wed

ladle

nﬁaq@ﬁaﬁfmaﬁ@@aﬁ$@q?§ﬁ@mf§fﬁwg
ﬁmmmmmz‘m%l@ma@m@ﬂﬁa: @52
mﬂmmméummﬁmmm‘émﬁw
<t e v o fa A & T o o o A R 14 g3 O | o
mmmmmiﬁ@méumﬁmﬁmmélw ;
mﬁ%aﬂ%m%ﬁﬂé%u&amammmirmaﬁm
aﬁém%mﬁmmamm,w@rwm
G \
ladle addition GEGEC IR

ﬁgaﬂwmmaq@#ha@marﬁwq@m
o w0 A
ladle analysis G

uﬁﬁﬁﬂﬁmmﬁéﬁﬁmmmwﬁs@wnwﬁaﬁm
% qaEtE duEd F O e 2

ladle metallurgy
lamella LEiEED
gl afeEEiEe @A we & fere w9

lamellar structure . ;
ﬂﬁ#ﬁﬁélﬂfﬁﬂ%ﬂ%hﬂﬁa,u@w?ﬁmwmé'

Teaid
Lamination

aﬁmawﬁwmmmmngaﬁﬁﬁﬁwwmﬁﬁa?ﬂ:
faw%lwgfﬁg\?ﬁé@aimmmmmmaﬁm
il & IuREE a FEEEd #
Lancashire brass

@mm%hﬁz7mmw§m%|ﬂmmw
ménmmﬁm@fﬁawﬁfﬁmil

217

lance

“H OF G & EEE0 G @ @, T MY | ga TN R e i
TITeTeT S 41 SgH 1 HAE O A1 G & A 0 F) gie 50 # o g 2
F Frea & fau sty & gdm @ig 31 wr & 8 ¥
|. IURST @AW (consumable lance)—

4 3 I F A IR 12 B F S A wEE # A e
U Fd G9E 9@ 99 7

2. FAATHT &9 (nonconsumable lance)—

FTH U 93 T F a4 A1H € E ey 89 2 | e g died o @
mﬁmémmmammmma@qmm
2\ e o T FAR e A 2 o A e | vy w5 e A
WEY § et e 21 F-E 3= e Al A6 & 3w
drerd % € & fa o 21 sgdE Aw aner @ IwE 8 a2

lander o

U —launder

lap afar

(1) wifret, &= sran Afoors =@t % U 9% d99 & &9 § 5a=
3| T TH A F UHE FAA THA FA F G2 @ I 2 2 o
FET A B FA U A2 2T 2141 | 98 A9 B -5 freai 3t A A
8 HI ST B 2| S T F0 G A Ao ae § s
T® 2N I B T B | G-I T AR A AR I3 — T 39
FANMTT T9 (teeming temperature) F FWU I ey 2|

(2) FIT-FRaait & v S 53 gl AR, An, A, g s
WIE F A A B W W gueE a1 arferer-al anm e 2
lap joint gfer @iy

T -1 S =1 5 0% 2 36 v S A 2 | S
TR H GO Afe=d A e v e 81 diam % s At fea e
& aw Raer &1 vk, & @ &7 G § saaiea w2

218




quifers=

lapping ‘
ot e Tl AT A1 T 34 3 o o SRR S ST

51 T qREe G Sfan T JEE HC 8| g S I 5

Fafviait, daw & Al AR A g o B f 2 R

lap weld . e
gt FT AW GG B A TR A OCER Fow T
g
lap welded joint 2
afgu—welded joint
| A -fReT aeEd

' Larson-Miller parameter
mﬁfaﬁtqﬁaﬁfémwmmé‘uﬁvmwma@i
ma%mémamﬁmafﬁﬁma\wfﬁmwwq@mm

I 21
=EER & FHE o e o

laser welding

sfgu—welding

lattens ) | \ )

T Afard JIE-aH quammrmnmmqﬁﬁr wfa&hﬁm{_mm
A1 2 | 29 97 & yEnT 25-27 wE (o) @ q e T F 00
g #) N
EIGE
Lattice defect

el Pty T e & QORI 3 ORYVE SRR € 1 AT
T AT F AR 29 R {2 —
(1) ¥&r 29 (line defect)—

T M A UER & 8 gad # i—

(%) weler (dislocation)—sier &1 FEE & E g—

(edge dislocation)—

1. BT THT
afgu—dislocation.

219

2. FMHH

(partial dislocation)—

Ffgu—dislocation.
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3“‘ A< et S G F A UF T 63—68% A, 3% i, 4%
T AT 4% 7 Goffei G M aum A # ) gew S foer
ST, WYY S AV T WA 2 ) g A 2.6% Frw, 0.4% Sfeforam
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m'd‘()llc "]C[ul ‘ . q fIe ' -qcii
F VAV, F _()‘f/u ~ =] 3 | - )
.Tr'{:ﬂ!]’,, faq:qiq o m'q‘ 34% 377, j‘ili ) ﬁ|ﬂ| Ela!\? \'HE\ 95 :
I v‘\ | ¥ \J 39 : ) ﬁT s (r ~ iU =} l

mandrel

I mﬁﬂmwmwmﬁramﬂmithmm
T # AW I U 3e% S weEd Ed g B |
’ﬁﬁﬁhﬂ%wmﬁéﬁmmqsﬁﬂmfmm
A 21
e
manganal

e P 3% frbet, 12% AT 2 0.6 & 9% HrEA &1 81 T I
S . o 70 ¢ » ...A . ; . ~ ﬁ
m;mﬁrmmzlmmﬂm?fmm
Hfeera wrEr, HgiEA e aiE F A 21
., l.
manganese bronze HIAT @i

vﬁfﬁhﬁ-ﬁqhzrnﬁmmaﬁ%lﬁmmwaﬁmg@
Faftdt T 33 W gEEd § A )
HIHS Faw

Manganese spar

gigu—rhodochrostie

-

manganin - ) |
BT e T v gy e T T anfa;qlrm? ;
F 2 2 | ZEH A 86% JiE, 2% HTEE m I'hTT GG - ;ﬂa‘;
'-mmn' . mewwmﬂwmwaﬂnﬁﬁ -m‘wrrﬁ.v. _
f;mr iin;mgmmmamwmhiwzqmmz.ow 10~ =
& ToTa P

A onE 0.02—0.5 % 10 A 2

manganite HirAge
e F GHA FA AT Mn20s. H20 e avmam 62% i 2 21
T2 W 1 g 2 T i qoa fawmatams 2 @ FIE 4,

fafome gaea 4.2—d4.4

manganiferous ore W S

?f@q—(,)rc

manila gold qAren e of
U ATH g ey 85% iar, 12% & 9 2% w2y 2 | a9 3

mwmmémmmﬂwmﬁm#

g 2

mannessmann mill HAEHE @
FFT—universal mill.

mannesman process HHEAEE 95

mwmmaﬁmmwwaﬁawﬁwmﬁmasw

mannheim gold HTERY @
UF A Ay e 83% A 10% a9 s 70
T F I THH IV G AT F o F e w2

mannhes process

m-&a&twﬂmhﬁumnﬁmm#mmaaﬁwﬁé
ﬁwmwn—wwm?mnw?ﬂmajrmﬂm
Al i g

manpdyzing HArEETT
fﬁﬁwaﬁvmfmﬁwaﬁqﬁnmammm%fmmml
meﬂma’f‘ﬂmmmimmmawnﬁm

T G 2

.»WETHT?IWETYT



mantle

mq@ﬂﬂzmﬂa‘lé&ﬂm-mménmm:@ﬁaﬁr
3 1 < AT ST 6 ST e T 2 i I8 7 e AW A T 21
ﬁnﬁﬁ%mmmﬁﬁﬂﬁiqﬁﬁa@ﬁmél

Maraging

mmm&mmmwmwnwm
ﬂMsméﬁﬁHWﬁﬁme%mﬂ
3007 —500°C T 9F e faan S 21 39 (Fe, Ni)s Al 3 (Fe, Ni)
Al a"ﬁr((‘u.Nis)AlM(NiaTi)Alﬂm‘IW?ﬁlélsﬂﬁW
ﬂﬁmmmgnwhﬁwwmmwmwwm
3 fadar 27% GagEtaEm 12%, T 0.1% 9 el
marageing steel
Eﬁﬁ‘;m # fagdia éﬁ'% T grAagEEEd (tetragonality) ‘TﬁT
mﬁtémmvfﬁaqﬁwﬁmﬂﬂmmsﬁwmm
#lmmmmﬁrwmﬁmmmaﬁf‘wm
=1 = faamo s@ &

HEUSE T

marble

Wﬁuwwﬁ@mimﬁmm%mﬁmﬁﬁ
Wmmm%hﬁqmmwmmﬁmmm
v 77 T A 9REw 2 2 mgﬁuﬂmwmﬂr
MWmmélmﬁrmﬁwmwmwm
mmﬂmﬁmmélm*ﬁmaﬂwmﬁmw
2 21 FmigE = 2.7
marcasite ' HIHEE

mmﬁmmummﬁmmﬁmménmmm
Wﬁmmmwwmﬁm%mmmq&?aﬁté
Forqal FAwAl 6—6.5 @ fafame == 4.9—5.1 & 21
marmatite HHege

239

marquenchi
quenching AT

20°C—200°C q-T09 & dr9 FFARRT g F1, da

m#mmeﬁrs«ﬁa@ﬁmmﬁma:wgmma:;
m@&m@maam@raﬁ&ﬁm@ﬂmﬁ‘mmwm
FH | &9 A H A B -0 7 A9 wEe 2 ) afk oo, g &
mmmwfwmméamaamm,m%m
Wﬁa@éméa\wﬁzmm-mmﬁMMWmWaﬁ
A O, AT & U G a1 S e 2 s fareun 4

FH A A B g® fafy w2 @ & R ‘
Py , e AT @ v afys

Ja T—martempering.

martempering

T TF HH H T AN R I 7 [ s 7 A o w4 8
. T 7 3 9T ) 39S
AR WA B AEAGT W B SR EW K Ser e a2
martensite AR
) m‘wwmmmmaﬁéamzﬁmm
ma@mménmmﬁm-mﬂaﬁmm
fafmmémmméﬁréumfamaﬁaﬁw.mmw
aaﬁamwmmmm, T & 99T F IgER
400°C 71 399 W am gt &) T8 JNLARE T A AF AT -

méaﬂmgamwa‘m%lsm;ﬁm%ﬁaefammfm
GOT A 21 TEH ArH T Ross B 2| \

martensite range HIEgeE O
Ms 3% Mf & & F1 a-gaw |

martensitic stainless steel

afUT—stainless steel % Sl
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martensitic transformation HEHEE €Al

mmmmmmmﬁvhmwmﬁmmm

qret AT
master alloy g

ST W fage i SIgEr § aifes S 1 fHar & fae s
At &1 fsor e e | mwmﬂﬁr{m@ﬁammﬁ
mménmmémﬂh@mmmmm:mw
ST A T 2 | I e A FA B A 7 He 7 I8ReE
hammmmga?m%mmmﬁ%}mhmg
T e & I A 1 e & for fan o @ e S s
Wmﬁmmmﬁﬁmmmmwm
Sy % 0 M I A T B afead € F famren S de 2w
massener process HEAT UEH

Wﬁﬁéiffﬁmﬂwmmﬂhﬁﬂwhﬁzﬁnﬁﬁ;
At T 39 TF T2 A 2| 9 SIS §eEE 9 qF o A6 8
7ol § 39 Fan F oo 2|

matrix

WWWWWEWWW|WWWh‘mm
e s # g g 2 2 wdfa Qs 3fe 9 98 gad Jiead 97
ey o= "9ed 9. @ &)

He
matte

afar &, e anfe S ® AegE SEH & g 8§ O AT

i T WA
matte smelting

T —smelting.
: %
Matthiessen's rule aifeas Haw

2 fom % SN el o A A 1 - A 36
AT % T S T AT oA 6 S e e
F e qigA F FE GA AR 02l 2
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Mc Gill metal e =g
s AT g Fore 9% Oeiffaes g 2% aiter 2 2 e 3= At

A S T & R T 98 I Ay A S S 2 ) aeE

SHART HE, WA, O-aEAr S fee & e 2

Mc Kee top AF-F1 o
alE SR W2 F A % {1 g oF afa | ge 9 1 9e & o

wﬁaﬁilﬁrmwa@mgﬁzﬂrméﬁé'nmw&quvﬁ

B o fiear 24 T & i feafq qaer 29 @ 99 oF 0 7 e a2
gty & fafea &1 s 2)

Mcquaid-Fhn test HFE-ga gl
THH TGF F 9107 —940°C am o 8 == g% 3 FECT-ANAH W i

T e 2 v amme 0.5 €9 6 afgEaeTeE v e a9 A 2 Ay
T & - FE T w2

mechanical metallurgy qATTF TTF
zFU—metallurgy & Sy
mechanical roughening Iita® &M

mwmmmwmﬂvmmemwmagqawm
TAAT AE A HA F AT AW G A oaw

mechanical test gita® gifgr

A fafera i gifa: Trrst a1 fesvon far e 21 g it v
W YFIX e—

= geTT (bending test)—azraf F siafes 991 4w 398 9=
mwmmm?mwa?wmmmmhanmmn
FH T | wwrdl 1 DEgEhT # f ae o 21 3% aie fasme: 3
TH W A AWM 2 H o Imm F A aw-ufeEer #ogar
LECII Y

HUTEF-TF 40T (compression test)—fF 9 FAN qUIEF AW F
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7 At & akdown
2t &1 Grie & HO Gerey SigEl @ g gere woA-fHg (brea
poim)wﬁrérméaﬁwm:ém-mﬂﬁwwaﬁf&ﬁaam?tm
e o1 21 W Gge # oo T-gloew e 9 § 9
faam s 21

farardor-adrgroT (creep test) fFAfewE wR aﬁtamqrmgaif:%w
mﬁmmﬂmlwmﬁm%wmﬁﬁw
gral (parameters) O€ g faan e 21 Wﬂ‘fﬁﬁﬁﬁfﬂﬂﬁﬂi’;
a\rﬁmmﬁgmwmlnwﬁWa@m@Wmmm
S e A 0T fred AT @ S F Ted & i e favioe & e
e # FEvEE 8 2 o 3@ A | awd w8 ol 9% & a2

TEHH-TEHT (cupping test) FTA-92 (cold pressing) W
%mmﬁwﬁfaﬁrmwmmﬁaﬁfﬂfﬂlmmmﬁ
T  TH2 3 FTAER O & T § A FHY T R TN G B
forrr ST st 3 T T @1 12T & Tt O Fa e @, Feih qew H
mmﬁmmﬁ%m?iwﬁmiﬁf@iﬁmnﬁmméu
ﬁmfailurc)aﬁf@ﬁaﬁmmmmélmaﬁfmﬁwww
# menE W # dd # Am g #) gE oftwea-ahee 9w
#i

Fedfaafa wérgr (clongation test) f&e EFHW ¥ 30 Fdl
m|ﬁmﬁmmwﬁwm§mﬂ@mmw
S T ST O | vEa WA O R & @ 3 g A 99
T # | 26 T T AT B e T e 2| 98 FE i A A
g 2| ~ |

e TErAT (fatigue test) 39 am # & a9® T T ﬁf::;
arqﬁwﬁfsaaqﬁm-aaﬁ(stresscyclcqgﬁﬁsmm§lfém"ré
iﬁmm?ﬂﬁmﬁm(endurzmcc)mﬁlHBQI;THT
m%m-mﬁwmélsﬁmuﬂwﬁm ¥

FEAT-TeEror (hardness test) SUga gdigo &t zam AT S
=1 u=raf # FBea B i &

afgr—hardness test ¥ JaTd
ufasrs T (impact test)—afgu—a@aiE &4 H |
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HF-TZ-99907 (notch bar test)—zfET-import test

