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S0

TEEHE process datum

T LB R R SR,
11

THEEMR operation datum

ETRELARSEA LR LEE N LERR A JBR S
12

FEEEE  fised datum

e T e R R .

L 13

WEEAS  measuring datum
S T 3R T R v

14

%@ﬂgﬁ assembly datom

AL R S R R B S R AR R 7 R R e

.15

BEESR auxiliary datom

MIEE RS R TE BT R S .
. 16

TEF  auxiliary hole

HWE LT N L UNE BEHMNFE L T8 bEded.

17

TH & false boss
RREL Y WHERE T bR

.18

TER~F  process dimension
HEM INEE . FTENES LS R T

.19

TERY  operation dimension
RO USSR

.20

Rst#  dimensional chain

HAERKAR H I - I RS R M R
.21

LI¥R-T#  process dimension chain

TR AR P 50 L E RO B s R
L 22

BIBRE&BEESES) tolal allowance for machining
BEFTSEHENRITRA 2,

23

T FEsm  operation allowance
AW LFR LRz,

GB/T 48632008
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3.4

Las

a3

o

18

.24

UABWINKEE) approach

A 5T BT R BT B B R
25

WHBPIHEE)  overtravel;overrun

KSR R AT S T
s

LZEE  process allowance

LT R ING T GRE RO AR ]
B

PHIBE cotting conditions

TEG LB T B S T e A B W
.28

PIHIEE  cutling speed

AEHERTHHI A0 0 L LRI 90 b R SRR T T R e i BRI
.28

FEHFE  spindle speed

DL R TR S0 00 e 1) A A B
.36

FENXE  number of sirokes

TEAEETER AR B LI s s 0L ER L, 7 L L e f i ) PN T S 5 T 2 M R
31

WIEIEE  depth of cut

- BRI AR O D E RS T JERGER
32

WHEE  feud

TARECTA R A R ) B R R, T s HAed s s b p oA 5 .
L33

HEEEE  leed speed

AACE R A VLR S I v b R R
.34

WHIA  catting force

IR A SO R R T B B B
L35

IBIEHE  cotting power

TR s A BT B fy
. 36

WHI#  heat in metal catting

ETB N Lal# b PR OSH SRR TE Se R HFR TR B A B B S R B
.37

g culting temperature

U;’J”J‘*ﬁ’?'i‘{i‘ %@“}{ﬁ'ﬁ

om
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SRS I AR A R]

BT B R

MR LR B R

34,38

YIEi#E  cutting Fluid

kTR EVER TR A
3.4, 3%

FREH rated ostpul

oA PR TR R R R A B O  R O R GE E O R AR
3. 4,40

FEEE  standard time

B FEAE TR AT B A e AR B ST S L LY I AR Y
3.4, 41

{EMRYE basic cvele time

FHER T ST R A R e ] L 0] A S R (] AR B ] B A
3.4,42

FHAEBE machining Bme:running time

BRI A P R g RT VBAR B D s R P
3.4, 43

HEEE  auxiliary time

SR B T AR AT O B P B B Sh R SR AR Y ) L
3.4, 44

58 T{EHBTE  time for machine servicing

MER LRSS, CARE IESMER TR ERAK. FHDE L
BiiE .
3.4, 45

HESEHEERE  time for rest and personal needs

TATETAEEEN R E A e L S ERR R RE,
3.4, 46

Mg SR E  lime for preparation and finish

g T B R R MR R R AR B R R
3. 4.47

MElEE T E RS material consamplion guots in process

TE—RE AT TR R T AN ENMEAER.
3.4, 48

HPTEMHESE  materinl consumption in process

PR EL R R e DR T R R
FR D L HI A,
3.4,49

HEFHE  overal]l material uiilization facter

P R O B BB R L RO E At
3.4.50

iﬁ%ﬁ'ﬁf % machine load rate
HEATEREIAMESESHERNT

m
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3.4.89
IMTEE  machining error
MR E LSO BRaa g

2
MIHE  machiniog accuracy
L

34,53
MIEFWE  cconomical aoouracy of maehiHiig”
ERRHCRSTOREHES R B LR A R

B B BB AR 0 09 I TREEE '

3.4.54 P

.
HEHBE  surlace y'?ugffuf
L P

Ealk
o
£

&

GESSINE

BEL R SROE T AL R et

3.4.55 T
LHE#7 proec %&gﬁ}iiiiy

i,

3:??&&%%’gﬁﬁ%&%ﬁgﬁgaajztx .. a2 T Ve BRI
3.4.56 / / . . |
TRENER
TIFREEORE

M

s

BT AR

R I

35 LTELH 3{){////@“ 7
3.81 L %

e

.4
LTEBRER  shegy gg%g’ggmess o
e O e j” jg-fi‘?és% E
%ﬁJmi%ﬁH%%%{x
3,82 Y
Ik /’{;,3, %7»
ERSITBHEE works 0,

