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e fawar 9w dmahE § waiE gsmen @ e oa e § ar
I FAIF HE T4 i fAaffea odmr & s # fae afogm
F I s ) afeamar | & e gieaw A & A awaE
o= | FAfEd awon S dern, s & fou aee A amme & S
F| Feq: uframar § Fafafis awe v & ggir @ oahe od
TR EAT €| T IT29T F S § TEHC AN F aieam S
wd 2

UEFTE UA YE 9@ ISEE S 2a 1988 § g &
TH F T awh-geiie # oo g & g s 13,000
TEAH g % B oAty faw w0 # ) geqa oforwr F TegE: IwdE
THIIA F AT A O B | T UOA F T A i @ e
JTETS | 2200 gfAfedr &1 999 #0399 ofoamn & 08 &) oframEr
1 T A % e 7 A § suees s qeEt s ge-s
% A T T # SN g afeammar #1 Sfaw e o o derar &
fimsr & weam & fEm omar 2

WM F AN E F g oo w9y -t & e
9 9% W F FARafaar & oo swmd 2 9w aes 7 g9 ey
FOW| 79 37 @ A % e £ foeRra e ofamn Fw # fReio i
AR 7 oA § R 9 2 fF 3 29 avemiEmy # as § g
I CC
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G LE

A T TFAT IERA G Fafoqmr Fn el e &
AT gefE e afear FC SE wWe wea ) 2| ufeam
9 H AgEH FEitEd & geE e @ @ 2200 gga giafear
F A FF IA e ofeam & onE Fi—

(1) famm @@ (Fxtractive Metallurgy)

(2) wifFE aFE (Physical Metallurgy)

(3) AR ag@s (Industrial Metallurgy)

g9 afvam # i &1 F#4, #2 ad 09 @ fF w9 oy wiae
FOON & FE 49 H EF T 91\ T9 &9 32 iy o o F vsaet &
THFEH yEREE 1988 F g g8 T aaEh Aw geme-fm |
gaEtad e 13000 gfafear & BE gafs fiu o2

26 TAMT F91 #1 fATEdr #1999 99E w97 99d Ut 9

a1 T A A9 F §EAm 9 3= YEaaA S mEn 97 i wae

T % g | GEfaE @ oE ST gt # afeam |festfo &

| O GEATET F 99 F AR UEmET F AW @ FE aEm #

' AfeEfear 7 ) aieamET F1 99W g 59 1 F 18 29 90amiEt #3

famg & faymsr 9 oo faar-famsf & Sfaw &7 f7an s=iq =d #=

fawa & 29 afvam #@1 F F F 29 g F9 efagd @ dEtae 2a @

U FEqET AT fAST # OSEATT OvA g e /9 gendr u9W

A9 1 @ o 7 R e e #1 39 qivars 7 e dean

wEA 4| e 3 afoamrEy frew 72 o F g49F ofean, amfeE

e =i fa=w-famyf =1 afvoms 2| aframr 1 aivErsE avEr
7 AW I FEAAA A9 & F499Ad ugE fEar a2 )
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ufafear F1 212 F7 99 qiAT= SUA & 9 e | o 0g # | R -EE
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argwTHST qICATST e

Accumulator metal e IPE G

GEroRd @R sfes Ao de-fg e 0.1% #eeaw gmn #)
T ITEM A=A F a7 A s 21

acid bessemer process FE EHT T
Ff@u—Bessemer process

acid brittleness A Hream
gu—pickling brittleness

Acid bronze I

e et & g, e 8—10% Sn @it 0—1.5% Ni a9
2.17% Pb &1 | TEH ITAM q9-ITEC q94 § B 2|

acid process ELa i
T 3 B I At ew ggae w1 e gera: oo
afe el arira 3=9 19ee gard 1 8T 2 991 e &1 9 & forg a -

A B AT fEa T 21 g et § g9 € BenRE @K v @
e AR T 2 A FFdE A geE oS 2

acid refractory Tl I=aIEE
af@d—refractory & avia

adaptive metallurgy el GeaiEdl

T—metallurgy & efa

Admiralty brass vefiteer diaa

2f@u brass F v

Admiralty gun metal Ui e ™ Hed

A Ty T 88% s, 2% ST ST 10% 277 &1 21 8 worg adl
TS YO &t B | g ST HIOERY S Se6ed 96, q9R,

qeet, qu foeedr aif & 2w 21

Advance metal gEard =g

us aw A fed 56% Cu, 42.5% Ni @R 15% Mn 2@ 21 38
PR & G Bl 2| W A0 A GTO v g 2| g9
Iudm faggg gardandt SuHT SN e SeEEr & e )

after blow

S TEET TFHH T ATTH 0/ F1 Gofa §aF FT a4 & a1 A
71 9 fiee a% &1 @1 WaTE i e o 8 | 39 Faiy § S wems
S 8 T 2| TH GG FH Arargas b e s g aifs de @

e FadEwr 7 &)

gai—fore blow

age hardening FIal FHAC

fardt srie g @1 amed UF FIRA § F PAE AR S
Zam gfee @ o el 21 98 9T 219 faeae s A Fger § & o
I 2 I AW, Fte | Aifose-ae S Fdages g | 39 fal §
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froarg = Tafeme 5= A 7% 8 FvE =9 vifes e 9 2 i e S
mwvaﬁqmwmmﬁwmﬁmwémﬁﬁs
T mhmwuﬁa?ﬁﬁ?q&wﬂmamwﬂfmaméw
WA F Foreaey A #1 gm Goa § ot g o &) W
FARIN TN 6 FEq 2|

ageing Fa THEA

AT Y T Efed 0 WA T FER & A 2 I
maﬁm\@hﬁmﬁa&wmmmélwmﬁ
FT HE FE E | §H FAYAN FAWA F O T 9 a9
mm@mmm,mwwmnma
ﬁrmmméaﬁélmzmwwmmm%m
S AT T 92 1 A e A oy e e 81 9 A

FINU FEd 2|

ageing index

FICTHEA FAHH
@ —ageing test

ageing test FIATHET T
maﬁmﬁaﬁammaﬁ‘ﬁmmwﬁgémlom
ﬁWﬁmélwm#wﬂmﬁmméwm
T B Fw & 100°C 9 24 =2 F forg Frer o 29 @ o 2
ma@ﬁmqwmﬁmwmmélwmﬁgw

HIE 0 G 0 5T v ST & | §9 9 W & g7 1 e /e 3 e
W o S 21 e aftom # semee gesis sea 2

agglomeration gigza
\ttmmaﬁmaw‘f%qﬁmmmm%ﬁmmmm

Y & 4 TN O T HTA § GO GG OB | G % Gereaey w6

I B e g3y & ol @) dftrew @ uge fafal gw weR 8—

3

1. e (balling)—a% & oo & &ftes # 2 fres W
m@%wﬁmmm@milﬁmwm&
S B e HO0 B T e A e & g -

R &

2. m(bnqueuing)—mmﬁm-ivfaﬁm%mm
S 3 AT 3T SR ST ST S I g FAE e &
1 ftemEt 1 HEC oA O | G $6 G AR A,
afteapr 2 A a1 @R AR F Fa T AT SR W R F
e @i 3R @ At Tt o et e &1 e a5 g w
% afid qr O Frfe @ 2) GfrE @ 48 TR Ie-ghemE A
S B s aa dE-ghewEr B s § a9 gge g 2

3 3egRW (extrusion)—3§ VEW AW IS AT FEA-I0 &
FeAr itz aAe o 21 freon & o S Suge e Tt
@mméwmméuwﬁmﬁmaﬁm
e ¥ &1, W & T G-I A A foAw o & | Feern
mm‘lwﬁmﬁmm%fmﬁémam%l

4, wfaF (nodulizing)—gad TE-3es AN PE & TS 0 3
Aferer & @ Teelt o g ol e & & Fovpen e 21 S & S0
e A # T @1 Faade e & dn o 2 o e & agEd-
e T T | S eTeeT W, SHe o A S &

S R A S ded g & 2

5. q%arlﬁ(pellctizalion)—mmﬁ‘ﬁwwilmsﬁ?lmﬁ‘
ST AT 9T = et §4E S & SR FEd § 396 I a9
(1200°C$m)urwﬁmwénwzmﬁsrmﬁ
wgﬁﬁm%mmmm%,mﬁimm%
st vl AT R & | & it e g9 vidg S Ao -
& s W &1 = et 1 Ao H-aer A gent 3
13 3 HIO AR & | 99 A1 OF T A O SR St & 3
% F0 A Tt FfeE AoEA & o F1 fed a9 A A,

o, w04 g et FEA 2
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6. faeTor (sintering)—a® fafe @R Sg@-&o & g Iuged
2| TaR T @ AfTEA SIOH TAA & S0 A 81 g9 wEE H
AE-FEE T, I A SEEEa 8 9 I OH T,
i Atz ddr @ e wen 21 @ fow, A6 & o
qETRT BT & 3 39 fedw A e Gt B I 9 8| §E @
T A F 7EA T 0 FE-gia s 2 fred g @ o
FAYTF TR A Bl 2| FH-FEA J I WH IR, 9
T & Geee A9 A 0 F fRd # P I g 9
eI & A 2| qeA-U4 F GEaT F A W ugeA a% et
1 TR 21 HeUyEd 39 3% #A & A% St AW F gHel A
gt T | B forn e 21 @ Tt @ gAe G S
2 et o2 famedl @ o Wed & A W &) o ae-
wH g 0 F I F A€ GE9 FiUEw gge S A
Fafer 2 i T Frm-gf @1 &9 & 0 vam fe o @
o Fione A 21 fa=T § A Aieedl § W FE A 3%
AUEA o=t A W g@da @ B qEwEA gEW a9
W A 2

air acetylene welding Ay e AT

afET—oxyacetylene welding

aircomatic welding gfpa | dEa afeEn

fu—inert gas welding

air hardening steel g HOLU g

T e o0 3aF FEE AN-U0E ¥ 99 369 Sius @9 § WY
¥ 8 B2 FT T A O Ol B S FHEH ®INA I A F @y
Iaq FHF G & gET w0 & aaasd T8 A @ gaw [
SeEC FEe-EEE geaE 2 frE 0.3% @A, 4% e S 1.5%
St & 21 drveew, S, Safeaw, e v it & FE-a
gaa (low alloy steel) g9 & & T E

5331 M of HRD/M6 5

Aitch’s metal
¥ =g

TF am faarg fresy 60% Cu, 38.2% Zn 3K 1.8% Fe &t #1
aa:mgéamgwifﬂ& 9% ITAM 99F, A, muﬁ‘aaﬁm:
|

Ajax metal "
TS 1y

| g it #1507 Y 5% a9 Zn, 5—12% Sn. 1% i
y 10—3mpb§rméa1rﬁ$mumﬁ‘mrmmmé%;§r:le?§

m@rmwmmmmmmwm&
2 |

Ajax—Wyatt furnace TAFT—AEHE oI
T—induction furnace

Albatra metal
e =g

@ﬁmﬁfgmfmﬁz%h.m%ma’k 1.25% &% Pb 8 21 7=
AU, T I SOOI 21 B | 39 IUGnT ardaaT, o
i s , SIS A SR AT

Albion metal
Ufemaa |

w-wmmmmm%m&maﬁmﬁ%mm
mﬁwwwmméumwmmmaﬁwﬁaw
9 el 2 | G =g 1 9am 5@ Srg-aer, faeie & O, Farg
A I I T v i € & 7 <y :
% foro fe S 24 : S

Alcan o
A A S e A At g e # s

A9-TW 1 FA fargEr 7 Cu. Si, Fe 3t Mn @i #d-#+dt Mg, Zn, Cr. Ni
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g Ti ff 81 &1 g0 S-SR & 9Fd 21 4 ITH e,
T G GE-gid 8 &1 g ST A S e 3
P ¥ Sl o St 1 AT 3 fera B 21 3 S @ g i g
F_16s. 17s, 26s, 50s, 75s, 160, 340, GB 117 @k GB 1621 |

ALCAN process Sal

Tq gEH ¥ aEERe SK @ @ 2000°C W ARy W { T
Tafufram @ aftega g aa faan s 81 @@ foag @t 1300°C T
wiad AICIs & ara foran 1 e 21 fored aegfriam AFrRiTEs A 9w
#an 21 g TEEE UF Sueed F wAed fRw orn @ o S€ w
Qqﬁﬁwmﬁqwa@faﬁmﬁmmCaﬁmﬁmméIM%
e & SR S AICI o &1 &1 AIC]s $1 9A: FEwe v s

gfeirT S el Srgferforam ferg T g S g 1 A9 A
F o G SRC) 3EE SRRV A A yEad & S EE A F A9 S

TR o7 @ R FC 2

fgu—cladding
Alcoa T

Segfrferm icaReA 3t awta gaw Ffa Feagar @ o e
Cu 3K Si & s FH-Fd Fe @t Mg ot & 1 g7l G-
S S FT FE SN B 21 T Iuam gt e, feAr
A G Wifdd AeE wE # aAd F & 2|

ALCOA smelting —rocess Goepian WA WA

mﬁmmmmAwOAmmW%ummﬁ
WW%WW@WW%W?M—%TW,
FeiTEE & uftafae R e 8 | g9 v are O e € 700°C

21

alclad M, H

7
|

9 T T T % FEam-amee g9, Geate aig o

~ . ~ -‘\ ~ * = o mal
wn\mw@aﬁqwmqﬁzﬁrWWénmmﬁ
IO 3 AR H A 1 T S S 30% 9 e o e e )

Alcomax VD
U

U T A e 15% M, 25% sEme 10% o v
S S 1, 2T i i o1 # | 7 o s < dn
& T TEHE S9N TR gAE & o § fmw o 2

aldip process O.B.M ufeea usm
gfET—hot dipping

Alfenide metal ATEAZE T
i [} 2

UE A fquaw 60% &=, 30% Zn, 10% Ni 3K 1% 7% Fe a1
R & T Sl % 9 AR &1 2 | g I e S
gAEE 9 94 WA 2

Al-Fib process ofeA geH

Tl TR AW T F A W OqyfAfan = oA S 3 9w |
Pl spvc-mrsfAr, e i G % A= 3 A # A e A gar
T & A F e freen St g i ot o e 21 7w 3 e
mmgﬁmmwmwhmméﬁWNaﬁm#mm}ﬁrﬁm

’ = |

Alfenol TEhA
T G

T T A e 1% ofate s i dme g 2 gad
qE | A E )

Alger metal G




Waﬂfﬂ‘mﬁﬁﬂif l()Q’bm@T()-O.3‘th§mé|mm1
gl Fd § wfew d9FA % fe A o 21 g9 ofeme uig A
FaEd &

alligator effect B EIC]

sfau—orange peel effect

alligatoring qHT
TS @ fafeerar & Faer @ aqaed faan 7, 3 it Ren & gHEiaT
o ®, famfes &

alligator skin EETE |l

af@T—orange peel effect

allotropy AAUEUT]

faret 7= 1 A1 a1 @i EUr 9T S S A S Tt e
# U -z § gl e 2 #) iy & & dre e (1) ree-ae
71 (2) 76 F AT TOAVE F 6 41 (3) 79 AR A 2 | e,
i1 Foreet-GTaT @1 3areTy 2 foa #10, Fre foda S dwee e
®Y ¥ | ST A A SN g § T 3 T A Afera
e A % IamEew & | FOfAEE & 9, JTE F A AR wRiaEE § 76§
9 @ fEed €7 9 T B AANE FE 49 a & A
FurEy BT

alloy CE S|

qifearss ToTEt A FE TR | g7 A A1 SiE T A A 2 e
FN | T UF 9 A 2| 9§ I ae B e w1 3w g §
FSTCAT, FOE, T 12 A9 o e e 2| e, Fe, gen
7% goF HEA I )

qefers e (eutectic alloy)— @ oA e &= qr4-
A 2 ¥4 AL-Si. SI-Sn: Cu-Al

9

m frrg (eutectoid alloy)—dwr fesg forram &9eq wng
8 T gEEe fiy g s few o @ qw o pPaefag
gt Far 8, 3 Fe—0.8%C.

ﬁf(_'é‘f&ia? g (peritectic alloy)—gar ferarg e gaes ana-
| W aREREs WY a0 ww oo @ qu o aRehes
FfafFa #ta 8, 3 Pb-Bi; Cu-Sn: Sb-Sn: Ag-Zn.

afrzeras A (peritectoid alloy)—dwn fivsrg e wge
g@mw&ﬁ%ﬁmﬁﬁmwﬁmméww}
afreeias st Foa 2)

ETH a4 (solid solution)—uat 3 ui s grae frad
3 A A TEETE T 2 & fa @9ed sgera e 2 99 Cu-
Ni, Au-Ag. Fe-C (Fearge) | afz gear 3 qoany fBems & 12% §
g JaT &1 @1 gfeeqadg 3 e (Substitutional solid
solution) a9 g%a &) Az Y F Sga AT & & e Por
(interstitial solute) a7 q&a &)

alloyi
HRYINg fermreaT

Vel el T e e ¥ S S S S A fer @
THH | 39 WA F Wi s & wwi g @ st ggam &
FIT FEA | g T A e @ o s S e 3 fvso @
R | G G A T A e i e v & qa dgie e
:mwmq«-mmmtmmmm#m

|

alloying element WA a3

T B F=TH & ITREA § el wrg e e & fevaran et
9 A I9 G I g F gEiiEe wEa @)

alloy steel _ m et




aien
e o a1 UF § Ffee fowe a1g e T @
mﬂsﬁuﬁma\tmﬁmeﬂﬁﬁrmm
AR G IR @ W@ A% &) wgE fAg THE W N
72—

3= farg g0 (high alloy steel)—%A gearal & e 7
# g ow % & Ifm & 2

Fwq ferg @@ (low alloy steel)—3A el H A 99
H ga AW % § wW AM 2

g faarg g (micro alloy steel)—& gt o fywean
a & A 0.1% A ¥w W R

Alnico qfeen

Eac foreny 20% T% @, 20% @ dEee, 15% 7%
Qqﬁgm@ﬁ:}gﬁwmmmmammwmma
A daFcariy agT s g 21 IEE Swm wd geE & faw
fm S 21

‘Alnico’ alloy ofeenl g

Tt S0 g FHfEd SR g5 fraer # 0% S
;;l;airﬁgma dfafrm, frde, FEce qo e e @ gt
ﬁﬂ’@mmtﬂ & T3 )

Alpax T

Sl . Prad 10-13.5% fafewa g 21 3 I=W
mmﬁwmmt'mmﬁmmﬁ
/AR eI # s & d A

Alpha brass e e

UH AT e e 3 I8% T T 21 2| T A9 F T F7 U
mh‘mmmmﬁwmmmqm 37% S 2y 2 39
TEE F mmhml—mm(ln 15% =), ompietay
T (22% T A 2% GefaiAm) | oefaveer GEe (29% e 5w 1%
f@q) 1 =29 mﬁfﬂmﬂf’ﬂ'ﬂm FAA F (cold working) F fao 2/ m 2)
mwwmn—ramwaﬁwﬂmnummmwzw
& AN 5E TR F P T 26 2| AT, qeT qefedr AW AfawEr &
T F fao 7 wfaw 3wy 2

Alpha bronze T AT

TR A @ oA TR 14% T Sn EET 21 9 gieRmm §
PR 21 & 5% 31 I & S A A 2 ) 2 ST S
ATl A FEAET F oFA G A 2
Alpha ferrite U TSR

afu—ferrite
Alpha iron U AT
AFT—iron F JEH
alplate process UaaTe THH

TENT UF ARHER A o oafatTm, sreran e afiees s
?TWWEI”TWW’RIEW’WRW?T 1.000°C o7 zZzEy
WWWW?WWWWWWWWIW?FR
WWE:%WUWWE'WWFWW’W’W

