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General terminology of
Machine-building technology

FFERE TR ME T ZH—BRRE, RBEEMLARE., B4, #HL, FREAR
BRHEEX.

1 —HRIE
1.7 XXW|R
1.1.1 I% technology
A FhIRAS B, kB A 7 A O e AR
1.1.2 PLBHE LY machine-building technology
%ﬁmwﬁﬁﬁiﬁ%iﬁfﬂﬂﬁm%%o
1.1.3 #BTE
BEBHBERM T ZHERTIE, 24, ﬁnéﬂgﬁﬁﬂﬂ%%-—ﬁﬂlf%ﬂﬁ
2. ‘
1.7.4 PR IEE technological efficiency of design of product
g R R E S AERYIRT, $&. 8T RSHHE,
1.1.5 FTHhEH T E® technqlogical efficiency of design of part
B R4 EEHRERERNWET, SENTTENSH#E,
1.1.86 TLTEHMT analysis for technological efficiency
- EREGEARNEITEER, TEARMNESESH T EEETIRMIEN MR,
1.1.7 TEHWAE review of technological efficiency
fEr= i T E B e, IEA"J:"ﬁﬁnn*ﬂ?##ﬁiiﬁﬂﬁéﬁ'ﬁ?#ﬁtﬂﬁ
WEEN LR,
1.1.8 TIML#: machipability
A—BEEFGT, THMIESEE.
1.1.9 Zr=it# production process
e EAT B AR R e,
1.1.10 T&id#  process

BB EENREER, R+, A EMERS%, ﬁﬁﬁi%ﬂﬁnni-’#ﬁzmmﬁﬁo
1.1.11 LE¥EXH: technological documentation

ER#EAERF1985-01-11RH ' 1985-10-01% 16
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TR T4, lﬂ’%ﬂ%%%ﬁ’&*j@ﬁ%
1.1.12 LEFHFR
WRIEF= R ER, if‘“?e&fﬂm!lkﬂﬁ&?ﬁﬁ“éﬁ RUT R AEE THREGES
AR IE P W,
1.71.13 LTE¥HBEB process route
P AR A R, Ih%h}”{'ﬁs/’a WRHEENE, 2L WEE RWITR
LIEHERWE.
1.1.14 TEZEHMBE procedure ,
ME HRERBHET N ERIRE FES NI E e,
To1.15 L EI+ process design,process planning
HHERTE XM T ERESHERE,
1.1.16 LTEHEEE process factor
S5TLEABRE RyEBERE.
1.1.17 LEHRTE process specification
ML ERRPH S ARBRIT A — 5914 s
1.1.18 L# &8 process pasameter
T RETUE BRI, e e BT L ) Bl R R,
1,1,19 ILE¥E technological preparation of production
PEBE R —RA LA R SR, XEBEARER. MNEREEEFT
LHNIFAEE, PELEFE REUESHITEIH BiF. DERARTEEE, &
HEBAREFARE S,
1.1.20 LZEH engineer test _
AFELLT ., LESEWWT s B LS ETnRg,
1.1.21 LERE
3B ok, ﬁ%lﬂﬁ#ﬁ‘]"‘ﬂl@
1.1.22 LEEP technological management
Bt R, ARAMBREH L L TEHEEE,
1.1.23 TLTE#A (% ) manufacturing equipment
. BRLEABHEBLESEER, W4 MR, i, HEESS,
1,1.24 TEFEF/ (T tooling _
FEARESBEPANENT B 2 f. BEIR, kA, #A, BA., WA, ¥
ﬁ WILITREMT SRS ,
1.1,25 T ¥ HE#machining complex
ZERLARIN T ALR, JTE R RN TABr AR E—5 .
1.1.26 L4 manufacturing discipline .
AP ES, HRARETH ISR,
1.1 Q27THRABEAR group technology ( GT)
WML =G, AT, W R, SREE, Fpxmad
8/, AAREFELEANRT, WFEREL G R LR B AR R, BENMTHEGS