TIEAU TEOAU (shear tes)—aell Feqar % ufesadt 3= & fro
WATF Ofaa 1 i & & g

TAFA-TITA (tensile test) Ty &) & AAE T 0 9 -
mmwwmmgaawaﬂ?awumﬁwmmm
F1 e B e 2 @ st -de, YR gfa@ (proof stress),
fuifa fFar s 2

famrEs wéfrero (torsion test) el g=rd &t a=rar @1 A @ i
hwmq@ammwwm%fmm%mmﬂ@
a‘st{%fﬂ%aﬁlmgﬁfﬂ%a‘laﬂaﬁ@mﬂmaﬁaﬁeaml
el e 1ot At A % e & for amavas ot e w8 a2
zrfawﬁw-aﬂwgésmirétair-mwfaaaairm(shem)eﬁr
YUH-FT § ae B a9 2

mechanical working Al FH

quﬁwmmwmmﬂmm%ﬁﬁ?m

q H ufvadd & W)

meehanite iron HEAge e

FFET—cast iron

melting and refining unit T G aftae oEs

A o=t 2t @1 gEd Wi g # oo § 3w 3 oamEt g

OHeHE e o= 2 2

melting furnace Taq wedl

ET—furnace % TR

melting loss TAq By

fwamﬁmmwtrmqaérmﬁzémn
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T T&d

melting unit
qr wed FHaw 4iA F1 T UF AAEE (5T € | T & -9 &
o & @ e W & o 2
memory effect g g9y
gfgu—shape memory effect
mercast process IS Y969 WA
% GRYRY AT e afeeT-amed F €9 § AW % -0
mﬁmsuﬁmﬁmménm%ifmm.wm%ﬁﬁwwm
FTA R | =T A TG & 4 T R 9T 34 & | 9IS W ENE # —60°C aw
afeelie # Za 3 &) A1 TR S0 | 9 AR @ g 3 —60°C W
ﬁwmﬁwmmmé&%mmﬁmmﬁm
A O T 39 &A1 OE T ST & 0 | SegEg gieed S e
fafa & gE@T @ F gw o 2

merchromizing LEELIEEE]

A AR AEE % T T U Sl H3I a1 | g e 540°C
7% AN AR FAEA AE A 2

mercury process g WA

Wmﬁmémmmmwmmwwﬁaémqﬁﬁ
rapfafram a1 T a1 & e diw i § aed o # 1 g avE e
o oratEEeT & | e & o 2 faed 39 AeAe 3a ged €9
gq& fem o aFa 2
Merle film refining process wal ovg aftesn gFe

Teqe-fAR #1 U GEE UEN fE e S e de S8
e A 1 FR9: G T ST i g s F S
ST 21 AT Rl F1 g ave e & S A e § - ©
e e &1 & - S A e & A 2 ) -
A A 1 O 48 & T T o e e & ST e e ow e 91y
. A 3/16 £ 5 wE et 21 il aftes, fee-ee S & a
1 A viATEE -3 @ SO &9 | SEET S S #Tef gehEr a1 e
s A A AR 2 G ZET e @ AR v Er TEe

17—231 M ol HRD/YG 245

Merrill-Crowe qivet-31
G &

mm;gﬁmhmmwvﬁmﬁwiﬁwmm
|-mqrﬁa.“ T el Ay 1 (Freas e a9 1 i udn e 2
:::g{?Ef?{ﬁﬁﬁfﬁ&ﬁ?ﬂfWﬁfﬁWﬂ@ﬁﬁumm
T fafee ¢ & faera= @1 ufaee 0t & 3eat gm 31 To7-die % i

g i F 4= |

merrillite

AR 1 FET yFT A gfer s Sugn afce-F '
A9 4T I (&1-F1 THA § HEAEe
Frepi 9 A9 A i W smEfE = fRa e 2 )

metal
=g

A4 T AII € A T 3 T 1 A A g
I F Ui GATHEN, FAA S GO iz oo 9w #

X S AR -1, 21 & S A & S gerrer | 29 & f o

I W OBREYA IWF FE F| gEer 3 T
5 d d a JT & ¢

fAafafas #— s e

FATETY (base metal)—3fHU—base metal FFAIRE 9 7|

\ }?ﬂ‘l-ﬂrq: (heavy metal)—a aru e smafers == amrEar S
H AF B 8| I=emre Sitem, qEn, e, gty wm 'éfaw

@r® =g (lerrous metal)—aT@T 741 e e |

&t 91 (light metal) 3 9150 foae Amies 97 ame=a: S § 39

‘ Aal® |19 (nonferrous metal) #E F1 GEFC 3 a1 F9al
TETH AT F1 F1Z F F AT | A o AgE & w0 & g
WA 79 &% ®7 ¥ 3ufeqq &1 g 2)
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arfaa T (nuclear metal)—3 =gy SEF ST AT
Fomeit § TR WA 21 W9 qetem, dfcam, R, Tt
ElEd!

FEFEA A (precious nwlul_)—ajmﬁ'f 91 Ford TG f’Z'FEFJ Bg
8 e AR A 3 ST % o S & T S - i e
1 a1 TE & | & S TR A A I T FEd &

refes =g (primary metal)—HM F6 9 WA 0 o we
ST A fan T T | g6 T 7 9 # A ST (serap) S 9ET ¥

‘T-’T‘q; Fl fqerna»'f- S o &1 A 21 29 @A 41 (virgin metal)
m “ d ol 7} C i
#ed ¥
gardi—secondary metal

' T SHHiE S8

Tefw-7a | (rare carth metal)—3 =Y [ T W:W

iq7|!am-a‘ﬂ;m-mrl41ml75$aimmzmrhmqv—-qiﬁmx 5
#| 7 v HEEA € WA Y 9 F

FEAH-HT (rare metal)—3 "Jﬁ'“ ':rifff?f q g9 qﬁn H urg mq:[
umﬂmﬁmmmqﬂmmmzﬂmmm

IHEEE |19 (relractory metal)—3  =9GT o= T!’(TF'ITﬁ
1650°C & 4ioT® &1 2| AnarEs AMs J2E # 3

& s (ot 3410°C) 2 (W 2996°C) qﬁ'r«?ﬁﬂ ('T“f‘“’GF
2610°C) SRR (i 1852°C) 2 e (T 16068 L)%’TW
oy & 1 forege o 7 S, e AT o S S S A
¥\ g SN IEANEE FAA A A A

wEfoTE || (scatterred metal)—3 “llﬁ.“"’. aﬁ“ "E H q'»z'nEéT
erdy T ffe vl %1 € A1 G A A A 4 8 abily - aky
Fapeiy o YA F €1 F A 2 2 | T FHAEE, A, TerEH . A,

T T (secondary metal)—TTFH F Ui mErgf S9
mmwmqnwnmaﬂrﬁmam

metal arc cutting 215

qumﬂ?ﬁ!ﬁmmmmmammmumﬁ
metal inert gas welding 9 #HiFa T8 Afesn
gfEu—inert gas welding

metallic coating e faema

mmmmmmmwwwm
#mmmﬂmmﬁmmﬁww
TgA F A9 HA

metallic conductor furnace HfE®  ToE Hed

afu—furnace % FFfa resistance type furnace

metallic mould qifea®  qrE=r

F@T—mould

metallization e
TEH | Y F A gHS S FAfE Sesr o wEed e o 2

FaHiGd &A1 wfEe 59 G S (shot blasting) zam g faar
&)

SO I FA % T A W ofefaa, auR, @ s
mfa’mararmmfammmﬂwmmgm%m
AFE-FIT NG F AW F O Gt A e g
qarmic‘vtrwfqammgammmqmmﬁr
FEd B

aET—metal spraying €
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metallizing a1g AT

mmmmmﬁmmmmma@ﬂm
T

afgT—mettallisation #t
metallograph faT®

Wﬁwﬂaﬂrmmmamﬁnmmmwﬂm
471 2EH g F 25 @ 1500 T FAeA A o1 w65 E

metallography : CIGIEEL!

Y

o &1 7 T T ST B GO SR e e R e

T8 g sﬁjﬂrmwﬁmaﬁmmm%l
%%Tﬁﬂ?' qwsﬁ??m whvaﬁﬁg@ummmwm
FITS AT FIL FI AR H fora e 21 2 feeafa & o & | 304,
m%m(lmluwom)ﬂwm%!mmg@%ﬁ“ﬁ
(etching) & U5 &1 F&H qCAAT ST TE T 3 G T & e H

T ZRyd & e &
metalloid ELLiG
9 &

ammﬁwﬁmmmmaﬂrwfﬂfmwﬁaﬂﬂ
qaE B ) aargwna‘ anfa fafoee, sHtAEm, afias, ofed,
swaﬁwfmwmnmqh?mmm%mma‘afqﬁmmm

4 T F A 3T FE A 2 :

metallothermic process CIGEAL P EL
ﬂﬁawmﬂﬂmm;maﬁrmammﬂ

fafa | siFEEe 9 m?hm*ﬂmﬂﬁmwmmﬁmw
F2d & | 78 AT UEH 2 5 Fad I 21 T2 B | TE I SE

ge At 82—

U_[fq'-ﬂ =% g (aluminothermic process) N\ GEA 12 Gl |
WA U G FEE OeiEEE A @ AR 0 F wam #
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FW WIAEIZE F @A G S T s o g
At = & | ‘
2A1L+ Fe203— 2F e+ AlbOx
TH FaTFAT F wmererey am 3000 C T T8 1 2| Uity
AW AE AAAGET F WA F ol F29 2 a2 AT e G
TEIA & AZ-A2 THI, UM F R, ST A F Ao=AF FH T
g A &1 29 T 1 3mEn wimen | e s e
A F SAF AL F U9F FH mam‘ﬂaamwfum
?*mmwmmrm’wm‘#mm-ﬁ?mmm
2. v -F s wwe (magnesio and calcio thermic
process) TNHE IUAR TAE, qifvan, mzafaam AHHAH
TATZH AR F0T TN F 37 F o0 = = g A F
EEET (FoI AW AV FANTZET) 49 AFAEE B OREoay
T4 FIOHAN AN AT A A 2

4

-’

fmfaw=ms: gz (stlicothermic process) EEEEeE |
JrTivaH F 3FTEA F AT T o (Pidgeon) 7 fwfas f
A1 | FANHEA WA (i emmee #1401 9 frepe 5 my
ERUE CI R 0 [ e S ey
metallothermic reduction EIGEAL AP L DL
T —metallothermic PIOCESS,

metallurgical coke

T F IO FEAAFI H W4 A= 29 Y#H q- Ayt

A s ’maamf A | 99F 2 TE 2| 0 qAFAT FE 39 FEm |
A T AT 2 Hw’(hqsc)mamvmmqqummmfm
R FAFHA FEH F A dH (compressive strength) 329 s

‘nummmmmumqgw?mnﬂmmm?ww
F A T H A A B ZW I AN EF N w2 B

metallurgical microscope SAFAE geay

AT A AT FT A g T w e w6
FIAT UEE AT

AfET—metallograph
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metallurgy W

et 1 et e e v dr g S e e
e o i Freeon e e e St ) e 3 ferg S
¥ s o w S AR, S g @ P e 3, e #
Fomfr, affees e e atfaes o 6 s e 3 7 & oA S
A S-S, S B A S 7 e T e A
dr aifrm T & A9 G, AR A ¥ SEEe @ e e
79 T F—

1. wifes argmtamt (physical metallurgy)—=Tdaa &1 98 e
mmq@wmhmam(m,w@rqmm
W(ﬁh@ruﬁm)%wﬁmmﬂilmmm@r

: ﬁv@ﬁq@-fawm—mmum-wmmmiu

At v Sedifs aEfEe (adaptive or industrial
mctalrurgy)mqﬁiﬁa?fﬂmmmamﬁtmmg
ﬁvmmmilmmwmwmm
(spinning) AfeEm anfa == #\ FAvEr argse IugEd &9

(%) Gemgmen (foundry) U &8 W
(@) =of s (powder metallurgy) g R FH A

() Fifw-argEiEFl  (mechanical metallurgy)-39@ w
fyfert T & AT Vi & g W g S A &
EE &1 A 6 T 2 mﬁ&aﬁwwmﬁtaﬁ?
o 290 gEEr g meEa @ ogeed faem (plastic
deformation @1 1

(9) arg-afFeE (metal joining)-arg#r 1 dgd & f@w vEE
AT | 2 2 T F SE-a 0 ges-ai (filler metal)
#) HaE § STA1 I TR S A 2 | G e qehe, T,
9 T dee F

3. Fepeior g woFm-STEtEE (extractive or
SIGFH F 8 g e S agE @ 3 99 9 = S |
mmmqé.wwﬁmmmme—

(®) &5 |59 (mineral beneficiation)
Afau—smmfz #w 7

(8) vamt®  agsE# (chemical metallurgy)—femmo
AIHTHA 1 T e o e a1 37 ahr, e g
Hﬂf@ﬁﬁﬁﬁﬁ'ﬁﬁﬂ%ﬁﬁﬁﬁmﬁ?lﬂﬂﬁﬁ&ﬁﬂ@ﬁﬁ
aTET g9 GET E—

(1) 3=m-=rgwEa! (pyrometallurgy)—aMamEd 359 419 0t
G F IAF FAE, W AN R G & e
gt geE i gm &)

(2) e -ATF (hydrometallurgy)—3aig ey #
UEAFT FH AU W AGH W IS FaeE, @ g
el St & v siv aftegon | 29 defe, femem
(leaching) fawmas feador, sma=-fafem v faegs &
RGNl e ol

(3) Feay-Sgfaa (clectrometallurgy)—P=am #r qemen

q SIS F1 A% FAT w0 g A for wE fEerEEr
q fAgfm S qfieg

WF{TfﬁEET
_¢ . T ¥ .
(Physical) (adaptive/industrial) (extractive process

l ,l l 1 metallurgy)

(foundry) (powder ; (welding) g (chemical)
metallurgy) (mechanical (meneral
metallurgy) benefica-
tion)
v ¥ K
g e Az
(pyro (hydro (electro

metailurgy) -metallurgy) metalluray)
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RIG I B

metal mould casting
qRE W A # 9 $ a9 9§ 2o # O
metal mould reaction urq |t wteieEa
mm%mwfaﬁ&mﬂmmqﬂa&mimnr
| 2 aei AtaiEa
aET—burning 411

metal penetration a1 a9
afgu—casting defect F Frarid |
metal replacement a1 WieeT

fﬁzﬁmmmmwnmmmmﬁfmmhw
q-a A O @ e S e

metal spraying =i -FEA

iﬂrmﬂmfwmﬁnmm@wmmmﬁmaﬂm

F71| 39 T B 0 #1 e a T fHa e 8 )| WE A & W

AT Wﬁmffmmi‘nwmnwmﬁﬂmvﬁfm
gari—metallization

metal weathering g I

(1) Torei e 1 o 2t as A=l & 8 § 16 d1fs Sehes
F T G FH UF AN AFEET EEC AN TN g |

(3) 7z % GEF | O SR F1 @ 7E T @ F 59w g e §
v ATE AT -wiEEa (residual stresses) ® W GERAEd @17 H
QYA F T e 1 A § A A A0 g i §&e (tumbling)
AT 30 fAae ® A 0 W |@Fd 2
FAFT

metamorphism
g A4 SR ST B A A Tt a9 s aeaT | A
qfad o S R § WA | A E

metcolising

\ ma‘wgm%mﬂaﬂ@ﬁ%mﬁmmuw
EGILiED ] @r@fﬂfwes”ﬁam“(scalcr)a%tmmmm T
wmw%mélmmaﬁmmmwm‘aﬁrﬁ#ﬁ&
B2l I B B CIe e e
AT —aluminising o

Meyer index AT Hrats

mr{?émm-ﬁm_%wﬁmm%mﬁmmm
'amf@sgrmw:;?a:m\mmmmim(d)%m
AT HIT 9idi® (n) @ fae
gl o HHE FE

P=Ad"

foaw A foms 2

g GG * e gme 5= 2-2.5 9% g 2
MY temperature UH.UF

H.UF,

Rmhmmmmmwmmémiu

mica
TAE

fawge w1 & faafea dor-ro= afait @1 oF age e 2 ST
~ A % o i 2 g

mﬁxglgﬁarjﬂrmﬁamm%m&mqmmﬁﬁﬂ??m%
s Fafa & 21 3 e R i

AR A T H AAGAF S # 9 F G faferwer # afcads
SR % EY H U A 2 | 99 T8 Eeget feforer #n @ foed ot
fmmmﬁmﬁmméﬁmm%ﬁ’ﬁﬁm
ga &) FH TP Fe’* gt Fe'* a1 aga &9 #mn fr?a‘f}fgm
meﬁmﬁ.faﬁ@mﬁm&m%.mmmﬁ
T F JUATAIE 1.58-1.60 E1 8 3 v A 2w (double
refractive) &1 2 Fawar 2.3, smifas a9=3 2.7-3.1 |
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micro alloy steel gem oAy TS
Fau—alloy steel

gl vt

microanalyser
TF SUFTY FHEE gorAr &1 0F @ s A & i e
SR (scanned) S € FEOA A 8 TReE afienafos X-fRer
S BT # | 3 feu & el e & qe # Iutedts S qeEr
F Ol ol 2
MIiCrocast process g Eas TFH
o 9974 |HAY §9%A (precision investment casting) BEL AT
A AT % S o (o1 ST T T | S S T A
framar % foo o 2 21

microconstituent g&H =T

et T Tt wiferer fo6m 0 i SRl A H AT g aE
o AT | T GagE, S, AREARE 9N AT |
A T

microetching
gewadl T GAm F T A B CEee F

microhardness g HEA

mm»mﬁmmwﬁm&'q?\iqqmwmm
T &1
microhardness testing

ST | — 250 9 HIE % 31 ) ) G F S s
Wﬁmﬁmmﬁhﬁammh@m%l T F FH
P £ itz S 0 A T T e 2 fodl em - °
g T A T {5 A # S UgE S S A F S
FawA & (Hv) #1 =05 F 2|