FFAE2 F1 TZ-0AT F U #9792 AFARE F 944 F THAaH
Al & 9W 3= o9 I 3 2

Alrak process trvs gwH

TR S ORI g % WA F T F araia  a
Wmmmmnmwmmm 5% arfzam FEE 9w 1%
HMiZa8 FHE F TAE AeEA § gaen W 2

I 3




Alumel LGL|

s Frde o fooarg R e 2.5% A, 2% St @
1% fafera @1 21 29 fArg @ wam gede: augE & TeE 5 €U H
far smr 21

alumilite process G LG A e

mmﬁmmmwmmmlmm
g PrerE @ PEgH-aged & €9 F W fEa w2

Aluminal afeAe

Sgftam & S ReoargEr e fueal Frarger 1 s 791 e
Al. Cu 3iF Si # sfaftas Ti, Fe, Mn, Mg, Ni @ Zn ¥ & U% F9a
e | S &1 Fueg S SR & &) g 3w SR
GoFA AN G AR F g seEEr & G & g R

aluminising EGILEC

mememM%waﬁm
FA F UFH S Goeaey I 40 W U A6l gE &M A
ST AT GO | T B N GF | JE S -OgHTIAH TS Tl
0.635-0.762 Tl \éY 2t 21 39 U @ I%e9d 1000°C | v am
T ogEE U0 S A uod @ e 21 3@ o # freied

= or A B

o, Faelt oo B TEO W ale AR UqiEe @ 3 e de
& 21

g & wE & Fe Aly famg e 2 fomd g dqgiafram @
@ gfwa @ 2

[

3. 99 H @98 T OuetEm giEEEs @ Tad o e )

13

aluminite process THAEARE T
) Ak -

aﬁaﬁmammwmmmumm
7 fAa @1 e guges & € & gum emn 3 |

Aluminium bronze vnftRfAas i
IFET—bronze F g

Aluminium solder oot |iET
- FR T A A faager @ oah fed defimm, ave: avm
TRt quR, fae guan ogfafaee At S aws Ee E ) g ST
TR A 39w fawmE F v oy G F ww ® fwa o 2
aluminothermic process UAliEAl SEE e
gfET—metallothermic process # st

alundum o

ammwdmmmm(m@m
fm{aﬂ'a‘m#rhaasrmmm FUFST F 48 (seltling) 7w
mm@wéﬁmﬂmmmﬁmm_ 1500°C
O XA S & | FEH AT I+ AR W= a9 S F w9 F
gl

Alzak process UTTF TEH

Pt aadE A # A g g faaw @ e 3
mgaﬁrﬁmaﬁmwﬂuﬁmﬁgﬂmmﬁlmﬁm
TFET B EAE Gt WE I I & o sgw oqdmn
T 2




amalgamation process qREA 96

w0 2l T 1 I e @ st 0 # oF ) T s &
et foet & ATl 2 Ee e T ST ST 8 ) ey 39 i S
Y 1 TR A AR AT @R % ST TET A R | A H A H A S
TN FEEES &1 T & o 918472 G AR el § Gt (i (e s
2| 2 GUEA § U T FEEA T g9 B o e & Frerd e @i e
frafé & 8 9 & | 39 T & VA S e & A el €@ S 2 R
foreardor QrgTEE WA FANT fHA I 2

American gold T Tl

e i - AT Pt 1% aiil ETen @ | SR W gee Suan e
% fmfor & foa e 21

Anatomical alloys g e

& Tl (60° C) aren s fre 19% am, 17% drar, 53.5% e
2 10.5% arey & 21 g9 Iuan g wiear B aaa F o @)

angle of bite E97-3I0

ﬂ\g@‘%ﬂaﬁaﬁ,wﬁ'{dwm%mém%-mmi,m
weayl aT, Fa B AT A9 F5 H 75 994 Gl AaHaH D, 39-F0

e 81

angle of contact Yok H
e ¥ TET 0 A el @ EeAis & WA a7 arl H)

angle of nip e o
o, B S afCaT e W Fer-get & A 3 el -ffgEr ot

wyf TS A A T AT - | AfE g - S 8 & 39
F101 a1 wwA #0 (rolling angle) #8d &1

15

angle ol repose -3
& ! =7

* ﬁmmmﬁ%wﬁm%mmwiwwﬂ(mw
Afe & |7 7 B, fawm-E FEamr 2

anglesite g
N ﬁ:gqaﬁa(PbSOa).drmmﬁr%mffmmmél '
mmmﬁmé@rm%mémmélﬁﬂmmil
FIA 2.5—3 aq1 fafore =g7ew 6.3

anisotropy (—

\ WWWWMW$WEWMM
" M= = a9 B 2

annealing ST

2 R, Fad: i o et % fr wge o Se-see v
THH Y F1 FF AHY TF FACH-AIT 9 9910 6 B A7 TG S e
A 2| FAH A S -3¢ s Tad e o s 39 ghee o
e #van 2 s fow swan @ faar s 2, waeE =1 & gaa
F—(1) TR W G ST FAI (2) A FA G FH I G S0
mﬁmwﬁaﬁﬁrﬁrmm)fﬁe@mmwﬁwmmaﬁm.
fﬂﬂ.gﬁmﬁﬁumﬁﬁﬁa@mﬁr#wmmgﬁﬁﬁﬁmm
(6) fivTa 9w oo 3= )

Fo @A (block annealing) (1) 9=% a1 o1g #1 3 F &
maﬁ‘hﬁmmﬁm%mmﬁmﬁmﬁil
@Wﬂwmﬂm?mm@tmmﬁm
MRél(z)mwm@ﬂmﬁ%&amaﬁﬁﬁ@m
W,mwﬁrmésmaﬁmﬁ%mfawf%’mﬁmaﬁm
S A A FON A8 g 2)

y ﬁ'&mﬁ(hoxannculing)(l)mﬁmfﬂﬁ?ﬁiﬁq@%ﬁaqﬁ
w,mm%wmmm,mmmemmmm@
amuwﬁmﬂmﬁmm-m%aﬁrmmmw
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% a8 A &7 U F taHt - 521 A1 [ S i 5 8| gH
ggd FHEE AT G FAEA d Fad E

amq gAreE (bright annealing)ﬁﬂ?&ﬁt’iﬁifﬁﬂ!fﬂﬁﬂl’?*
frifom e ® &= fE e 2 AiE 3R 9 FWOFH § AW
FrAE 2| TG TS AUAEA SHelan R 2| FW 9Ed g o
Fed

T FEEE (Name annealing)—#Aa e e @E 9o
foaT 1 U, fAetae 3o A 2 A S § A e 7 g3 i
21

oof e (full annealing)—UF TgF yoH e 6 e JorF
fmr@a?rmiarﬂaﬂ-mﬁafﬂamamwmm%wnmw
ﬁfﬁammmﬁimaﬁﬁﬁ-@immmamaﬂﬁqﬁ
foaffcer 7€ & et fepam e & | Al o SR T e F 9 O A
# Fe1 For e 2 T 3 9= i € 29 A GF | B2 2 #1 a1 e FH A
Tty &1 ®an | IEA A FE A

reafgE @A (intermediate annealing) 3ad 9itepia 9 9@
T FAH-FE (cold forming) Jﬂmﬁmmmmﬁamﬁw
FH AN FereAEy FEa T A H U FA & o i e E

guain A (isothermal annealing) 1 wvw fwag &
SiedTges AT % A7 I (H1 OF A7 T 330 HC IH AT T T &
forg a¥ FeEATEe AT 95 g -F(es (Teiee) S W uiatad &
e 2

UH A (process unlwuling)u_?dimhﬂffm:jﬂmfmﬁq
ﬁmmmmﬂmmmﬁmmﬁx—gmm
o T A % 1R 21 A1 1 2 | 36 T IR FA T H FEEC
4 & g 2 2|

17

ﬁFF!’:ﬁlﬁﬁ(rcliel"unncaling)@a'«?qamaﬁmm@hq@
# F AGA § el gl @1 7w #0 F oo swgE 23
fpfaal 321 #a, aftas F4n saa 5= fFaer § 3= 21 &) z9
19 F FwE AT WE F Al S oaw W w0 F A 9w sy
foar o 21 afe 72 #f frawe & G o 7 St gga e @
@ a5 #1 from Fifaw fag & siu® am a% W Fwr afee 5 -
G F Uiy % oo oFfa an

E-FAAT (sell enncaling) 99 92 G997 # 8% 4904 & @0
& A T FAF T A F W € F heA [FA T 2 A I A
TME H OB & W B gH UwN 1 SE-giHeH @R &)

Mg FAEA (spheroidize annealing) T90 & MoMg FEEzz

gEu—spheroidizing 1

gfeae #=F FHE (stress relief anncaling)—u% e g%y
foed agat @ I aw 9% ™ F uaia o g 3@ oAm @
| A R A 3% qafne giqae 8 B9 A W0 qeyE 3 9
4% 3% fFw T 2 foed qu sEfoee offsw w9 @9
I BT

anode corrosion efficiency UATE H{ARU AT

1 712 % AATAE FeA S SRl GAR A | A
HAT F Ao A7gF EEtE afalEa & gge faEge w9
s &)

anode efleet UATE WATA

ST T & faRgd AT 7 0912 F i § 390 99T ) 2699
UAE % 79 fFoH 1AW 9948 q09EE |/ 99F & 99 F F0 AnerE
UFUE FRA B WA B AW AZHEW Ofua § FA oA W E)

IN




anode efficiency A Tl

TATE % g F ARt 2 A e s gan vgE deuifas 1w
AT | 0 o ufavE § e o

anode mud uAE 0%
zfau—anode slime
anode slime UHE FEuE

P - Tt afteo ol B O OE S g A1 R e AN
AT AT Al | 98 gEe g0 St Srger a9 A OAIE & 9 €
T4 A1 U1 AT F fEAw A 2 g6 A 9% f FEd F)

anodic oxidation UATET S0
FrFATE | T 9 A9 EeE A § 9% W SAEES # FN
AT 09 SA F GFH | 4299 AT 90 § FEE 799 G0 E
vl #1612 TEE 9 1 OATZ ST 2 | FiAE e gae g o
I FOA AW GOHGIE A 39 g AW T & A4 2

anodic protection TATET TET

R 919 % (393 ®1 9ai SR A S IHE GE-AC H A
F1 1% 92 FAiEa § 90 |mead: 39@ oo HatEa BEge ams @
ggF T e

anodic treatment TS AR

oF AF R A #1, e Sudea faege smaed @t Sufedid &
F G F AT QA AW OATSIEY] GHETEE & T S g6 & 93 0
T4 OFE F S7A TF F A A A9 THEA & E

FET—anodic oxidation 41

19

anodising UATETEHT]

TAIET AFEFA FA T oiaiEan @ 36E maEE o oafatas
UfeTE 9 F WA @9 E 9% o7 fafae a1 I e w999 2

anthracite coal T2 FHa
antiferromagnetism yiaiE HJawmey

FET—magnetism F g

a1 85 gfavE | 95 ufae 7% 26 21 269 amdier =g # A &9

Bl 2 dR A d= onfd § S@W 2 9 % neam ged FW 0

T4 21

antifriction alloys gieemm fasE
éﬂﬁnmﬁrmaﬁim&fahﬁﬁﬁwﬁﬂfnmﬁm:

AT gz 2 & a@itn ¥ A% Temm o9 waw e # Ens

FH B 2

antifricion metals T =1

gUT—bearing metals

Antimonial lead of=HAg dE

el dren fa e 30% of=w v o g 2 2 zaE
W%ﬁm%mmqmamwh‘m
AT B

Antimony bronze ofERA Fie
UF q ey e 1.5-2.5% Ni 3 7-8% Sb 2@ 21 37 5=

Higd B 8 AW TEH ITART (AT #1 a9 § e WA 2

20




anvil effect e uaa

T FHSA-TE § GiFRd B I S 39| 98 AR 39 a9
F W 9 F AT 76 TOF a9 2 F9 ov getE e W 2 ) 09 shw |
Flequl FBEA A 9 B 2 G 98 IR 99 I a1 2 99 oiqad T89
aFeT A

apatite UgeTEe

Fioad # 0F gaew, fE@ g3 3 Cas (POs): CaFo| 21 a8
FTEIN F TR T4 FIATEE F 090 B | TEH FILALE F 4 G
Flge Al B Gl @ A6 FOR-0UeRE FEd & | qeT FEnEs AN
FEANIZE |19 O G & | JE G Gl § waiHE gew & €0 F F9 H06E
AT ST oF FSr F O A # | FIEAT S, AEE gHed 3-2 |

aquaregia AR

Argfe® s ST BTIFAS I B FTA F1 g2 & 12 3 F A
T faun| 9 T gEE # foe @i (etchant) # #7 Fa 2 ) 25
TR |EAH §5% HA 20 FTF a2 JFa F |19 g F 2 | e
¥ o & e (Fas sEaaaar 20 e aries o, 40 faa
FREEINE vl g 60 faell fraed| &ar 2) &1 Iudm sie-wihas
A A AR FfT-fAEE Tenar & e # oo 2 2

arbeiter process Bl il e

JOUHOUO Fl FAE-2l HUA! TN i 0% ywn foaq aumafs
|z foFar #1 A 2| FEE T A T A A FEAaE e
FH F a7 oA faEE ga e g e e fEar e 2)

arc—blow Y A
b AR & A B A UF TR fee d6y o & wwm A
gafed & 2 | T 94 § 9 & e, S O 999 69 & 994 | g
2\ Az aE Fawm Tl F 9 g 9w F I w5 W ar g gds
S afFmamen & 2
zfau—welding % Fava

3I—231 M ol HRi) 96 24

Argentine metal grferzq =91

I G UISET AT U aeal & ey e 15% afwE Si
85% 4 &1 21 gEE IWAM fEwer @ o@em H fE w2

argentite =g

4 B UF UHE Gewgs 99 ad 87% i At 81 a8 =
TR W faefod 2 21 ga af e @ foea s J #Ed & HI

2-2.5 FA IMiEE " 7.2—7.361

argillaceous ore OURY A

Ffgu—ore & FEa

argon arc welding Gt A AT

UF WHEN F A AeET UEH O A & A e o 39 e
A B | AT T AvE-E F UNCE A 2 A 99 A FFEEe # A

q T 2
Ffau—welding 9t

Armco iron FF aliE
Ffgu—iron & A

Armstrong process FEfEm uwH

A 41 doTH 3N G FEaE-faerer A 3 At Eer s e
At A HEE B WER a9 fEgE-gerE dR gaw G a2
g fbu a9 aw 9@t o fAie w20 ™ wE | e aeeE
e A FME oy F e e & o @ SR weE a1 deed 8§
FFEIEE g dog 9 e 21 3R faee F9 ARl A1 A & 0
A FH A H TATA A T8 A FH A O & AN AW AEE HE
a9 % UAE F EA F fou faum qeer A R @ 3w

FOAT ANEU|




arsenopyrite

e #1 0% e o g FeAs.S 21 299 46.2% s 2 2
A TE GOEIZE FAEH F A9 9@ A4 2|

artificial ageing FAH FA TAEA

A AT FATAEA— AT F T F F
zfgg—hardening % F@Ffa age hardening

AS.T.M.. number TOUHQOAOUHO HEAT
(American Society for Testing Materials)

U.Uq & oy, §e HEleiEd 3996 390 g9 A 2—

n = 2Nl

e N, v g @1 o9, &8 & 0. 100 smEsq (magnification) o¢
T A T G T FOT $ Gl | A9 S8 U, 09, #, 0F, a6 agdl T 8
AG9-39 F-HWMT T AT 2|

Aston-Byer’s Process UEEH-JAT JFH

e AFAEE AW Ao § &9 AgHeT #1 gell wedl § fosorar 5w 2 ) fee
UF AZA H IIW F 399 9N ¥ SHEOFT F= o (pig iron) e
T B\ T H AF 97 & A E Al aleA § 6 35 # e
(setling) #14 f2an o1 2 | SgH §a8 W 3 A2 AW IH fw 2 e
&1 9 =g 1 A2 A 9 FA 9 Aied e 6 g2 o 2 2 ) 39
AT g A FE F

Atlas alloy Uzad A

UF AT A T 9% Al 3 1% Fe 2191 21| 385 S 379 fan
TN FEFA 2 AW AR T AN TGS AAGH 211 2 | SEF IUEN A EFAT
faEm s #)

23

HA # FAEEa BE 2

ZFET—atomic arc welding

atomization

A I 9T 7AW B S 2 29 33 faaed i Fed 2

é‘fﬁ‘!—-phosphz\li/ing

atomic arc welding WHIVES 3 AfeeT

o Ao goe e A 3R garEeier & A9 94 o § s
TR e far e 21 39 eEEe AvEt & Fueed § e avEm]
oA B # | BRI WIS & O $gE B @ agd A 5§ e
I B 2 N AIH W AN A TGS B T & A 2198 A
18/8 YabT & FeTd % Afeem & fo70 9™ €9 § T 2 9N 39 gaer §
9 &9 & I9gril 2l 2 5 aife & A% oS- SR 59 AR S A9 1 F

atomic hydrogen arc welding TEAIvEE EREeA o (FfeE)
To=ell 91 1 @12 @1 Fn 7 fAwfaa FT 7 32 8F W 3 § a5
W F | AT O F OF a2 e ol g o e 8

g9 FfeE & 07 7 0% 9en (73 A1 2 TN A O gael 9 & e
et At 2 | =1 1 9 # FOE I AW O I 0 A &,

Atrament process UZHE TFH

Auer metal AT =g

O, TSl 5 A e 35% airen AW 25% fagr e g 2 ) gemm

IUANT Eod fOler § BET R

ausforming

39 T & |9 FH A ATl OF it R e fododio amE
T qlgE R AAEE AT F AT I A 2 2 | 39 a1 #1 S 16 g0
& gaife 9 99, SOd F Gol2e 991 SAZE AT B FAUA T S0 A A
21 T 39 afeora ¢ Ae-amEe €Na-a1 & FH a9 9% 3371 69 Tm 21
FHT FEAE A SN W B 2 | 39T R % e 0.4% FEA, 5.00%
Fags, 1.3% #ifesem, 1% fafewa 9w 0.5% JAfzgs &mr 2)
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Austempering AETIA

WQWWWWWWWEWWWﬂWI
v el gt fAt | | 4 9% 52 &4 & G0d 297 WY
goA %2 § 2 A A 2| 9 F2 F AR F A A e # o
Fifa® T |/ FH [ "=agel aaadiE (change poim)qg&mzﬁr
Zl A 260°C | 370°C & &9 7 24 21| 2009 #1 39 a9 W @
THG 9% @ A9 2 A% A F FAEe 7 iad €9ai & A

6% A% A4 # FE gaseE A 9 e au JF 3 w7
- W R
austenite (y-ferrite) A=Az (y-FEE)

FET—(errite F FANT

austenitic stainless steel FeArZel A 2
afau—stainless steel F 3R
austenitizing FAezArged

zaqE F SO FiEE @ | AatE aM o WH #7911 39 AT W
émﬁ 1 TTFNI Hold Figd 99 GvF41 (Lace centered cubic structure)
2| FiEEAEEA & 9% 1% OI F FIAV FAAT 2 A ZA 9HA TEHEE
(normalise) FTT1 21 A1 AF-AFAa AW GOf-FAHT FFA1 21 A1 29 97 A7