m....z...,._
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i,
1.1.28 Btk &/ automated production
PIPUIR g SRR A4, (il IR e g AR =it R
1.1.29 T numerically controlled machining
REBBPMT BB RMLLER, H5REEZOR R PR BPUR (kR
BEHTHEN S, DEHNTAMTAgENES), S2mThARTERTE,
1.1.30 FMEH adaptive control
_ HRBAEGEHIFMBIRE FHBENT RGNS, HXARIR £ T RS
filo
1.1.31 LTEEBMIL process optimization
CORE—A UL A, NTERRRAE XSHETRET RIS,
1.1.32 LEHHEE technological data bank ( base ), machining data bank
( base)
f*"#ﬂ“‘ﬁ‘ﬁmm%ﬁ%#qj DIBtR T B A S.
1.1.33 &7=84 production program
Al 78 RIS PY B2 A P g e BRI e R
1.1.34 H=RHA  types of production
b CRER, TH, #4A, TN £ WARENTE. —8 5 5 KikE
P, Rl R M e S PR, '
1.1.35 4Af=#tE production batch
—RBEANRZHGR —F=28 (B2 ik,
1.1.36 Z7RE# production cycle
AR —re i CERBME ) B, MRS B =5 “/‘ﬂﬁﬂ;m%ﬁﬁﬁﬁﬁiﬂﬂ']ﬁlo
1.1.37 H7=%# tact,pace of production
WEREEF= ey, AR T8 BTG A ) 5h 2 15 pg 1D DA

1.2 EF=x&

1.2.1 JE#¥B raw material
BN BT R UBER =R WF,
1.2.2 EZEH ¥ primary material, direct material
B B SRR B L
1.2.3 HBiM B auxiliary material, indirect material
e A2 A2 50 Bh £ PR TG RO R P T S e pg A L
1.2.4 #B/BIE blank
BEFHE (=5 FFERGER, LER ﬁ?‘ﬁﬁ‘ﬁﬂﬂiﬁ‘]ﬁtﬁf—‘ﬁ'ﬁﬂlﬁﬁﬁﬁifhﬁ
R,
1.2.5 44k casting
AR BEAGE, ﬁlﬁ!‘@ﬂ%iﬂﬁ@%fﬁlﬁ“\i%ﬂjo
1.2.6 @4 forging
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SR HELRESERNR/INIHREBE,
1.2.7 BB welding, weldment
ABEyFEmBIANE S,
1.2,8 MEH stamping
JR ¥ B O U R TR .
1.2.9 T4k workpiece
BT AR g AEFERTR
1.2.10 T¥EXREH
BARERE, TEEERNTF, B4
1.2.11 5bhp4E cooperation part
mAALRERITEERN, ZREEALERBIREBHE LT FHF. R
#,
1.2.12 &4 specimen, test specimen
FHRBB R, E ., e, &AL SN LIS %W M.
1.2,13 LTERE
L8 e AR B
1.2,14 #E#l% work-in-process
fE—Aflkggreg B g, EESTmMT., BRIGE SN, FRINRER
Wl ) & o .
1.2.15 B 5 semifinished product, semifinished goods
FE— AL EEFETRS, BRR—IRIAEFRE, 28K A8 AR &L
0T EREEEC i B
1,2,16 &4 final product
E—A L LATRSWEFER, TESHHHG.
1.2.17 B#5H conforming
B LR B R R A AR R R &
1.2.18 A 4#f non-conforming
3B R R B R A AR B R R
1,2,19 KM, scrap \
FEEBE X FREME MR EH .
1.3 LEHEk
1.3.1 4% foundry, casting
BRBESREE, ESRmAGRRES, SREERETAI—eR RMERAL
opip
1.,3,2 &% forging
EMERERT (B) ARERT, 2RISR 4 BRRE B B BHE
®, URAB—JLUABR, RIMARMBRENMI T,
1.3.3 R welding
RGB 3375—82( BBAFARIE ),