By % o

7 5 LA B
3,53
TEMBERE  procedure shest
I x5

VA FE 2 i i S R 7

e
e

TE-$K  process sheel
AR HENE- T ER e —8

i
A A

FoRB AL R EE R
e EAERUERENESR I e

3,58
.. F operation sheet

BF
LHBER R LR A

b

i

"

fe e

b R TR AP S

l

o
=]

m
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RS EEE RSN AN LOSEDRS LB RETRU A HESH T ZE &%,
58

BT EFE-EE  typical process Tlow sheet

AR LR ER - BB EN LR R R
3,57

MBI T EEF typieal process sheet
HATAS B B L S I py - % PR BT R R L 2R

i
(84
[zl

MBI TE-EHN  trypical operation sheet
AATMUEHA LTSRS — 8 SR TR A

o
o
w

WE-EFH  adjusting tables
WAL SO A R MU S T IR R R

3,510

ITESEM process instructions

Bl TR - R R AL
3511

T EME  process accompanying figure

B DR b LB S R I L e Al R N R A
3.5.12

EIRE  blank drawing

3 TS0 R R B R TR R R AR R 0
3.5.13

HEEIELEE  assembly flow charis; product tree

BP0 AL E R RS H A AR B R MR R

3.5 14
%ﬁ TEEHIETFESESHE  design aq%ngmnent for special technical squipment
}\IJH"‘HT% P ERL A H LA AR R A R R O Y R AR B
T Jm !‘5«1*{‘*
35015

EHEEIEITH SR design assignment for special equipment
HEELY AR L E SR, o R & 0 v B R R SO O e R

16
MEEEHBETES  assembly assignment modular fixtare
T TG e L B AR A - Bl s TR PR O B R B

TEREFEHMAE st of key {:ampﬂn{emx and paris in p'r(mg‘ﬁ
HUE T B T AR ENEY SRR B RSN L,

iz

{ad
(53]
o,
o0

Shh AR RS list of ce:}peratiﬂn part
f‘LL g f Pl! ?" ‘/f/ﬁ 9!‘i3j & ‘L} R ﬁ }:’ ’Eg !}ll Lr,@ f"j‘ ? u‘} """ ﬁ*i‘»é{. i’,ﬂ’i B
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3.5 18
FHILEESBEEERE Ut of special tooling

O PR R R A L T

BT RIEE  list of purchased tonling

HEM SRR R RSl NS

B B

£

R L ]y

iis:f of parts b
2

zﬁ%gﬁﬁg

Er ol W RET IO S B
1 Figad % (8 o)

i SRR OO

3,5, 74 1l

E

S

MEERIEREEER T, al consumption quo

e : “
e A Zos G £hor] SE Lo : i .. ER
pIEMERLr R é%ﬁf SEReR AT CiEE ;;? po ﬁ;‘g
A X2 1 sﬁf'%%%%%yy

.
HRWETERERSR s
3.5.28 5& s |

B ot
Ly

1 L
TERBRIES \prbohrecord for
I st Ze e e g S % b
WEAH T8 %@%‘% Y -

% i

3.5,27 %

SR o

;
material cons B eiota in prscgss

£

HWsES TR EE T i 5 B30 0 1 T AR I A T R T
A o '
3.5, 78

LEEE  summary of technslogical work
BRSO LA R LT BB R R g A A S
R A,

TELHEE caislogee of process docsments
PR TR TR R A
3,530
ITEITHENENSE  chanpe order for techoolegical documentation
FE LA B R,

A0

m
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35,31

MEREE CEBEDE  order for temporary disengage process

TERELREE R EEFE L OB TEER AR R RN AT RETE

BEm L RN ERRAR BT,
3.8 32

TEHE  process decision

HEAHETERE R LSS R AR e A B R SR I
3.5.33

IEEEER  process information model

FEAT R UL P AL A B R T R A A %-ﬁiﬁ%al?ﬁfﬁ EUME R RO SRR R
PPEREITEREEE CHEERAGE . CEER  LE A Hﬁa&m&ﬁm1§MﬁmM%ﬁL
aiﬁ.;“%fﬁé”Wﬂﬁqxw Rﬁhkkﬁ%»LZM$ﬁﬁﬁn
2.5, 34