FET—hot working 4l

austenitizing e ArZeA

AT G- F WH A A0 A1 g9 TEE F A SeAEed
afz T fRard %1 EviET q W § I TE A AT g6 e #

autoclave FeTFTT

TEIETE 3547 %1 394 a1 SAW 359 2@ 9 {46l #5039 fsfeimon 3
foTe orgeret =i T | ST 7 O 3 A 26 2 S S F SEE
99 ITIAT FARAT Gl W 2|

autogeneous ©d: AT

|. 38# wifss® o 2 Eme d@9ed’ g dfeen 8 gam o
F—AfET U a9 §eed B W g uig &

2. 95 % &= o 3O 3 2 —9 F1 @ IoET I S50 F¢T)
oH 5 aed dum F smEeasar A8 e 2)

3. @ T % R F T9H o9 290 & e @1 e TEOa A
T AR G0 &M g9e fow B awg e aveam # smEvasan

TE A #)
autogenous roasting @q: Jaq
afEu—roasting # FEtfx
autogenous welding & Afeem
FFET—welding
azurite LU

=

qrE F AT HEAE [2CuCO3Cu(OH),| foa% vFaam e 8
# | 7 am @2 (lode) & 3 /a1 (weathered zone) & AW S5 %
19 9T A 2 | A " R SUTeqd 8 OF 98 Ji9 AR | 2 1 a8
W, WRERE, 4.U9.0. § air e 21 39 Afgaree S sed £

Babbitt metal Afge =g
1 et & S Ofr-aw e e 3w saton $ fao a2
IR TH o83 F 9 q—fEe 961 @1 W 53 9 =@ o qeE) fFy
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ﬁmmmmaﬁmaﬂwaﬂgaﬁmmm#mgn

AT ZEE 3.5-15 wfaes afse, 2-6 afeer qin S g s e 2 )

ft sy & | wivia defian A A 2|

back draft IeHHd 2
oF IO gEEta W Wi @ 4o A1 Aw A @ G 2

backing roll (back up roll) TSF Aawdh
Fgu—roll & Farty

Bahn metal e =g
g3 o e foar fre 07% dfeeam, 0.6% difemm Eiv

aﬁwmq%ménmwmmﬁméu

bainite FA187

SETEE T OF e SR H HEe 9 FEiee & UF e 2|
ETIAA 36% a4 F1 AI0-00E Fedd GE Ualiee & a4 & a1 | FH a9
36 AT § FE A 8 9 33 HH U AEAEEE a1 g & e 21 3t
¥R, AT % S g § a9 A 7% 7 F 0 (feathery) S 2 # | 04
afz A & 499 e | &4 & 98 e 9491 384 | 7fad (tempered)
HEqEE el A 2

baking sand TE &l
Fgu—sand F FEia

balanced draught ggfera waE
Ffgu—draught F a4

balanced steel Hgiod e
afaT—semikilled steel
balling rl:fma;rq':f
FT—agglomeration & T
v b 4
ball mill T

UF T [ A A W AAAER F9A aAAE G T A 22
T F AT {E A4 T T A A\ # 9eE F 2 2 29 e #
T HCAH ® RS g4d widl aE # Wi #: gan fEe

E G LA

banded structure gEiEd AT

| o/ v 96 (9= 92% g arrent . auiEay gdl @ geer
(hands) W 3% &1 9191 &, 49 wefed 2herge FaRge AW e Fem

H| ZH TUFA FH Yalze YEeq 41 FET E

) 7 F U 0 A AW mAEaS & @9 7 29 u= g oad
F—fafmrr # 799 993 FEA, ‘TWNU‘J??I'}'H’WW

FHAF 3AF 9HAT TFET H3I § aviEd & A

hanking R

A=A FTE TANT AE-ZAEA F TR FAe T 3 v 8

mmnmmmmtswhmnmsmmmﬂwml
FE AT A F AT IO GF A A 2| A F @ T AT T A
Wﬁmmwﬂxﬁﬁwﬁqﬁmqaﬁwﬁqﬂfwaﬂ
mnhmmfwrma:wwquﬂwa?wwmz
A &0 T 9EE W wA A &1 AW FE A A qF ) A T aEe &
% @ W FA F [0 3w veAl 21 29 M fAtwem &

Faq £

Barba's law G

Wﬂ?mmmwhmwmmmm’fﬂffmnaawxafm
feqv 211 21 4 28 q7 giaRy # AW #1 FE wer T#5 T 2 A

= e

'-,r..[r;p 2l ':éﬂ ar “
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barffing process T TN

%@ e I O A A A 0F gs-afeepla B geE 9% o
TR % e e (Fey04) 31 0 oo 2 9t 8 1 g &1 faftara #¢
¥ 2\ fom A 1 OfteR O 81 3 et AN F forn W 2 fee
I AGEI F4 H THEC 9T A EH 9% WA {FA @ 2 STy
4216—7027 Kg/m? 3@ 0% Ffaa 91 qiae #1 9 21 09 F Fan
T F U IEE 94 0 a9 @49 §W F 99 3TN A A #)

baryte (barytes) age (M)

| UF WA e aiam gvke W @93 a1 FA-F GE g
, e e & Ty 21 gmigs 99e 4.5, 2 2.5-3.5 | AR
| Fge R 1 AT BT 8 O AYRTTAr & F0 FEN g0 A A A S
| 1 21 g A afean AT % §, v, e i - &
| T F A 2 T aEE I Edew o #Ee #)

l

base metal 1. e 2. S =g

|. 9% 919 S 2 ¥ TWH FA O AT # W 8, 3 aten, e,
T, AR | TF A vl wifean iR sEed arge &9 § g A8
2 7

2. Fzgd aFaE 7 e aemts g % e ) ow fers o o
IFE 99 9 U4F A 21 2 9E # gorre frem am A R

3. ¥ AW FAA & 60 ggE 9 |
4. Tefod aEA B, A a9ga #1 oA ¥E0 0 gy @@ 9
5. yzfed a1 @fyd 2F A @ |

6. Tl T & o e a7 T AW ov g &1 e fE
A B FAE OGAAEE FER G

7. faga oA ® 99 9 # oA qee &1 A 9 9 e @ oo
F2E & |

Basic Bessemer process AHT IR THFA
2fgu—Bissemer process # I

basicity ratio FEHAT FA

fadl e | W #1 it § ARE Tedl G e el H FI |
gHE HRFE g2% Cal 3t Mg 81 8, Tai® uHE s Jes Si% it
Aly0; B &) g9 9 F1 AT dlte 3T F g et S agear J
g AREr A el & S N9 @ oS F H R
T 21

basic process T THH

ZEqT FAE # UE A fat e ggee e $ 9t AeEee,
g, AR ANHE STHATEE G2 F AT T A R | O 9
A g 1 Iuteata § fEa o 2 1 39 wen i fada 9 @ fr g
I SIGEE § A @ A6 i T2l 8 99 99 & a9 B & q6h 1w
N HERNE, GgAE § €7 § 79F & 9o 2|

basic refractory AN ITFAIHE
FFET—refractory % v

batch operation o7 ST

72 g e dEre @ faefia &F 9% aon Susas § Sufen
&A1 2 | Gad e 9 98 39 99 | i 8 T ga aeger w1 o | aeed
T o 21 SAmONS #E Hedl ¥ #iEA & o, [Erl 7 ag-saeeE,
ofrafaa & geam a4 @f)

o 1. continuous operation

2. semicontinuous operation

bath metal T =g

A1 g & gt A 17% Far 43% Zn 21 8 | g ST g€ Hie
4w TR IS a9 R 2
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Bauschinger effect ST oA

agﬁmﬁmmmnﬁmmqﬁmngamwmmﬁww
yfese @ | geed e 3er A 21 98 ge9ed faeu gfwEe @
faﬁaﬁmwww,wmﬁawwmmﬁaﬁhmw
aftEEAr & fow o 2 21 3 ufvads fagie-Fenar § I aftadsAr |
qq% 2 & S 9gA § A geadl et # &R A ot
FAO IS EE E)

bauxite E s IEr
gfeqamma afas fod gead: JeatE aafE (AL,O5. 2H,0) & 21
IUEN FUE & €9 §, oqiEftam e # e F a9 gefedr & &R
TH & fow 3= amEE wel § €9 W 2 2

Bayer process A3 THFH

afaqET | UOiE F A @ awH | SEH diFERe FOeET
a#1 Aifzay FEaaEe famad F 919 359 A UF a9 o R @1 A
% foed omfeen, SifEaE Gaiee & €7 8 94% &1 A & S AT
FTEE] o FEUE F €9 § A WA 21 M U 39 F UaEiEaE
EZEfFaEE & a9 A4 (Seeding) A W B TEE b
nwgqumn-{fqﬁwnwa'mqﬂﬁfmmm?m
fed Freamw gaWl OqEiAgE 9 FE R OEE 2

bazar metal AN AT

uF A A | 30% Zn Fw8-10% Ni &1 21| 48 & &1 7
a‘mmmmmmmwwwmmm

beach sand g =
Fmm—black sand

]

bear

Ffu—salamander

bearing hronze AT FA
U A=A e faee 5-20% S S 0.2% d@er e 2 ) gEE e

HE R | ST 2 | 98 F% J9Ed S0 SR 26 # | g9 39

afedr, freet SF Faf @1 a9 § a2

-bearing metal i uq

TAF IUAN A-FEA F 919 qART § B4 21 99 9w, #iE, Al-Zn
AT, Al-Si e, qeT gon e g9 g g o wed 2

Back process A% UwH
A oqfAEE F ufvma 1 oowe | 3EE ogfEtaes 3t F

fraTan ST 2 A 25% Mg F 75% Al @1 TR 9 8 S0 e #
500°C 7% "o &0 9 2 S 9 23 # a6 e § g fora e 2
A= &1 900-950° C ov fAaf-faea @ 9 2 J=is arims gt
79 B T 2 | THE Ui Oqpieiaas -atEn A oo 2 21 29 wEE 9
P9 Y79 IR & U e 20

beehive coke process g FE THA
AHEF FF F FH0 N OF UFEH [ FEe g # Iuteris § m

T o 2 | Fih-FE F Ay #1 b aen aiEe @ o @ aife s #

Aodire START F T8 & AU SN T TE I T FAN AT a2

T®| 39 UHH AN FE F IR U A8l 2G|

bell metal B I

Ffgu—bronze F AT

bench moulding 9 H99

agu—moulding & Faa




bending test FHA Tl
gfgu—mechanical test & F@ra

beneficiation LErIcau

FaE! W el (value) 1 SiEaT ST a1 OG- gt & oo
A & Afea Fw 7 gRoE Fen)

gfgu—Ore preparation €t

bentonite F=MREe

HodH el & g9 sl A gl o gea: e, $feaan
Fa |ifeaw &1 SeEito faforse & 81 78 qr @1 s S 2 gm
T ITAM G aAr F GHedd H ag G G- F A0 Fu-
gia® # &9 F & 2|

beryl ¥, e

Aftferaw @iv aqfataan @ fafee, 3BeO.AlL,O3, 6Si0,; F wedmia
foeealr & & & o 9 2 1 9z &f e aftferaw &1 wga 9 2| 78 s
&I 8 T4 T T W & (emerald green) Wi 20, W S, e
A1 §T B B | FIWA 7.5-8 AN ImiteE g9 2.7— | e, wed-amaa
§IeTT, UATgET SN QTRIETEETr T @A % €Y § ary e 2 | 5o (241) F
U (P ) e agNed ey @ O SwEen af oeass
g &)

beryllium bronze ey Hie
s AT fearg f 2% Sn i 2.5% Be &1 2 | 92 SR 211 8 a0

I9H IWAN FAE & foro Ear 2

beryllium copper Ffaran

TN AT T ITAH GO ATFO 3900 2 | FqH 2-2.5% 7% ey a1

33

2 | 3 A et A 991 SeEEE T H1 A A A 2 | S e
el & & fore wpfat ded Suwon @1 s § o g9 g4 & 2

Bessemer converter $GTT ufcatqa
FfET—converters & Sy

Bessemer process AT THH

T & Ul F1 0 fat ) gaw a1 A1 e &= o § gated
ST B | A SR, U ISYGEE 9SY & AT Al AU F A &
FAAHT U H TG A1 2 | 39 U H A967 qiaias F2d £ 98 O U Q@
TN 7' # fres 1 e 9% | fafesa, e s @ o soesr &
B F gie A faggae e F 9 SiadEm § S 39 a9l R
Griitea ary, aftatas % e ov fea a4 g vay S 8 | avd ufe
W H ST 6T 3 e -4 % T & e aftatad ¢ aed fufear &
fera =dmer 9 ufae faar s 2

R AT UEH | AT F A T S # a9 e o H
JUTGT HERRE FUREfaa & 2| gFg TG0 T (9 9w) §
ORI F1 S1GH F €9 F 99% H (991 Il | T90 3 ARet & om W
AT 991 SETHE 1 AR AT S 2 S A AR F § 986 919
B AT T a1 B | S6W GRS A1 aTe & A 5 IERT
ST 2 i AR 31 T 5 a0 T % o A d St S, SRR &
TEA G U @ i 2

39 UEH H 9HA & T000 F & 21 TEen T FfA-994 (fire blow)
Faandl & fomd gl A qan fafoesa @ s a2 ) g8 o
ays -5 (after blow) Feamar # o Fad Genry Siadied 8 94 &
|19 T3 T S Teerm wiehe 3T 2 | 99 SIgHe % 0 § J9 F foran S 8
S F9H IUAN IAH F €7 F A 9w 2y

beta iron Srey wer

FEEH O AEr A 768°C 3 910°C % e gy I 2 1 39 AN
YA 98 FEd FH A 2

Ff|u—iron & Saiq
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bethanizing AT

TH & AW W 39 W09 F F AR A0 a6 uEe
Ay = 2 TF 29w afaerg e #1 9En [ 9 2| 2699 a9E-aeE
JoA 39 F FEHE FeT F A AR J0Ted W A\ e
we faeraa & v # fean s 2

Betterton-Kroll process Teeq-Fial THH

FET—Kroll-Betterton process

Betterton process q22A TFH

G oI | AT F €Y 7 SUREA 3917 F 2 A A | 3es
Tt 9§ FE 19 gAtET # A6 # e e e, 09E e &
€9 F g B 2 o g9 7 #AiEad 21

Betts process qeq TFH

BRI AIEaEE FF, AR AUea F €0 F 74 HE-Afagd o6 #)
9 A=A - mqmrarqvfﬂmmnmmaﬂ?wmmam
49 # IUEA § A 2 0 Aav%-33A0 § A 2E #

Bidery metal (Bidri metal) EEINCIG
Bidri metal el g
afET—RBidery metal

UF a1 AU THAT T 88.5% 3912, 5-6% 16T A% 5.9% Fra 2 |
AT H THH ITAM W] g5 F A W A A\
billet faare
AT % Had GaF F99 TFEAN | I -0 37 | e
F AT TfeEpE Afeard A F A A fE e 2| 36 Fue #e
TER A AT AMHT B &) FOTd F 92 W A U e
35

130 /o X 130 fasio & &1 sieile S1gEr & et & e aame §

garT—bloom

bimetal HERis!

et A g 1 Al 0% Tedl F € § i 41 e o) 3
€| 3 1 ST A -aiudr 941 @ a9-fagam % e a2 e
TR0 FE ATEATH =g A FEA 7

binder FUFE

(1) &7 oW F &2 7 51 & AT 72 Jnms Ff angw-aa §

@ AU -G 7 Z9 5% 1 AN GEAHE 9req F oo 2 2 ) 98
IS 0w R AT # 5 9 e o se dea-anve ag SR A
o=@ % 993 fegaa 9@ 2)

T Y= 1 G4 FH A AT 09 73T & faro o g @ e sl -fasm
¥ W 9 qoi-Fm e o2 99 #)

binding metal EREICIG]
ITH FIHA N A G9R AT T 93.5% a9iE 2.8% wiHan Fi

3.1% €1 BT B | SEH IGAN AW F el #1 aMET e aqe ®
g 21

biotite TR
fafare, Kz HAl2 (SiO4)3 (Mg Fe)s (SiOa)s]. 211 2, 29 @2 & a1am
Al f=-T= w7 3uferd e #
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birmasil faomfas

o farg s 0.1% Cu, 10—13% Si, 2.5—23.5% Ni, 0.2% Ti, 0.6%
Fe, 0.5% Mn 3w 0.6% Mg 2191 2 | 98 A9W97 3V GE0E 216 2 | 9y
TN % FANA gHE IUEAN AgEET G AT g9 & A & fe
2 21

hirmetal feraea
uagitas g @1 A fae Cu. Si.Mn. Cr & e Mg 3491 Zn

§1 B9 F)| T QAN qied, S IR G4A FE SIS

A 7 & 2

Birmingham platina e @ife

UF WV, 799 939, 397 fHAe R 25% At S 9w a9 & 2
FEH ITART F2AT, FIN AR A S 21| ZH wifea i FE &)

bismuthinite [ELIP L EL

forg gewige o fAuEeEy guEm § Bl B 21w 2
ITEF T 6.4 | T € S JiE |@fEar & @ Vs § 9 e 2 ) 39
fag g 1 FEd 2

bituminous coal fargiet s

T AT FIFa T A qURR S 919 Ford 2| 79 Eee
FIA FHET G I T HEA B & | FE HrFal 9 Flh FAEN A
2 | Taefeet e, Aor-F1 -8 JET Fe 07 5 & # | 98 UF F 98 0F (W
F A A 21 T g e & faew. eEe oW A @R ')

black heart malleable cast iron FOT FIZ AAIAA ToTAl @rel

aFfgu—malleable cast iron & FEd

black heart process FO T TEH

4231 M ol HRD/YG

Ffu—melleabilising

37

black sand Fal, =]
(1) %A oIl &, |90 991 F &W A4 760 F (99 9% F €

gm-pmmélwﬁiwmmm

T
)T'mwvwmmmmwmmﬂmmw

Wmmwmmmm%matmgwmm

Fad 2

blanking die siFA HIR

FET—dic % FF

blast furnace qHT HIA

TAMT A A UF FAAIT G FE-FE TR 97| 29y
A (A T GEEA F fow i), I $9F SN 9IgEd g A
Mmmﬁimmqwméwmﬁammmﬂm
giae o S 21 A S SEHA # AR A S -e H e A
nhmmznwmmm—wﬁmwhmzwmﬁam
#1 HEE F i 94 § 04 W 7 o W 2 € A, i S ave
# [T % fv 9 sgamy awa sefewr @ owam fEA s 2

blast furnace matte smelting process HHA H22 HE W TEN

T& He WA F GO UEH # | SR 99 97§ 9§ 6
f@ar S ) Hed W OIS Fe GAAER A R | A GowEE
AV AFEET § A7 AAEE U 2 2 S WA § W
Cuz S 7 foom@e A2 F9mr 2

blast furnace smelting UHA Hed g
AT—smelting # iy
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blast roasting =g JAH

=6 U § A9 % A-8T4 Gt 61 2 2| ZTEE AT F ATE A
99 F1 94 § T a0I94E 9T T A 2 FH F Al A, O
S T T AT 2 R T F o @ Zeie A4 A S T A
F AT 2| AAEA - A AR % R 9 G aEd
A 2

hlL‘L‘Lling 47

a5 F | 99 . 999 99 F T 26 21 8 T2 AwE 4 010
F=g F1 AR WEG oW & FE T Cq| F S 4F
AR A A

blind riser TIE FEF

Fo—shrink bob

blister copper SR AE L 1]