G BN T

RAR

18544 x P

Hy =

d?
mﬁpr(mﬁ)mﬁrd:(mﬁ)@mmmén

microfissure

. wmmqmmmmmmm
;;ljlcrgrannular ruptures) S s QA d7g g 7 O o &
S e N TGN AR T8 HIg TS &g
il wzm A & & -H7H AT (multiple bead welding)
i Yo (2] = ;WWITWHN (inlerpass temperature) 78 72y feay
. =1 IS & | 375 T 1 FI0 U |19 Qe s gfivee
mqm :wmqwmmaﬁﬁmwﬁaéﬁé‘uwmﬁés
TR A T FW A a2

de I—hairline crack

micro-sclerometer

microscope

TET—metallure

microsegregation

ical microscope

59 quaa
FfEU—segregation
microstructure GERET=AT
: ;
ST WAV 4V IR armharfmf?rmmmmﬂa

Wﬁmwmgaﬂ?vﬁﬂﬂlﬁwm?ﬂﬁﬂf‘W'ﬂWﬁﬁ%ﬂW |
26 F A G g

\{()




TEEET AN st Jataer & uEe vl 2|
E{?ﬂm——microslruclurc

HAE
middlings

ﬁr@éuﬁmmmaﬁm‘mmﬁnﬁ%ﬂmmrﬁgz

mr-méﬁﬁlmmﬁgzwmmgwsﬁm X

dfz & ®1 H &9 [ o 2|

MIG (metal inert gas welding) U, s A, (o A 1) afr'v‘gﬂ
msﬁ%(mwm)amnmmﬁwa@

mnmmmmﬁaﬁaﬂmmélgﬂsmf:

HAE AN, (e e W) Al 7 FATHE FRET R #

warT g 2
Faa—TIG welding
FFau—welding A1
mild steel

ﬁg@ﬁf@hﬂ@ﬂhﬁ%ﬁma@mpzs'{h@ﬁﬂ
m%lmwg@'wmnﬁmﬁma#ﬁmwwm;
AN A W A gigw & o fEar S #)
; [ o FA9 SEE
Miller-Bravais indices e

aaali;r"ﬁ'm aETE T FA F1 A & 2| 39 9gHiE 7 a, a2, as
4 A | sl - ‘ = R
ﬁﬂﬁ?ﬂfs}'ml’()"‘-j’tr(‘-‘amwmaaamzﬁm‘n.‘u.mm
J( A a / < - . = ;
U oS al A 0F Bl o] o7 2 2 |

oo arEF
Miller indices -
iwémaquvaryuauaa:a"éf(imcrccpmaamm_mmfuﬁm?ﬂ-
it & Forw 31 T i PR 3 Ao % afefstaa (o, b, A€ ¢) (7
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meqmﬁ%nﬁﬁa:ﬁ?fakmimmm%m%ﬁwh.
k. | 79/ =3 f@o 99 2

millerite

WH B 9r A9 A frde qemre Nis. 3t faat 3w Fmame & g
m?mummwmammmmﬂrmaﬁmmﬁl
%m#mmmqmméﬁrmmm
HH F A B 1 I 3-3.5 ANFF AT 4.6-5.6 |
milliscope fRairagif

mmﬁrwmmém@ﬁrwgﬁmﬁﬁmu@aﬁwﬁm-
gwéméuaﬁ%ﬂmvm%ﬂmmméfasﬁmahnfaﬂﬁm

mmmmWWMWWWWWﬁW
F UF GHE d99 B 9F )|

mill scale e g
Wwwqmmwmlwwmm$mmm3
mwwmg@azﬁaﬁmmm(mrnw)m%ufa
wmmaﬁvﬂwz‘rﬁa@wﬁméﬂhwwmm%mﬁw

FTF 72 3oqE %
Uﬁ%ﬂ@mﬁ‘rgnsﬁmwsﬁm?n

gadl—hammer scale

mineral

afa
TFA F s wwEr g s 2

mineral beneficiation

FT—mineral dressing
mineral dressing A garas

%mﬁamﬁwmmmmﬁwmqﬁmmﬁ
Gﬁmmlmmﬂﬁaﬁrﬁhiqwﬁwhﬂmmwmmé:
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mmm(comminution)m.miwaﬁmaﬁ
¥\ =y g Tiffe oga af s e | FE 2

gt 39
mineral wool

aIHa-30 (slag wool)—dfed FAF IUE F a0 9 g1 38
T WS W Mg W WY A & & 8
mirror alloy FquT fiﬂil:
ferargat SO Foee 35% e, 10—35% 31 3T 3T |
m%m,m,mmmma.a@mm
AR B &1 gAE SUEm ane g, AR A S e
U IUEFCO | B R
"Misch metal \ﬁ?ﬂ g
s e T e 40— 50 #hiftam, 20—40 TR i I gheam
i Tafram & 21
misco-alloy fqﬁ;:l?;
e @ Holl f&ﬁ'ﬁ e ?f aﬁfﬁﬁﬂ a?ffmlﬂ\
ST ﬁr:;a@mi@msﬂrqm‘ 29 & | gAF UG AgTH
qrER AR F s 2

mis-metch (shift) FHA
Ffgu—casting defect
misrun @-:ﬂfﬂa
afau—casting defect
dit goE
Mitsubishi process A

mﬁméaﬁ%mﬂmmmnwﬁmw:&
(30%wﬂm)mm$wﬁﬁﬁ@mkwmmélﬁ-é
q@amwmmﬁhﬂaﬂwwmwwﬁvmm |
A S A & rETEE fHe o S ST AT B # | 36 0.5% e 8
é;mmﬁm(zs%m)sﬁr%@qjﬁtﬁmmmm;
# fagae W & 9 A F afcafid § gt q F e fan S E
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afeafas & o argwe @ (e 10—15% i e 8) fifed &t ga: v
WIS 5 H SR | A I A I S € ¥ e e # frad de
aﬂrmmmm%nmﬁmm@awmm
%lmmmmﬁmm&ZS—m%fﬂﬁﬂméﬁrélm
mmmmﬁmaﬁmmaﬁtéahr-mm

A S R )

mixed blast process foa A gem

mﬁﬁwmmmﬁaﬂmmﬁwﬁémmm
e 21 STt & 1 AT siferdiorT i e SrgaraTEe e S
T I 1 Ferson S @1 e =AY e R i aerRiR 9 S v @
N AN SE A A 21 S & S A #1 Am 0.0028 wfe

@ T 2)

mixer

@ﬁmﬁ%%ﬁﬁmmmmm%ﬁm@zmm
méuwﬁﬂwﬁzﬁf&mﬁfaﬁtmﬁmmmm?aﬁrm
mﬁﬁmmhmémﬂﬁﬁaﬁammm%mm

T -91g -Fea-fmi S F=1 R # A e & oo s 2

mixer metal [LEE arg
A WS & e A frere aien foy av- s v & forw g ad
anmﬂmmwmaﬁrmmm

ﬁwmﬁmﬁmm-mﬁmméu

mock gold Fe @vf

T Ay e 71% aisn 4% se S 25% wife g & g3t
mmwwmmammmmmﬁmwmm

Mock platinum Pe wifeaq

qasqumgfmirﬁ‘%.maﬁr%aﬁrémémgm#thw
I Fagrorre) Ean 2 TEH IHANT TR % € O T A0 T
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mock silver ¥

% 07 5 v 84.2% dafatam, 10.2% 4, 0.1% HERE
%mmﬁiummmé\mi@ra@maﬁﬁménm
Wﬂmﬁmmmémﬁwmm

Moebius cell AifEas |@a
zf@r—Mocbius Process
HiiEgd UEH

Moebius process
aﬁgﬁ%aqﬁmﬂahqﬁmh@mﬂmum
aﬁ%mmeMW*mwh»ﬁwamawm
oArz-0 (anode mud)émﬁwaménmmﬁ?ﬁifﬁ‘mﬁ
Wﬁmm%aﬁ#mmmamhmmmmam
%wﬁmmafmammmsmra&m?mmmm
a@ézmmaﬁammémﬁﬁ-lwmmAgNoam%@qﬁ
T dW & A §a HaEd Z
Mohs hardness test a1 HINAl T

FfgT—hardness test & T

mollerizing IS
zf@u—hot dipping
molybhdenite AeS-TS

WWW(MOSz)wm#mmélﬂvmm
g &=t (foliated mass) a1 70 & &9 ¥ 9K HE-EA JaE
WW%mﬁmménmmm%wwménaﬁr
wﬁqﬂamqu‘améquméﬁwiahrmww
e = 2 ‘

[ c

molyhdite

afferszm # eEFEEEs, MoOs i 67% Hiforseaq & 21 4
mmﬁmmé-wmw*amﬁmmbsﬁ
Hiereeed 1 #Ed 2
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monazite -
b 1 | s

m:uﬁﬁmﬂumﬂqmmm@mwm&
- T, SIEE S SREITIE 91 € | 98 U See | et
?Fﬂzlmmwﬁmmil-i:umﬁrwﬁa'm’ :

Mond process
HI"E T%H

gfr—carbonyl process

monel metal
L1 (G s |

- ﬁfn-mmﬁﬁwmmmﬁzx—Smm 1—2% irar
3—2% HE ().s—o.sw.r‘zqquauwaﬁtmfa%m%naé .
Wﬂawﬁﬁwmmmmmmm
vmrz;f:rq—r jﬂrm mwwmmmhwmmag
mjw/_ = mmwwékWﬂmmmam
;.7% Y% U?quam B &1 ST § 2.75%—3% fafer sic H-wiar
.,‘-f44,hhmmaamaﬁmﬁ‘mqaﬁé‘nmmqﬁéaﬁ
¥ . e oo e o
UM A FE AT @i giaedn o fretting resistant) 81 &)

monolithic lining

I AEE w= # W G feefa w3 daw fEr s 2
monotectic reaction AAERES atafwar
mwmﬁqmmmmmm ‘
mmmwwmﬁhﬁwwmnmm?ﬁ
monotype metal
e =g

o |ren g o 80% drar, 5% A @ 15% ufreweit 8mn 2 9

fizq o« 7= - y
inatliiy TG AT A 2| AW ITEN T deT g9 "9




H==dl @

montana gold

% g T TreR 89% A, 10.5% T, S 0.5% TR &1
?nwmﬁﬁmarmswmmm?pm"fﬁq‘“'m
A | fHar W 2

} mosaic gold qraE FE
et Friy 35% ST S 65% Ais 2 2 | Ha O A T a4 F
FAU g SYART G FION @ A § A S 2
mother liquor BInHE]
|. 77 @iz faeEe 6 331 &4 @ fwed o\ #| E
). JeEEEE F e @ e e A wgEe #we F
mottled iron FEPIET AR
gfET—cast iron
' mould g4, €9
QU § 91 {9 S9a I S S A # S SugE A H
& frai i A @ ZEW S 2§ & TR F AN E—
. enfess &= (metallic mould)—4Tg &1 1 S41E1 |1, WY I=AMEE
qad % AT AT ZENA F A, TR ST e #@ e & o
#r 21
2. gefea® @ (non metallic mould)—wTg3 & e = =l &
T i, S A F A, A At e dee, /e, S e
mould coating &9 fgaA
&rﬁﬂm@rma@mqg@-mmmwfmmmﬂlw
fgem =it foa, g9, awEE, i e
moulder’s rule gaE HI9A

el 1 S A R A | el O S 1 faree fn o & i
mmmmﬂmﬁmwﬁﬁwaﬂmmmﬁi
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moulding L
HEIIEN § U3 JW-A: 30 9177 S0 S9amEs @i § e

wwﬁmmmﬂﬁwmmmﬁmnmﬁtw
mmﬂwqﬂmhnmmmmwwﬁqu
‘mmaaﬁmmmwwmﬂ?ﬁm HW =0 FF A 2| g2 A
FAEH TEF H FOAA #

%r‘wﬂa:rthcnch moulding)—F#H1 99 W 532 797 372 A= a4
7] F AT H AAH F AT '

A JTF (floor moulding)—F=ATET § g2 G40 F1 A9 O
FAE F1 fara

T | (hand moulding)—e4 § @@ 9T #1999 #
AT

AYTH FT9 (machine moulding)—&=% Tf=r #1 FEFET WA G
Tedl 1 EEE F o ggE At

moulding sand 99

#mumqnﬁrmm?hnmmmﬂwwhmwm

—(E)Wﬁl'_'l(l.lunﬂ\lndl‘F’q’R?T'J'?W q3, A I
ﬂmmmamwmﬂwwa’ﬂnﬂﬂ’zﬁvwm
HQI“ATH-T‘T*WT-U”!(E)Wm(hukm;nml}’ﬁmimq*Tf
WW’WWWW‘H ﬂrmwau‘ﬁ!mm =T4AT FTo T <11V
T H WIF A F AT = 2

»*

mould wash g5 A9ra

HE-HEL WA FA % A vge ) gem gt sem gen
'ITT'Eﬂ?(surldu [inish) gaE Fv=7 ‘mwﬂ?’ﬂmmwmmw
mﬁmﬂwnmaumhmmm AT A TATTE
H JERE F F0F9 FH H arn e\ 2

Ms HIEHEE A0
2 - 9 (W\"‘;TT\\,

| FIRVA FENA W T A A O G € W AT €T 8
AT I 2 #) |




mulfle furnace

afRT—furnace F HAIA

mulling
it S F I A S & e A A g B B A e
Cmc RECEPP ol S < A AT A # A F

[GHE

mullite il

v fefe A e _:,\la()a.ZSi(?a.?l i
oA g B TRt A 7 98 A 1810°C 7% S T 2
2 A o TR g 6 BT ALO T W 8| 78 e
T i 2 1 % AR A A A A, T 08, A
g 3060

i Fead T
multiple hearth roasting %

T —roasting

a1
mumetal (g metal) H =]

ot T AT Tt A it sfrsees St fpom 7 2 1 gEe 138N

77.4% r]q?ﬂ, ‘inu A= :.“T 3.8% W s 2| 2EE e
ST A dfaTE-aE w9 A 2y

memmimqm?|

Muntz metal i [

ot FAE SK.61% a3 S—42%, I AW I.l"uﬁﬁm‘?ﬂg'_ |
T= A=A wmuumm?mmmﬂmfﬂm o I
¢ TEEA Fq1 AFTEEA F O A AR

Hed 9

Muntz metal § \
A —hrass

HEFAERT

Muscovile

farTEt G AT O G A WL AAE F A T '3"‘3_"_*“5 Al
(SiOa)s 7| T OF N qHAA H FFEEI A E | FZ 2-m2.§.m
e D829 | 3 FE G W (e & e S 7 | HE e
& e gatE ATA AT R F T A A

5 &
Fd e

Narris process Afta gaEn

d & afeeheo fafe 1 o won e A o @ e 09w a0 #
W%fr—mm WA A7 af=ad #1 g fEar 99 21 29 ammsr 5
mmﬁmnmﬂmmwwwmszw’mmm
EIiiE _

native metal

| W U AP F qEIR 99 qiers €9 OF o 9 2 9
|1, | A

natural ageing WHTF FeTrqrE-

I Toelt fers: sfaege 2 faerem @1 amre A am or o
FI-F7EA |

2. AFHTAD AT U FT AGA A AT T AR e
TS A A e |

F@U—hardening % Farfa age hardening ot

natural draught MHiTF ga=
fEu—draught % erfa

natural hardening PIEAGE e T
Zf@u—hardening

naval brass T =g
F@T—brass
navy bronze T4 T
e Ay s R6—90% drar, 5.5—6.5% Am, 1—2% dmr s 9
S BT & | SERORTH A9 F FR0T 29 UGN 91 912 iR e qei
A Fgiar F fav fw Smr 24
necking qrAEs
AIH TAA-TA A T 22 G T A -F AT § 2
AT FH | 8 =1 g4l F}1 0F fAavm @A 21 g qmrd e afaE
UM AR A SHAT A1 AT9E BR WA a1 o T 26 a9 ' EE 2
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necking down
draraA &