FHEBER  parts information model
T U AR e JUAE AR R Y R R R B E R RS AR
B BT AR S ﬁi EEBY
3,5.35
(B4 feature
B — QWA TR E R TER AR ARG EMET S LA R RS G a
R AR BT
3.5.36
FEIEHE R feature ID
SN IS SLR SRR A
3.5.37
IFEE operation disgram
TR B EIE R
TZRHFSIHER
8.1
EHIFESE special tooling
ok R - RI LE E
L2
BREITELESE  aniversal tooling
BRI AL L
3,83
WAETEEE standard tooling
UL ABRHE I T 2
3.6.4
EE O jigs; Limure
RS s AR 1O RE R
.5
#HE  die;mould;pattern
F AT G A el I T AR R R SE

‘UO

fa3
(4]

(s
joip]

om
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o

5]

it

o

.8

JIE  cutting tool
BEMTH LV Eai B e B R,

7

THEHE  measuring instruments

AL B R M R RN TR S R

.8

WEMEEED auxiliary tools; machine auxiliary twols
FICLHE B VR LR Y A

.4

I TE bench-work tool
FRREN AR BT LR B,

10

THrEEE  station facilities
Ul G M B R e el B e e |

.Y

# set-up
B THREALR ek By R B R

2

BT positioning
B THFEHLR Dl S N F R Bl

.13

REER)  clamping
U o e M I L I L B e R A BN R

. H

}IE  aligaing:to center align

T HE OGO FO S T b e S8 0 T Zr 8028 T b 48 A0t 69 TE B0 7 B B b

5

7 o osize

P T ELE R A e Mo R bR
4

i

i T  roughing

VLIS R o T8 0 B HES .

CGRAT BAT7—2008 1 3, 6, 87

.2

HEEMI semi-finishing
SN N s 1 W L1

CGRAT 64772005 1h 3.6.8)

N1

¥ finishing
BT AR B R RS L.
CGEST 64772008 B 3,6, 10

m
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FEEMI  finishing cut
BWMLEATH LT URERRESRE HUEa T HSHERERRLE

i_%&fﬁﬁ:ﬁ ultraprecision machining

HEERY EH RSN, B TR AR
.7.8

iE41#  machining by trial cuis

EIE Y] B R MR T, AT B R R PR A T B
3.7.7

H %+  machining on preset machine tool

fh va ffii‘r JJ 51 1 7”“ AR HLE F AR P AR A T R P RS N R

IR TR O 1 s DR BN CE A

3.7.8

FER<H7IEZE  dimensioning cutting tool

FET B DR N RO A R U T R RO ol g
3.7.8

REEL SR (Y% generating

TR T B B S B AT R W O B
3,7.10

{ifeiE  copying

JTE BB Bk i TR L o ik,
371

RS forming

FH AL 2 B AR AT I e
3,712

BE{F  machining based another part

uhmwﬂmﬁﬁﬁmz FHFELE 5 - LA EUE R GRS LD I S e

i

BEFT I T

?

»"‘
“,_,f

4 BEBREMIARE

4.1 FimI
4.10.1
%"?1’;'-31 drilling: drilling {rom the sclid
B S RS @MM TR R
£.1.2
#FF.  rore drilling
BT g ROaRmeniiyg.
4.1.3
€ reaming
TH B a8
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4.1, 4
22 compterboring: countersinking . recessing
AESRH I B I D R s AL
4. 1.5
$EFH boring
M F s Laeql,
4 1.8
TR bole turaing:internal turning; boring
HHEBI RIS TS s SE.
4,17
$EFE.  hole milling
PR sk AL
4.1.8
B ¥, hole bronching; internal broaching
BTl T AR AL
41,9
# ¥ hole push broaching
FREEW R AR AL
4.1.10
A hole ‘ai{)tting
R B S AL,
4,111
BEF hole grindingsinternal grinding
HMEB B L UL,
4,112
HiF. hole honing
FHTE VR i T LA
4.1, 13
FF.  hole lapping
AT TN AR
4.1 14
FIFL  bole scraping
AR s U TR
4.1.1%
7. bhole burnishing
FHAET F Ak 10 T a9 4L
4.1 16
FHEH hole rolling
HIBE s T T8,
4. 1.17
#E,  punching
PR TR a AR LR LA e

m
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1. 18
BAFTE  laser beam perforation
B R e AL