AqiF F 0F AT (F T e AR-AE WA A EE ST
A | FAT O §OHE H SUTed TE, e A duEs S
7 A 2| ATEUT AR FE AE 2 AW qETE ArREEgE N E
A4 GRA AT GAHG a1 G B T 22 A (TR 98 A1
A% 1% 9 FH @A 2E 2) ﬁﬂam*—mumnﬁ oy 2R ATEIEE
qaF A A 2 TEER A wmEn @ER A A

hloom =1

TR G -G9FA, A4A A FE H{ I FAIEA AR
ZEF VAR [EerE FAAE H A A9 7 ) AR Faed-FE FEE S
T ANiER Bl 2| ZETA F aRd H s g #2000
o % 200 fo & A1 300 |0 < 300 [HHIo 7% & 7| 212 -3

Tﬁl—hi”cl

39

blooming mill Ha fEe

fafeeTal v A=y 9 & forr ygEe @Er 7 afvatad e ) 3m

blow hole 9 =
U —casting defect F Farty

blue brittleness A FEar

T O F 200 —400 F AT R fF A= A Ao 399
FA | g9 AN-E ¥ 3 § U qF A1l g e e 2 En
H14-919 FEZT FIAT § A I 21 A 2 eE wewEey ame
AT O A PAETE 8 A 2 g9 WM 8 IO S 9 92 a6 2
FHid w0 f#{3 S AW @ 9T 9 2 4 S #ifas -
T T JATH & A 2 ) ZE AT § AW § e giwe 26 2

blue dust E R |

TET H O A A BRI wE qE F YET H0 €| A a1
M F Fo /A T4 FFAAGA IHF AT F | AR AT AR AT
fas & se-ae 9o F © ¥ fHoa 2

blueing (bluing) GGE

|. =T F991 92l % €9 H @12 g% WA F 7% W B AE el
41| IwgFs a0 07 B A 9 F A § ves e 09 97 0% gl
AU AT 1 S 2

2. gfaraa % 97 e % 99 B 99 g f&ie se-suEn
# 9a &)

40




blue metal =1 91q
9 F AR-FFAEE H G0 A AGT F A F SUAR F €9 H

o B 2

blue powder At of
afu—Zinc dust

BNF jet test FOUACUHO HE I

bobierre metal AT 41

i AR 34—42% Zn #1|1 21 98 HoEd 2 & J9 9 SuAn
afeafoa AT A AE-del # A H A W 2

Bondactor process Fredet YFH
FeAATEE T A 9491 6 A # fAv ) 39 s e

W F A F A% 0@ FE § 9 [ e 2

boinderizing ELEUETR]

e F A HA # a1 29 wEE H T 100°C A 9 ger #
F1 AT FHERT S TR TEhE % [Gead § g T # )| J8 o, q6E
sfeeTor (coldforming) # € S2EF 2AT 2|

Borchers Schmidt process =g -feae gFH
OATHTaR GRS F OF UFH THEE U6 #1 99FA AEE F € 0

wan T s 2
bornite f=<

At 1 RS G | gEH 7F AW A9 F SeEEs 2 § | 399 91
arn fg=-firt 2T & T <A 2 #13, SCueS., FeaSs 7 =3 4]
T FFA B FBIEA 3. AiAE 99 4.9—54 1

41

bossing qq=
TA-AEA AN FEEaed agEt # (A 9" 9w #1) € 1 F

a1 39 9= | vAm -7 F G F foro o e 2 i g &
99 9 W 39 a9 H guw fEm oW @@

bottom gating FHECT T
afgu—gating F Fafa

Bower—Barft process AFT--AE  AEHH

TEE IR F W IUAN | F9H T F A # A7 e
e R70°C 9% W f@a 9 21 awyE e 9 #1 3E: fae
o e 2 a9 s FireEs, FesOs + FeeOs, 1 mia 79 Tt 21
FFZ2 T FH FA F f0l0 Fe GHEEEE 7 T 9 a3 o
Bl T T #1 T 9% A0 w9 aF e A @ e
AFHEZE WA O 7 A W)

box annealing TE FEeE
FET—annealing & &

Bragg's reflection o A

i e mmd | faafd gqa wmafes 8 oA deg-deda

WA, W oA-fEn @ aew wwe # @ fee =29 wEw 2—
nA=2d SinQ

FOL o0 UF PUE F@ A Fen-ed 2

brale indentor ol AqE

UF SIFAEN EF FG0E A AN ThAT B — TR
U OFEd #2W AEA @ FIea # A F g #)

42




(4
brass drdat

e A-TEd A, e S0% | AtaE a9 geis 2
CI P R o e OO O A
A F)

] A (alpha brass) : 29 99| & s & " 30% % 2

?IWWH%WWMmW FeAT EARORHT, m
AtrF o AT A w2 2| evineed WA (3R 15%) 38
FaE TEA (F9R 30%) T9F fAum 3R 2

oA e (alpha-beta brass) zd9 WA § W #OAE

AT 38—48% A 2| THHE UF i’im "m, g 9 E

g 9 (Muntz metal) 280 60% afan A 40% T BE 2

’H?qum‘f AT § g AF A 21 Z6F 3TAR SR AN
WH’W%H’WW(WW?W)W%?WWEI
4% & fae | 2 F o e A 2 A4 2o AW A
fpaEat #1 AdEEa g2 T 2

ozfgred] T (Admiralty brass) : 298 aaman 70% @@Er, 29%

geF ) fHa WE F | JE /el F Ui SEeoErE 2 & 0.02—0.05%
gffa® fwad g faavdw % fao gfem &' S F

A-T= (naval brass) ; T2 21 gEEqE (T0E-EET) FOOFA 2) 3

=T g #1 AR A 21 U 299 60% ANEr 39% T e 1% S am
2| 39F I+ AT Y 29 # g ozieeedl diae # e § 9E 993
F OUA F A FH TEANOREN 2 Z

fega 9 (gilding metal) : FEH 15 gig9d 3% 2190 & | 38 F49

mméa"mgwmwvfimzm?nmmmmwm

Z|

hrilllni[k‘ FIATEE

HOEAIS @1 o FEeA g fowd 70 % B A 31 a2 ge

AT Srge (3 Mn2 Os Mn SiOs) 2 giv fafersr (@ 10%) 3 am
forfErT & arr A 2 ) FERA 6—6.5 g 999 4.75—4.62 |

Brassert acid hardening process FGE e FINV UHH

U HHA WEEl U T 91§ g 9eaw #1 A difed 3 e 2 arfe
FeTeTenTee) STt S 117 31 AT 3= 6T ATl e e 9T 8 6 |
A1 ®1 |EFH w397 ozl § e w2 9] § feaee sl
AT @ | 3 AT T 718 & 0¥ A I & S S S 0 e e 2
g F 0 F zen o w2 i A s gaen § gon 999 &
wAiafd #% fan s 2

brazing FAH

IS F A=A TEH | TEH T 21 et F Az 21 59 A
mnmqf#rfqmqa’rhﬂfaafmwmwmmqmmmm
T S00°C & TR A 2 | o 47 39 G F ToE & 79 2 2 e

2l | W21 21| F99 & fofv qmr=a: HTE 9 & 9 § a5-3913 fagan &1
AT fohar e 2 |

gai—soldering

brazing solder I TRy

| 2T ATl Hiest g e S0% atar s 50% st a2
FHHI T 870°—900°C & #1421 2 | 8 WS O 2 T F HH
2 | T 5O GIeaT 7 168 50% atar, 48 38% 5 G 10§ 80% 91 2 2|
TE TAAE 675°—820°C & A9 20 B\ T IUANT I H9al A
A #1 SeA & for a9 2

breaking down 99 Geq

frer, famier snfe 1 wamr-aemr & faes w5t 375 e - & w6 F
F orIteE G 97 Giww i @ W 2 afs e ez w

‘4‘4




ST AR A A A O 9% | 39 STEA F € AT-0EH 41 FET 2 AW
ﬁammﬁnquﬁmmmzw JAEEA Re] 99 ©4W "
Foq = THAE FEEEA (€4U) GROT F GEE FE A& 2

break out A=

et #1 AERT S T a9 F AW § AW 02 ' T
FOU UE F FF AN B AR [AEA A1) Afedr #1 AT § A2 G
JEA, FBA FAA GUAA GEA AT F FEO ;A 7

FET—run out H

Brearley steel Fral ZENH
o FETE-gErE EE 12— 14% FEEE, 0.38% FEa SV T are

A1 21| 48 36, AT & S gEE 3UAN For] a4 | A F ) 3

FaaTl @a7d ZEE (cutlery stainless steel) |1 F29 7

bright anncaling A A

Fo—anncaling F 04

Brillouin zone oA 70

faedt T & OF A A W AR (vectors) FANT FETTT A A6
2| 29 99 F SR TR, A F1 SANT & WA 2 74 & 30 Ao 7
FAWT F d9FT AT TEY AE & 9|

Brinell hardness test AT FANA] TAU

Tt 9T F1 FEA F1 AL FOA WA ZEE 77 § 449 99
s v T fAfe ST (Size) #1FEE F1 17 97 [Hiwe 9 2 e # 9w
AT tm? (impression) & ZE /M@ A # |

{3 I OF TR FAT 21 98 09 S JE TEA 2 AR | e
A0 9 W (e 2T Afen S 9 AT 9 F T 1E | T

TE F o s F oA 10 fEEe + 0.0025 e 2 2 A 3.000

45

ST F1 9% 30 G 7% wgAE 5 W 2 ) diga a9k 97 T3 919 F forn
~¢N)Wwwﬂ)mwwf¥mmmmﬂmaﬁmmw
AT A 2 A UFH-FEC F GHF O B F | A IS B AT A

A H FIAA F U w5 A= R

P
mD (D—\/D2-d?)

-

H =

e H- BF f2ra &&=, P- uged a9/, D = af 31 =)

(Fi10) d = &t 7AW 3791 AT F qRE H o 2

ZEu—hardness test st

Brinell hardness tester fFAa F2ea e

FFET—hardness tester F T

briquetting ghewas

U —agglomeration & Fatfa

Britannia metal et 99
mmwaﬂmﬁhmhmmmw FHAT F T4
wfﬁﬂa‘ﬁmm&fﬁvw-mmmqmmmfumqw"“

T, 7.5% Ofae A 3.5% afa 2 2 ) g9y Sutery ofead A 1
wméﬁﬁrmmmmmmgwfwm?ﬁﬁama
oy e, T, faema, s siv O e g 2

FET—White metal St

brittle fracture v e
FfET—fracture F el
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brittleness I

et ward @ Fw e fs e Prefa gu B e e ae
¥ frefig 8@t a8 iR (rupture) 81 STET 2 | WG, T949-000E0 §
= fgaf wA g dEwa F @R\t g et -adEe
(notched bar impact test) JFF B =gAa1 zaw oftataa &t 21

brochantite FParee

JiE F FeEtag ke CuSOs 3Cu (OH)2 38 afEt &1 g
I 2 e 56.2% dW &ar 2

bronze FI, HE

W qa & dE-an Farget & T age e oS | FiET U J
o fimrg 21 3 W gaw A o Tl g2 A et g & A
F B @ et 3= A @R GERO 09 @ AEEd B 8 g
v i g v dae B @eE o AW aged fwger & fag g 2
TS THE I T WEE

1. Sgfafrm #tEr (aluminium bronze) : a1 99 o A"
et & afaftas ei-d aer 9w faa o 8m 21 38 dErre,
FEHH GAEU 1 B4 F FEO THF ITAN FIN A T H TEGIH
# A K OEE R

2. = |1 (bell metal) 38 20—25% %7, FH-FH1 9rgl T 3w
g Fis1 B 21 Sfedr F A % Fera gEE SUAr SEi, g
A, TN 9 ST W A9 U9 T4 ¥ 2 2 98 wena S
TR F FEygEal e 2|

3. T Hew (gun metal) : a1 S99 fAAgEr # oF o e
S—10% 3 qa1 2—5% a9% & 21 A A I N A T 9=
AR B & | EE I A m-aﬁhmwa\tm#
g 21 24 fowmdr W dwn A WEa oF sufem @ R

47

24 AT F 7 GET IR & T340 9= TIREee] T4 JeEa] Fae0
= THEE SN AL 10% 3T F 2% 9R 2 2| Z69] 72 A T 5E E
TAEH NS A&, S AT S quis v 5%, | BT B ) 29 wm 1 7T
T F 0 9N F e W 6 FOGEe w5 e 2

4. WERT HE (phosphor bronze) : FiEkwe 79w fAamET
F1ET | 3 TRl | 9B FEE A G- F € § [5eg) a9 2 aiF
At ST 21 90, 7= SnO2 57 141 2 f993 A6 § A0997 785
B & | 0o W FE F I FiE T 2 ¥ | S F90 39w
T Tei s I W & W A w0 @ 39 o FE ghr T8 gz E)
TRIEFT -6, HI 3 SR 2T # qAq T T QF FH A E |
a1 FE9 F)

bronzing Frm

T F T FE F 1 B AR-AFEEE AT 2T F A | 29T
T F1 S A2 T Frggaliv s v AW AZfe® 9w & faam & amn §
A2 AW FFGER 39 300 C—350"C 4™ 9% 79 7% WH a1 749 2 79
A B F TR ol # 2w & 0 39 g6 T T S 2 g| 5
SEEN T Fofl F491 5 % & I B F A 2 Fea 369 Gemomma
AN TPETA g2 A 2

brown coal Euleie
2iET—lignite browning FIEfEm, awEam

AFHEE Y0 F T AW S7R F Gaw 7491 2 | 29 UFA F FS €9

A A M % e W [e a2

brown metal CUle G|

A1 THaa 8 S 78 208 1 5% 9 217 2| 12 5954 94 2191 2 | 2991
SUAN AR, @E AW AE a49H W OEE 2|
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brucite HHZE

JrIEE F O EE FeAnad FirEE (MegO. H20) | #3ra 2.5,
AtAF =T .39 2HF SYAN HEE F 9T AT A | 2 2| 38
Arfuan @1 =fadas af=e 2 g 69.0% MeO 2@ 2|

huckle Wﬁ

a "3”—cu\ling delect & M3

buckling PIEAL

|, 29 97 F FEM AR FAGA T 7 OTET |

Y. qrF FOEH F FE I Jieet 219 | 5EE F1E w401 0 e A
FAT 2| ZEF FEO GIAERT a2 1 GEIE # 9HAH BEE S 39
A F FEAaET ZoFl 79 AR F e #) oy 2|

3, FF A0 1 29T F Aol T F UF QT FEE Q0 H A0 AT
A B A IEE IE0 JAE|

hulge tesl FHT 9T

FET A1 F1 FEA A -7 qe F e # fEr aen
33 HHO AW F UF 0 [26F F I9F AT F AN A0 0F T34 G 9 =4l
A & AT A A F A F A9 G a9 % AN AT E T aF A6 T A
T | FTA F ARE TAX F T AN H 7949 1 HE F UF g9 32 32T qH

Al A 2 | O] A A E A, aia g § gEE . S #1 9=iE
FAl 7

F mechanical est & FATF cupping test

bulk distillation qufe Zreas

T —distillation F A9

49

bullion

| gmfteps | @1 9 s 3@ fawon

2. vE o foed &9, @@ ik S agd odd wE o

ol

3. ufteps | 3w w@ §@ e afvem @=)

Burger's vector T qiay
UF giew afor S fEE Iww ® wea # e deon & it o

faon faefra v 24

burning

ST AT e Oy @ g @ e gfy &9 g Aty agee
el H faga a9 fafiree qet #1 99w gmr, sga 3 Y6 B 3=

A At FafEweS & g 2

burning on IgEaH, FAT
HOHE & [0 S §=a § 79 e@el @ oied & fow gamdaenar
U UA | THH -0 & SR ST A A Sl fosel |

T A= 2

burnishing

foe a9 & g5 @ Fawen, wweian @914 % ferg 39 av aifarer @
T0F o0 a1 1 Ule F9a g & IV aiferd Jo SR @ W i
AT B FIN A F FIN SOA e A N F Afowrd BHA W 21 4R
q5G F T ITAOA G9A B A IO FIA A agaar 7€ & 2
& faferr & soeds # gan J@ A 9 # U F E06 F a1 | a9
Z|




burnt steel T A

T8 FEe ey gen &1 e |ET oF 393 e -ad aq S
#| W 78 = A1 2 16 TE &) |ifeieq-an a9 W fear 14 @ ey
% T €Y § iR 81 7 2 | FH-F ud A8 S 2 sfos fae, 3
% WIS HT 2

aE|mT—burning 4

burr aqt
Tt it s Fafea et % & M T Sfafoar | 1 oden =K

ura: g geEa geEe (fin))

Bush metal LI IS
A T e 5% e 9w 14% 3 21 2| SR 8 & e

ZOF IUENT {0 q0F wih JanT § 2

busy metal = 9]
& 9 5 FA F A AR W Ao -EE A S

ST 2 | S H AT § A2 S SHH e 98 -4 S UF §HE €9 F

AT 2T 2 | 29 T H6F dat /T 31 g H GE aed qw w6 e

W 21 & | §99: IH HO 36 SR 571 & Y9 214 | 2 5 291 9§ TH

F TRV FHAl E |

buttering EECIGE

butt welded joint 2 dioed 9

gfgu—welded joint

by product coke process SR HE TR
Aifea® H1F 39 FA F THE S8 AAE At 39 [ F S

FrIeT F EA F AIeata o, feerel 1o e A 2 | g6 e & o

S1

STAYA A1 Fl BT | U §3 V6T % A2 789 § U o e 2|
A IR Sefedr § F & THE 30~ g9 Ay I F71, 49 5w
FA-TRIEAl & &9 I 1 el 2 S e 16y #71 40% wr Ao # fare
wieedr & amue 99 & e 2)

Byer's process AT GFH

zfEu Aston Byer's process

cadmium copper Fefoay
Fetram S i 1 foa e 0.5-1% a9 Fefoam & 2| defm
et & T - 7 50% %1 3fe 81 e & Taf g T i #8 w6
TR S | THH ITANT SAGA AR F A, g Ao A 5% A
FoTRTEl F S F A 2
cadweld Feafeem
Al 1 i & WY ST A F AT F 919 AT FA P 0F fany | g9y
Tl & Tl el Wi #1 SravFmar T8 &6 2 | g2 fafy affe afeen % g
2, A0 I 9% 2 o g9 olle SaIgs & S0 T FHT JIFEgE & uE

TN B | T TfafEe 2aN S AaEEE % SUEa & e 2185°C av
Tfer At SR SEHE F €9 § Oqfatias sieae oE 8 #)
Calamine EGILE]

werarrsd 5 ffade, Hy (Zn,y0) SiO, s 54.2% ag= a1 67.5%
ZnO &A1 # | 7% Fet fERaEEEe (Zn CO;3) % &9 o5 91 2 | 78 Geit
S TS & T e 8 | 39 A S W 21 2 | A S, AiaE T

4-4.5 )

Calcareous ore Ffeaadt saes
Ffau—Ore & Jarg

Calcination A==

TR S & AT, o SEAFENEE T T S TGS ST AT
TEHT F TIF 5 AR | 76 wHH P e ge 2 6 39 9 g s a
Hriord 78 &M faar s, A 9ol § 3 S Y @ afafEar 26 2
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eratE e 9—

g =8+G ()
Si+G =8+ G .