FfET—necking
needle bronze gHfad Fe
Ary g o 84.5% afen, 5.5% s, 8% 91 ¢ - 2% e &
mmwmmmmmwmmm
Ffrm A feear 1 @ & foo e 2
network structure e GOl
Wmmwmﬁmmmmwaﬁqﬁn
ﬁ%uﬁﬂd@éﬁﬁﬁm%mmé’lmﬁwmﬁw
mmmaﬁg@ﬁqﬂmmmm%m
mmmﬁmﬁaﬁg@{fﬂwmmﬁm
7 7
Neumann band AgHE AT
Mamﬁﬁﬁmm@rﬁm-mﬁmmaﬁé
mwmmmmhlﬁwﬁﬂmﬁﬁm?muﬁm
T & g9 B 2

neutral refractory IadF IeIaEeE Tad
gfgu—refractory

neutron diffraction i AEeA
gfar—diffraction

Newton's alloy =ea foarg

e foreer e Tt SO0% e, 31.5% & e 18.8% A7 & 21
mm%’CéaﬂrmwmmﬁfeﬂTW#
B 21
niccolite feprage

h%amugamﬁrm,mm%mifmménsﬂw
ﬁ%ﬁﬁﬂé%wﬂﬁrmM%ﬁ%aém%lmmaﬁammm
T 21 I 5.5, FmtaE aae 7.5
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nichrome B

A - =, AT, ATHT ST AR SR % fo g 21 15%
FHTH . 65 ‘% Tt 2w 20% it i faarg 1 3TEnT 900°C &% far
wEA F1 80/20 Fada-Fiaas foam @ s 50°
i -3 1 & 3T 1150°C 7% faar -
qEAT 2| o !
nick break test FTT WA G
) (m
ﬁ -I l ; - =
- W?WWWWWEIWWIWM?W THEA %
.,,T»fmwwmsaafawdﬁ##mﬁmélémﬁ#ﬁ
3V 2 % f s #1 oA 2 o o
nickel brass fa%er e
0y [y
(T AR A e 460—57% At 38—45% s, 10% 7%
T e ST A H e, OiH i e S A ¥ Sem R @
F IO HF IUAN THiET wofel & o0 fHA S 2

nickel bronze fAFa #
ol T

amfwmmﬂ AN TR 12% 7% fadm, 40%. 7 =, 2% 9% a9
T T A F A, GREE A AT S et g9 # 3
ﬂmnﬂ;mww T G S9FAF BE 2| ZEE SuAn S9F
32 q . At c N A .. - ~. N '
AT | Al 2 ke

nickel clad steel 7
afET—niclad
nickel plating [EEuouE
< M-S AN el Arg-gvs o febe e e e e
:7mmquzmr*mh%ﬁr$tfzﬁr§mm%| 299 @
FNIZZ 7940 G = s e 0 G o o o T T
AT 2
nickel silver e foeaw
i< (G [
FAT—German silver
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nickel silver alloy
aqumﬁfirwmﬁzs"q.wawa,35‘%.%%%@@?@%#
mmmaﬂmgmwmm%nmmm
At # #ar 2
nickeloy
50 : 50 FE-fAda gEHE T TE FeW AT A T
zrarnmsuummhﬁmahwmwmﬁl

et

nicklad
aT—cladding
nico metal IGEAC G

A fsaw 10% TA3aT 2191 2 | G5euR™dt 21 F SR FEH T

ni-hard qE-71E

ot zerail A FE 3—4.5% e, 0.75—1.5% Fieas. 0.7%
fafersa . 0.8% S, 3% FEa a49r s Jw § T S EEEEH B E
ZHF I T, el anfE # A 2

nilo-alloy CEICPIG]

mfnumaﬁaﬁmwy)—sn"uh%m 59, 7F FIHAE & F
WWWW@?W%WWF{M?I S0 1 50 -
A At ® g 2

nimonic alloys TAHITEE A

el B AT, i CiEp R A, TfEiaEE, FEe, S
wmmmmmmwmwwwﬁmm
ot O G A & f R e E
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ni-resist S
AR gl AT F A | gAE A B, gieAsd st |
THUZZ 2191 2| & WAGT F1 79% Fom & fa 40—60% fger s

0--6% T 2 21

ni -span

g -TH

TF T A e 2—3% amefram, S—6% i

T z . 5—6% FfEaw, 42% FEm
ﬂr\smaraﬁmi:mmqﬂm@vummm%%m
S9ART GfFdr & fen, T Ao # adEr, St aEEr e e S

g g 2)

nital I
AT € 1.5% Aegfes s 1 qiamT a7 ofgey oese= »
S g 8 9T iRl | e | 29

mmmqmmw&mé.mwm

.mgra-gagmm?mﬁmmméfmm%mzqwéa#

% 49 I=W faugf (Contrast) =/ #va 2

nitralloy steel s
A FEH

0% w01 F A e 0.20—0.45
0.9—1.80% i@, 0.15—10% ; 0.45% =ei,

. 02—04% fafasa #ic

0.40—0.70% ¥t & 21 For oA & S TR % i
0.8571.2%mﬁrmémmmmm%amﬁrﬁﬁ
mmmwnmmw%wsam?mwﬁ

1000-1100 V.P.N. (s faifiz #a%) 4 #1z # Famar e
700 V.P.N. &t 8| Aedwig EZ & 0.15-0.25% fafafams & sfafcrs 0.5
l.[?ﬁ%ﬁ?ﬂ??lmﬁmﬁ%m AT & T ?m
qw?ﬂwwa‘ménhagmmfﬁfmhﬁmaﬁvﬁ%aﬁwﬁamé;
mqﬁﬁmmmél W-IVQEEWW?W
I R A § A R e gvmam & g

2 21
nitriding

Afgu—case hardening # 3@
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nitrocarburizing

afgu—carbonitriding
noble metal . IFe =g
wfea, |, A, A ey 5 EE o JrdTga Ael B | g

Wﬂﬂgwmmmﬁmmﬁmwﬁmafmméu
n&mmﬁtammmammwmqwmm

9, mq@mmmﬂm-mmmgﬁmﬁa@ﬂ

nodular viferE
). Iui-orgEEA & oIy F A W
nodular cast iron vifga garar el
afgu—cast iron & UG
nodular iron uta# W’Fﬂ
FfET—cast iron #F M
PiRean!

nodulizing

|. zfET—agglomeration
2. mwmwmmmmqﬁwwwwwﬁﬁv
ol @ § ddege G gwEE i diaE g9 8 )
non-ageing steel Flol-FAFEEA T
5 Zeqd e e e #, GgfaaaE, srzafagy 4w AAfean =R
ngmmammﬂmmammwm
& famaEE FEA /AW AREEA § g A 9| )
noncking coal FFTEHT B
T2 e A A ﬂﬂhﬂﬁwsﬁmwmmmmm
2Tl ,HT’FWWWW??'TWWH
garA—coking coal
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nonconsumable electrode AT T

ﬂ#-WQW?WﬂmWWHQMﬁTmW
T P OBE A FTAW 2| T AT W w0 G AT & oAy A

21

nonconsumable lance I
FEU—lance
nondeforming sicel ey gers

AT 299 #1 0% 3 A FA1 3 F A O el 99 ) 29
W?WWWW'MW?TWR’W?W |—1.75%
HES, wE-FE FiEw S 7 WA= 79 fam 2T 7 299 e w
WA T A E A FA AW F S0 O F FE 2 ) A A 2 2 i
FH I (impurities) F9 § F§ ¥ I9 #)

nondestructive inspection AT =
A

a7 —nondestructive (est

nondestructive test EIEL|
9 gfrEm

WWW?IIJWW?WWWWWMWWW
F T FE S q e e o, gfe-fiem ety
rmzm THIATTE 57 T F 50109t S FAWT 1 91 0T F for o
7| T 29 GG T A1 FEA B | G A o 2 g #

I 937 9WT AT (eddy current testing)—39g4 TR F
mwmmwmquwwmﬁm’nqw-amtfmm
WMTWWWW?ﬂV@W I FHETAN TN
AT T30 H40 2 | 20 1 Sufeaty wmquamﬂn?anmdr
qmmﬁummuﬁwmm?mmmm
TE-ATE A A F]OAF FIH F AT B B

2. JEETT FTO TAHATE (magnetic particle technique)—z7ga
maiamwdmafvf?mng T T F FA G A
AT G A T A -\ 7w # ¥ 81 HifeA TR e G %
I A -SAT F 9 FT | FA: T A T I § 2 AT | 39




imfaﬁ%ﬁmmhﬁwumﬁwm%wmaﬁw;
ﬁmm-ﬁl%maﬂmlgﬂmaﬁmamaf@@%
a—mmﬁammmwmhﬂmmw 2
qu&%mﬁrmmqmmﬂmgﬁ
W@W%ﬁﬁ@sﬁmﬂmnmmmmﬁm
m-wﬁgaaﬁmmg-gtmwmgnmmmuﬁm 2
Z o

3. drEdT AFATS (penetrant technique)—m{? A ™ FHAE H
W?TWWWWWW?HWWWEIWHWT
mwmmélwwmmwmqmm:.
aﬁm-ﬁﬁwqﬁrﬁﬁ#?ﬁrmﬁﬂsﬁmﬁﬂwmmmmf
gqamwaﬁagwmwmﬂawwmsﬂ?mmm
mmmwmmamwnmunﬂﬁtmmw—m
% | -2t B AT aardl F1 I A A E | 6 A9 T
i FEq & '

4. Fafauit faon (radiography)—26H m"mz 7 (-,
ﬂémwhdfﬂﬂuJWTr'wmxmﬂmﬂmmww
ﬁmWﬁMaﬂm&anqﬁmzmnmm
W%TIWFTHT?I o

S. TTEST TETAW (ultrasonic (cs’l)—'lfrﬂ—'?{?rd T -J—s\fcrm F1
mémﬁfmﬁwwitrmwemﬁmﬂaﬂﬁm_w
oy ?T'I'TT e (transmitting crystal) ="W1 :N:il "PJ? m?? Wﬂ
WWWW?WWWW“FTHW’TW?I{H
TR F AT T A g R WA 2 e TR 7 e 2
feafq weg &1 I 21

nonlerrous

St i 1% 1) e 1 SIS A S A 7 A
GrEFT S mAH F A s F €1 W WA F e
AFgHE 8 9591 2|

nonferrous metal

FET—metal F Il

nonferrous metallurgy Jalle AT
SIGHF 1 7 g v e e H ST o} | a9 e

mmmmﬁmwqumﬁnmmuﬁﬁmﬁ

g g% 2)

gai—ferrous metallurgy

nonmetallic conductor furnace TITF AoTH W
FEU—furnace ¥ @fa resistance type furnace

nonmetallic finish

m%mﬁﬁmqﬁaﬁmwdzaﬁﬁw,ﬁwm
F AT FAT|

nonmetallic inclusion

afEu—inclusions
nonmettallic mould Faifa® &=
MET—mould F Farfy)
nonrefractory alloy FaEE frag
T | #1 A, AT FFEEHT F9AT oA (scaling) a1 37 A &
AT F B F AT G gEW A oW a9 |
nonshrinking steel FEH O
?faq¥rloll-clctk)rtl1illg steel
nonsparking tools FEFIATH G

3 A T =i % ey M A8 el | g9 e s
SYANT FEA UF AT F A § A 2 TR S0 9 # ame T8
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FT 21| Afeferge-aE, T 2.5% 9% Sifoan 2 2, 39 ST &
T & FH AT 2 TR HE g W uiaeatae (resilience) § 6w
FrAgTET A 2, 3G O A G A | | Afeforan-am e @ e
7z & {F I8 TEN-IUER 7R W FE T THA B | T &g B 0
FAeq § AR TE¢ AT B W g 2 SN I SUER A A
&A1) # BE )

Noranda process AT UeH

A4 % AiF § T F ITUEA GG THH | TTH T AL T A
o Fren 2 foas Tt v feam & & 21 29 T @1 argEe o FEd €
iz & W qfemE A7 faier Mo 1 GE-ATE FA M- A W
i e et i e o e e e e 2 | fafie st
farT 95— 100% 29 s #1 faafse 24 am #e 3 98 € 90
F MRS OF Gae {2 | Qe A afead 3 sfeiwan ox &
wre & 2 # | A A fae % a0 faw & aigee # e foen a2
St fera A1 1 HE-FH A AR 0F a9 e -faw @ @6 gu e F
43 § T T 2 | AAvIEaEN ZdEi #1349 & AET A o g 2|
TTU UA AtF | aE F A A (1-2%) 2 2 T SR S 86 A

ST AT T2 2 | SN A A AR e (8—12%) # 2
e g J" #1 GA4-wad @R 9 A S| 2
normalizing Bl GIESC

Ag-FA | T qoah e #@ arra 50°C (wifa® au-uE §
w)wmfrmmalmmmmmmﬁmmqmmm
q 4 9% S21 o T 2| fAd €9 € 3HE SuAr 72 A j’rrq?ﬁmr?
foro g7 2 fom A 4 owA SN T #0182

normal segregation TEHA qY9EA
aFfET—segregation
nose BlLE

|. Pl wAET & A few # AW aW 9w 9-gElE F O
Peeaicd

‘as

T A9 FA F AEE A F OGAA A
notch bar test
TET—impact test

notch brittleness

CFAGHT 9 EET F OO F e fARaaeE aFm (constriction) |

= HIEEr

AT, JTE 51991 79 [FaraT 2377 320 giqaa- |IEW =740 97 e

F Ui =l #1 wgrEn)

notch fatigue factor | AJid rE

wit wif-amed dv it wite amel # 4 s

notch impact test as g g

FET—impact test

notch sensitivity |iF guiEa
| #1 3Ufe4ld F Fo 3 91 #1 g=er & 29 00 549 41 60 | 97
TFT WA A, §F, G2 q9A AT | g9 & 9w 2

notch sharpness Il PG
B3 33U T 5T FA % {0 A v o | g g

R & | 39 S O A F S A 5 g A F T a0 §

Y = F A 2

Novalite

r

REF Tﬂﬂﬁ’lﬂ rmm FEd 12.3% Cu. 0.5% Si. 1.4% Ni. 0.3% Mgy

A 0.5% I'e BT 21 359 AM W 7= T FAYT 2 2 FAHE 29 3T
FREA I F ZorN A #1399 O EE =)

novo constant A
T AT AT TREH 120 T 4% OEtRiTEs i 150 aer 2 2

?ﬂh?mhmimmwmmtrzman

n-lype semi conducton N TET FHAE

FET—semiconductor
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7 FHE

nu-bronze
o A - o 3.25% €, 0.25% F S 0.73% fnfmm

éméuusmhg@ama\ramm%nmmm

adid GEEa # e o 2

AtHFa =g

nuclear metal
FFgu—metal
e %

nu-gold -
am-fersrg Fore lz.zwomaména@ﬁmmaﬁmm

TqET G T O e AN # e # R e 2

nugget |
mmﬁ,ﬁm:mmﬁmmmhmmu

e

numerical aperature

fﬁwﬁﬁﬁmmmaﬁzﬂmmm
T 21

a = pSinb

mwuﬂhgmwaﬁtqﬁwuﬁaﬁaéﬁfﬂmmmm
mﬁaﬁéaﬁtemmmméﬁlm-iﬁgm@aﬁa@
drEr F1 fAa A et & 49 Aa #1039 A0 FOTAE-H
FEd 21

q«m»ﬁ&aﬁgmﬁmmﬁfﬂﬁﬁmmwmm
2l

TR &

nuremberg gold il

s A-faar e 7.5% oafEtEs 9 2.5% 21 3% T
S T 1 # T TS SUANT ST A T

g
occlusion

fedt T Aa T 41 A ﬁm»mammrﬂmmm
AR PR AT 5 SR o S A 1 {7 e g At i
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19—231 M ol HRD/Y6

e 2 | el e i g % A g e ame s s e it
F TCANS A1 S A G- F AT 2 P v S
M (interstitial compounds) FA9 &| SATEIw =am HECIEC i
aﬁzmmaaméummwﬁ%ﬁgwﬁmwﬂqm

IFA F AW E AN G9EE: 0F qE GwE 2

oda metal EIEE G|
T TR -FATg S 45—65% aian, 27—45% fadar, 1—10% S
M 0.5—3% iy &ar 2 THH YA FHH AN fuea €9 F w9 qup

TEEAE G9A § fF s 2

O.F.H.C. copper W.H. I A AW (ST g
(oxygen free high conductivity 374 HeThar aT9)
copper)

U G A 6T 7 A A & 2 e 7 & ey e,
Mt #foags aiferas wif2 fasrrdeo 9= 29 21 279 Sufeafy &
aﬁaﬁﬁww.mmméﬁtméw%mmm

BH & PNV A% =% 9 a9 4 e S 2

off iron

=1 ol fogan aifas g9eq 1 8
off take Al (Are)

T WE & i o feqd ow w1 fow frew @ 89 Rv A s

(downtake) 1 3w T )

ohmetal Az .

