
SECTIONA (ANS- 1) 

i)  Mechanical & strain gauge dynamometer ii) Flank  

iii) Heel  iv) Feed 

v) Lower cutting speed & smaller feed vi) More rapid  

vii) Higher cutting speed & fine feed  viii) Cutting force & cutting speed  

ix) Dressing x) Correct 

xi) brazing xii) Correct 

xiii) Slow speeds  xiv) Decreases 

xv) Stellite xvi) VT
n
 = Constant 

xvii) Sulphurised mineral oil xviii) All of the below 

xix) Increases xx) Larger 

 

UNIT I (a) 

A cutting tool (or cutter) is any tool that is used to remove material from the workpiece by means of shear deformation. 

Cutting tools must be made of a material harder than the material which is to be cut, and the tool must be able to withstand 

the heat generated in the metal-cutting process. Also, the tool must have a specific geometry, with clearance angles 

designed so that the cutting edge can contact the workpiece without the rest of the tool dragging on the workpiece surface. 

The angle of the cutting face is also important, as is the flute width, number of flutes or teeth, and margin size. In order to 

have a long working life, all of the above must be optimized, plus the speeds and feeds at which the tool is run. 





 



UNIT I (b) 

Merchant circle: 





 

 



 

 



 
UNIT I (c) 

 



 

 



 
UNIT II (a) 

 



 

 



 

 



 

 

 



 
UNIT II (b) 

 



 



 



 
 

 

 

 

 

 

 

 

 

 

 

 

 

UNIT II (c) 



 

 
 

UNIT III (a) 



 

 



 

 
UNIT III (b) 

 

 
UNIT III (c) 



 



 

 
UNIT IV (a) 

Tube drawing is a metalworking process to size tube by shrinking a large diameter tube into a smaller one, 

by drawing the tube through a die. This process produces high-quality tubing with precise dimensions, good 

surface finish, and the added strength of cold working. Because it is so versatile, tube drawing is suitable for 



both large- and small-scale production.  

There are five types of tube drawing: tube sinking, mandrel drawing, stationary mandrel, moving mandrel, and 

floating mandrel. A mandrel is used in many of the types to prevent buckling or wrinkling in the workpiece. 

Most ferrous seamless tubes are first rotary forged. This process consists of two hot working processes the first 

of which is rotary piercing. 

 
 

Tube drawing is a metalworking process used to create a tube with a smaller diameter by pulling, or drawing, a 

larger diameter tube through a die. There are five methods of tube drawing that are commonly used. These methods 

are fixed plug drawing, floating plug drawing, tethered plug drawing, rod drawing and tube sinking. 

This process is a cold-working process, meaning that the metal tubing is not heated prior to being shaped in the tube 

drawing process. This gives the finished product added strength because the metal tubing is not affected by thermal 

expansion during the process. In addition, this process produces tubing with more precise measurements than other 

methods of production. 

Fixed plug drawing is the oldest form of tube drawing. Using a mandrel that is locked in a fixed position near the die, 

the process of fixed plug drawing produces the best interior surface finish of any tube drawing method. Fixed plug 

drawing is also the slowest method in use and is extremely limited in the amount of diameter reduction possible. 

Floating mandrel, or floating plug, drawing incorporates a free-floating mandrel placed inside the tube stock. The 

plug is forced to the throat of the die by friction and pressure, called axial force. The floating plug method is capable 

of producing very thin tubing diameters. This method of tube drawing is noted for producing tubing with high-quality 

inner and outer surface finishes. 

UNIT IV (b) 

Forging is one of the oldest known metalworking processes. Traditionally, forging was performed by 

a smith using hammer and anvil, and though the use of water power in the production and working of iron dates 

to the 12th century, the hammer and anvil are not obsolete. The smithy or forge has evolved over centuries to 

become a facility with engineered processes, production equipment, tooling, raw materials and products to meet 

the demands of modern industry. 

In modern times, industrial forging is done either with presses or with hammers powered by compressed air, 

electricity, hydraulics or steam. These hammers may have reciprocating weights in the thousands of pounds. 

Smaller power hammers, 500 lb (230 kg) or less reciprocating weight, and hydraulic presses are common in art 

smithies as well. Some steam hammers remain in use, but they became obsolete with the availability of the 

other, more convenient, power sources. 

Forging is a manufacturing process involving the shaping of metal using localized compressive forces. Forging 

is often classified according to the temperature at which it is performed: "cold", "warm", or "hot" forging. 

Forged parts can range in weight from less than a kilogram to 580 metric tons. Forged parts usually require 

further processing to achieve a finished part. Forging as an art form started with the desire to produce decorative 

objects from precious metals.  

 

Forging can produce a piece that is stronger than an equivalent cast or machined part. As the metal is shaped 

during the forging process, its internal grain deforms to follow the general shape of the part. As a result, the 

grain is continuous throughout the part, giving rise to a piece with improved strength characteristics.  
 



UNIT IV (c) 

 



 

 
 

UNIT V (a) 



 

 



 

 



UNIT V (b) 

 

UNITVI (c) 
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