FaTE S 1 39 9w G FE A9 2|

calcine
IR | ) B 9T e F o e FEA € agaiT 98 3T v A 2|
calcite }m?fz
Fimqa FEe F WEE e A1 Ty SHEE H P 219 2 )
quisan aread Feare # AEEE WX Fad 2 | AFATAA B & H gHE
SUGNT G T W T Wmmmmml e =Hed 2.7 |
MWraa?qu?pmquarmnﬁwm?n

AU

calloy

n—ﬁqﬁm«mm'ﬂmmhw 10-25% FTowan e 2 | TaH
Wmahmwwﬁmaﬁm?&'mqmal

calmalloy

o Fd T e 69% fadet, 29% afsr A 2% et &1 & | g6
(0.100°C am)mmmmmmmmhﬂmmmm
ufa#r & fmo T o= 2
calmet T

~

T AT gear e 12% e, 25% B, 5% et
Wmmmanu’mﬁmmﬂﬁrmfwﬂlm;' 7T 1050°C
TF UFT B4 ATl 9 TEH F [AE H 2 E )

W (]

calomel

mw.wmmmmﬁrw:mm%aw
Feratam forset & T ford 21 2 | 2e 477 S0 31 g6 211 2 20 32 |
AT % @19 ggad T2 8| F2A -2, FiEE 9957 6.48 |
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5—231 M of HRD/Y6

calorizing FANTEAA
930°C AN 7% 3 A =A-FAr] T F St afae #1 g2
F1 A1 | F8H T30 0¥ Uit 9t 1 e Fv 3= 1000°C 7% TR

aN-oeiHiEn A # e FAn q= Ee 2
campbell process FUEA TEH

AN AR UEH F1 et @A) 298 99w § 39 o 9w
TITYTE o =19 1 %1 419 97 TS0 T4 2 | 2699 Send 3 [ uma:
(A AT F | T A FE AT S T T B G & TG HrA e
ﬂwmanwmwmnmmmﬂwmm

A E | mwmmmﬁqﬁqmmﬂﬁmimam
4 s 2

can F9
FAA FUFeT 7 AT F AW AR el Gl s frowe #

TR F TR T F % o1 i, i, v ot e
Tl AEAZE A T B YE fEa W 2

cannel coal HAA FEA

A il #iae1 & S50 F T 999 @ 96 #1 T § ' A
wmmmnmm;mmmémmmw
FTF I g1 2 2 sﬂruzfawarmqmalsm%rhmmug%fas
qE A § FAN & 4N GEES F OFEE A Sen 249 2

capacitative heating RATHE A

mqwmmmmﬁmmmmuamﬁqam
=gl # fazga gt 9§ tae |9 o3 A F

capped steel CAUCGEES o}

TGS oG 7 &9 A6 §UaFF F 05 F o, | #1 foaeh g §
{74 F A% I9H T G 97 2 Wﬁﬁmmﬁwanmn
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e T 29 ATd § T FEOE # EE AW 39 84 F SR e A
o2 FH 2191 21 29 9N UrE e °§ A f@e fafwm g2 | 0,65 9Ho
TS A A1 AT TR # T A O | A e e 8 At
T § T TEE A% 90 A F

capillary dip infiltration EaNE AT e i G RCE]

afET—infiltration & FF0E

N
capsule metal Foga 9

=21 g fosr Tas 8% A 3T 92% Hiet &1 2 | Z9E ST §5ee
IR FAN] I AfGTEHEE U § a2
caratl Fe

(1) 29 152 %1 YA €avi F1 YR = A % o f6a1 S 2 | 934
wui 24 @t o " 1000 O 5 aren & 2 | Evi-frArgE i g
h‘xﬁmmiﬁmﬁmmméﬁﬂfumﬁrizwmﬁmm
T 9 # ) 29 g |8 e v § 98 91799 2 39 WA & 24 9 H 18
aEr &l 2 fE 7S% @f g s 750 qitepd g Awn i #E
gFd 2|

(2) T Fre 200 el & STEv | 291 2| 6 "I & 5N SEH
Qeqil & W S FAA § 91 # 2

carbonalyzer (Carbometer) Fre(-fagardr (e
T H FEA A & AR F 0 s SuE
carbidizing treatment FAZIA IUAT

A — Fagat 1 v% ard e 2a 2 )| e s @ s e F
e i e Al § AT ST e & a1 FHIHEE Shn F T

2

carbometer HIEAAT
3fU—carbanalzer
carbonaceous ore FETHY AT
afT—ore
Carbonal process FEAT WHH

W(Ww@m)aﬁ@ﬁﬁmw:ﬁﬂﬂﬂmw
fele & o form v 21 Seave IO S v o 21 39 Aw B AW A
T Y 9 i e & Reté B 1 dan o ewad frar v 21 29 g
dw, |ioha Feer—e & age S 81 T A9 AT B A B A-A
Frfra w3 0@ s oftom wa & w53 2)

Carbdn boil FH AT
2@y —Ore boil

carbon dioxide moulding THA TRAFAEE G

TH A F WM F@ RN W e 98 2 dk s
m—mmmwwm&mmmmm
T WA & A B 3 $IR oo I e 2

carbonisation FHTT

TG F FTICATT ¥ PRI B T T FF 4 T T B GET
T FE FAA F 400-500°C T K foen e R A qw gereq Gy ¥
Ao &1 S 31 3/ S 550°C q TR FH G IR G A A
I B A T 3 PG GRE & q79 962 @ S 600—700°C 95
TR FYA 9T € FER Gefa 7 a7 9 & o ardam (semicoke) FEd 2
FEE F1 900" —1100°C &% T FH W a8 F1F & 57T AT & 5 F3T
A, FIOHA FeTger 02 21 9f 98 F1, @it e v & i 5
W?ﬂ?ﬁ%ﬁwm(melgllumical coke) F&d & A & Bra
Forerey =i s T 2 @, i Sraen FEa 21 B F I9v g
FAG H gEed (coherent) 75 W T BT 3@ I@ET FEa 21
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IoAAT HEAT (high temperature carbonisation)

w9 FEAT 900°C & Ffas a9 o B T 2 @ 48 wohE IS
e FE & AN U SR 399 a &% (high temperature coke)
FEAT 2| TG FEAT JEAT: HYFA a9 IR ‘ ua?ﬁrg ZarI gu=
A 2| I A FEAA THH H HET IR IS 2

f=r ag &EA9 (low temperature carbonisation) 39
S F1E F T F 400° —700°C % #r war I 2 & 56 wE &
ﬁﬂmmﬂﬁ? 7 urg 3R 9 au F1% (low temperature
coke)milwmﬁﬁmﬁé%ﬁmﬁamﬁ_m‘;
T AT TRl 7 A 2 S g A Fi FEd & | g6 IS
FE Iudm A& 2|

FIFA FAA, HIHT HFA
coking coal m

G S AT S faE 85%—89% e, 4.5-5.5% EEEe i
4—7 5% S B 21 gEE 20—30% T% aradie uerd & &1

gﬁﬁl—non-coking coal
carbonitriding
afgu—case hardening & @t

FEA FEA
carbon steel

9z gOE ey gmee: qfamaﬁasra‘aﬁmmmgﬂa“o
e et & foro g fafer (0.6%) qo A (1.65%)

m@maﬁfaﬁmmﬁrmmmwsﬂrﬁﬁq@-

> (G T e TR
e el & 8 o FesC (¥ierge) o 21 I8 I8 For :
& i 5 2 &) ST, AR AE ehEE AT ehEs § aad
ﬁ%.amﬁm@rm(momwmmmmm
ot %1 FE gEd @ FiE oW g fe e

() @iwa FrEE @ (low carbon steel)—zaw HrEA i A 0.25%
q #H a2
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q 0.3—0.6% % 26 2)

(1) 3=3 @A geTd (high carbon steel) 26 H # AT 0.6% &

“fa® Bdr 2)

(|) " #efa gEma (intermediate carbon steel) 299 T

carbonyl : HEfe

P HARIES T b, FeE, o, S R 58 aEer &
éﬁmﬁaﬁﬂtﬁmmﬁ%amsoxfmwmﬁm%m
I F A A B wEitae (Ni(CO)s) 5907 21 180°C av

Fda 9 Feffra & sween & o e g ae e T
& A 2

carbonyl FEAMFA TFH
mrﬁam&mgmmﬁmﬁam?ﬂmlmmmaﬁmm
mﬁm*waﬁmﬁmﬁﬁmm%mmﬁwm%lm
ﬂmmmfmmﬁﬁﬁmmwmzmwiw
FIT Y BE-BRE T F0 F €9 F v & W 21 39 §i=
T A FEd ¥
&fﬁq—cm'hon_vl |

carbothermic process T TET A

mq-mgimmﬁmmﬁm,wahm#m
AT 21 3RrEwd affnl gwn qam dvifvan @ femd

derdi—metallothermic process

carbothermic reduction FEA IHE FUEIT
FEAT F AUAAE F €9 F G HC AFEEE F GG |
carburizing (carburisation) W"T

T case hardening % Ffy

S8




FETZe
drerva A #722, Keo, 2U0s, V20s, 3H20 fore @ 40%

FEw BT 2 | A8 FIAE) & AT 7 O S 2 | 97 e, giim
3 Ffeaw = FeaA W 21 3 g o1 & fedwiEa e 2

cartridge brass FgEl fEa

et Forgir 70% atan S 30% T 26 2| gEE A S A
A= = A 2 | g SUANT FEE AAC S T T SR #

carnotite

case depth T TECE

T F FA TS 1 He 9 T § 8 MeNs @ a9 3 T 7
o VAV FOA1 21 A% MRS wAwdl qaw Al o & 2

case hardening I3 HA0

mhm(m)ﬂmhﬂmaﬂwﬁﬂmﬁmmm
F vEm B A 2—

(1) FEfFEzEza (carbonitriding) - FEA gEEFERE @ 5%
ST % A —aEET & 800—875°C A 7% WH FH Fed HEA-
21 91 & T ot o & ArewRge AT 2 2 | 5 v aF 5 T F

(2) FrET (carburizing)—%a fasm yER & TEAT & o0 ggEd UF
wa | 29 ATy & gome & g av et Fee i #H & 9w F-
FrEon #1 ugE At @\ v # -

(F) &g FEOT (pack carburizing)—g8H HeFH F UF I
T g9 i TE WA 2 A AR | e edl 2| ARgw, Hfewan S
difzam & FEEE & fEAET GEe #® aiEEa T 2 79/

39

a?rozq'caamuﬁmmiumﬂmm@tm |
AT F U o Pefe s 2 >

@ 9 FEf (gas carburizing)—gaR AF B W U A

m mﬁﬁmwmmmwmma.m
FIHCUT FAT F7q 7| o et s ageey ;

M IENige B s @) Sl

(m =@ amEw (liquid carbu'.i:ling)—mﬁ E0c (L T G
(m = riz el
BREIEEAT 1 IAN fHA e R A de: A F sEm o 2

5 (3) §EEA (cyaniding)—Iuga deea awt TR SR # Gud
HACH AT & T TaET et 31 S g & i sl Ao & e
FA AT GEE AT, ST o SR B R

..'(4) m-m(ﬂamc hardening) ©ag F3w01 # o a9 ffy)
SHH TE F A7 T o st-0dfeei-gat 7 Ac3 am |
ST T T o o R S 74 Prefifed 4% @ o ) 9 A aeg & A g
Wﬁélmmmw.mmm%mmmﬁm
T & | 3T T e T A 0,25 87 e Ak @k @ 1 3 sl
IUAINT = @ fadfr @ 2

(5) 9T-F3T0 (induction hardening)—Fw TR zamr s
ﬁ\ﬂrmﬁmmﬁaﬁﬁwmﬂmﬁmmél u‘gmgus
FI G i -FFEw A F fo g e w2

T —induction heating

(6) ArZerZeq (nitriding)—u=® -HI GHH -
FHI-IUARET TS FEEar 480‘?3520"C am %ﬁﬂgjm
FIAH, ST S A @ g o e 2 ) e # R sy
Prag-geam & 0.85—1.1.20% w7 & siffters deffea, wifvam
Wmaﬁﬁq@ﬁﬁﬁmmmm%%aﬁﬁw&em
aﬁ}mmm@mﬁmm@fﬁamﬁrﬁm%mm
F 0F B a1 369 o afem 9w @ 500°C aw wEr s 2

mﬁ%mﬂmmﬁaﬁwméwwa
I E—(1) 7= fofar %9 am o = 2 2 e e & st &
TE | (2) 77 T o 1 sne g 2 (3) 29 o A seasa A5
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Gﬁl%hﬂﬁmaﬂfﬁm%:m)m%mmaﬁmﬁm
uftada A& B 21

cassiterite

Sn()zwgéﬂméraéamm.ﬁwﬁmaémﬁﬁfﬁﬁmﬁ
mm%|ﬁ<m.mmmméamwwwm
S 21 FERA 67, AEE T 604-7.11 T R €F W Fwd €

casting
(l)fﬁhqf%ifaa-rrmfﬁﬁgaémmmw-
Fantea |

(2) Farelr forereit =g, &mmmﬁi@aﬁmmnwm
i 21
(1) saFs 959 (centrifugal casting)—41g 1 e goft
mwmﬁ@wqwmmnugmmﬁw
rwxﬂmmréaﬁtﬁrmnarwzhrmamm—m
A s 3 s ST uwH 8 fE ARl @w A
FAGTERT AR B
(3) gfaay §9%4 (investment calslix1g)fm?f Hi 1{3\ fafer
Wmmam@awmmmaﬁvfmm
& SN 21 29 9 AW wE (lost wax proccss)fﬂﬂ?{%l
gqiruungawfagaaza%umﬁm%mméméu
gﬁﬂahmmémﬁmﬁmén
(6) a-E=FA (sand casting)—ﬂl:q’% ge # fFm S A
Wlﬂ%ﬂﬁa‘lwa‘séﬁé—(l)w(zrmfw
m?mnaﬁm@mﬁ?mﬁaﬁmm;:g
Feelieh G ST T 21 A A F FEHT /i <
A & foe ot ave qn foan s R

mana'mwﬁrmfaﬁamaﬁraﬁmmmm
e e v e 2 g A AT, 1 A R e & T A &) g
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T @ Tora 7é &1 o 2 S aien a9 F gt AR foeh g2 arg 3w
A N R T AW o GF o Fw R 2T 9= § qerd 77 R b g A
T 2

4. 91 |EEEEA (metal mould casting)

TS Oofafm far % e | a fao e ¥ 29 aier @ o A
o oM B ¥ v 3 avew Fora e o awar 1 2 | 3 e
Al FEd B T I el Oy e aW wAe w08 9 21 o 29
THH T F-FH [ GO G A Fed &1 i T o a6 |
A F WY GAS FOA AT A JE GHH A IR GAHA A 21
HEEA B OGAR AR T FAE AN GBX B G H AT F o
T R W A GEH Felle G9HA F o0 G SugEd 21 3@ e
qUFA G A 9 g9EA 9 @ed 2

2. GUR g9EA (die casting)
gfu—metal mould casting

5. @it 9 (plaster casling)—3 Y%A ¥ 9Vg @ReT % i
TR 399 U=l =g 331 & 9l @) &t s qua afeg e §
deh G W1, fefor ot a2 g & e § feem w9 # | = i
TR 9% G N A 2 A # S fret & S s2en 99
%lwmmmﬁmmémmﬁfmq‘mmm
FT YITer 1 wRET | § For F o W 2| wieew # | 9o i
q gEwe "ed B & FE fEam s 2)

7. fai% &=#4 (slush casling) 399 YZaFT &1 J&AT: 6 €9
|9 F a0 & A 2 Faw G 9% 2 T O vew W g faw, aew
(runner) %1 14 A1 2| T | F T T2 A IH TT AL 95 3
& foan o 2 i o gwe faan o 2 At d @ A Aot
T 90| gE iHA 7N OF FA9 G4 A 2| 9 9 F1 A - a2
A q9F 99E A A 2




Casting defect

a% a9

mﬁ#maﬁmmlﬁﬁmma‘»am?:—

(1) am faz (blow holes)—Tiat, FU2 AT aa et F &5 TS T
e frad 3 ¥ 7 afted & oo wd gE W & I
g4 2|

(2) E¥  (buckle)—&w® # ITA V-IHL AW A
(indcntzui(m)aﬁﬁﬁﬁﬁmmmﬁwﬁ
21

(3) %3 t&n &%= (central line shrinkage)—&9% & #14 F5 &
aaﬁmmaﬁaméa-ﬁaf@amm@aﬁal

(4) @ = (cold crack)—T&dl &= & fafy= au—daeE

(5) @@ i (cold shut)—z@w & &= 78 # frad fafie ag-
g i

et (distortion)— e €9% & fiea & @5g @1 I9F AR IAA

T (drop)—TT A S aTe B el S A & A F 0 e @

e & ST GF A | 92 3 S U9 9€ SHR A o (sticker)

AUTEA @A (erosion scab)—ITF F g5 GF UIT A A T FHT
éﬁ@ﬁiﬂﬂﬁnﬁﬁﬂaﬁf&swmﬁm%a‘aaﬁq

I B #)

FA0 I B 2

uaTT @A (expansion scab)—THEl FI-HTH F UF °IT B AMTE
arqargqug'ca‘gﬂ(spaning)ﬁraamg&?wqaﬁg@mqﬁ%'ﬂ%qﬁw
3 & T Fo-ie o A | qE A 6 ) A H T G o §

W(ﬁn)—mﬂmw‘mmwmaﬁm% THF
FEAT & & FI—9IT & YIFEN 9 o7 U A 2 i

» ﬁgfqa(gashole)—méagq&imsﬁaﬁmﬁarqalmm‘tdg‘r
j:;qsmmmﬁfﬂmés%mﬁamérémﬁmﬁ’mmw

ﬁm‘m. (hard spot)—T&4i e=% & s=ais F3wa1 W07 w107 g
H go Sl g Ve g #7537 7T (section thickness) &
UFIUSE GRaST & F97 2

@ =37 (hot tear)—{F U2 U7 ME T Al = A S
;ﬁﬁWWmem#m%WJm%mm
T 21 §6 §F9F AR (shrinkage tear) 1 F29 2

et (kish)—afos @ & gom za HF UHET |

\mg&ﬂﬂ'(fnetal penetration)—7® 3N f&dl g9% F FwEE v
ngﬁmasmtrfaméwmmmmﬁmm
TR, §2 AT F B A F9 gEerr 2 | )

W(mis-qa{ch)—gﬂmméﬂumaﬁﬂwﬁfﬁé%lI!géaasén“
ECIEC] "7 9T HIA % OF A1 IO A F 99 3§ A 7 8 &
Ity T MM B T AT F FUX 6 O ArS1-a1 forwet 9 % oy a2
Fq: 39 W F 9iT § Feq 2

S = , 3 - ~

Wfﬂggpip~holc)—m$gtswfa6rééﬁm2hﬁroméﬁh
A I & TE-Be 21 7 2o a9 wEe e %aasim g
TN A T TH F A AT B G 9w e 3 A farrT A
IS BR F A ==




W(ﬁpe)—ém—ﬁs%mﬁmutmm&mﬂwmnm
%mma@%fe@ﬁémmm

e 2 < gt e
g (rat tail)—39 AN F &6 7% O IW FE A
mﬁméumm%méﬁm%mmmm

W (scab)—&9%-U% OT q¢ T A1 I 99 (GHE) | AAIH S
B 2 (1) JuEA @9 (2) TR @& |

g &5 (surface roughness)—ag ¥ T fafire st &
e aravas e @ A TE a2

; ' gaipa e
cast iron gaal o,

§ ; iR E I
e ey A A A T 2.0%—4.5% T4 fafam 3
1.0%—2.5%menmmmw,m@rma$
iy foret g Oré wh | 7R weh Sdiie g 8 q e § e
adifag & o1 95 21 ool | & Frefred W 8 g i—