_4—
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1.3.4 AL  heat treatment
BEASBRASE—SNFRhmi, REALH, UXERRERETAR, A
R BEEREMAMT %,
1.3.5 FHEME surface treatment
KHETAHEEZNN. DB EEREANTIT .
1.3.6 HE¥HE surface coating
AREHREHY, ETAEE EBRGEERTE.
1.3.7 BHKIHB4L powder metallurgy !
BeRBE (R5ELBEHRGESY ) EFREMRESEREME SN TE.
1.3.8 MBRIE injection forming
¥R RBBCR BN, M 2R IRE, %Eﬂ*%ﬂﬁﬂﬂﬁ%fﬁﬁﬁ&ﬁﬂ
BER, DIBREME M .
1.3.9 #HEMT machining
F DR 3 0 & AT LA T
1.3.10 E AT forming, mechanical working
55 2B S b o) 7 A 8 RS T BR 43 B T T VI g hn I 5
1.3.11 YIHiMI cutting
R IHI T BN T4 Y8R £ &0 a0 in T 5 .
1.3.12 Z%EH] turning
THRFHEEES, ENERKESwIEIMI Nk,
1.3.13 #Hl milling
BT e EEESY, THREIERSE SR EIMLI T,
1.3.14 @#] planing, shaping-
A 73 X A R AR SR & 3h i YIEI N ek
1.3.15 4l diilling
BEARTABELEENTILHE .
1.3.16 4l reaming
ASIATHELELYRMESRE, URSHERTHEMREXEENTE.
1.3.17 424l spotting, spot facing, counterboring, countersinking
R 7245 B H8 71 B FL et SR T s U0t UL g T 8k
1.3.18 &£¥l boring
B wERETIES, T8I fEEAE 35 Y Tor k.
1.3.19 ¥l slotting
fﬁﬁ]]ﬁlﬁf’ﬁﬂﬁﬁﬁﬁﬁﬁiﬁ'@fﬂﬂ@@ﬁﬂm:ﬁﬁﬂh
1,3,20 #$7¥4] broaching, pull broaching
BRIIMIT AP, SPRER T,
1.3.21 #H| push broaching
BT MIT TN ERNFE.
1.3.22 4*H] relieving, backing—off
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VA X %E I K E S DRRBEEME AL k.
1.3.23 #®IHl scraping
BRI TR E BRI .
1.3.24 JEN] grinding
FE M5 L DG A 4R B T A R T S AT T O 8 )
- 1.3.25 B lapping ,
AR E T EABERN, ATk —BRsrm 2 g T %,
1.3.26 i@ honing
FRHE AN TELEER N —2E D, HEBEIAR Hfﬁﬁﬁﬁlﬁ%ﬁﬁﬁi #HEB
3, W4 LRADAKRBAEMIT T,
1,3.97 #¥EmMT superfinishing
FE AR e R B AL AR RN EE T, FEE R E R SRS R MR RE S, UK
BB EN —M T %,
1.3.28 #)t polishing, buffing
PRV, fb2esk ik, SRR, PREEMM T,
1.3.29 #HHE extruding, burnishing
AHFETAY—ESWEAERTLRENRTHE, HEEEEREEY, NHEEH
RIBRFALHEEO M .
1.3.30 %MK rolling, roll-burnishing
AEETANSBRBSTH4HBMES, ﬁﬁ?&?ﬁ&ﬁiﬁ}fé, AT 5 2 TR B
XTI HEEHMIIE,
1,3.31 Wi shot-blasting, peening
RSB, RGBS G, MR T, BARERELM
ﬁﬁﬁ‘]f]ﬂl?“}%‘o
1.3.32 B§#d sand-blasfing
AREB TR T, SFXEEAE, %%ﬁﬁﬁ-%ﬁﬁ%ﬁ%ﬂlﬁﬁo ‘_
1.3.33 ¥4 cold work ‘
FERARREH S EEEQE LT, BeBREN, A SMTRAF & &K
1738 :
1.3.34 MJE stamping, pressing, sheet forging
ﬁﬁﬂ%ﬁ%iﬁﬁ%ﬁﬁﬁﬂﬁ#%ﬁﬂlﬁﬁa
1.3.35 4 riveting
BEYMETI R AT FriE 8, ‘
1.3.36 ki4k gluing, adhesive—bonding
1B BRSSS T BR RyE HE,
1.3.37 #iimT bench work
—BEHE FUFITRENE, NIAERGHEMINTEE.
1.3.38 HijiT electric-machining
EEA AR TERTMIB .

