmﬁni% = |7
|ahe pammer forging (539’“*‘0“‘85*!2 and (¢y UPser sy o E’

Y

t-“@%u-:tw

¥ - gxcellent reproducibility with goad

”m properties. S,

5 Less time consuming. i.c. high production rate . < fod

i Forgings are made with less machining allowance, therefore,
 teduction in machining time and consa mption of metal recquired for
e "l o ,e‘7 ' ” i “

L More than one step required for each forging.

2 Mngmfwmﬁwhgﬁnﬁm .,, g |

L = Appropriate die set is required for production of cach component.
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[IX LU SReee TSI
a
8
4
: 4
Explanatlon
7
b Bench Moulding,Floor moulding,Pit moulding,Machine moulding -
With explanation(2 marks each)
X
A 7234 ELEMENTS OF A GATING SYSTEM B
4
8
4
©)  Gates
0 Riser etc,
With explanation
.
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7.28.5 Advantages and Disadvantages of Die casting ]

(1)  Production rate is high up 10 700 castings per hour

{2) Better surface smoothness and surface details.

(3)  Close dimensional tolerances can be obtained.

(4)  Longer life of dies (eg: life of a die for zinc-base casting. is up 1o uge

million castings).

{5) Holes up 10 0.8 mm diameter can be cored during casting.

{6) “Thin sections can be cast easily.

{73 A number of non ferrous alloys can be dic cast. FL|
. (8)  Metal loss in casting is low. '

(9)  Labour cost per casting is low. '

(10)  Each casting is exact duplicate of the original.

{1} The die casting units are costly. k

{2) ° All mewals and alloys cannot be die cidst.

{3) Not economical for small runs. ‘

(4) - Special skill is needed for maintanance and operation of dic casting

(5)  There are limitations in size of castings t0 be made.

4 advantages & 3 disadvantages