. ; P
(1 FAET (grey iron)—zd @R F TS 9 gEl ]
)gm%mw&mw&wgaaamgimﬁ
gﬁmmﬂﬁ(m)%mﬁﬁaﬁaamélzﬂ
gET gl arE e 1

(2) @rerered @rT (malleable iron)—aE el fEH ITTE
Yo A 93T qlE 9 o SeEal S-SR 999 F9a
T S @ A 2| S @R A e, T S
gfud oo & &9 & T o 21

3) Afk=Tg= W™ (meahanite iron)—aE Ferwi wer o

()WﬁmaﬁmmaﬁmélaKMWam
Fal 2 AN IH TEES GCEA I & 2 s FHereaey
I Aty e o B #

sreferae @Er (mottled iron)—aeqadl qeeA ﬂahgr?suﬁm
fiem FTend # IE g9e: @ S due: e @ # el
g 21
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UHT U @R B 9 gea w9 ged 2

g3 BT (white iron)—a® w1 forga €9eT 29 BT # &
hm%mmw,mamm;ma

T 2)

cast steel Tl T, §9fed e

TE F T A A T | TN T # A el e F @
fife ferar o 21 o/ Asfem, ag-gro @ oy oftson geEREr @ e

I FIE H HE A oiedm 48 o s 2

afgu—carbon steel ¥

casual metal FIFA =g

A B TR GWORN swar e s a9 2

cathodic protection FATE T

freir =g 1 ddie FEC @ S €9 G @ 0 qE gaEw &
T | g6 g A a1 it sra @ wEn B o 2 gge ST
e Prega—amrae A e et srgar w09 % e 2 T Ei

'@ & fom dan 2)

caustic cracking Fiftes famem

U -G & v @ IO AN A dautaee famon o
Ao § o€ & A o o 21 7' g fode a Ser @ S |
B 3 o A WA @ oaEw & o #1 g s wqov s

FEd ¥
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ufast @ srgar fremH@ @er (nodular or spheroidal
iron)—ﬁ@qﬂﬂmmwmmmmﬁ'mm
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caustic eip Fies AR
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caustic embrittlement Fieesd HI
afgu—caustic cracking
C-C-T curve grogrodoTs
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central line shrinkage 3. tan G
3w casting defect & drnfa
centrifugal casting FUHH G

dfu—casting & daa
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T H A F FH W FE 2
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qf@T—shaw process

cermet Hﬁz
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T A 2| T A Tt a9 Atad et qa g2 e 2
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cerrusite deage

Sidiga g gaeE (PbCOs) fed 77.5% d@@n & 21 %@
FereperaiaTe Toferalt & OTA R 2 | 9 TR a1 S 7 6 Seeyol 9 E
wmgmmamwmém3—z.imfm

g9 6.47 1

chalcocite AeHEEe

Cu2S. ATH GeFEE e e 79.8% F0E 21 2 | FEeH1 A E7 O
#1aT # S PAeeters T & O e 21 g9 AT T o e 1 e
afers zgfa &A1 B1 FBEAl 2.5—3 91 ARTE T 5.5—5.8 |
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Trrrze AW FEe (CuleSy) Frei 34.6% afan & # 78 & 9 ae
F1 GEHEE & | 72 A1 F A g F9eF 2 | 78 G gefa F €9 5 am
A B | T T g A 2| 7 fpewen e o o o 24 e
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chalk test Hiagr giE
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chapmanizing ERLEIETR

it Arzeze vwe P dfem e g3 § are
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T F T T T 2, A T Wl st aaw s am | S
FUT IGF AT T W qwar 2

charge
I 1
(I)Mmmméwmmmmmmmwél
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2) ﬁmwmmwﬁmwﬁwhmwmw&mqum

é' D”
) %
charpy test gt iy
J ARl
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chemical degassing 1
AfEU degassing % ety
chemical etching
g etching % Fafy
chemical metallurgy
qMEU metallurgy % sy
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g

(1) 8 == &1 yamT ae-9i9 § 26 78 - aifea® @i % oo g 9 2)
o 327 J..msﬁawfﬂmwﬁmmal
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chilled iron T
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21 arl 2) 29 W 1 STERT (A & Awerdl, P F Ofear i o6 e @
I 5 @1 & et I SO 3 ARl 8 8 1 39 T % 7 H IS

Chinese art metal AT FA = i

i 1 0% T S aiEEa P fR 10% s, 1% T A S |
0% S B 2| gEE WM FEEiE aega B A § A )
Chinese bronze AT FHEl

e T 78% AT S 22% AT A 2 1 36 Seaw G 0 A F |
T TN & Awdr B e o 2

Chipping =, B

dfaw Iaqe § A A @1 wiad T 2l
(2) e T 1 SEm G S BT & Faifed 9 # T9E 5 F
A1 B R
chisel steel @A T
Mmif|—2"v;,?iﬁqunaiw().9‘z.aasméwé|WWW
mmmélmmﬁmmﬁﬁvfwﬁﬂmmw
frm w0 B\

chloridizing roasting FoEE FIA

chromadizing

2y —roasting

A AFAM F A1 TEE F FAA H A O A T
AT #1 FIWF T F A9 A T SR AT T2 A6 A T
afF T3 O T A= Ave TE AE) gH TR ¥ OAHERT
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chromating
FHe
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é@mmﬁm%mmmmm@g@m@
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1 T AR FAEE S ANTH FACES QQMW$WW1;
ﬁ@mméum_mﬁﬂﬁmmm\jﬂmﬁfaﬂ
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S A fafere 2 1 8 Hia (e FEfa & €0 F T 6@ E) FAl
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cinder

5L18
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(§) uzerE-g22 (Puddling furnace) ¥ SUEIR & €9 § U ae-
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cinder notch

et &=
g —slag hole

cinder patch ferze
FET—rolling defect & iy

cinnabar .

4 HSS.Wqu'_’aEUI FEF T 86.2% U A2 T AT AT T
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classilication Fiffarm
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Cleaning IEE@E
FmT—Concentration circuit
clhinker TooTv
FA A FTEH FANGE GrEt F O At e
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clipping
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qfeaad HAT|
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ushﬁmqwamﬁm,fmﬁﬂ%m@tz%mmém
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coherency
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collaring
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(2) 2f@u—compression ratio
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S% TN BN B| THA IUAW FAMT F fEar owr 2
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Hansgirg process il e

Hriforan SETES 1 FEA & GG FUTA FH AR A A
78 & w W Fe 2

hardenability

T FAT I HAET A e A e 3 i # @ qre |
2 U: S €9 & s e A @ 9 98 e e et § et
2T 21 FTE fiae &€ ae 7 2 fom o S s e gufaar e
YA A 2| S ae 3T A9 HICNI FEAT: HEA B FAH
et 2 gzafy G e & eI 1 P FOUad AR OF & A &
T T P 2 Sa 8| 9 & Goeae difid ot S
(seclionsize)ﬁﬁlﬁf{ﬁwmmmmilm@iﬁlﬂﬁmﬁl
FET T TECTE T ST 2 G AT 1 e § i TETE T B
faean o1 @A 21

hardening

e A oA EE A I A A HI FE | T FI-
faferat freforias 2 :

el HA (age hardening)—fae g i1 & e # g o
e FT 1 9 S AHEE a1 oT G- S I A o A e |
T 2| T9F FWV WHUS Uiaee (proof stress), SfEEwaH DI Gl L
mwm%wm&mmmemmmmﬁma
S F e I B & FAEE He-gEEa & e 0 39 a9 T
Py -3 fodT AT 21 T8 aE SifaaER & 8 g geet & fe
m-w%ﬁh&@ﬁ%@m-ﬁﬂwﬁmmmméu
9 T FE 3= 1T O A 9 A I FTAR -0 e € A i
QET AT 9T TR WU A 39 aIEE A-aEeE fed € | Wpias wd
G F IO I BAR F WFAH HI FEA &, TE GHA IF
ﬁmﬁ%mﬂmm%%ﬁ@ﬁ@m%mﬁqﬁﬁm.
2 3 foror Ty B 5 O AR o S ST & S e & A §
farae # €1 F @9 9%, 99 9 FmEn-Fern o wE )
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wﬁ@w-m (Dispersion hardening)—f&r o9 92 & qEH
mmqﬁmﬁsﬂfwﬁmmwﬂmmmm%mﬁ
maml‘m%mwﬁmm.mmm@r
T €1 § qftfEa # e 39 ofciun gae O ses 2

FIFTN FBWUT (precipitation hardening)

FET—age hardening

HA FIWOT (quench hardening)—zad @ 99 # i -ore
FAIT Acy A9 9 %@ Ao A0 T T F0F F A= O Faaeor A A% 3
mwwwmsztﬁw T A B H od e 2 | ome e
A A F 0 g &) FSE o #v $ 1 Smem dgee-ar
FaF Mae-a7 Faamr 2) o |

ﬁ'ﬂ’ﬁ'ﬂ'ﬂim (secondary hardening)—urg: 3%9 3 3w
mmwnmmu EF 400°C—600°C a1 9T qrgq &4 §
YA TAN U AREATEE GO @ FIW FEiest § s2 o 2

, faer@=-F2w (solution hardening)—Fa faim var & LR GE
F1 T T FF ITYF A W WA T G A% F797 39 e §
Pl FT A #) T ZT-4060H § ' F99, e F a9 wwar 2) 59
FTOA | T T SRR s & e 2 W danar wafon
FA B -

UfaeT-FER0T (stress hardening)
Zfau—work hardening
FA-FHSOT (work hardening)

I H G [ F S A AT F3 | AR O 9w @
a:mfmqaﬁmﬁ?hqﬁﬁw%mhnmmmﬁlaéﬁf
Y W%@mﬁmm#wiﬂw-uﬁammélﬁm
YT FH-FH TE T T gAas F #0079 a2 A\ 2 ) a9 -

hdpia_aa;?mhm'ﬂwﬂhwhﬁﬁﬂﬁmwmmfamm
qFA 2|




afea \ ™
1
foraiy h @ FF0T T # | WA % A m A | SR -
FTE F o om @ wE 2 EEr B

hard facing HET AT

o 1 A A A T # 39 9T W O ag e @ fAga
mmmaﬁwwm&ﬁmwm'ﬂmmmmwm
TR FA A S 2 | 3 Al SuEn, S A AR A A~
Iy & U BT 2| 29 # I%d o FEd )

hard metal FI g

hmmmwmmwﬁdmmﬁqmaﬁwm
nﬁw;mnnmﬁﬁmméumwwmwm
FHA

hardness

ﬁﬁwima?mmmwwﬁwqmw =T,
T, &, ST A9 FE OO FEA # | I |ad (1) e
& da-amef (2 )W@W(?)mwmmﬁ:ﬂmmmﬁ
arr G (4) |1 @ gEiTE § A 2

zfgT—hardness tester

hardness test
qardl # FIWA F OANMA E TOE9| GHE B o
fefarfas 8—
| Farder HEET THEOT (Brinell hardness test)—gaH 5@ qard
mmmmﬁwﬁhﬁmmﬁmﬁmmﬁ#ﬁh@z
WWWWWW?IWW?FW—WR@IW

e T AT # | T FA AT I 0 3 (o7 e W 5 (feRere
mw%wgcs-mamfmmgumﬁmﬁeﬂm

7AW §E # A 2

177

zP

nD(D-/D2—d?)

PR P S S (famivm ) D 712 21 s (feefeie %) siv d e &
Wmm(hﬁmq)a.mmmﬂmmmm;mp
1D % ST 1 T 5 2 2 S Fe- s s & fer -
& & | SRARTMA 001 5T A % foror 32 A1 30 et PN T = g
A F forw S, i g 93 e F fo 1 g )

¥ wIwET 9T (file hardness test)—afgg s g =i
AT TEIET # FIAE WHTH F0A & v a1 I=ma" & foer. afesiy
iz FI F774T &% A F foro gy - I T FIWAT F T T B
Wmmhﬁzlmmﬁqzmgwmmmzfmaﬁﬁt
ﬂmarmm‘ﬂmﬂzgqaﬂw - T FedT F 99 A9 29 § e
wmméxmnmﬁmz&ﬂwﬁ‘ﬂmfwmmwm
H WY T4 5% A A SV FHAT A &1 TR | g 2 iy
fat Smdt 2r 9= 331 & 39 & FBMCT T H1 FIEA 820-900
%9 (62-65 TFA@ C) & 2)

AT FIAT GO (Knoop hardness test)— 9 S
=T gv mmwwnwmwwmmmgmm
mmmmmwmmmmemmmm
WWEW?I

TO-T § 19 &5 W 1 JART f6o e 2 mazagamw
arquaaﬂmena?qmmmvm&’mmmzlgnm
A Al FEE F

| F2ET THTHOT (Mohs ha rdness test)—a&3T # F3ar F9

?w?wwwmmmmqﬁmwmmﬁm
A &)

T WE § 2% 1 F01 | 9w A # 10 7t 7 21 3f% T-dme
mmwﬁmwviaswwwm?mrwamnqﬁzmaﬁr
A7 W g mwwm?m?mnwgmmmw
WET E—
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!
|
E
q
;i
i

E|

‘ §
N WS LD 00D

i

forefirz #vs F3wan oo (pyramid diamond hardness test)

@m*uﬁmmimammmmmﬁml
Forary Ere (W See) -3 # fadfe & 2 fore drafq-m 136°
2 2 1 30 e |r w32 e #mwmmmmél
2 o T 2 T S 400 O A I 1 ST B & A &1 I f
o 81 FEA-SF P H/EE F G 3w/ # sqe fmm
w21

1.8544 P

Hp = )
d-

forgi P = T & W, d = feoinieT & ggiE @ )

T Farear gaor (Rockwell hardness test)

T UF 12 9 3 GEAA | A0 H1 e 7% 0 gfae e
mélwmmﬁMmmw@m%m"w"mé‘nw
G VAY TF T 2 A1 4-5 e % fore wren Wi g e o 21 5 &
&0 1 A9 G A & 29 A2 HIC A1 g foran e R g S | a9
3| 2 |1 & PR G A P TETE & FHEC A P A 2 S FE AT
& qar # FE & 34 £ 39 ohem § fafrs g # g e
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RITSHHT 1 T (61 el 2 | &8 A 37 et & ey fereifa feeg

21 THI" Foa Hp 39 93 9 oo 3 o 23—
H[):E"C

P E e feaniss 2 foraam ar dqee @1 e it wgers 9t ox fonde
FE 8 3 ¢ I A TEE F A 21 Hp @ 59 d9 9 o og
forar s 21

AT FBC THHO (Shore hardness test)—Us FEY H3RET
ZRr o 1/12 3ite W & 87 3 A% Al 99 @ Swifee @i @ et g
qle g5 ot fiveen o 21 wfediy @ w9, F3a 9 A B 2| 38 whE
g e & i o 8 39 OR FERaRd TR ¥ 59 R saear
oo o wEd B

Py awgream aéveror (Vicker hardness test)— et qard @1 dqevr-
vﬁﬁamﬂmmaﬁmiﬁHM(mégm) 136° Jrafa
# (included angle) amn avi-amaw & foafe 8@ 21 92 wm: 30
Feperam I ot s o o 21 9 R @ SEa @ W SO o0 e @
3 &O W UF & A B A R 1 FIA oA (Hpy) Fw/fh? &
= @ I 2 3 Frafated g @ W@ @ a2

1.8544 P
Hn =
d2

forerst P i & e, d feraivdiet & wgies o aof 21 dqeon gies wra:
e e & Fores @il @1 fraidieT & aor o @1 9 39 F9 s B
g AN I a9 w0 B dEE F w9 F forr S 2

hard plating FIL AU

SO HSR hifeaw aue Frda & dad & g wee, g are
TP T4 IS -FHICC T A e Wi dg=-wroew & for e s 21 3
TS daia el Oy GER e garT e o A aee o a2
:;@ﬁa;waﬂtﬁa@m o & afaftaa 39 wee @1 g sgg @

T 81

FI-A & fre oy wmr Rrferrt B —aak @ e, faegdle
e dum, s Ay, oy gErw & i)
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hard soldering FIM AeETd

A& GroeTa gFe o dfs A 9 g 5w & guan fE
W 21 78 @ qe & WA T 6T S HE @ Jua e T
w B W #

gadi—soft soldering

hard spot FO &I
afgu—casting defect

hard surfacing FOX g3
gfgu—hard facing

hard tin FW T

=1 A FROATe S R A & s Soed B 2 1 gEE 99.6% F1 4R
04% afar &1 2 T9E IUAm @ A, o o § A #

Harman process EEE OH

Faes @ 99 foeT @ forr & &9 & @R g FA B0 g0
faf o9 W Ae TEm @ Weldl & W & ®9 H 9
g 21

Harmet process e awH

quf g fasr B o o R uig A A, LI A °
fepa e 21 Fer fod ov g@ g0 9% & WA W A 9 SR &
)| go9 % W1 A9 €9 9 3 g O W AR § FW H G T I
e 2 a1 afE T & A1 A TEIA & Y A AR F HEC 91 H AF
H g & W
Harris process 2w uwH

S i ® U TEH e S g s, o,
A S auR @ g9E fEa I 21 g6 450°C 9r NaCl, NaOH 3
NaNO; & i aaw faw w1 Iudm fa e 21 36 gr 34 Fuss
% afFaEe @ i oA fEEm ¥ gEon @ fEm W 2

13—231 M ol HRD/YO
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Hartmann lines

R T G S g v A et SrEr & 9 o arn o 2
M-SR W 921 T @iE S 95 T # a9 5 9 2 o A &
ASIEATT Tk S 9, il - A & e farz odw o 2 ) e fag
WWWWWQdeWmmmmWW?@m?
% T S F 0% W i fRem & ann 45° 1 0w, 79 dan a2
Wwﬂmna@mqwmhmmmmﬁwmm

Haste alloy

‘ # A
¥TH 8 T F 3T A W AR A P A F | S g 30 -
I WWmmﬁmésm#mélswésmmm
AL &1 & 65% Ni, 30% Mo, 5% Fe 731 17% Mo 14% Cr. 5% W. 5%
Fe 3t oM Ni 8@ 21 spemedl fasg & 9% Si v 9w Ni 2/ 2
Hauser's alloy
3 G G

= T A e S0% e, 33.3% faeg s 16,7% defaan
2R 21
hausmannite BT

ﬂmmm Mn3 Oa, Sl FF6ET S gy faemr &g &
AT S # | gE A {efEr & e 2 21 w3 5-5.9. fafore
T 4.72-4.85 |
Hazelette process BIE UEH

' wmwmﬁmammwmmmwmﬁ
ﬁﬁznaﬁmmﬁﬁzrammaw%smmfﬂm?mf:ﬁww
TECW A 1 77 RIS S S o T 0 0 O e v £ e T @
THA 2 | 78 319 O #1 U6l @l S99) YAt F afeard #¢ 34 2

head metal :
CIL eI

S 9l H QYA 39 S 6 GA 69 F 90 § 91 % HE F oo
A 2 o
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14

hearth
| auq et § Wedt % O A A e fogen e A anEad

S 2 & A o ar # fawm forn S 2

w21

hearth furnace 7 wZel

Ffgu—furnace & FFTA

hearth roasting ad WA

sfET—roasting % @A multiple hearth roasting

heat o
1. Tor-geTers AT
2, T A FHI-ITAC T

heat tinting

m%wwﬁmmwﬁvwmmwmmm
% faf| o= [0 26 998 OT A @ T EE-a e Fe-en, Ao
T STRETEE U F WY % ST & e 3e0 Al 2, aifed e e
g@mmmwaﬁaﬁmﬂnwmﬁr?lmmmwmm
meﬁmﬁwnwmmmmwmw
ATt g Rt Ted , e o 4n & dal O e TeH R S
2\ a7 geT 1 ) T AT % A 3 AR | S O 9 w5
v af wgie a1 1 A0 A1 S G {2 T 2 | I T, 9 F e WH
13 & G S A OF AT O 21 ifert 0 10 gens & fag e
A9 F G wEA 1 g9 T E—