wamhmmﬁw&aﬂﬁﬁaﬁrls%h%mm%naﬁfam

mmmmwmﬂmmmwffm

Bt

oil and whitening test FA-9394 0

FfEuT—nondestructive test & penetrant technique
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oilite AAEE

| s a frg fara 88—90% dfa, 10-12% 3, 0.1%-9.2% rm:mm
ﬁwm@rm(mﬁml%)m%u@@ﬁméw4m
AT % 35% 3T 1 FAGT H 2 | ZEH ITAN Aoy, I i A
g gfedr & ggeres il & €1 F & 2

oil hardening dal FB
afgu—quenching & F&9 oil quenching
' -
i daf UTHA
oil quenching
afau—quenching

oil toughening ‘
T % fU GgE UF F-SUNR WEH| FER AE A
120°C—245°C & &9 UF TAM A O TWH F I ¥ S oA s 2
ToQ ae 3 T 9 O 2
olivine CGIEE]
o ST @i e A S el srffarese, (Mg Fey
SiOa‘%ﬁlmeﬁq@a:m MngiOftmﬁlélg@
@ % €9 § #4121 CHeH-An & 4H 9 EEH I Fqed
@ 2l
olympic bronze Sl GiteEd m
& A -fasEE # A T 1% a9R i 4.25"4@? faferaEd 256 2|
amwﬁvmmammmaﬁmﬁwwmmw
aﬁr%ummﬂmmﬂﬁmafmhwmmar&amwm
o 2

S|
omega

o e T TR 0.7% AT, 0.45% AfferssH, 1.85% fforar,
().z‘v-a.éfﬁgm S 0.6% FEA 2 & | 9HA ,?rv R 3‘&[3"! qj;? uf#mz
e 2|

279

onioins alloy EUREERLY bl
e, fereTd g famw 50% faera, 30% dran aiv 20% 4 2 21 77
92°C ot fuseran 21 gos ITAM I G9FA F fE 9 2
open hearth furnace AT B ue
u—furnace
open hearth process T ' wEe
geur-ffor #1 o we o @ @ SN gaTe @ 51 o S
afte & fre e e wed & 2 s 21 g9 @1 & anetr S B
mmmmmmmégﬁm%maﬁtm
FIH &9 fohan ot et a5 21 &= @R F Sufeus wiegng # ama o
ﬁwmé%mﬁmm-mﬁmmmm-mﬁ
FA-TEH F 0.10% q 1 F9 GEEwg 1 FEvawar 26 20
open steel Fefed e
sfau—steel F FFfa semikilled steel

operation PR
el w2t a1 47 1 W F @
gatdi—batch operation

optical diffraction THIE A
r@T—diflraction

optical pyrometer TFHIIF  IATIHETG
FFET—pyrometer

orange peel effect AT fAgEE v

T S T F0 & TR w5 SR 9= # S 49 aA-Fren
F WA F 1 & 3 S € | refue 29 # fred e g a2 2
T AT T3 T F AN F {ars & 95w & | 36 g 1w o a9
T T9A F1 A% -9 (alligator effect) F29 #1 39 a9 1 FTHFA & foq
W%WWHWWHWWWWW

Zl




aa@mammﬁq@mﬁwﬁfmmwm;;ﬁzﬁm
) waEE § HEaEE % e A iwe g9 e o
qFAl B—

|. o ek (argillaceous ore)—FaEF ey i & €9 | 59
faRaaE TEAT 21 AR O -ga 342 aEH |

ore

Y. faefEar s@e® (bituminous ore)— &6 ey M % €7 H
FAA TR [FEEEE TEA B 99 sds 4 aewE|

3, FEETET FFEF (calcareous ore)—3 T T T % €U H I
Eil Eblii :‘. o ia HA 124l ¢?|

4. FEATT FAEF (carbonaceous ore)— T fEH AT F €Y
Fra T A1 g7 faeied oaes F gHE & )

5. qiERa e (ferrugenous ore)— ek faEH i & €9 § oe
1 Afre (e 211 ST - g |

6. AT FEEF (garnetiferous ore)—3TEh foe A % €7 H
e EREEE A

S ﬁﬁ'fﬂ'ﬂm"m(m;mgunit‘cr(msnrc)—mfﬂ'ﬂﬁﬁﬁiﬁ‘?‘f
Hrd fERTEE Al

8. wTE e (self fluxing ore)—E fimtr kGl g?r-'h
qafet /T A1 % a7 saed § freame fafee a8 G A
TIEE S AF | 39 e e 0 FEd #

9. faforma w3 (siliceous nrc)—mfﬁﬂﬂ"ﬁﬂﬁﬂﬁq@'ﬂ:
fafern famamA 21 SsEed Jna araenee |
ore boil I F9A

Zee Tt & eifas ard w7 e |ig FEE 1 S g3 |
ﬁﬁﬂvmmqfwﬂuﬂmﬁ?mﬂﬁ-ﬂzqmﬂﬂ
e 21 TR T & R0 e RIS & 3R % FO A # | -

F F WA O TR WA AT R gE wEtd WS
fafoss, B g 8 99 2 SaET F Je-ard W uEE H

281

BIEEINA & AL 33 et A4 of fasar st 81 29 Fwl Fage o
FEd B
ore dressing FIEH JEHH

It | FE W1 F1 99 S B AR FOAT| FAH AT 20,
e R R @ A 2 ) genfe Ser @ e B aeEs €9 F e
fEm s g@a 21

af@u—mineral beneficiation

ore hearth smelting FoeE B W

|1 9 B & I § I F2 & AE-FGEH F ITHT H OwH |
9 UHH H IF9 WA, qA1 9 FH-217 (coké breeze) & famv @1 99 &
®Y H 3TN W w2 seW gere: wei-amm attEm A 2
FIAHT FH A G WE GOEEE F AT G AL-HAEEE A Aq=-
e F A g g 2| W Sey W Afafta s -gewEe mAm
wrA B &
oreing down FAFaEHA

FFEU—pigging back

ore preparation ERi=RE Gl

ZfET—mineral dressing

ore (pellets) weathering Faep () AT
afgu—weathering
Orford process ACES THA

(top and bottom process)

e aw-fAda GewEe F difeaw aveee e fee e & A
99 WA §9 T 2| el wa & sy wmn § fEe e 2y

orientation I

“ad Fron & e Fmir Geiy & foro 2 2 JatE gad # 2R et 8 s
o 1 o & faun 7 S w0 # A vt e 21 9= it /A gaa

R
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arﬁm/qamfwm%wm-mmaRﬁméfsmm%mwaﬁr
Z1

T
orpiment

FETF TZETEES, As2S3 Fra 61% ndtas 2 21 mﬁﬁnm
mé|@mmﬁm$mmmmmmw
Wmm%wﬁ(ﬁmaﬁaﬂwﬁmmnmfﬁmm
éaﬁrmmﬁmwwmwmmmmwnfﬂmmmﬁ
<R B 1| AW 6 € U W e e A 2
orthoclase i

Wwﬁwwﬁmﬁeﬁﬁf%wﬁ@m@m\w
mgﬁmmmmaﬁrmaf‘wmalmmm
2 o a9, K20 AlOs. 6Si02 21 78 UAIEE, TTATEE Zife #aia
M’mmmmménmmaﬁfmﬁmmmmm
mzlmahﬂﬂwmhmwm%mmi;
2 44—251 #F T 1250°C—1350°C 2 81 g9 @R SN

Osborne Shaw process
afgu—Shaw process.
A3 =g
ounce metal

oF AR e 4—6% 39E, 4—6% A, afqaﬂﬂl"n f:ra‘h i
4—(»‘34,mgﬁrénwmﬂum$m‘gwmnw,m ;
e A B AW atedr &t F A 8 g §W IE -
oo 9 F=A B

Outokumpu flash smelting process Fedy THS Fad THH

mm-wmﬁrmmmméwmﬁﬁa?h
@zmﬁmmmmmmmﬁn qugaatg
mvﬁ;maﬁtmmm 10— 15% 2t 21 37941 340 9=
0% & faaar oA 2

oven ~ ﬁ

HEAT: SwIaml 0T | 98 0% o7 #0s & forny wmml #1 am A gr men
Foran i 21 gt T, s W, g, G S i s

B 21

overageing FierF o
fasmanamaanaﬁ#ﬁnqmﬁfﬁwmﬁfmma

WA S A AATEA B 2 TG N A w5 A O -

AT &A1 &89 oA o § av9 ug a9 2

overblowing Ry
TG ARAT At g & et #1 Sua e e qiomeey

T F TEA B A 2

over boil 5
ffca & & o srra-aaam

afET—ore boil

overburdening e
T e AN F GG Feh F T G0 A A gt

" | faerrn

overdraft AT

I: mnwmmmﬁwaﬁwqﬁaﬁwﬁmm
mwﬁmmmélm&mwmﬂwméﬁm
=9 F9 d99 9 fEfaa afaw 2 2

29 W AN & I H AE Ay A e g &

overheating

ST

Fereit i) s forsiT 1 et foren o v v e Py 3 o
Wmmﬁﬁaﬁmﬁmm&mémlhﬁwﬁrﬁ
A &1 1 Aifres Pt S Sve- 3w 7ar A farar o e 21 ot
ahamnfwwammmaamwmaﬂfrﬁaﬁmm?l
fv:wmmfzwrmmﬁme-»mmmmﬁm
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I FOR | ST A FH R S 8 | Featd A
fedt sy faf g e A# R O g R

Ftesa=

overlap
. gz @ W Ao Wy & AET F A

2. afu—lap
overpickled steel ELSIn|
AR UEH o T9EEE 5 @ s R 8 39§

TS H e |
overstressing et

1. fopedt wTg v S e | | S Siaea # E B S
wrdr faEam F)

2 mﬁ-mmﬁwwmmmmﬁﬁmm%‘m
7 v@q § Ee 59 9T A -amed 9% FrEdl | (cyclic load) @ WA
¥ @
overvoltage aﬁ’&ﬁ.’?ﬂ

e faera | faedt e, faérm%zvz@m,%fagﬁmﬁasﬁﬂ?
-mmhmﬁﬁrz@hauwﬁs@ﬁn%wﬁvﬁwﬁmmq
£l wﬁﬁmﬂmémﬁmam‘iw‘m
e A G ST ATy F e @ A F fe
& a%ar 21

own (primary) scrap mafeE 3
ZfEu—scrap
oxidation resistant steel FrFErEFOET gEd
T2 zane 5 g9eA S STER ZAW OF a4 T & 39 0w I

AT T G @ A A aE)
oxide film igags fFew
o A e AT FACAE A A A F T A
FraTee #1 Ol T4 @RS J O FiEaE, TEEteE S agE sea
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AW FEIT O S AFAEE e s SO oven =5 A 2 A
ket =1 fovmifon, enfearss et AR gorarerar 1 iaee e & Fae v
AT AFAGE-G TS T 3951 ARITA F Q19 S0 § 4o #1412
FAA S0 oTEH F T F9 B qFA )

oxidising roasting HHFTF T
FAET—roasting
Oxweld cutting process WAATTZ Fad THR

(cutting oxygen-stream) & {6601 T4 7| 399 o84 F0F 501 § 50
H FTF FAAAT . AT A F AREET T3 2| A7 G T 2
AW A FEAAT F FEA & A0 Q@R F A 2 A e g § e
99 & & 2

oxy-acetvlene cutting FFEUHEAT Feq
UF AT -FAA TR T T A O -9 % A S
1 TEATF T 230 ST F1 FE N2 | T O A &
g4 7B § IS TG-S AW FEEE T19 F0 76 A6 2
oxy-acetylene flame hardening AFAUATEAR T Fm
gfar—IMlame hardening

oxyacetylene welding TFT-OHTTA T Af2
UF, AL gE e e ST I H AT F oarg

TETEEl & MR &1 F & I -5 5 0 50 ST e S

Z| 29 FTeEE T (impinging lame) 379 261 2| 2699 2@ 97

-9 F IUART OfsrE 2

oxyare cutling AHI - FaA
PRgT -1 S AR W H SR A 9 S e

FEA, TF A IHA T FAH F1 13 | 20 AW A A # e

NG
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ﬁmmmmmmmﬂmmélmm

mﬁmsﬁtmf&aﬂmnﬁﬂéaﬂﬂvmmiﬁﬁmm%l

iU, I 3 FEe YEE F 2, mwarmaﬁaqwm%

| 7 A @ FE W AEgEM FA ¥ AW FE W Seest W
FioaE Fa 21

’ oxyhydrogen cutting e -2TgEr >

W%mezﬁamwmmq@ﬁmam
rarataE fEa 7AW due fE A 21 gEW FEeEE d, ERET 3
Wfﬁwmﬁzmﬂmﬁmmmiu

oxyhydrogen welding e -ErgErT AT

wﬁn-&h@mhﬂhmﬁmz@mm@%
Wzmﬁmmﬁmﬁﬁﬁmw®m%|mm
mmﬁmwmaéfmﬁ?wmqﬂmﬁlﬂ-mm
e 2

Pachuca tank LR colel
mm;«mmaﬁm?mmé‘um%mqmﬁﬁ
S 2 | Farers Faret g FE T 0% WS -ATEA 9 g ufa e e &) &
mmwnﬁ“mqqmwzmﬂa@aﬁmwaﬁhmgmM
ﬁwm"m%.mﬁmﬁmm%mammﬁm
T AT S 3 WET SEE R @ S R

package mill g daalq L]
mmm-mmﬁmbﬂ)wmmﬁaﬁaﬁﬁm

2

packalloy Fga foag

< AR Gntatas e s 4% Cu, 1.5% Si =% 4% Ni 2=
2| zoE IUA IE-EEEA A B
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Pack carburizing et o
af&u—case hardening Carburizing # gty

pack rolling (ply rolling) FHal Food
q T TF T G 2 T TF AP ATGA WeTE A 7 A W0 | I9F a2

eI A | gqF F forar A 2| 7 fafy gead: gaeh T oA
FH 2

Palladium Copper ity i

e et faag T 70% defeam, 25% atan, 1% 7 fder st g
TSR & 21 g7 FEEEE S SR 2 21 gaE swan g9

EA S ATEAA A F A 2
pantal =

I 39 el S e oatate e = | e Sio M
Mn. Ti. 3t Fe 13 & | 3751 7411 G173 26331 #1 5914 a5 59 & 5
VAT T4 G GEEE 0 A 2

paramagnetism

PLIREE T
FET—magnatism
parent metal EEER G|

(1) afeZn w931 F39 7 77 91 e o2t o 21 999 fa
A T Al




'———

(2) Teaarfeas A= a9 T § AfuE 29l 96T F9a e A ST
g H

(3) TEEs, AU AR A F A uig e afeed FE 8 @ e a7 e
e 8l

' (4) T faarg 1 g9 Aifeas 9 s Jm O Jag B 3=

paris metal af | 99

o AW faw fes 3% avr, 2% 1, 6—16% FEa, 1% FEee,
1.5% et SV 99 afe &A1 2 | JoEd SN GEURTE & & H0 9H IIEnT
afddr &1 a9 & T s 2

parkerizing TR

Y G O GO R A I &0 & i) aee—A e F
59 gea™ @Al @iE 1 T0H FA1 8 39 e " WEnRE F Eead 0
ZaE WA 2| aER—D fab &, o adR—A # auaE 2 e
Fal 2|

Parker’s alloy T THAT

AW T T 60% atEr, 20% avr, 10% FFa 517 10% Fireas 2
2| TEE IYAN 9ug G9FA a9 09 # e # oAAE A7ofEw e
2

Parkes process RIEZ P E ]

H § sEyed T F A FA ¥ 070 9 U | e € 61y
2% T 1 AT A § €@ G TG & AN 94T 2 TR e 9 A
qqE § 94% FHF A A 2

parlanti casting process A gEEFT aFH

U G -ETR1-J93 (gravity die czlxling)mmﬁl‘{qfqﬁqqée
ETA F IYAN {41 T 7 | OiHAAH F FH-CAAT-AT, €= 41
T & [0 5 =1 vardl § 9 Ak 2 2| IW UEW U dewe #
HHT AN FeTEHT | AE] €9 F501 B 497 faedt St 5 § 3o %1 fAfwan w0

partial dislocation i w1
afmr—dislocation

Parr metal R g

b FAar &1 g T 60—80% fEa 15—21% e
S—R.5% T AW F AN A A, S, orgfaian, 2eftan | aniA
FA T 7931 AifeTegAH 211 2 | 399 359 9973 21 & 991 4 Qo
;@S R B 7 T ST G0 g oeEiEE Gt |
2 E |
particle size FOT WY

