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Delineating of Plane and Solid Panel
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2. %Hl Chiseling
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(a) 1EHf; (b) ASIEHE



RE -

i |

(2) ZEHIR ik
M) 2R N 1-14 frs

B 1-14 EE{jRR

Chiseling Posture
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(a) (b)
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Chiseling Method
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Angle on Chiseling
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Plane Chiseling
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3. $&#l Sawing

Gl Ry S| VAR % N A B 7 s o oA ISl A S R RSN o ) A I G |
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(1) BaEl T H Rl %
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Sawing Posture
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E1-19 BRHZE
Starting Sawing
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AN/ AT R RS T
RIMTEE . 1R A& ER, 7T
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B D225 R 5 USRS T HEE
B1-20 ERME PRHIES, B N HEAL R, AR A A 4R
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86 2% Bl A HE AN T A B D Xt A B AR At AT DI, R e i bR
BRI TR )22, 45 T B R A S VD) 2 0 0 R TR RIS 51, 4 6 0 2 v T 5
X R A s IE A 90° kT i A AKX, TR AR , W& 1-21 FiR

(3) AN[E AR Ao I 54

BB B 45 - 0 R R I, n SRR B —

(b A LA, U)o A — A>T 1) AR 0 B4 R
PR —UGEHE . 5% Wi i) KA &, i D)
SR FIBEE Ty, AT LIRS A — i TR B S PR B bt
o A R . e R R LR AR R ) E1-21 BFmIBKENSE
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B Hardened Surface