220°C—230°C &l G
240°C e g
255°C o
265°C o=
275°C At e
285°C g
295°C A
315°C A
183

mm,mmmmmﬁmém:}u“cémﬁﬁ

?mwmnmmmmtﬁmnmwﬁam

heat treatable alloy FH IUEARTY fermrg

Q‘M.WWﬂm-wméshﬁmmanméu
Tmﬂwnemammmmﬁwmmhmmmm%
mm(mmmﬁ)mmﬁmém@fa -ham. o)
uftadT T @ o wwar 2 | )

heat treatment FeT
‘ IUER

mm-mwﬁmm%ﬁwémmm
mﬁw@aﬁwmmmmaﬁﬁ%mmmnmm&mﬁ%
IS & W T & T g A ST E) A s
TH-FAN F IR § TWH B, FH-ITAC A& 7 o 2 |

heavy burden i =R

mm%mﬁmémmsﬁrmﬁwm

&
heavy metal | =g
IFFT—metal u
hematite gHerge
T—haematite
Herculs metal
&g =g

T T Parg R 37.5% awee @i 1.5% Gt s 2
Wm%mmwmmﬁme. h

Heroult process
s g€ THH

afv—Hall Heroult process
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grEEeT A
Hausler alloy

&1 FersE @ S e S0—72% e, 18—26% Hrr A
10—25% tafefas & 81 3= !ﬁﬁﬂ"ﬁfiﬁi Twﬁam F F FH
wmmqmmamﬂmm@wﬂm@
aﬁﬁﬁélmwhmﬁfﬂwmmnmmmmﬁ
¥ g 37 waEr ¥ B A @ e A A s

high alloy steel LP G|
Ffgu—alioy steel & et
I FEA
high carbon steel
afgu—carbon steel & T
fem geaa

high speed steel \ ‘

ﬁm—mmmm-ﬁa—mﬁﬁxm#z@émﬁa
mﬁ%.mmaﬁmﬁmm‘w@amm‘w
@T&fﬁ?ﬂ%lﬁﬁ%ﬂﬂﬂqﬁmmgl\@fﬂf@mﬂ 8%
Fifeam, 4% @TeEA, l“mairf:gzrn,().m«.asla‘a;i‘lrmmrgrg;mﬁ fw;:m;
ﬁ%ﬁ%éﬁé‘mﬁwﬁa@mﬁﬁuﬁw)(ﬁ ¢ 4
fope IZS()"C%WWFWNW#W@.W%@W
—xo"('ﬁwmm.mmwmwgmma»m
S00°C 3 TR T S 2 v s -fpferat aw 2 o S St
FARU A FICA Fg T N
High strength brass I=9 9HA mﬂji

oF Ay g fHEE S5—60% am, 04—2% e, ()f—l.__s;
rr-quaw |.5°4.&ﬁaaﬁtmumm%|ﬁ@§waﬂvqm
G 1 T STAT G ST A S A A # g
e ff & F \

el & A T SR ST aﬁwfmzqmmwm:(;
amm 2-4% e, 3—7.5% UgiAtTaE 3 2.5—:»,«.‘%1;?13 gan 8, 3
oo Far FEd ¥, &g aad § 98 OF dae & A

high temperature carbonisation

T —carbonisation
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high temperature coke I a9 &%
afau—metallurgical coke

Hilgenstock process feeTSeTs aww

T TE A S e T F A B F BOGE | 1o F
9T o W @1

hindalium fe=eferan

MWWMWﬁfﬁammwﬁmm
AE AW o G gerE: a6 o a9 F A 2

hiperco GiERED]
o g Foresr 30% P 4 9w e A 2| g da dge
HA 959 afe & 21 g 3w faegd da@ia oftqdr & & 2

hogging UG

mmmmmwmnmmaﬁmﬁgﬂw
T AR # Feq F foaw fEa amr 2

holding furnace HE e

T el T ITA S e - § o faeh |1 % duE # oo
BTN R | g et g % e 1 el % 6 39 Afe gee-a1 ar v
T 2 FH P FEAEFATEE AF W F v ot ug & ges &
A qam aftadm & e @ w2

holding time T e

T F YA FN TS F T G T 6 & G4 A6 i
THH T I A & o0 Sravas &) an @i 9 & =W & 99 a2
I 81 (2) fag-Afedm e wéw afein & 7w 39 9 @ s o 2
Foret fome a1 1 v oot o Afedn o A g e T 21 (3)
m.waﬂrm%ﬁ?@nﬁrmwmﬁmm%.mﬁm
UMl F GEA W U qo e $e 2
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homogenizing IR

T I UF A GHE A ST SR S A1 A 3R T
ygs (chemical segregation) P GHITE F9al &H 51 T §F | T THA
AT AT 1 EEt G TA SO S e A e 2

Hoopes process g UHH

mawmwwmmmnmm
AV TR T g e o 2 e @ o 8l @) v § A A W
o 3 e R A A § GO F e 21 OIS oe e S AR
dgfefm & faAg @ A 21 SEE-IETE, wEgE, e
ﬁmmmmﬁvmmmmm%mw
-mﬁmm%hmmwakmmﬁml
TR 1 T T 20,000 OftEw @ 5-7 A & fanra ow fan ot 2
T AT 900— 1100°C TEaT 21 36 WA & 99.98% 3 TgfAfam o
fama o @1 21 39 g8 & 9va 95 | (Hoops three layer process) I
Fed B

horizontal retort furnace 1 1 O L e
afgu—furnaces # FaTfa retort furnace
Hornblende I 0

?@ﬂ(complcx)'ﬁtqﬁﬂﬁfqﬂﬁﬂ@%ﬁqﬂfﬁﬁmgﬂﬁmz
3o Sriforan, @ S Tt & fafde T s JEE e
e e % fafere ot 219 # | guw e s 36 uEr #—Cao 10%.
Mgo 13% Feo 14% Fe203 7% Al203 12%, 8i02 40% 721 Na20 Fr K20
e 4% 81 & | 1T 3 R ZE {71 AT, B, S S e & |
e eriEete i eTg A 1 uaia W A 2 | §9 Thed UhAdE §HEE
F 89 1 ®owA 56 (W WA H) e qeE 3-340
G ZE

horn gating

Ffgu—getting & a7l
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hot bed

T d&T

fereger oz grr o T ai anifors ©Y @ At
UE-0 dEH 9 o A 2 ! R

hot blast main

mﬂﬁ:@%ﬂﬁ@r@n&%mﬂmmﬁm?mw@m
_ azﬁyﬁmminwmmmmwwméaﬂrm
FirTeE &7 &1 e @ o 2 >

hot cracking

g famTor

1. mﬁmm&mﬁﬁmaﬁmmémmmﬁ
Wm|mmn\ma@am%mméﬁtél

2. mmm%mﬁaﬁv&f?ﬁmﬁmmmmﬁ

WA & W 3 A @ ; : % ok
= o 2 | T i $ A g e @ e

hot dipping
ping T fgse

|. =19-9%5 9 aifed tafae sfatEaer 5 se w
Preraar o ST 1 T HA & foro oy

T H Y-SR & g 2o —pickling |

2. M-I 1 PAeIes v & i sy i zar ov i ook 2
T T P A g

o er?eﬂmmldip process) gaal & 3N TewT 9v Uqfairay
;Tq:;vl:aiwl ‘-‘lﬁF{ AT (Pickliﬁg) e (rinsingJ) AN ey
e ﬁwﬁﬁmwmrrwfmrménﬁwm
: m_ga.m-mwwaaé‘mnsﬁ%-ﬁmﬁén

O (aluminising) 3faw FFrfR @5 7

a9z ﬁcﬁ (galvanising)—&&am il g% #917 % 33399 4 =2
-ms@mag@wm\wmwﬁﬂml mmmnﬁ‘mmw
1= S &1 FT—sherardising. )

I 88




ﬁ]‘aﬂgﬁlﬂ(mnllcri7ing)——3‘mﬁﬁmmﬁﬁﬁiﬁﬂqﬂﬁﬂﬁf
F1 Uefataae & GfaET 09 B UEA | 3 @ 8707 —1095°C 99 9%
A - B T T e 2 o e ATt s A 2 | A
mwmwmﬁrﬁﬁwfﬂhmumavﬁ?ﬂhmmzmmﬁ
AN F TOT S 2 29 faf § S omfEfas v, e & 6 -
oegtate R Fa ArEEd A E 29 UFH AN 09 F A
gfaers & gefa & 5 21

T (linning) FAR & 71 F04 F {070 el =g ov 47 1 @7 FA |
77 a1, i 4§ a0 e 7w, EEga Ao A 9 = wEe
aamifmm%ngnvmmmmmw%mwm?ﬂ-ﬁmmmwéﬁ
o o & 2

hot drawing q7 FI

Tv A 9T fE A9 F e (dic) @ B9 U FH F AW, g%, A
e H FAA
gar—cold crawing

hot forming A gtaE

399 A W SFA, G4, FA0 AR G T A & qE
(forming) F1 991 39 A U= T4 F2 (A g ®T 7 O
qAY F G F 0 FaEvEs 2 e e & T aEad A -5En
T T A | 29 A FE A% A B ST P 370 A F
3729 & A A A 2

hot hardness Ja FAAl

F7 AT & 72 Qo s e 3 faiee 3= am (elevated
lcmp‘cmlurc‘)"ﬁ A1 AU F FSEA FT ATTFIVE: FA0 76T ?’I z9 II'TT‘JTI
F1 FATFEA AA FEU FAAN T FE A A SAET, TR AW 3 FA
ZEgET & foro B A

Hot mechining T4 JYTET

T T AT AT P # S F ST A
q1A 1 BUTAR FAT | T QUEAEAT 92 A 2 AW AW F ATE §6e TF

T ST A AEA F

hot metal pocess

T O W
Wmmdﬁmﬂzﬁmmﬂﬁwhmmlmﬂ'm

S 1 B S TG G 5 6 ST R o 2
drr de R @ o 2 L &

hot pressing T gdrea

1. - e @i e g e ey @ s @ R
wﬁu@ﬁﬁaﬂﬁﬁmmiﬁrm;mﬂwmimﬁ
@Rmr@ﬁwﬁﬁmﬁmwm%mm&@r@m&m
m&mmésﬁwaﬁﬁﬁmﬁamﬁﬁmmmﬂ
RS & &g e 8 & | 9% 1 o Farea 7Ar o favan s 2 e
400 & 2500 dfz F1 @ wgE fEAr o 2

2. I 9 U I H GEEE ¥ qEI W AHE 310

hot *hing
ot quenching pe—

afgu—quenching # 3mfa)
hot rolling TH AT
wﬁmﬁwﬁﬁ%@am%%mﬁmm.m
I, W S B T A B T G B GAE T G Ao
e feum & &y 2 ¥
fET—hot working )

hot shortness

@T—red shortness

hot tear (shrinkage tear) T e
afu—casting defect

hot torsion test h Ja e gle
afT—hot twist test

hot twist test T =ray gy

ﬁﬁ?mwm(optimum)mmmﬁqﬁ?ﬁmaﬂ
quwaﬁrerqaﬁwfaamﬁfqrmaaﬁtmﬁmﬁafwmqﬁw-m
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g T 1.4 & ar 3 A 81 78 Heel § 39 T
%%ﬁggmmﬁﬁmminﬁﬁmmmgaw
'(?Tm"émew-ﬂmﬂwllorquearm)qﬁﬁmél*TU\?
FH F AT TS F 135muhm€(r.p.m.)ﬁqﬁg{mﬁl?$
ﬁ%hmm-@ﬁ@ﬁqﬁmﬁmﬁmfﬁmmm
o i, T & G A fa e 8 g aw e o

& F=d B\

T -FHT

hot working

Wm%m%@quﬁﬁmha@ﬁmw.
G, A9, SFETEA I IFEAY (extrusion) FAT| FEE WY T
ﬁm‘%%ﬁm#ﬁwmﬁﬂ-waﬂlémmm-mmﬁa
m@maﬁ.m—aﬁEmﬁqﬁmﬁ»—mmmén

mmmmmw-mémﬁm:mﬁMé
mm%wmwésm-mgaﬁmmam%n

ga—cold working
gl AT
Hoyle's alloy "

mmmm@fwﬁ%w.aﬂ,w@m@r|2%x1rfrm=ﬁs‘1méu
TaF ITEn At ® g 2
HEC
Hoyt's oy
5 epfor aen, TEA S 9 frg e 91% &, 6.8‘%;@\%
5 2% afe BIT & | TEE START AT S AN S F9 A arg FveE §
&zt @1 et & fo e a2
W 91
Hughes metal S Hg
T =y v drar-farg e 76% g 14% 31 3 10% o=
g 21 g9 IwEm g F B o 2|
fodt A
Hume Rothery compound &gH Il

#fgu—electron compound
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Hunter process

#2T TN
frafs & wifeam 7 w=ifm AAEE F ATHAT & wifes
TR O A @ g
hydrargillite HEF | (G 1
fau—gibbsite
hydroforming A gfiregy

mamﬁfhww%asfzwrwmaﬂmnmmm

hydrogen arc welding BIZEI 3% At

afaT—welding % Zafy

hydrogen embrittlement GESECIE L

RET—embrittiement & sty

hydrogen loss BTZEEA &Y

miﬁmmwi'ﬂwqms’mthmmmmw
TH FT7 € 399 ¥ § &9 AWl 51 79 g 02d i sa U FiaTEe
mﬁmz#mz@m-mwﬁﬁma&mﬂmm@

hydrometallurgy EElC GEatE|

sfET—metallu rgy

hydrozincite

CASTLE s

ZnCOs. 27n (OH )2, ForE1Tg 9= a1, f99q 59.5% 792 2= 2

azamammwﬁ%maﬂmwn#wmél

Hynical

<]

T o T far ey 32% fordar, 12% drepfisiaas ATE 7 9 s

2 2|

Hynico HEIR B
T FoaE g WA fam 20% . 10% UG 6% AiEr
13% FAme 5w 9m =i BE 2




hyperutectic alloy TR E frarg

& Zfsnt fevarg R Gew, ane-arce & gRfeee & ad S A R
m@mmﬁmﬁ@fﬁﬁw,w#m
g & e, SOEC Ted S 2

hypereutectoid TREW Feaeias
FRUCEfaES & FTEU, TEiH A waed] 3|
hyperentectoid alloy BRI JeATiaE fﬁ%{lﬂ
a8 foarg foredt feosredl-aea & e geaeies-ufada & s &
hypernik gg::tlﬁﬁ
: " —— o
tr_amfmgfaw‘ms—somfa%aaﬁrwa@m )
e 2 21 g IuAm freay qe aferdr ¥ g3 g ww @
®q F g )
hypersil 613:::
S g ferg o 3—3.5% faferee, aferam 0.03% e,
o.ozg,sm, 0.02% HEFRE, AT 0.1% Frreiy S g Fer & 2| g
ITEN TAHEC-ET § Ea 21
hypoeutectic alloy gRugefaes g
i zfa-3ntt fersrg Foraan e, ey e &, qRfaress & o€ S &
2 g SEd i T @ A A IR H AR 9T, g B i
WrAeq @ SO, SOEC Ted e 2|

hypoeutectoid ‘ EERIE GRS
sEdgRfes & ey, FEs A uEedd 3 A

hypoeutectoid alloy TEUgeERige g
7z foarg Fradt foaredhl a3 @ AN qeeles gfowd & FA &

hysteresis e
|. Teq 991 I AE T G & dad § Ao S e €

ffers Pfgall % dr & TN IYiaT | T BT AN S e F T
wiifes aftadAr @t wafe @ am-afadar @ 9@ @ o 2
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2. g dfam (megnetic hysteresis) & 2 & 29 912 37 314 2 5
mminMWmW-wﬂ%@
SET

ideal critical diameter eyl Fifas =g

A GFAT B

ilmenite THAIZE

eREFIH T S (FeO TiO2) Freit gorm: ai s aredfa &
mm?ummﬁvmﬁﬁmmmmﬁmélmw
&ﬁﬁm%@ménmmmﬁr@ﬁﬁwmwﬁé
FEEE FA9T F A @ A R | wrRfam # Amr 18—24% a gd
e A 21 T 2

immersion coating fa= faemam
T R T O 79 T 0 | I2RNS g o e qgw @

T FH @I |

immersion heating s ams
TTiaTe ¥, Gfer araor T T S & FAME H TR FHA A T

9 €9 § W & F0)

immersion plating st @

amﬁﬁqammmﬂnfmfammwfmﬁmmqm
mmmlmmwmmém—ému@émwés
W#mm%uwhﬁﬁmmhﬂ;ﬁa@aﬁmwhﬂgﬁ'
mwmmmmétmmhﬂam,fﬂmﬁﬁqmm
I 1 Al T 30 2 | IR T T otk e F o A e

T F THT FOGAA AN R A g6 W AR F v v & w2
impact extrusion gfeere =

sfgu—extrusion & &g
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af= T
impact test

FIFTETE I AT mqucrhwmwzarqﬁfmmm‘m’rm
A F1 OV | T ST ZO, TR, SO A S i A
Sfets % FEm TEe #1 - @ ST F A 9 5 % e
xmwuhammwmm’lmvﬂmwnmzm—ﬂf?wwq
A A6 & a2 & {0 AEEE amﬁfaﬁrmdwm-ﬁmzu =
g T A & A AT g

T TFTOT (Charpy tesO—3H 10 fifio > 100 55 T
ST R T 7 T 5 S 2 e 4 A
rmmzuﬁﬁm’n’ﬂmﬂﬁﬂﬁqmaﬁ—ﬂwqmﬁ
1 T 3 T 3 for, e S, SEAE-F (angle of risc) A1 FT
T & < 3 Tl A S B SR T e e -
o S 2 S 2 | S AME-2E-0Em (simple beam test) | #2754 Z 1

SrETrz T (1zod test)—ZEH Iu.fmil.o'v-r 10 et >' ~ 75
moimﬁéﬁﬁ?mmT——{iwwménwm(f“nngm%
pendulum) 2FR1 ArEH - 9 2| 94 £l I{FFE-EFI 4?” S TT%"T% 2
o 2T 2 | GO HEA T AHTH FiE S 2 | FEA F &
ArAYaE S AT TR & A A & T - g o e E | g9
imperfection AIUTET

1] TR 1 et Fafere ewfeter & i i A 21| A aH l"TFT?ﬂ
SeTEIYi TR AT AT QAT W O A A § A
goTriA Al fam % FA0 I A9 2

impervite
AT AR B A AR % Y T g U SeAEE 03 | §

i 7 TR % HE 2 1 265 30EnT 11007 C & i a1 o ST Ed

Zl

impoverishment ’f‘i‘"T
mwmqummmnnmm

& et fram e T & eqr-faem & e Jed o1 e A6
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impregnation SGEE]

l.fﬁaﬁaézﬁ%téfﬁmémﬁwmuﬁﬁzﬁamm
HElT % 0 # FW T A G S9a g & W

2. o iy Ao # gfersw gmd & @0 #1 faer @ e S A
i R F g 2)