_6....
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1.3.39 HLKZEML electro-discharge machining, electrical discharge-mac—
hining { EDM )

FE—RRAT Bioh, 3 TR AR O A A 2 DR e B e p B PR, At
FMTHHE, .
1,3.40° HEM@INT (k2 mT ) electro—chemical machining { FCM )

R T4 AR BT = A O AR ARE R, TR AT T R s
1.8.41 HFHNT electron beam machining { EBM )

ERELEGT, ABEETRBM4E0MTENE, B, BRESREABEE S
FRUBH TP TRAL, Smamstsdeigs, AmBanT, maHEeT
TR TR0 b 22T B AT I T A B ‘

1.3.42 BTHMTL ion beam machining

FABTESEGET, ERSPENER AT R SEBENIORE TR, A
M TARF TN,

1.3.43 BT plasma machining

FRABRBSELSBEFRE TN RRERB NS, WIS mFimn Tl
o
1.3.44 4 galvanoplastics, electroforming

AR ERuRuR, EHSBHRNmTIiE,

1.3.45 Ot laser beam machining

U T BEAR W A WOCIR IR AR B R4, RS0 HB R S e R, 3F
AWERERT, BARD RS HE, NHXTARGEL. M, U8 SRER
ABEREE, WMTRSA RIS, MTERTRE,

1.3.46 M@EiEmi ultrasonic machining

PR EEERE N TR, Wi TN R AER, PmdE T
IIERAL, EHEREAR IR R R, MBTEAL. WRansEsS,

1.3.47 BEFEHERE high-energy-rate formmg (HERF)

FI LR IR, RS IR GEIRR N R AR, MR RS ENM
T,

1.3.48 ZEAL assembly

BT HBEARER, BRI AR AR, 2R BRARR RIS
PUN -8
1.3.49 fI3k packaging

WGB 4122—83 ¢ 3558 A AT )

1.4 TEER

1.4,1 L operation

—ABR—HITA, =A% R A o 5] B JUAS A 7 4 58 SR F AR —3 40
ITEARE.
1,4,2 23 setup

e
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TH (RERET) B—-REXEFERNTF—RILIE,
1.4.3 T step, manufacturing step
EMIER (REENNEZERED) NI (RER) TELREHERT, MEsL
TR —B|2 TR,
1.4.4 HWBITH¥H auxiliary step
B (&) iﬁ%ﬁﬁﬁ%ﬁﬁﬁﬁ—'%ﬁﬁlﬁs, BRALTEAEETAHER, R+M
REEEE, AERERIBILHM. MERITALE,
1.4.,5 THEFF® working stroke, operating stroke
IlEuﬂﬂIﬂE?ﬁﬁE*ﬁﬁl#@??ﬁl&“&ﬂf%ﬁ@b%Iﬁﬁﬁo
1.4.6 ZfF#  idle stroke
73 B DASE N T 3k 4 B AR T4 BT SE B — R 4R S I TR
1.4,7 TAi position .
AT EE—EHLFERS, —~KERTHER, T/ (RERAT) SRATRERN
A — AN T ARBEANEERS SR E—1TLE,
1.4.8 ## datum
Fﬁ%%Eifcﬁﬁtﬁﬁﬁilﬂ]H@Rﬁ%ﬁ@fﬁi%ﬁ@%w e &L o
1.4.9 ®itEE
BT BB TSR v
1.4,710 TEHEHE
L ZARPHRAKER,
1.4.11 THFEE
EIF?E_tm*%%*IF?WWIfﬁﬂHI R, BR. LEHERE,
1.4.12 EMERE
EmLRESMLHER,
1.4.13 WEEHE,
& m B R A3 ok
1.4.14 REHEHE
P R E TR R R LR R R,
1.4.15 $BhE#®
HBRTERE, EL4ERTRITREAE.
1.4,16 T¥FL auxiliary hole
HHERTE (T, WE, B WBERAE L4 MR,
1.4.17 LT %MK false boss
AMRTENREMETLS LHEANE,
1.4.18 T#% R~} process dimension
RENLHRE, ELEZHEARTEZRABFHAEHHRYT,
1.4.19 TR~} operation dimension
ETEmIndgR}
1.4,20 R-~}% dimensional chain