Lho1g

B IEFTRL  electric spark-erosion perforation
PR A B OBV PR AL

L 128

HERITFL altrasenic perf aration
FE P i R B AR L

L2l

B SFTFL  electron beam perforation
Fi P AT R ST AN TR AL
S$EMRT
1
ZESE  turning.plain turning; evlindrical turning

AER SN LA SR R

™3

]

L2.8

BELNE  evlindrical grinding; centerless grinding
FHE R M T T ras M B 2,

2.3

KEESNE  cylindrical honing

SEHT B Ak i T A S B S
LA

TEME  cvlindrical Japping

HEOF BB A s L AR R S T

Py

.28

PFSE cyvlindrical polishing;evlindrical bulling
FE# R T S R

L2.6

FESE  covlindrical rolling
MR BN L LR s B R
FEm

4.3.1

g};_‘?@ surface t'urniﬂgf facingssurfacing
EERon iy N IR S T R N

L3.2

FEFEE  plain millng:siab miliiag;face milking
fﬁﬁ%a Fily \};{l] E l )f‘i 34 S

L3.3

1 FEE surface shaping; surface planing
Jeshiell s N IS 3 i

021-616456590

GB/T 48832008

m
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4.3, 4

4.3,

4.3,

4,3

4. 3.

4.3

4.3,

4.4

4, 4.

4.4,

4.4,

4. 4.

44,

4. 4,

4. 4,

.4

B swrface grinding: {ace grinding
TR T TSN E.
5

i E  surface honing

FHEFBE G B I L LR i L
6

FFEE  surface scrapiog

P B A sk T A

FEE  surface hrxmchm%ﬁ
FE LB A B

%,
B
8 oty A

5 % H

Vo,
1

#EE  spot facingl ghd fdcing
e N JIC A
PSR Bl LA T

Fow, 7 L
9 éjéif/;s;g .5/%/ i ;
L . |
4 kL) I P 7 i e %
BER fal lafpgng; . ’aff%gf
o é@é@f%ﬁz Y

-
e
.
o

RUBRS 807 T T R

P . ;
10 A . 3
IRON 11 J L \
P5EFE  surface polishing: pla L
BB 1 A
BT |
1 J
B recessing; & f

£
5 e

AN I T AR

2 : ‘
L)

“EEE siot miﬂiné”gﬁéiﬁ%md Fag

%, ko %

3
il #
iy
4

i slotting; keyvway siotting‘
FERRBEH B U p R s
5

Fi ¥ slot beoaching: kevway broaching
AVRWE B L A B R e A

£

I  siot push broaching

FEHE S b g B R

7

$H#  slol boring

HEE SRR

m
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LA

L5 BT

L8

.53

2504
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L8

BH  slot grinding
Ay i T Uass,

S48

wrE
A

L4010

B slot rolling
FISRIE T 5L 8 T L At d

3
FI4E  slot scraping

R R B T

ZEE &y singleﬁiryin F
Rl 85 T

»J’i ’,' f ;

E 7 ' i 9

5.7 j ; . 535%/{/%?’? 1
hriad chasing . % 5
#8424  thread chasing ’,’gﬁié///f? Y -

H % :

m
-

£

FIBBECHL I BT 0 5

.
.
S

S
-

S
-

iz Ey th';Y;éﬁ}Hng
FRBEC BRI T e

-

R

i
S
o

e
.

e
L

5

o

e B AR A o

S8
.
Wty

e
g

e

£ g o H 7
R e 1hrea§ :;g/,jpg; evli . )};;;5 /, éj’
e e oo ne ol . y
Fi LR . Iy

N
e

BEHEL  thread rol!%’ag

- AT AR (B A

B4 internal thread broac ing;:
FERL B S 4 T T MRS L

WAREL  tapping
MR I LU e

5.8

EWE  thread die cutting thread with die
AR S L AR e

LB

BESE &L thread grinding
i

om
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4.5 11

Erd84r  thread honing

FISEEE TR LM Ea.
4.5, 32

WY thread lapping

B BB T LA AR
4.6 @WEIT
4.8.1

Z{5 pear milling

SR e SR R B S R R T R R i B
4.6.2

Qi gear planing

R TI L BA B 5 R e B,
4.8, 3

fEi  pear shaping

PR B T B A R R B L AR R e I R R
4.6, 4

Hi  gear hobbing; hobhing

PSR I B A I i R R
4.6.5

Bt gear shaving

A TR AR RS T 1
4,.6.8

¥745  gear honing

FI B sl R S e m s .
4.6.7

B pear grinding

R A R R B R N Sl .
4.6.8

EHiE  pear lapping

ARG LS SRRl X AR MBI E A T
4.6.8

3 gear breaching

BRI A TN A R T
4,868,130

B gear volling

FERAG B B R AR L AL R s R
4.6, 11

i gear burnishing

HifFr el o sl e s e g, D U iERnEE.
4.65.12

MR gear stamping

MR E D EEE.