I FFAF S g S 7 e favm a5 e et

o ferar a1 5= ST IUE § favaliE # i
B

parting TTHT

T, T S wfEAR F 0% -6 § e 9 Fa09 ) 9ee At e
AN T & T S T 1 99 faban A o e 9 -
wAnT fFa s 2

parting Compound EIFA AHA

A | TR YTel & ot O e e A g fafer aep, ad

] FAGA T A | ORI FA AT FFA0 FA O A aqg-mn

| & &It & T G A A | A A AR E— 00 o 0w
‘ STTHIEE o AT &g, fiomeIge s sfes ae |
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77 FyTEA wEd ¥ €0 § fEfw dewn q@ OO & oaam
frar s 21

parting limit

mmqmmwmﬁmmmw
fafor= me ¥ AUeHE AN A8 B )

parting line

mmaﬂaﬂ‘tTaarﬁlhﬂ?ﬁf’wW?f'mmﬂ
G & e § aF tE aeA—ewwdl & 9w @ e
2 21

parting line gating PRET|

Afgu—gating
pass
(1) ¥ e & St & 49 9 # Jfawe F)
(2) ooy, =T, e -gfese, AfeET SifR #wEl § owd T F T
A Faw FEd-A9= #
passivity Hy=ma

@umﬁmﬁmmf@aqﬂmﬁﬁféﬁawmﬂﬁmm?m
mmﬁﬁﬁméméummﬂﬂwwfmmﬁ
AT | ST A FAE G A &) f e A e gen A
e i3 5 e 2 & e e & T e e 7 A &1 o
qiz AETeE e, FhE G, FEE A qG A FAEEEE e ¥
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g TR S U —

gt 2

patented steel wire TRfed g an

FIAA TEE AR A P HA 5 AR AT FH G FAT B 702
mqmmmﬁm%mmmmm%w
124.0—139.5 fobmn wfa =f fodio # sfum afvaw g sifa frar s 2)
fasm &9 § fAfea Tefed game a7 97 2 f5 139.5—155.0 Resimm o

aﬁhﬁmvéaaﬁmmwasﬁ&amwal

patenting =

ST W F FU IUGE AT IF TWH FCAT A 5T 2 F 394
nﬁam%m#-mmmmmﬁmmﬁﬁﬁ
331 HTA| Y N GO F71 2 TG A2 F1 A FET G & 2y 2 g
IRCSF St 7 aifad Fit P 3T B9 ¥ 29w B SE A

i & werm gom 3= P e # fo g 2

patina dfear
amﬁq(ﬁrwwmmmmmanmwmm

qohe I 0T WA GREE FOC FEEE 24 2

patronite deHRe

mmmmmmﬁmmvzssﬁ
AN I Afeas Towige & e & | TAH anE 20% d3TeaT g 2

& e F waie wen F aren W @ s A w1 omge e 2

pattern gfaey, g2
| @R, A A S aRrd g e a7 e % G
oo aEr a\ e ] 9% qad (moulding material) &

T 2|
2. Tt Tt a1 vl qreeure fom SwamT @49 & frdas & e i

& 21
pattern maker’s shrinkege aiey = g

Zfgu—Shrink rule
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pattern metal gigeT =g
31 T, P & o & 40% 2T, 30% dre 3 30% S 2 @ a9

g H 15% am 42% i, 3% Arar F 40% Sre 2 2 I‘W.Wm

%wmﬁmmmm@rm#mm

pattern plate e @i
mm%mmtﬁr&mwﬁzﬁmmmé‘u
pearlite L G 2ok

g | S 0.80% FrE g Ae-deE T w mufasm A 2 |

2| 39 vl | TeE 3 HiE A el 2 | 9% TR AW gai aie F I

2

pearlite bending gAlge 9odd
afu—Ilenanded structure & &

peal drz

et AT T & S At Ay, G (sedges). AT AW S 0 &
FIF FUHEA § Ieo MEC F A Fiel T F OFA

peeling e |
graw O | afod =g # faead afe ow @ oFer &
peening o EGIEGH

wqdﬁwmmmﬂwmwmg@mmﬁffﬁ
Foar 9w gedt & Aita-Fa (fatigue life) g 91 21 g9%1 9e@T |
A F GET % W SR GMew wie W affed Jwel S A
gFAl 21

FFET—shot peening I

peephole yaeEA

mnmwm@mwmmmaﬁrm*mmw
3 d0 9T @ Ao oW 9% @ ZAEa F amE A 2

W—"31 N ot TIRD) V6 203

pelletization

T —agglomeration.
pencil gate gfge Fa|
fEu—gate

e

pendulum hammer s =T

(1) Nt Zrean v & forg e 7T | 2% o e & s 31
mmwmm?mmmﬁmmwmaﬁ&m
el & S wfafa i v foran e 2 | g wEn et i 8
2|

ET—inpact test
penetrant technique G FEIS
U —nondestrucive tests %
pen metel 09 g
U AW AT T 85% aian, 13% e 90 2% a4 2 2| 77 "
pentlandite Taieree
o fada-ae | (NiFe)s) o1 @=sdl (@) & fde T
UTAIEEE A 7 v A R ) g6 fadar 1 AEn 1-2% S 5%
T A 210 & | e % | oA 214% % ater o arar S # | 3 39 §
wifes o &1 e v F ' F o o 2
Peraluman TOgHA

Mg S 10% Mn &9 81 F Fr=1ias SR 29 2 i 397 ITER |

A9 &1 T B | 3 UGN YR S T § eEe aoaar s

/A & fAE 7 EEr 2

peritectic alloy qﬁiﬁﬁ?ﬁfﬂﬂﬂ
FET—alloy & Fafa
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peritectic point qietrEs =y
Zfau—peritectic reaction
peritectic reaction afeswitas At

fea-nft fRwr-Ar (binary alloy systems) ® g Al gwEE
meﬂfwfwnmmammwmqmmWﬁmar
qumﬁmmmmmwﬁ &2 FTA IT el
Wﬁrﬂmaaasmmnmﬂmmon’amfﬂfwvm¥m
Wmmmmmmh?malmhkuamm?
I ufetrs-fAg Fad 2 TRETRS g w eda-Fe (degree of
freedom) (94 i 2| 7= 1377, er@wmhmmw

2 21

peritectic temperature ufteiF=s® am
Igu—peritectic reaction

peritictic transformation mieefdesd EWGTT
gfgu—peritectic reaction

peritectoid alloy afveaeies AT

au—alloy

peritectoid foint nfveaeige @3
agu—peritectoid reaction

peritectoid reaction afveseigs ATl

ﬁaﬁhmmnmmmmmlmm
o e A T 2 aEeaTEt # Oeere A § 0% T S qrEedr 39
&t 21 T A -A OF ST AT ST F 7@ T A # S99 Al
a7 F=d ¥ A am o g7 A A @ 39 afvewege g FE-

- farg T Wit =T il O A & | g fag afreereE A
T U uF g gued ot a2

peritectoid temperature ufiegeigs au
af@ET—peritectoid reaction.
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perking brass afd dEa
¢
T A A TR 76-80% At Siv 20-24% A A7) 7 gaie
FI A T BT & TA1 SHF SUANT ST, AT, 400 4 woradawr 7
2 B
permalioy TR
[

FaFra b faarg #1 90h o fdat < @i & sifator seoaen
Hifotsg4, F@Em S99 F1949 241 21 7 FAT JIHIA G Foq A

AT B & | gAF IUAN (AR e afeadr, #4re fEe afer # foo
THEER AN, FAEE Fgoll AR F B A 2

permanent mould casting T §ie 9994
aEU—Casting F = metal mould casting.
permanent set . e

U "W § A @ v giqeel # ged ¥ A saEie
faeqm)

dorme / 1
Permendur (Vanadium steel) THzgy (HTeam gere)

I I e v 49% P, 2% dAfeam S wr e
Bl 3HH I9AN PrEam-dEde wanm F o #)

petroleum coke TTaH #1E
G )
UF 3E FAMANE FAE A T GRS F A9aq F "2 99E o

Wm%mqwménmmimmwﬁ
MIGE YT, A OIS 4N &9H % €9 F Fm 2

permet THE

UF qH e fEE 49% T, 21% FEa 9w 30% sEmee & 2
maaaﬁummammmmpmmwmnffm
a2
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perminvar THAAR
e AT 1 it T feber, shiferam 0 e & Ay
HUA Sgar wiicesad A 2| $9E Aeded 9a@E 9i4eg 26 & AW
Hifoszaw 31 SUeais § 399 Fnfas Sewsfioen 20 2)
pewter metal et 90
7 g oA 9 Ad § Seidev-amEn & o a4 e e
T F 70% A S 30% e & # | ZgEE e 7 90% FF 3 & 2 ) 0F
= AT & 91% 3T S 9% Gfewit 2 & S s Fow 2 2 | 6 A
AN A2 | A 1O Hi 9 A 2 A A F o ggAE o F e
FATYA 2| AT 1 6 ge O Sfateas afnd e A aifw A
T Oie # A g4
OpET § |E F1 FAGAE F FOO A S E 93 = R a9
m F|

phase e

fet T 4 1 TR SR AW S AT S
e | 92 92 TS YEF O, TF W, 9 AW 37 (metalloid) 7

ATE a3 F1E 39 [Fagd 8 qFa 2| {56 o= 51 gew e 496
grEeq] 44l 2 |

phase diagram oA VA

e A4 § JEeq AT A WA - AT F A e
A -HHIET F ACTE] (e | T8 T A G2 ST F AR
AT AT AW 9 AFE 9 UG o A # | I S AR
F fata=1 9% I QrEe0 &40 TEA 7 | [ [FE-Sm A7 5 SEeEEa) O
F1 flfj’ (ordinate) =¥ 24 F HA (abscissa) 07 741 740

ZHq THA-FE (constitutional diagram) q1 F29 2| @0 S0E0
F1 A F94 & B0 AEA-AVE FOAETIEG AVE A FET 7

phase rule R I

iz F12 74 9 TR § OE A Al SHE AR A3 30 2R
4 U7 U F1 (9EEE 393 |@EE 21 37 [@39E ST #1124

)

I:TW;HTWEinWdeTméIEﬂhW*WmB#(P)%T
A SV EATA #iE (F) 190, g7 & &6 (C) 918 2 & 4m & aaaw
B E—
P+F=0C+ 2
‘ﬁ-WWMﬂWWWW%W:WWP FF=C+ 17
S

hhos copper R
[ Pl RaC R IC)

T, TH-fRA e 7-10 gfaud @ GeEwe 8 2| saeE T
HH. S T S < # # ) g6 T Ry A g ¥
= 9 =) )

Yhosphate roc TR g
phosphate rock TR 9T

FHHAH FEEE A A & €0 7 O A E | G 3y e
321 gfaeE P2 Os 21 &)

phosphatizing FERA T
f?maﬂwwmaﬂwmummwwm#mm
TEA O 9 A1 A B T2 ST F § e w2
(wear) 5 BT (galling) #5 21 91 2 37 97w fafwa & e
EA Z) (3) A RN A A A :

T R [0 § 36 e £ e g g o wiene # 6 9w 8
mmewmﬁmﬁq?mwmmmarrmmmm%
A AT 9 & A7 & R e 2 39 oo wme o #ed

o

AT —parkerising 91
hosphor bronze FIEET i
| I ron /g TEET HE

M2AT A1 2773 AT -THAA T F1 OF A0 923 A= 7 23 afque a5
BT 0 S OTA6A TF EOERHE 2E 2 73491 207 WAaEEr F 14 giavE %
T JE FE T ATIFEAE 1Y giqvE fHEa. 0.5 afqyE werng S

YON




1.5 oAy 5 a1 A 21| e e i swEm fen e a9
AT 1 S Fate sk § A e 2

afgu—hronze W

phosphor copper FERT Al
uF ARt wae e 10-15 wfqyE FEERE 2 #1 39E ST
R F HeE T4 A S HE A & [- FrARdE & T A
AT E

‘phosphor tin FRET AT

qwanfmmhnqmmwﬁm At ofeewel, onfatAEs A=
jl?lnsrhma?rrmwmﬂmfwnmmwmﬂmamm
Whmm.mmmmqﬂmrn

phosphorus printing FEETE HET

wwwmfmmwmmmuwmm

FOTH G4 -0 &1 O Ao e § A A E z fgH 35 wiavE
aefe® s 2 S JiE9E WWWWW’IWJWWH
qFl [T 39 @ ~Wa?7mmqvwmww’lhv—ﬂ
ZEET UF mmmqwmmam 35 ufdyE
Wmﬂ’mfﬂmﬁ\mmmﬂm
mﬁm=|h7waﬂmWPMﬂwﬂammH¢mmﬂm
G SEF AT # OA A 2

photodefectoscope eI AR ER |

rmulé{mﬁmﬂaammﬁartrmmmémﬂmmfmﬂ
gF A7)
EAMDERVE R

photogrid process

WW,HPWI‘NW‘MWE'TWTH}WW
TEH | ZEF AHA F TS T REIEET: AEAET FAA gAT T2 AEA TF
TAT 2 S AT F (A€M | FA1 [EA 0E F e & S 74T 1

T TFA AT E

picking
3AUE

WWHTT”?WTJI’HWWT]_'{TWHJ?WW PRE!l
-
AT F AV A H A 49 F WA | U4 EW o

prckling

| m:wqmmwa?qamzwnr?mﬂﬁmm
;ﬂlz’rrqu'—zmﬂmﬁqu*—mw?réfaumwaﬂ*uWf;in
T F1 T ST 9T 47 H A A= ¥ HO 9 T 39 o g 8
HF o F12 A (inhibitor) e sm@7 27

o A (surge pickling)—fasmss # % far e soew
}'T
mar‘namma TATA T e feafs & e 29 o v w2 o
TIFEFE F T2 F Ry wafes e a2
pickling brittleness lREmC
o 'm
. VITF ZAR F 0 IEIE 1, 79 €9 § 290 & A Jrrwmrﬂa:}
H STAR F7A 8 N 77 TR 6 I 219 A5 T2 ) 29w

FIU FZIAA GG F | e
FE = w HITTAT (acid brittlencss) &

pick method T
39U= Bl
ZET—picking.
Pidgeon process
RECHF 2

FITTEA A0 5109 (calcined) 2Am922 # 9m=as g Srioes
5 9= F99 71 [T 72 A=Y [9E 9re 2 999 =71 2

Picree-Smith ¢
converler - .
- gfvaiag
‘iiil’,_tl‘ll\ erter

percing die )
H349q €797

g _TTW?T—'"‘“’“‘W*a‘m?WW?mWW
Wﬂﬂﬂmmﬂmﬂm?mmW=,WMrwm

%

FoA Z1




P

™1

pig
(1) S AT H 2 96, 34w A o 9 @ el
gra | R, Jﬁﬂmﬂﬁfﬂm?ﬁﬂfwﬁﬂwmwmaf
fo ZamT A S 2 B
(2)mqwmmwwmmeqPrm?m
T A |

o g7
pig bed

quﬂmﬂmhﬂqm o G R el 9
mqﬁqmﬂﬂfﬁa"ﬁmﬁl

i forr &= A9
pig casting machine

it A 6 S e A 0 A 3 i =
i ST AR |t S aEa 2
" ay9 A
ilC'

pigging

A ad e & Wqﬁﬂﬁﬂfﬁwaﬁ?mﬂﬁﬂ?ﬁ'ﬁ:
afte & 9% o] AT SO A A FEE A AE | T9 AT A

Fad 7|
Forr—oreing down.
pig iron
F|mT—iron.
pile

(1) T Gor— 0 o % 7w T foea o 9 @E T A
U AF TWH FE @I AW @S H Ao AT A4 A

(2 )quﬁ—mmmﬁmqﬂmaﬁnmvmm
?Wﬂnwmmwmﬂwmﬂw - AT

A @E A A E

Pilger mill e oo

T T 3 e et Tres Afern deem # fore s gww % o Em
?nmfﬂwawwﬁmm#ﬁmwmfmﬁ'ﬁmmﬁm

W R TH qigy fam o mew 2
piling
95 s # fawan
agu—pile
Pillaring

mmmmqmmﬂﬁmmmqwawm
mwmmﬁawwwfaaam%amgmmﬁaﬁmmw
ﬂ?|mwmﬂmmmzhmﬁwmﬂm

e 2)

pinch e (3m)

WwwWMmWﬂmmnnmam
mmwmmgmmwﬁmnmmm

el F IUH BT B

Pincheck (UEEED

T AT A Fer 85-88 afeer e i 12— 1S gfier st & 2
mmmmawuzmwmglsmwmm

F A H o 2 g8 et (euinea gold) 1 F&q &)

pin hole o faw

T casting defect

pinch pass FE qaorq
ART F A q FCA FoETEyq H‘F—"q
e o 7 gfa= [ECED

Wamqf?hamﬁmmmaas-m
Fad )

202




™ =g

pin metal

WWW?”WNWW*\WJHW A7 62 ufdyrd Avs
2 2| THE IUEN A WH“WW?W‘TW?I

Piobert lines RIED & CAEEF| )

0F TR A A G AT § S A=A § T F
qEg AT 99 FoF & €1 F UFe #A 2| TH AAE- AT 39 7=
T d FE F

B ICE e G

pioneer metal

e freAr Fe 35-38 afAvE e, 20— 25 gfayE wiead, 35
gAY aE 3—5 yfayr At S 4 yfayE A% fafaEa 2 2| 77 |
=i QAR B 2| ZHE SUEM ATIE AN FAeEr q

|
|

fFa A 2

ey ()

pipe
71 9 F A A F I qET GEAd § F0) 0% 7 IS & A
T AR A GFEE F AN E—

(1) urafears areT (primary pipe)—3iz T2 fferE F S FAA
7 B F a9 A1 39 WETEE W2 &

(2) fAa=Ta® Tr=T (secondary pipe)—aiz aEw WEiH F =
ey o A A1 SH RAGEE WY FAA F)

FFAT—Ccasting defect |

piping RIERL/

mrmwm*mmﬂmmmmn?ﬁmmmwmw
S B2 A ST F A AAEEE-T0 84 A9 | A AT

9 F AR TRATE | AWA FTE

piping steel

aAT—killed steel

A2
i)y

Ml .
! UG

LR L 5 R o T e
(depression) |

pit furnace T ue
RfET—furnace % ST crucible furnace
pit sample T gfagd

gmraafmq(uumxmaamﬁmmmﬂmnmm
F TEEAE G W A 9= 2

pitting UG
mmmmqumqm#mmmwéﬁaﬁfmﬁénmm

&1 A G400 § FH 49 267 2| 77 fATr9® (inhibitor) % @5 suam

'?ﬂvmqmmwmmwmfnmmmmaﬁmmm
|

planimeter 2 3

planishing .