——
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HARR B — @B pHs s R a4,
1e4.21 LTEHER~F4 process dimension chain
EMLTEBPNEERT SR FAR N R,
1.4.22 MLERE (BHEK{R ) total allowance for machining
BERTEFHEGEITR T2,
1.4.23 TLTHE4E  operation allowance
HPW LRI TERZ%E,
1.4.24 UIANE (YIAKEE ) approach
h SERC I B BT AR M i TR
1.4.25 PIHE (WHEE ) overtravel, overrun
o SERR YU th 3ok R AL 30 BRI 0 0 T KB
1.4.26 TZHE
ﬁlzﬁﬁﬁﬁﬂﬂ%lﬁ‘ (HBR) WKE.,
1.4.27 HIEIEE cutting conditions
FEVINI M T LB ep o VBB, 48 B YOI 3R B I AR
1.4.,28 VIBIEE cutting speed
EHFTORMIE, JJAMNT EAE— KN TFENLERGEES Y W EAR
R EEEE, .
1.4.29 FHy#EE  spindle speed _ ‘ N
PLIR 3= Sl e B A7 1) Py p B
1.4,30 AB%KE number of strokes
ERELKXEEMELE PR L, 7RI 72 S hresd 6] py g e VTHIIE s R
¥.
1.4,31 HIHIEE depth of cut
—BRETHENTREMEN T EAERNEEER,
1.4.32 #AR  feed
THRTIBEHRAES — RS RS — 06, T4 57 RAERSE K 0 1
RO
1.4,33 B4 HEE feed speed ,
B ArE R TS B SR A 307 1 R AL
1.4.34 VIl cutting force
WHIMTE, TR B D8 BT A B 7
1.4.35 1OHITh%E cutting power
DI n Ty, o selR YIHI B HEER sh R,
1.4.36 HIHI#k heat in metal cutting
EEI T E Bk, HTRIHRENER., 58RI BN IEIR BHE 5 R
mr= A RE,
1.4.37 VINIELEE cutting temperature
B ot 72 e DI KOs IR B
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1.4.38 YW@ cutting fluid
Ja T R VU AR £ AWk
1.4.39 B8 standard output, rated output
FE— A7 AR F, WA T ARO[ B ER AR R
1,440 whiEse®i standard time
TE—SEA &N T, BEEP —HFRRER—ETFRREESHE,
1.4.41 4$edbudjE] basic cycle time
HEATHE=HRE., P45 EEGR R, 74 A AR B B mHHe .
1.4.42 AW E machining time, running time
HERTAEFENRART, BR, A8, EFEREIMHERSTEIERNE
FER B
1.4.43 #BheJE] auxiliary time, nonproduction time
S SEI T E o R 5 AT i 4% A Bh B Ve 1Y T RO B 1D
1.4.44 HETHYEHRE time for machine servicing
M EEHET, TARSIAESR CnEHRD R, HEHUE, ?ﬁﬂﬁlﬁu‘ KEI
BLag) Bl et i,
1. .45 kBS54 HEERE time for rest and personal needs
TAFETAEBEP AR E e Jrin i A B 1 0 S T T R it 1) o
To4.46 A HR LN
I)\%JT&P“*?HSF‘mjiiw e, ﬂif?&%ﬂ%ﬁ]‘ﬁ’ﬂﬁﬁ%fﬁﬁfﬁ]o
a7 HREETLESE
FE—EEERET, EFRA~ARFARREENHHRER.
1.4.48 BT ZMENE
FERRBEEMHELED, BTTERERREAME. n&40ER,. 80, 84
MR E, BEERED, WMo%,
1.4.49 BB R overall material utilization factor
EREFAGSESHEHEEILEH/NE L
1.4.50 ¥AMMATE machine load rate
PR SE Bn AR R 1] o5 2 AR BB E 4
1.4.51 IMT#3% machining error
FTHMTEHERIVT2E (R, BRACE)) ERIUT2EWREEZE,
1,4.52 W L¥E machining accuracy
FHEMIEMERITS2E (R, BRAOME)) 5BEILNS2EHSRE,
1.4.53 T2 %)E economical accuracy of machining
REENMIARET (RAXSRERENRE., TLEENREERSEHTA,
AERMITA > B EERIE M TR o
1.4.54 FWEHEME surface roughness
LGB 3505—83 ¢ KEMMEARE, RERHLSH) .
1.4,55 TLFFEES) process capability
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IRLETFRERER, ﬂﬂlﬁﬁﬂi%i&zsbﬂﬁﬁﬁ BEWAML R HEN TR
M2 ER, ‘
1.4.56 LFEHEH R process capability index
THEDRRMILEEERNEBE,
HLFATRERE, TREIREETIE,
Co=T7/60 ( ERIGHE:MN P ESAL EHBEN D
Cou= (1—K)T/60 ( RRBEENTFHEESALE R EERBHE) . RXp, THL
ZHE, ohiREERE, KAEBRY,