3. fﬂeﬁaéghwwqrqwmﬁﬁmmwﬁmaﬁguﬁ%%
T 7 z@@ET W o 2
4.t o1y % g o wifeEm, wEE aifz @ faefa 01 @ gEE)
s. mmﬁmiﬁfa‘xmwfmﬁmmmqﬁwmlﬁ
74 TEY A UT T9F F A7 BT a4 21
gaT—infiltration

impurity B LA

ol =1 e gera & 3 i qe e A 5 e st &
T e 99 # afew o Iufeds @y #)

inclusion count Fadar o

TE W GHIA T6] A F WG FC T AN |, 39 T o
Taferar 261 sam faan e 2 | wErEr % e A A St e g o Aty
TR 7 A s e & a2, . 7 I A FATF 2 FF g
9 faagar § 399 fead e Sufeds 2 gt 3¢ Saee & fagawm
TEAG F TS, AEY AN SER F oA, GHEAY -] FHEAar 2 |
ST g9 At € a9 o dedein aeer F ffee e o 2

sfEu—inclusion

inclusion Ay

| 5, SIHE A S AR F A e & gna agar § e e
%mmm&waﬁf&mmwwmmﬁm qTHEE,
hﬁﬁmﬁﬁwﬁw$mﬂam&%|m&maﬁmmm;
HIHS qewgs 4 e arque s qofeer 21 deel & oo 5 2
WA F 3 (e g fafowe) s awwe v ¥
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). A T AT A A W e e Aw fagm w E
A -] & TET GEAT O A £ | ZAH § Ged GHray F 9 #1 WA A
fagn | 2ElgEPT &1 A 2 G T GEEY gF AT &) JEEd F A
P AT S ST T A1 A % it st O e ae 2
SRS F A 1 AHHA A [ HET & S 34E FEI & 0 A
T -Feravn et 371 ST BT # | AT WATAT & T SO A
F ZEAHE FE 2

3. afgu—weld defect.
INCO (International Nickel Company =1 (Ff7-WTA4 7FH)
of Cannada) (Nash smelting process)
' oI F GEFAT § 90HEE Qi3 4 T H A 6 79 e
HEETEE W AT AFEIEE § AR 2 e # o faie g & 9
FA # | afete 7 SO2 #1 qiza 77 At 2 2 5 arewr 3= § TE
faar =1 wFAT F)

g —Outokumpu flash smelting process

incoloy [

gfafes 970 qEn & FEE, gAr, faiesa, oaEEes, 2geiEan v
\ Hitereas o1 219 21 92 SO A QAT 2 2| S T S

Afaamas, Fwr-aw #Far, Aegar WiE W e )

incomplete combustion Fqui ZEA

afET—combustion F A
incomplete lusion Ui FqETH
agr—weld defect.
incomplete penetration a0 FATIA
zET—weld delect.

H=251 M ol HRI) 'Yn 197

inconel | c

| S e e e 80% Frdka, 15% e s 5% arer arr

auu:wwqammmﬁhﬁkﬁmurmmm

Bl Bl §oFE & AEE F 815°C & $UC g9 S9An A8 &

e Y '

indentation test :
ZfET—hardness test % 3T knoop hardness test

indirect arc furnace
YIS AH Hedl
aT—furnace
indirect extrusion
YT I
FFEu—extrusion & T
indirect fired furnace ITTF eI Heel

\ aawzétf'snwaga 99 H4 W foran s @ o for e &1 ey s

B9 & 3 99 40k ¥ T8 e 2

induced draught ofea v
fu—draught % Fafy

induction brazing v S
&. o

o o 471 91 e, e el § wafed &1 T4 P w1 sty @

T B 2|
induction furnace T el
FEU—furnace # Farfy
induction hardening T FHI0y
afgu—case hardening % ey
induction heating T A

ﬁmﬁﬁﬁﬂmmmmﬁhﬁummmm
UM F9FA, AfeLT, I AN FEHUER F v 2| 2
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oA & WA Bt I-angia-fEeaE & A w5
el & G 99 2o F AT FTE I O S | -G 3 A
ﬁaqfa%mqrgrwm@és-mar%mmnaammamm
g F9 B | A A AT i A A 2 SR A TS 9
FA1 Hi5A 2 A 2| T UHE TAA F G0 ForA W i § fore 3=
St v FR A F1 SrAvEE A 2 | SO, F & frw S G
T WET W S ATt S S0 arge wid G 91 g § g
G T W & 1500— 3000 T AT @%2 # O & wEn A 2

induction tempering T 9|
gror fafy | IO N AW R HOAE|

induction welding o) AT

W & & v e o 2 foere faa e w3 st S A

induflux method gy fam
g‘aﬁuqvﬁmfr;ﬁfmwmaaﬁwéfﬁmmhﬂﬁmm

1. faren

industrial metallurgy FRANTE ATTHEHE

afgo—metallurgy
inert gas welding Fiwa e afeEn

U U I At v e o Afeed g, e, e
itz g A6r & aER GAE § AR w2 W SR & A
ST ZoTTE S A % A 9 3= S T AR A 3T
P T 2 ZRrRTE % A A A T O A A g A ® A o
a1 % W G AR G H A A 2| g g A6 # R A,
SRS A1 AR TE € AR TE 2 | g -0 & HO e
mmmhmwfmﬁ*mﬂahaf?nqhmmzrﬁaﬁmmh
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AW B 2, FE Al | 72 i Eme gfa i (TIG) afe s 21 289
) > > ' L o S ] ol 5t
Awa T T afeEn O g 2

anﬂﬂ’sf“"ﬂ F UF - THEAT H AF T F 30 TS F
9 7 AT fEgr f AFA T Afo ling)
T o6 mm_@_ﬁmm AFEA T A (MIG welding)

FEAM 21 39 famn afedn g4 (shielded inert o

: Rl ; 1s metal are
welding) Jfe3m b1 =4 7

inliltration ; f
AT:H=ET
qumq?mmmm—ﬂ ¥ AW wge #1 At T o E e
FTA T T T H FHH VAR A F A €T G @ 2 | 7w i
W T A '

| fgrT f'—'WTxH‘ ETHFFFI (capillary dip infiltration)—zow
Wm-atgaﬁm—snﬂmﬁnfmma%w Z 9 =9
B ‘ "

. guf fﬂm A% Z (full dip infiltration)—zai i S
T F el 9§ A A 2 |

o

W AT:FTH (contact infiltration)—zaH e 919 % T &
ﬁzwmmamaﬁq#mmzmﬁm%w#
=T 2 ‘ |

Enmﬂ?mwmamﬁmmﬁrqnmwm
T §UEH =3 F 41 2Er 2
FTA—impregnation

ingate TA=AN
AR

3 el

ingol = furf
IRESE M)l mEs)

T =T % {37 6 9 T8 1] €55 1 7wt €012y i 0 i
A FH FFANA F 0 SugH A 29 g @ T 3 T B e
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3w & W1 e ORI a1 JeA-ed & W e ¥ S e
WWMW%WMW%nm%ﬁ@ﬂ
FgEq FE AET, FAET FA TGLH A 21

ingot bleeding frs gow, i g

ifors &7 § T firg # FO0 T W Fed A AR GB F ST
% o A% firr @ favefen v faan o & T & e W F PR
nfﬁamg%mﬁm@lmmmqm%wmmé@tm
mmm%sﬂmfwﬂ@q@%aﬁﬁmm%wﬁm
mmmaﬁ%-mzwaaiwmamél

ingot iron fifes <t

aﬁwsﬁwmmﬁ&eﬁm@wmm«m%
wm,mﬁrmammmm_m
@

ingotism R, e

hﬁﬁ@aﬁmmwaﬁaﬂ%—m%%ﬁ@ﬁ-
ﬁwmwm%aﬁﬁmmlwaﬂ%mﬁzés
mm&mam%mmmammmﬁ
4 1 S 2) 29 AW F o T & fou dfred & S qEa-Fred
(inoculants)gﬁ‘?sﬂﬁé‘lHﬁmgﬂmﬁlgﬂﬁﬂﬁﬂﬁmmm
2 gud nfs 9on & & qEuE @ S

ingot mould fiz &9

mmaiﬂﬂﬂqg?fmfmfmmwaﬂ#mm
et 2t % W F UF @ 22 [ A A 31 3 G o & A o
éﬁmémm*m&m@aanﬁmmam%
i #—(1) fory a2 ferm S @t g g 2 (2) P e e A A
7 g 2

gaat # Hiad AE] gHad, Fafrq =1 @eEw (corrugated) &t &
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invol sreel ;

fufza zem
| amuwrwn’m, FTAFAR FAIFEAF TAE Gz a95 5
FEAT F177 (solidification shrinkage cavity) HagaE &=y 2
ingot stripping Tz famees

. L A
frz-wamar & w2 1 e 51 fafs
inoculant GE
Havg

_7'—113_& ST ATE T ST A T2 ey & wiferes o
A S 7 THF HH-PAE (FEFTEE) = F g maarrﬁ
rlwmmamrﬁmﬂmmmmmﬂ——'mlzmmq
"—nwfaanm i =Tm'n?wwﬁwrmm"‘rfmaunqﬂg?hmhamﬂ

inoculated cast iron

Aaty| zar ame
T2 IR RELE] T M G99 § GUTTA T S ST TierE
BELD I mamqmrmr—quqﬁmm%mmﬁ"ﬂéwi
HAED A9 2 199 9393 24 21 29 F9 F 00 539y FEieTEs
—}“” S - »(I 2 » ¢ - - :
ATTFHFT F1 AT A AA 2 VAR ATIo1 § A1 2l iEaT A 2
FFET—nodulir cast iron gt

inoculation

IEERC]
T 99 H 390 W #1 uEe
TET—inoculant &
mterervstalline corrosion ST T q4rm

FAET—meraranular carrosion
tterensstalhine tracture TAVIASAT P
T — e relire. 3 A
SAT—racture F A A intereranulir Dactine

)




intergranular corrosion . ST A

@mmmmﬁmmm%@mwmm%.
2 YA % G i i e % e ggie A F o A | aee &
a1 e 81 S 21 9 v & S A # f o o fafie
Fopd @R % T A & o gt % 0 H S &1 Sl # | LAt
%mmmmm,mﬁrmméwwﬁﬁrméu
afuéwﬂam-mmm.ﬁlaﬁvﬁ%mﬁéﬁaélmé,gﬁmﬁ
o591 5T 3 & T P & I 0 S, S et e S & e 7
% ¥ 2, 79 T & nfq s@ A 2

RS a1 S WA # Sufeata & @ EtEe 7 -
s & dferm & WA ToRTE fava e A o @ s i

Ffao—intercrystalline corrosion

aFET—weld defect

intergranular fracture FEE T
A FFgu—fracture ¥ AT
intermedicate annealing At AT
zfgu—annealing
intermediate carbon steel AreatHE FEA P
afgu—carbon steel & AT
intermediate phase HreAtaE el

m-aa#ﬁwnmw’..m'—_#ﬂﬂmmmma
g & A
intermetallic compound ’ JEmtea® AT

AT A F A AT T e fr A i e
AT T - AT B | 4 S F2W AN A A E A E
fRAH-AAT B oA FAE-AAEEE A A & TAEE A A
faar & CuAlz 9% MeoSi. Jffas-am 7 CuBe Af7 | o\ AT A
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wmmémmmm%m,mmiw
Had &) \
internal crack

fET—forging defect

internal stress y
Fiattw afeea
u—residual stress

interrupted aging

) Mhm\ﬂm:ammmmwmmmmﬁEBw
F a2 foAd @1 e aWoaw e e e 2

interrupted quenching FIGIY A
g HAGS

. U SHA-goH S 61 # 9HA-AeTR | 39 699 e
I & TEE a' A @ e 39 am o Ay (

2 mém@%mwﬁﬁﬁwﬁﬁm-mmé
A1 EA H B2 FHAI, A AR A AR § 5 9 2w
For A FE T ‘

inlu‘%liliill m
SAClC
a'aq "«'l"ikC dLﬂ,Cl.

interstitial solid solution e 3| g
ﬁmwﬁm(ilcrsliccs)ﬁmﬁﬁﬁgl T 219 faeret & ggam
mmmﬂr?wwmmaﬁélwwm
AT AREITA, GA W IR I UFR F B o a2

invar

gAan
‘("/@-W%«?@hm,hmmmagamm%ngﬁ
36% et T A RS e ferfer e gm aier S | g
mwwmmm?hmmmmmwm
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T3T0-6ﬁi5xl()*aasétméf‘ﬁamﬁkmméﬁwm
1 T 0.9 X 1076 e 21 ged i e, Eed SN FE-ITE W
ffr Fv3 )

o st At 3 A &1 g v e g
fararfaferr & o &7 2 Wi UER fAEAw @ SrEeEEar A 2

: X —
inverse segregation LIS PR ED]

Ffgu—segregation
imversion casting

. G- T g @ a9 g aie B e # ) 33
F a® 9 #1 Iue @ o 2
2. T TN TR 9 @1 9 39 freed & e e e
2 forei | 1 FTER AgHET W T S 8 & F1E A
aﬁuwmqu@mﬁmméumqﬁmaﬁ
Rt & A SRR G ST 2 | JEH SR o -AR FS -4
1 A fn o e 2 Y e 7o s [t & o
Ut & I gOET g 2

investment casting gfay q9F5A
afgu—casting
jon nitriding FEA AR

M%wmmlmmwwmamfmﬁ
ﬁau@uﬁuwm%wzmméaﬁrwwfﬁmwwn
eI At - & we § T A @ (S - 1 A 8
T AR A, TEH-TE O SHAN FA & | T T A AL F
zama g F faewo & S 2

1ro

qAS-AT & ZEA A S, A SN e A q7 | 9EE]
FdlH 26, TEAM-HE 5585, MarAiE 1330 'C | 39# GErFFa 2 9 3 2
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AR W A€ T -9 T 1 A1 & e 9 a1 e ) Suferfy
W%ﬂmﬁmﬁﬂﬂﬁﬂwélmﬁﬂﬁmﬂmqgmwﬁ
T S 2 O W e ¥ IehE % Attt sarad & e 2) a8
& BHIETRE Fea0s Berge FesOa, fomimmge Fex0s, XH20, fgzaee

FeCOs anfz €91 # grgr wm&r 2)

U@ #® (Olpha iron) @2 #1 F00€T 51 910°C (As) & 5 a0 %
A 81 2 | TR 9TA] 1 FTEa S Fafa e & st e ) 2w

I dUiE G A9 qwEE 2 2 o gEw AR B fow 768°C #)

FATHHT @& (Armco iron) aRTET 939 SE e o s 7 e
T ) T 0.1% § B9 AUz AR F | SRR 29w 0.012% e

0.017% M, 0.005% Fepwg @i 0.025% 9% @ 2)

=TT @i (beta iron) srefe o ale i 768°C 3w 910°C #

A A E | T 9 A AR 9 qET B9 AT 2
FAAT AE (cast iron) FFET—cast iron FFAR Fq T

=T @ (delta iron) 7@ F1 0% F9C €7 A =Y @e 7 1390%
(A4) FT 1535°C (T % A 9 W 2 | g g A 2 9 gas

THY] FEFET TA GE § gaEfe ¥

mﬁfm(gummu iron)—ale &l UF €Y I A3 3 As ETE0
fAger % 9 a2 R R F 97 910°C g 1390°C # & qrr
AT B | A 41 3 T 73 #1 oo & & g 9 feafy am ot
?lmmmmﬁmmwmﬁm%ﬁrm EECEiL]

A # )

FAT @R (pig iron) 984 92l & @R 7965 & U9 § I
Fufeaga we e Suan gens, Zeri aren F9A o=t aiver 799 % for
B B | HeT AUES W 2.5%—5% e A fafe= wmEner & fofas
T, T 3¥ THEERE 21 % | 05 % YT, W P a9 e i #
ﬁ"“frﬁ'aﬂ?mnﬂfarmmz—a? AN TEF FIeA q3ard

= 2

©H AR (sponge iron) Gei 1T 7@ 1 @2 99 3 I9F
T § A9 30Ed OO0 26 2 | 92 364 9 95 F 999 2 #
FV H EH 718 F2 A 2 | WOF 12 FqeS § (O S T
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ﬂnﬁwmmm%ugﬂmﬁwﬁmmhwm-m
freme I 2 ‘ o
fﬂ?ﬂfﬁl‘ﬂ(Wmughliron)@‘ﬁﬂtﬁl\@mmﬁﬁhz_v;
;ﬁﬁ?ﬁaﬁmm‘ﬂﬂﬂmmélﬁm\ﬂ@?ﬁ@qg &
mﬁmmméﬁn@ﬂwﬁaﬁeamnmm%lﬁ
#%-Wmmmﬁﬁm%:mﬁmwﬁ@t
mmﬁmmﬁméﬁﬁhﬁﬁﬁmmmwﬁ?
mwﬁaﬁmaém%mmmTaWW@fczcg
PIEEERE]
ironing \ ¥
mie T R B AEgd B fEA A e ST AR #H
FA # A
{EARC
irradiation | g
fat aeq F oEE-fEOOT, ifeau-feoonr guar g faiEm |
IR FAT

favoE i
(A8 Al ks
irradiation damage
afgu—radiation damage
GHAET TEH
. £
isobaric process
fer 7| u fFa T aen TEE|
isochoric process
fer amad W fF 99 a TwE |
isothermal anncaling
g@u—annealing
~ \ 1
isothermal process qAEaT 9EH
fom Am o F TE A 9FE |
i FqEAT 919
isothermal gquenching
FfET—quenching
207
isothermal transformation A e

EATON-00E F 3= el Fae a0 ot e § sfedee @ e
s HUge FafE O ¥ afvafa w0 @ g | S T8 ST O

= s @17 (Ach) @ 49 fear s 24

isothermal transformation diagram qHA €9fE e
e sresifas A o @ Ieee @ AeeA-a 3 g fregw 5y

WA # A | I GRE | T 3 gReARe @ e g9
derge W g aftafia s & fore v se-aeee 5 " e
1 EH 81 WS % SR 59 W @ AE A FSGE S - &
IS P e F fow Iuart guen v & 21 g e Iwe i
R A % foro smavas fadaoit & s o o a2

afgg—phase diagram

isotropy SLERET|

& R e oo et gard & st @1 S R frenar i
% & "HE B 2

Izett steel FEHe T

a8 Fapfa FieT-ar-sTE (strain age embrittlement) 1 o g 2 |

FEH @™ 0.09% A, 0.06% e @ 0.05% oafafTEs
A 21

Izod test EEE IS L
FFGgT—impact test F I
jack black (sphalerite) I =F
gfau—sphalerite.
Jackson alloy Swaa faar

U ST AW A e 63—64% Fi S 30—35% S S
2—5% ufewed A 21 92 gEiler @R A & A # e g 2
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g @

jack star ‘
Wmﬁmmmmﬂ@w@mlmmm

& WA o g 21

Jacob alloy da frarg

; oa“mmgl
S AR forat 94.9% atar 4% ffera 3w 1.1%
mmu:;.gaﬁa,awm@tmﬁm-wm?nm
Iy d=E & €9 F o 21
Jacquets' method s
@wmmmlmmmmm%m

7 gitas fat &
freun § e T g% W R o) &) A O gee
m%ﬁm%mm%@tm%mqmm@tmﬁﬁdﬁamm
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