FAAT ZAN] GiTeAy F fmmﬂmhmwﬁm?g'z‘ﬂ S leEd
mmnuw(wmw)ﬁmﬁammmmm
= UF A APTETV A1 2 | 29F S9N O F FIV F1 U1 F0A 7
T IR AR w9 B g 3 § 2 2
plasma arc welding T HE FfaEn

ZfET—welding
plaster casting T gaE
W—cusling
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; S\
plaster brass ST 00

o AT AT Far 80—90 Ffaur Jis, 2 Jfeer 7 A7 S o
wanmmﬂmaﬁrmwaaa{faﬂmanﬁﬁmammmm
mmmmmgﬂmmﬂm?mqmm
Plastic bronze IS FEl

Aa-faga #1 o St o | giaad s, 5.6 gfag 4m, | giadd
famaik%-mafwadmmﬂg@maﬂtwmmmmn

mmmmqmmﬁtéummﬂﬁwﬁmwaﬁWam?
oFGEl B SAEd (g #M, 4 e ik & & 9= 21

plastic dipping wfees® FHsa
ST A S & T = & FAdaAr F ut S e 5
garEe gl Ed #i A
plastic flow
U A ARG 7AW B AN S & e
plasticity G, g Al
Mmﬂﬂwxﬁmmmﬂﬁwqﬁﬂﬁmasw

ﬁmmﬁmmmrﬁaaﬁmgnmmﬂafwﬁﬁmzﬂ
mﬂwmgnmmﬁmmw e wfard & gfae AR A

¥ g8 FW § o 2

plastic metal W =g
g FEAT A qE B uF At | R 78—85 giaeE &,

9—15 yfaya ofeadl @ S—11 gfawm afE &= 2

L ~ A4lE

plate g

Wmmwwahﬁoqmmméu

plating GRE]

ffﬁtwdasqvwaﬁ&‘#MWﬁmnmmﬁmmmam
I AT 1 AR - A mmmwnﬁaqﬁwmﬂaﬁt

T 21

aFfgu—eclectroplating
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platinite

UF F9 GEE A TR 49 gfavid e 2 S| giqes @ 2E 2
FA E AT JER-TNF 2 % FO0 ZHF TGN [a9el F 0 § At
aw (lead-in-wire) F €9 § 241 2|

platino e

w0 oA e 89 gfave aF1 3w 1) aies wifeas 2m 2 e
AFNE T ] mmmean’wmmmmqm
AT 2|

platinoid ETIEe D E
A1 AR AT AT F1 A T At T 9w e & i 2 gfas
A n“qfammm?awnxqﬁmmW’lﬁﬂmmmm

:Iwwmﬂm mﬁm mqmﬂvmmmq
’Fﬂ?q

platinoid & older THEAAE HIoE
TF - e T wifeaiag A | w9 8 21 3my 47
AT dl&, 42 giFeE TE=W G 1] gfavE e 2 2 sge S

Plumber’s solder AT GresT

% A 3w S0 fags g =iw 50 afsve 47 2m 21032 182 v
mmanmwmwmwmmwa’%ffm
AT E

plumber’s white G L |
W g #1 A W S8 iavE amErn, 25 gfasa s 1S afEae
e @ atzn | gfavm | a9 0.3 gty s 29 2 3 9T 965
AT TA AA E) IHF IUAN GH-GIA AW WA F AGFAN F
i A
ply rolling v Foor
a@ET—pack rolling
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point defect

Fgu—Ilattice defect

poling
iorE A9 F1 TTEE F B @edl | faeted musnmi#mij
A FOW AFERL H FET FA E

polygonisation

39 e FEM (cold work)—Tg TR 31 T & 1 79 % gHiaa
q FEIA IWY QA B # | I THEE F AgIIH Fed F
polymorphism FEEIAT

% TRl B O w6 A 0 fad e e w4 A
Fapremrirer 07 Saa TS | A1 9 F | A 3% wifasw o i A
& | AT o 9 qfee O S aEIE @ e -fae & & wrn E
2 fa agew & 9 %1 A A -t A R

porcelain enamelling qifeeq g4
poTosity qUan

afgu—weld defect
post heating qYFATIA

A % A A1 TR FOA | 7R T il 1 S FA 5 70 g
TN T GAES 49 F OEA FA F 0w 26 2 )

Fu—preheating
pot qiz, q
TN F 9HY 9TE-GATET § TEE # T A & o 2 2

pot annealing

afEoc—annecaling F Fd box anncaling
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youring _
pouring fr:

| EEA T G e S 1 otew 3 W W s 5w % aier i
3ITF # fFA = F Faan # aAuEs ey 2

Pourbaix digram e AvE
flt 7 % for v @1 #ife AW pH @1 o dt T s

W 5 S48 H 36 90d F1 (9919 02 8 | SaaT 4 9E . TEenst

A IS AN FOAE G eqtae # d ga e F

poured short 4wt
TE T FA EE 8 % A o 99 F s qf g @

<

a2

pourig basin g #fem
TEE W g 0% F3 frew afow ug @ B owE $ fog aen

T 2

powder cutting process T FA WA

T T W A R ol @ gdard! s § siiee u i e
b e 8 1 g i 1 e -Oxife i T S 7T e a1 qe
TR A 2| P & A G IS A A 96T S 2 3w
fora &1t &, W St MerhA A1 & A | A A g e
AR 99% 2 &8 2|

powder metallurgy ol argHTE
mvﬂmmmmmﬂqh&wwaﬁmhﬂw

AT F TEGA F FAH B AHF |

powder welding of afen

Wﬂmmmwﬁvqﬁaﬁiﬂﬂwgﬁﬁaﬁmmq
et 1 Afedn g 73 Gew 2w 2| Ao, d9 9 #B gerE
¥ 77 fafg faym swanh 2

precious metal FEG ©1
FET—metal
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precipitation hardening AT FSOT
afgu—age hardening

preheater EEGIRED

or: fyrfers € & FEE F H &4 & {670 a9 T e | g9 5

T 1 AT A A T F I A 9 I - 7 e

preheating A

foret M S Afr® SUER & TEd A H WH w0 EE aae
grErE (thermal shock) @ #1)
FaA—post heating
presintering AT
i T F W 39 o o 2w e = i fEe-
AT A9 T HOAN 92 A 6va 2T F97 Had [Geva | v oeF A
A% F1 22 & [0 F A E)
press forging Td HHA
A F1 TR | fE 9 # A A 37| 38 B 0w A
F o9 F F AE 2 G w9 #Ed F
Fra—drop lorging
GER|

pressing
(1) T a1 FAH AR F4N feEd 9] F OF [T g+ A0
FAI A2 FE UF 99 AN FA A E
(2) Ioi-aEFEE F FE 9ER F A4 2 T TAN HEE AN
pressure die casting IF €0R1 9FA
FET—Ccasting F Fa7E metal mould casting
pressure nitriding LG | ECAEES

et T & Sutegid w A J A AEerEEd UEH |
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20—=23T M ol HRD/Y6
pressure thermit welding W 9ffe Afedw
AfEu—welding % dmrq pressure welding
pressure welding e =)

s

AREV-aM (ambient temperature) § TeHE % Ay qI9-9T &
TR 508 AT 397 91G-g90 F 409 & I § 3909 A9 2 i
SFHEE A T 21 A 3N @ JqOae-Afvag a@ (interatomic
bonding) &1 3= fafs 3§ dmfea & a8 www wmw @5 Gvd-am o
g 2|

rimary carbide
primary carbide g -

T W pEfres g Rweier v & abvs oG @
T #rE |

primary creep watHE A
FET—creep
primary crystal g e
EAU S I E R O I C I e S—
primary electron maiE e
Ff@T—electron
primary ferrite . IR e o
FET—free ferrite
primary metal mafeE G
AT —metal
qerdi—secondary metal
primary pipe PIRILE A o
U —pipe
primary radiation mateE fafm

FET—radiation
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primary scrap

afT—scrap

primary solid solution s 9 fawas
(terminal solid solutioin)

3fgu—solid solution
primes IFE IR

g

prince’s metal fie =g

uF a-a9R g e l7—39uﬁmmsﬁrm_m€!mélfm
ST T S A A 8 | IEE IYART, §HH deed arl diger At
foan s 21

porcess annealing UEH A
@u—annealing
process metallurgy WRH ETgE T

Ffau—metallurgy

proeutectoid cementite UgeaeigE dmerge
G ATEe e § TEIE % 21 214 Y JeaeiaE A § SO &

dmerEe |

proeutectoid ferrite PIED CCLIRERD TUES

SieATEe WEe § R & g1 a aWy e e A § ST 9
AT FEE |
progressive ageing W A PETE

T WA (ageing) WA THEH a1 F1 039 (stepwise) TGN derdl
2

prompt tempering FF T

T TEE B, @B § 90°C 150°C aN-009 & 9 89 2, -
qAH § @@ TEE-A (tempering furnace) ® 3@RT &G
proniethium arEs

U A e g fare 30 ufare s, 3 afaea dgiam sk g
i ST 21 9T IeOH YEOR S 8 | g AN Suf AR i A
qra-gew # g 2
proof stress GHIVE gfersE

38 ufeae A fer ae=-dew & ward-faegw @ fAives g ss=
HUE 8 | Givw, Sryed-Fe % qia A sewa # 729 a9 A @ e i
A1 S 2 @i e, S & T cieng e 0.1 wigeig, 0.2 af¥ee @9 0.5
ufaee ¥ = e s 2
protective atmosphere ot aftysa

g W W 99§ ISAER SUS § SEae & 91 3
faawm A&t #1 ofties Fad | afk g2 aftiea s v Se Aer
F F1 8 a1 39 @ oftiew wEa

gfu—controlled atmosphere i

proustite P IRL S EL
U T G A T H G0 -T2, 2 | T9H T 65 wiHeE o

2T 81 90 11 & B0 I 2o ©d o o FES ¥ | TR0 wH OF 99 F

TN qEAiaEe & fo 8 21 #BRAr 2.5, FfEs 59 5.61

psilmelane qrgel e
FTH 1 AT, St siraee e g it P9 gy

T faganE =a # ) o= A | % 91 g SEa R 8 arr s

2| TOH 7 PN B 2 SR gEW AT sfsaEE A 2

p-type semiconductor g4 e efETs

fgu—semiconductor

pugh type ladle 09 gedl Hegd
YHA-HEE 8 TR FT TE FA & WG, ISHAIEE U F FEET A

R 1 T | S9N T & gor g 2 fres Fod fad o AR @ e
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mésﬁmqasﬁaaémé‘umaﬁméraﬁsﬁagﬁmwwwgil
T qEv-Ea 150 24 % & 81 g8 WEw 3 H HE I R

pull Elea]

wwmm&mmmmm.awzﬁam@;
{—W?mzﬁwmaﬁlfwwaﬁaﬂmmqmm I
mﬁgwnwmmmmﬁnmﬁmm
o faret 3 e S A 3R & gt R A & 3l 3 3 e o 3
61 FEen % 7 I B 2

pulse polarizer

\wwm@mﬁmmmmmﬁmmuy i
mmqgﬁﬂa@mwwmanm%ﬂQmmem
eTeTeY I S W A O 21 e # Ae i S W S @
A g8 T w2

pulverisation

fart affa fafr 7m0 A i a=F)

FaAI—comminution

punching die
afgu—piercing die
4 3=
purchased scrap
(secondary scrap)
gfau—scrap
&=
purging
afgu—degassing & FATa
=% faeA

purging degassing
afau—degassing & Fa

313

-

g

99.99 ufau & 1 shar gy wEn gwE sudn S Prsee i
A & € F g 2|

puron

pyramid diamond hardness test fotfoe afts sorar ofmm
FET—hardness test % gt

pyrites L EUECIE
dﬁim&sz%aﬁmm%%qmw@rm

(dimorphous) g1 2 BUH T g g fon 2| 2)

pyroelectric effect ag &E”@ wHy
whies, e wifz a1 Az wadl & freer @1 am-oRads 5 &

I I W IS fAEEm e

pyrolusite BIR G I
FT # e swer fed gera: Mn O: #ry 2
pyrometallurgy I g EE
Af@T—metallurgy % d@fg chemical metallurgy
pyrometer FgHG
I A9 A F A HSF ST 39 T R —
(1) werfir®s I=arosmdr (optical pyrometer)—
T T@ U2 % 1 a1 9w A o @1 swEm B s @)
(2) Tafepror I=aramrdy (radiation pyrometer)—

e FI-FAfHO # "M amaf ) geR awite § IS gEg
fafen & swdm fEar s 2)

(3) ufawra I=masTdt (resistance pyrometer)—

mﬁm-qﬁaﬁﬁ$mm$ﬂfﬂﬂﬂﬁ€ﬁmmwm
& s 2
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(4) |q aﬁ@ FemqETdY (thermoelectric pyrometer)—
g am-gW feRwia & ITEm e T E

pyrometric cone
gigail 1 T S i Fereelt fevedl & o1 81 & 0 3 0¥ T A
A1 F | T Y S A -0 § e g 2 e e 7w way
far T 2 T @ A gi g3 B g T € A I A, 5w # g
T | WEA g SYA A TRl & e & o e ae g g
THT-gig o FEd T
pyrometric cone equivalent IEmHAE dig JoE
et g @1 e # fafied dee & foo o A g e
qﬁ?ﬁummm“naﬁmmwmmﬁmw
ST T fRA W 2| Wi W Aeris A A A e @ e o 3u
ffy FER-a O gF I 2

pygometry FoamtAfT

391 dM A A
zfgu—pyrometer

pyrophoric alloys A g

S qorn fg o favee: i S § o s 8 e E
mmmqmmﬁummmmﬁmm
pyros a9

om fer T Foredt K2 ofewid fadm, 7 ofaed #ifwam, 3 viqed
e, S ufagE ST S 3 e S 2 E 10— 10007 C ariE e F
§ #EhE d & F 2
pyroxene BIEuEaiE]
tferaren o o # g e €9 v faEaa -3 (cleavage angle)
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mqmwwz~(l)mwmmmw
ASZE AR A & | 7 RIAIEH e B -airen faforde 29 1 () v
aﬂmw—znuvhrrmaﬁaaﬁéhaﬁag-WCuMu
(5i03): gm0 &1 (3) BFarg Foi-3 #feamm, o, dmEm b
THE 2 _
pyrrhotite feree
2w
ﬂ?ehﬁmmmg’mamﬁzfamnsmmszﬂz
mqumwmmmanwﬁ?ﬂmwwmww
mmalmmmmmwmmqmmw
Bl HBITA 4, AT g9 4.6—4.65 |
Q-alloy
\ -
i A faamr #1 o s 60-68 giave a1, 12-19 givm
ANHHH ST 9 711 2141 2 | 3 IWA A SR 89 £ 5 29 g6

mamﬁmwmmmimm AT 2

quirtz z
FAET TEHEF

- memaﬁmrwmemqumm
mm&;zﬁruraaqmwﬁzmﬁwmélmifﬂfwz
FI 265 | 9 WEEE 997 § fFeefad g 2
quench ageing JIHA FA-T919