1.5 ILEXH

1.5.1 TLEBEELEFE sheet of process route,routesheet,master route sheet

HWRTHRF . BELEBRN RT3,

1.5.2 FEHHTHAMAE

R EEMRN L (SRR BF, B—KE,
1.5.3 LEiFE-EH process sheet

PZpARRBERPEMRRE. B4MMmT CRER) BN —M T 308,
1.5.4 TZEkR .

EPERRF, BEAR-TERBRRABN—R T30, ST R, R
BG CRF, B4 2R -TERBEIETFES, TEERK. THEAR. TEa%.
BUEERURRANBREN LLELY,

1.5.5 TLTFERH operation sheet

ELZABRARLERFHER L, REETERGHN—MTE 8., — &R
ALFHEE, FREARHZTREOSITHHMT CRER ) V]%‘ TZ8%, e
RUEFTHAREN T LSS,

1.5.6 AMTEHBER

REHHUEHMLEHEN—4F, BEFREERm I IR LR,

1.5.7 RALZERHK

RAMUSERM L LREN—4AF, BHFEERuTEER,
1.5.8 RATFRK

BEAMHUSHALIZREY 4%, BEFRE v TEER,
1.5.9#&-E )} setting tables, setting sheet

XA, $H wm%ﬁﬁﬁﬁ%ﬁDIm%%ﬁEﬂﬁﬁfﬁHJ'-‘JF‘PI.»_’.)’Cﬁ o
1.5.10 L&MW process instructions

B W TFHIB RN — PR RERE,

1.5.11 LZHE

M TEAR LA U= ReERF. 840 T et s By s sl #.

1,5,12 HIEE blank drawing

SEEBEMN, REBER. BR, RIEARRGER,

1.5.13 #HBMEKHE assembly flow charts, product treg

-]
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EFPEHE, BAERAHLERERRARERKEEN SEE.
1.5.14 HFHTZHFRIMESD :
HLZARBBTEZER, MNE¥HALEESRITRE G —MERESHE, HrTHE
Bt N RBEAT T35 R :
1.5.15 HFHREBIMELSH
HEETELARBBLZER, NEHEEHEITREN —ME RS, ERi
HERRERKE.
1.5.16 A& AHAEELH
HIZARBREIZFE, A4 AMAERHA —MIg RS, Ehdkk
BRI
1.5.17 TERBHBNR
HEFEGRRALERBENES, ARANRBARSN—MHIEXHE.
1,5.18 SbipEBAgEE  list of cooperation part
HE=RPHANMERNES, Z2RMNMIASSE—FLECH.
1.5.19 HHLEEHEZWVME list of special tooling
HEFREATIBRPHBEN SR EATEREZLRS, 4%, ER2 (WO #
ES%M—MIZXH,
1.5.20 AMWT HEA49%E list of purchased tooling
EEFREEFIBHEBBINSRIE, BRASHARK, iRESEE, BEHF
(B) BHEBEH—MHLZXH.
1.5.21 fNkp T B E list of factory standard tools
HEFREEFLRFRBUARASLIRET RMAR. s HE, g8 2
() HESEE — ML X,
1.5.22 &AM E list of universal modular jigs and fixtures system
HEPEREAESIBERTRIELSRUASGRANRAE., 2K, GHFT (B)HESER

