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0 %
4 J& # #F: metal material (MR)
5 7 F A #F: high-molecular material
& 2 At #F: ceramic material
2 &M #: composition material

K L7 formation technology

%1 T 7,: casting technique

%1 : foundry goods (casting)

#l#5 Z A : machine part

F 4 blank

71 M 88 : mechanical property
) A 4538 . sand casting process

A 2> foundry sand

1.1 % ik 0 #E 6 A A

&4 alloy

& M BE . casting property

T 7 % 8E: processing property

W 48 M. constringency

AT aliquation

A M: oxidizability
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% Ak inspiratory

FF 4574 casting structure

f# Fl 8 service performance
H A~ & : misrun

%F&: cold shut

& : cinder inclusion

#5%): sand fusion

Bh[¢: flaw, defect, falling

sl flowing power

%A cast (foundry mold)

& # A 45 thermal storage capacity
7 VE: pouring

K¢ B : freezing

WX 48 % : constringency

% E gt [E . layer-by-layer freezing
MK % B : mushy freezing

%5 g : crystal

4% ¥.: shrinkage void

48 7\ . shrinkage porosity

JIjt 7 i8% & . progressive solidification
%%k . iron chill

Mg . feeding
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25 m 2k 7% : constant temperature line method
M # B % : inscribed circle method
1 N 77: casting stress

A #: deforming

2 crack

HLAK AL 77 : mechanical stress
PR 77 heat stress

A R 77+ transformation stress
A4L: blow hole

Fek: ingot

4N : cast steel

3E 2% &4 : nonferrous alloy

K 5%k : gray cast-iorn

Zg A inoculation

Ik & 952k : spheroidal

KA . sheroidisation

w[ #2542 ductile cast iron

H % : graphite

¥E %= %% 4k : vermicular cast iron
AL HE . heat processing
A4 : Al-alloy

Y&k : fusion metallurgy
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ff &4 : copper alloy

2 M : hydrogen brittleness

1.2 %% 77 % (casting method)

F T# A hand moulding
#2535 A : machine moulding

4 J& 2 : metal mold casting

4 J& 1% : permanent mould

J£ /1% . press casting

YiiE4%3% . investment moulding
B cere

5081 . centrifugal casting
KJE%% & : casting under low pressure
# E%%1&: counter-pressure casting
5 & Al %1% . shaw process

1.3 % T 7%t

ZRUEALE . pouring position

A H : mould joint

7 3% loose piece

ACHE: patter drawing

A core

¥ chaplet

\_\

7. %% : processing parameter
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o

T : core setting

4 #: mould assembly

E O : casting head

R ~t/»#%: dimensional tolerance
R~ /xZ#%: tolerance zone
HLA% m T4 & : machining allowance
% H.: core hole

3E 7~ % : nonstandard label

WX 48 % : rate of contraction

2 U 48 : linear contraction
K45 . volume contraction
HEAE4LZ . pattern draft

% 1& [F] A : curving of castings
53k core register

LSk E FE . clearance

X5 : core print seat

P

A % : joint line

1% . die parting line
1.4 &M T2
An5E A . rib reinforcement
# ). stuccoing

N = entocoele
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2 2B e T

# M T plastic working
# V. plastic property
1. forge work

M J%: punching

2.%|: rolling

FL3K : drawing

B JE: extruding

2 e AL : grain refinement
P4 hit-forging

lm % : warm forging

2.1 &8 Wit n THE LA
#H % 2 F: plastic yield

Am TFE 4t : work-hardening
F M ductility

Bl £ & : return temperature

#

& gu: recrystallize

AN

o

& i1 K: full annealing
%A T cold deformation
P M. heat denaturation
#iE . forging ratio

S upset
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%K pull out

#F 220 21 fibrous tissue

3% 4 gE . forging property

B[ 47 ME: forgeability

971 resistance of deformation
W% & 4. chemical constitution

P A& hot brittleness

“AHfi%: cold-shortness

i . deformation velocity

R AR AS: stress condition

B um & . deformation temperature
i #4: overheating

1 )5¢: burning

fitB% : carbon elimination

4545y £ : initiation forging temperature
L 45w« final forging temperature
2.2 BB T ik

E & 4%: flat-die hammer

#3L: jetting

Z #1: bend

Z dh 1% : bending radius

714]: cut
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% : twist rotation

% offsetting

;¥ percussion

#Z A TJF: basic process

B T auxiliary process

15 % T J¥: finishing process
4% : contour forging

# A% . forging die

fi&fE4%: fetal membrane forging
% JK: shearing machine

M K : backing-out punch

M 3: blanking

20T . elastic distortion

#H % 2F H: plastic yield

WY1 & F: shearing deformation
/N 1 2F 42 minimum bending radius
i # . angularity

TR rupture

5 #: rebound
#%L: roll forming
4% roll forging

#+%L: oblique rolling
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%L transverse rolling

9% JE: tamping drum

B /E: extruding

4% : draft

2.3 Bl T T ERIT

T2 MA2: process specification
. forging drawing

B oE: dressing

4 &: forging allowance
H )~ #: forging tolerance
Tk E: clamping apparatus
I % ¢ firing equipment

A #H 3 : heating schedule

A HIF I cooling schedule

Ja 2 A3 . after treatment

M FEE . die parting face

s F. 3% J7 : punching the wad
A E . draft angle

f ¥ 1% : radius of corner

W R circumcresent cake-like forging
KA K411 : long axis-like forging

2.4 BN T 7%
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cone
#TH : cant

7 [8] B £ : curve in space

F A £ : degree of roughness
2.9

3 EH

2 #%: welding

4i%E: riverting

Y2 : fusion welding

JE)&: press welding

5T )2: braze welding

3. 1 )F 3 1t 2 Al

)84 : metallurgy

B I E: arc welding

A J&: acetylene welding

B8 /2 electro-slag welding
& 86 R J&: high energy welding
7 J&: electronic welding
Wt laser welding

%% FJ&: plasma welding
7 : electric arc

FHA% X : anode region
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