m
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BEEH  gear casting
HEEFEIE R,
EEE T

2

EFEFEE  form tarning:copy turning; profile turning
BB BRI RS R LR s,

L2

PR EE  form milling: profile milling:copy milling
PRSI 5 0 4 R s s O TR 5 T B A B OB B

.3

QIR AEHE form shaping
FHARFE W ) ¥ R o S0 P A 00 A BB L

-4

B EE  form grinding
ARBORERERRFERSEYN T HEEEE.

5

WFREER &mpﬁﬁm:
ZEE IR e I OE ST B A

.6

EMIEEE form ceciro-machining

F K RE A S N L LR R E
E#

i

A kourling

P C B CAF R s e s FE 80 1

2

B  chamfering
MR AU S-SR

C3

#ER roundingiiiiietting
TSR RESESR T,

A

A e s cenim’ing
FH obo 8 0 T P B R T B O AL

.5

BEhixFl  center grinding; center hole grinding
MR s B TRl

B

BEeaF,  center lapping:center hole lapping
HarE g T IEs 0.

GB/T 48832008

om
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4.8.7

WEFOHFL  center squeering: center hole squeczing
MRS SRR FOC AL AL,

4.8.8

(¥4

5.1

o

+

3

30

HIE  culting off;parting off; parting
RS DA R G EEBD S DA B

B EHIRRERRAAE
A

i

HESLCHERE Y blank fay ont;nesting plan

SRR RO bR R A B PR (8
L2

A lav ont

AR R AR L B L 0 3 0 B0 Gl O B 800 TEJRORE s B b LR R B B g R
3

BH  development

L R E R U RS/ Sy PR (R O S I S Pow
.4

EH layvingout

AR R AR B S A b SRR TR R,
<

P18 cutting

LA A i I A £ AR SR AR R RS G o s U R
B

514 shearing

A L BT T AR AT R g L BT AT R B I T A i
7

¥ bending

SRR T k.
. B

FEE  bending;press bending

B AT RS e U R AR L ik
.9

HWE  stretch beoding: tonsiie heading

BRESIRAE MEEES BN .,
10

FEE  roll bending

Mol R WA B SR R W i
b

I hot bending

o BRL O ARAR R Tl R B

m
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[A3]

(o3

(&3]

in

:’J":

12

EE pipe bending
BEuEHREN T E.

S

METH  bot working
EETESENEEU AT RA gfﬁu .,
L,U BT 83411487 F 3118 &% i

14

fik¥E  bulging

#1 flaring

PR B T Lo B R R BN A AR R M A B R

.18

,f.ﬁ.#;‘ P E 50 J‘ﬁ j.&mg) ﬂj i \j i ,}\rﬁJ’Jh ..... i ij

.16

#0 necking

B R B O R B R B A R ) R g
17

#H3W  necking

BB R LR AR R RN R S k.

.18

T S i) s‘eaming;fa‘!ded ioint

SRS B R

18

Bt eapanding joint

HAETHERTIER AT EENER L.

.20

Wik retease side
WO R e MR T AT B

e

#rif  shrinking side
B LA R A T S B R A

L22

ey side bending
LbSh SRt SulrR R SSUE- S g BN

.23
HE  arching:holiowing
MR S R AR T L H) TR
124

HH  twisting
B R R s B e s i PR RO R

.25

#E  joining together
%ﬁ{af]—pi}\fﬁ {f{j ILI

RS RIB RS

BN LR

PR,

FNE A R

_____

s Ak By b

T

[P%]
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&,

L85

o

1.28

3% corling; crimping

U s R BT,
127

i hemining:folding

WIS E SRS — 8 R
1.28

i fanging

B fr Pr BB R (B 0 B B DO T T i B 0 T
1.48

i edge planing

R ) T R
1,30

%3 trimming

LR bUE SuT R (2 NN
3

B WER . reverse deformation

TEREERT, LA 0 AR SR B S B M B O p Rl LA e e e
1. 3¢

BIE(H®) straightening

B T S i B O E R R I TR
1.33

EE straightening

HERM A RIS B L,

1,34

B flatiening

HERECH R R R R RO MR SR R U

I
2.1

Rlgd  aving out

PRI A b BRI SR TR R D R D n e R AR o e R L
2.2

FIHAER  center-punching
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