—FMITE XM,
1.5.23 TR pigx
HEFREAFEIBEPIBFNEAB TARENRE ., 2K, G () pESS
B —Fp T ¥ 32,
1.5.24 BRHEIZEHAHEE
EEEREBATHAEHNEIERT BENSAS RN AR, S, Ak, BRSN
- ML
1.5.25 MEHEELZEBICEE
¥ HRBRTLEHUIME” PR %A RICAESIG— f T % X
#e,
1.5.26 T Z#EBirP proof record for tooling
ERNF L L EFRIEG R —FH T E X,
1.5.27 TZiRBY report of engineer test
BHMFH I LEFRRLEFENRRSR, xR RETHrmRE LR
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R —PITE A,
1.5.28 T ¥ E4 summary oftechnological work
W= edRE® R, TEARM T ZBERBEH THAMT, T30 3 8 W Lk
171838, HRH LA WM —F T8, _
1,5.29 T¥XHHEF catalogue of technological documentation, list of
manufacturing process documentation
ERIELEX B E, '
1.5.30 TEXHFEBEME change order for technological documentation
R T LA NBR LRI,
1.5.31 et B T 2@ M
HTERFBRE, ENFEEEETEAEMTRER, FERRL 72 B B 1] o, i 42 1y
RS T LB R T i A R 4EE,

1.6 ITEZRESTHEX

1.8.1 BT ELHEA special tooling
FHAR-FRFRAGTEE,
1.6.2 FHILZ¥EE universal tooling
RER LM MBI T4,
1.6.3 MR#EM T2 %R standard tooling
EANRENTEEE,
1,6.4 FH jigs and fixtures
AUERTH (SR E) WEE,
"1.6.5 ME die, mould, pattern
BUREATXNRUBRAUR THERE,
1.6.8 J1E cutting tool
BEMTH YIRS KM RS # T/,
1.6.7 HEBH measuring instruments
FA LB S A S B R R A T B AR R,
1.6.8 HHE (PLRHA)
AL A SIERNT A,
1.6.9 #TTEH bench-work tool
AR TR BT A T BB,
1,6,10 T {ifEE
ELESReEPRUERAF SR TRANSHEE,
1.6.11 3% set-up |
BIHEYR Lk B b, RMI3E,
1.6.12 @{¢ locating, location
#e LAENR R B A ERCENER,
1.6.13 ¥ (F3% ) clamping



TR AR, B ‘JﬂIx 1%#1%1??% B BN AR iR
1% IE aligning, to center align :
ST R CRGR R IR AR, RET A R, I sk R ) TER
BofE,
1.8,15 »71  to size
YARE D B DR A e e TR A B R
1.7 Ak
1.7.1 #2. roughing cut
MWML@W&Qm o DR B KT RN AR BRI TR
1.7.2 R Seml—f1n15h1ng, semifinishing machining
FEML ARSI T 28 BT AT L YR I A
1,7.3 %imT. {finishing cut
AT LU B A, BrR e s (o 0L,
1.7.4 Jt¥efm T finishing cut ‘
WimTgE, AL RN MBRRIERTGESER, BUERE TR e E B
%Eﬁmiﬂﬁo
1.7.5 #EE T ultraprecision machining
eI . SRR SR, SR ACE RSP RSB R SR 0. 1 BOR BL T By
T A,
1.7.6 XY machining by trial cuts
BN MR- AR -BRY, RELGFEm TR REER I L H

ik,
1.7.7 @#y: machining on preset machine tool
SRR T A TR D s g, Fe— %@#mmIﬁﬁ$%ﬁﬁAﬁ
B, PRELIR MR,
1.7.8 2RSS TR
i B e d RS XﬁmLHWMImhhi .
1.7.9 FBEEE (CEYE ) generating
ﬂmxﬁmnﬁmﬂmWMEﬁﬁﬁm1mﬁmﬂ
1.7.10 {5¥iE  copying
T RAR RS B RN AT AT In L0 A
1.7.11 g forming
FIH BT T) B AP AT LGS i o
1.7.12 Bife fitting
MEM TR, WL ENHEY BT, SBES (REAMYLE) THaAs
Ve —RBEETT I AU,
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