TTAI—stiuin ageing

quench and fracture test IHA-FET g

o SFIIA F TU-ATH A TS 1 Tt F74 #1 At g99 g
FEEFANCH I OWH #7730 CF F90a 9 e T 2 S

HIH% 1790 | J5741 #1347 z| 29 hfrq q zeq }_/ m-qa;' ?H 2 it
S04 7 < ‘




quenchant
T=E-aM | WA 1 ET FA & (60 ggEd A
quench bend teut g FF T

o T TSR A - FA © gEeT gE F T ae F T
9 9F TWH F TE A 9WA A A« 2|

quench cracking IAA A
g F FeeET A § W I 8 & ugie )
quench hardening 9T FH!
afau—hardening
quenching A

oF 3 veEe e A S A 1 S a8 e
AT 7F 2 T A 2| 2HE o0 I gAr, A6 A9 S F U W T
wglmmmfzmw-mfmﬁmamh—mﬁ
fer am oT A v % 3329 | # A @ qiw Al-Cu. Cu-Be @i
Al W FEAT-FE E SR A

gHE YHA-THA 3 TR F—

AG-gTHA (air quenching)—TH 91 A g #1 a9 | Y
52l FAAT

FEW-gTHA (log quenching)— AT A AW A F A
fFa 9 e 9EA |

T-9THA (gats quenching)— AR 9 § e F7A1| 92 J1-
oA § T EE R |

-9 (hot quenching)—ae o AT # U?:I qrg J
gHA FOA A A, AGHEEE A F S F AT A

TEATd-grA (isothermal quenching)—&HaMN FTHE-30AF 5
fFa FM A 9|

warfra e (local quenching)—ad-7&] F T favm w1
IHA FIATI

Gl # AT FH TEAl B 29 J-ERN o Fad 2

JAESAEl A (regencrative quenching)—amita feedr @1
f2as g Tre® s (case) i 12 29 #1 9= 211 21| geen 9 3=
AT 9T IS & 9 3 for faman s 2 steifs g6 o e @ S s e

9T N B FIX T4 F o0 A S 2

FEBIV-91A (spray quenching)—&Fd mH ae FOET H AT
mm$mmwmﬁlﬁwwmmnmm 9 3 84

F O A F e #H A 2

FA-9HA (water quenching) €1 Ww &% F1 qH 7 fafsm &0

YT FAT | JA-IHA B FYE 92 & Ot G a2 2)

FATA-MAA (subzero quenching)—aaw-zemd & F-a+0
FEIE 1§ A AT T I FA] AT S 2 A ATHAE R

7 GF |

quenching crack e T
YR A gH-IITe FANT gfed giqee & 3= 89 Al s 98
T F WA B9 A FEEA-IRE & GBIy 3= A 2
quenching media IHT Areaq
3 59 A T T T e & S % Fraree & fore aregm & wu i
AT BT 8 | ST A A # F, AT gt % At § gty
quenching oil. 9HA AT

RA-TRANET 9 qa | A e -, e, Siq S o e

g ung Jar F e 2| 7

quenching stress i | B E G

Sfeatef, A | T A AT A gide 5 (s -Anem) e

FA-FeH & Horeaey 3= B 7|
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FA-gT (0il quenching)—fl aw-aeg # a1 & FAET IFA
FA | -9 HN S T ST Tt H7 At & 71 7w fafe g wwand
FTO-STAR GTarst 7 v fA9ma: o aeger & Iuanh 26 @ e ome-




quenching tank gHq E

ga W 2

quench tempering OECELIDE|

T - OF 76 H2 § R 1 9HA 39 #1 AT | gEE ) TE T 6

¥ A0 T A & T 7 IEH A EZ-A F A A B AV | A I
freraae & B &1 faar T 2

rabbling FEmL

nﬁﬁmﬁmmqﬁ;aﬁwmmy‘mwhﬂﬁm

F gt afs fos-fopar sweindifa & s

racking motion UEDC RG]
% 3 fofas g e T ® 39O O

Radenthein process A oA

af@r—Hansgrig process.

radial structure i qEEAl
g ST 3 %@ gefaed F1 e e # fea $3 § aret A

AT T &

radiation Eieanl

(@) fagaaqaaE 00 & €9 7 I I | A5 BU A A &

w0 F ¥ #—aiters fateor, e fafE gee-fao, cETE At

() mwmmwmmanMTmm
gohH | 910 §F | IO FFRT AT T
wrafas fafEvor (primary radiation)—# T 9| 9 3=

faaeras fatevor (secondary radiation) 51 U -TRTT S fe

vaR 1 ifedntaea fafem e 359 | =5 2 & RS s fafEao 7=
A 2 W 3H IUA #F a0 GATHE [AE § 95T FHAN A E
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radiation damage

Wﬁa&'mmmmmﬂrmuﬁa’maﬂﬁﬁml
hmmman%mém%mm-fﬁ, TFAA-AWA | FF,
W fad S A G e § afaw @ A 2

radiation pyrometer At i
b 7 SAIHMYT

FET—pyrometer.

radioactive metals tfzami=a g
mﬂmﬁmwmﬁmwmmmwmmﬁm
€ W o w1 ifedr ofea s o w2y
radio frequency e smaf= o g2d
induction furnace ‘ saahs

mmif(zﬁ 10 Tt om 7%) e #1 T & foo fasfae
mlmhfmmﬁﬁ(l)fﬁﬂmmwhmﬁmmél
qEET B E | o
radiography lEleanii e
w ﬁmraaashvvmmmwarfmmmmhvm
oo Srerm TTn-feroit a1 oy foran e 21 s Frem A o
T FUF A o 2

rag Tl
(1) a=-afeen & fauiifeq afafrrg am)
(2) mmﬂmmmmarhqmmwmamamz
T F g 6 A F W o9m @ 3= e 2
ragging qaEEq

Tl % 9 97 M1 S SR 7 g w7 | 39 v
IR FAA F 96 A0, A € W A F A9 HO T | e g
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Fefaa (ridged) FgT 37091 3% o & gQi0 ITH ITAM qowd &

e HeeT-A 1 ZEE - 0§ GO (protrusions) & €9 H T
A 2|
rail test T g
Ter-qe et 1 q=ra § F @1 R fed o 21 91 & -
FArEAr g F &9 F T A 2 | qed B g8 uieg /e e 0 Jiet
rake %
et i EA T F9a1 TE G et 1 e & g T S
= 9152 &1 G 39 I 3 for o 2 @ Ford OF - & e e
F =0 e S 20
Rakel's alloy e A
v A fear ey 10 faer fdber, o ufdvre s, | afdes A,
G 9 |r-gsa o a2

ragging marks

Rakel's metal e a1
uF aW Hord e eE 10 fave ogiatem, | oafe s, |

e S S G Al S 2| gEE U S 3uEm e e #
qaH 1
ram ?q
|, ol o9 W UE E iadie We e § e A S 2
), TF-ATET B 7 F goAIS 9% SAMANE FA A HFT

rammer Fead, N
FET—ram.
ramming Feed, HA

|. |4 | am] FEA
D). e B9 wedl & 2 & |Hihd HeAl|
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Randupson process

A gwE

WWWW&KWEWW@WWIWW
TN % fore dvres ward & €0 wiive @ 3w fra o 2) g 3w
ife &1 feferan A #1 anra 10 gfavm diéare e G 4-6 afaeE o
e e S 1 fe 7 e G o e S A S T e
O TSI 2.5 Sl W e A T A 1 e v o 4 2 f

afET—sand moulding &

Raney’s a'loy ﬁf‘mﬂ

ottt feoar fores 30 wfaae Ni & 2 1 78 i wam 21 2 o
gHF ITAN QR A F 2 2)

rank of coal Frgan
) qE 915 PAAF F AA F FFT T 2| I F I==H F
UWEIEE §R e Fife e 2)
rapping GIEG]
(l)ﬁ-mﬁmwmméwimm
I E
(2) aﬁﬁaﬁ?mwgﬁ(mould)ﬁﬁ?,méqﬁmﬁ%
fow Zrn) o
rare earth metal 3o Tar g
.3'
fgu—metal
rare metal FAW g
FAgT—metal
rat tail 9 7=

afgu—casting defect

raw ore m




aF 9 Fwen g9 |
realgar A, g

ifrE 1 uE wEeayyl SaeE feE g7 As2S2 8 | 78 AR Gt 1 &
A ? | TS Torea UEATT QR & B & o TR agfege S aroae
@ | 78 TR WA S 99 & sEedt & A e 81 s g
34—3.6 3 HIEE T 1.51

reamer ufefatsa

aferm fadt 31 aftese & fog ugae 0@ @19 1 A wdE B S
TaH U AR S g e g @ o o seed @ afte et
ZaN 9% F FAC A4 & F99 I@H 99 T T T &

rebound hardness test giasm FHara gl
Ffgu—hardness test & d@dd —Shore hardnesstest.
recalescence TGS

AR FqA TENT F F2 FC G WA @E G TH AE F aRarad &
mmm|mw-wm$ﬁﬁhmmgﬁéﬁamm
ag W 2 fF 99 F U q6HA aa 21

recarburization AT
|. TeyE-PEiT & S9g Oftgd @ie § @Evas A A @A
fem

2. ot A 1 TEHIG F GHG T A G HEA B A B
#g fem o= A s
recarburizer T FEE
FegEd F= el A1 3w FHEAga WA | g9 e # 3%eeE uig H
FEA B A AP R

re-cleaning RERELEE!

afgu—concentration circuit
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recovery

|. AT A TAR, 9T GATFEETT A9 G FH a9 9 FHET 7
FH I & FEACTET I FANE Gl B Ee | THY FO-GeE
FIA g H FIE IETH A8 BT 2 )

2. JE-HIH & FAE-giEes % A7 5 e e
mqmmﬁmf‘ﬁmw—hamu

3. aget & e & grd @9 Al Iuarh amd oA

. wifee &9 O W W F T GHY 0F Fobeed GO A A
s &v ® ufeadq )

2. A v ¥ faelna T & @A w A4, an-aen A
TRl 1 S | T |1 T U I A 9T S0 Tl 6 2|

a1y W e g s w6 som qrfEee-aem 3a &
FH &)

recrystallization anealing g e
FT (cold) faefud &= % frrew & forw gRfdeee am e &
FAC TWH FOAT

Recuperative furnace g A

TS A Hedl FEH SRT Uay &0 AT T F1 TEe § T 50 F
i wedi | faspa el o 6 @ SuEnT e e 2 e e g &
uéamas&mmmmmﬁmmgmﬁmmmqwﬁa
FEd & I A AT FoA a2

red brass T U

am gt g 1 0w 7 e s, dien S 3 fatae aener &
e T2d 21 3 Al SR % ufeRnd 89 # o 9 sufeats &
O Z AT i I &l 2 | 9 UGN I AT Sear 39
red fox T2 FiEg
B 21§ Zege SR 219 2| 29 SUART 7 everEEr S 3= O
UEAT F TEE F S B A 2
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red hardness T dF FANA

foredt ST AT TR 0¥ I%F A ST 6 1 F2 A A -an W
A = = 2

red heat el ang

T 9 96 O S HEE § 6l F1E A1 O T e &9 2 aw A
T 550°C #rr 21

red metal THFH 11
TaE 1 oFE o [ e i@ @1 ogen S0 gy | F FE

T 21

red mud (e G

AT TFE TAN] AAEEE § UG # SUwied H A a9
gaEfoe § A Aiaes 3 9 "5 a2

red short & H hot short & JF@EE! |
red shortness e !

T TH TOE 1 A WA H [EEgAE S S99 Fod J9€00]
g (low shear resistance) 599 72 faewm #%9 0¥ 7= @ &1 o4
TEF § THF F1 AUE " F BE0 Al 2

o cold shortness
red stain el AT AE
T F GHG T F A9 9 F49] AN [TF5eE F g9 i1 F
QAT | dae & 9% O FA Al 31 F AT |
reducing atmosphere Ao uivEEd

§ 9 oA Al 6 agEee | i3 T6E e aEEiEE e 8 A
AT A1 92 AFERIT W SURTT AT § T B S 3UEaA # ad 2
Z0%F [T ANEW U EEEA AW HEA AEEEEE & SuEn 2E E

2— 3 M ool HRD) 96 325

reduction roasting anww i ¢
f@u—roasting & FTfd magnetising roasting
reduction roasting process FUEA WA T
Y roasting & e magnletising roasting
reduction smelting O wTER
PT—smelting & i
redux process HIgEET

@ Uy Wuw wre ey e wiffeesee @ Ramw @ ek
it A & arEeT @ ST fea o 21 W B darie =G 3
T Ayt @ sue @ qr 140°C—180°C & e R wran 21 g9 woom
:ms;ﬁnwgﬁﬂmm.mmimmﬁﬁﬁiQﬁ

|

reed L4

wife aiaits smice Rew srafas dadn 89 21 g8 ad-ad
T AR S gefEr F urn g R

reed brass iz d=a

% aw frarg R 69 afawe dian, 30 vl s a1 afvea 4
& 2 | FED ST HEA BH BN B, T THH ST AT -4 AT grgar
& e qu qufa afrdr & dan 2)

reek W"
FAOE ¥ TR dRea Saed Nifvm-a & et oga dw

HTANN

reeler (I)WW(Z)W%

1. &3 & den F 3 faw gy /e

2. Hree TEu B AR @ R e w1 78 A, S A e
I F A g Tl & Hev @ 9K g e A3E T, @-
dfeaa Afer #1 g 3k ame § TEE 2)
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T 2) 95
reeling (1) fom, Afe oo (2) FFaq

mmwﬁmmnmmmumm
mmmwmmémﬁﬁwmwazmémﬁmﬁ
qq1 AEd A g faE & o &)
2. fSr % grafeE, gAdEd AW qeed & Goredey I FE
AT A BT

gitssTy

refining

o] # EIE ST & I § e 91 & S 9, s
S Gt 1 99E FOA | TG v & A argEe 9 S T
afwﬁwarmfammewmmqqmmmmm
%1 ufe fem W 2| fafe afees fafai g9 g # i

famam FoeeAl qieaT (electrolytic refining)

- et fafe zam T a1 1 G FOA | T SR O
frdr a1 ST w2 mmm%mwmgﬁtinm qa
# %4 o Z1F (sludge) F &7 F 6 & I F | AT -ATEE, m?
mm&ﬁmamwh&mm%nmwmﬁm l

famga-argee afeam (electroslag refining)

mmmmmmwmmm
AT & F I WA S e HC S 6 F T § FC A TE
fﬁmmauwfﬂmqﬁﬁummma A TR F H-HN
memml@mmwwmmmﬁ
mﬂﬁmmmm%mﬂmmqwmmwm
F G F IARA | N FH A 21

fra-afeswn (fire refining)
WWW‘I@HWEWﬁqummmm

29 YR FAGAE d7 AFEE 79% & A4 ¥

O

refining heat

afEu—relining temperature
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relining temperature Riiez a0 i

mwmwmm%wm;g&ﬁmhmm
q 91 F H0l- M?W?fﬂwmwznmﬁfmgwm
A9 ACs a3, ma?qﬁafﬁa?mmm Maﬂrms@rmw

’." H F27 7y

reflectal

UF Ui w03 gfave | 1.0 gfgyE Mg 21 21 3=
T AMF WATE 2 8 mmmwhmmalwmmm T -

ST FE AN S A B oA A R

refractory .

I AR 0241 F A G 9 G 29 wet 1 adn, wefedr
#Ma?ra?mmmmanm-wﬂﬁmmmmﬁ
9. T A 4 399 9 9w & faw ot # amasasar g o)
mwvvmm‘ﬁamwwmwﬁ?mmwméﬁr
T FA 9, qHe . FavEterE AiE, ivaee, rEeEe, fiawee
mﬁmvlmqmmmmwﬁaﬂéﬂmwﬂw

i B 1 a2

T AR T2 (acid refractory)

A 37 Mo AfeT-uard e e fafe S 2 @ ge A o
ATHA SIS F A HIA & A F | 2, e e ] F

T B gl ward S gfeer

ATET FWAE @4 (basic refractory)

A 3 A T EE 9 aWEE SiaEE A 2 Iz

HEA 9 2R |

S "‘T‘F{m T4 (neutral relractory)

FHEZ T =AW 9214 A i S qEE qm] § o

TEA F| N AERE A @ N e 3\ e 2
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3= qEE




o

refractolith 3
gm@rmmwamhﬁmmm%ﬁfﬁkmm
F FaY & ©9 ¥ w2

refractory metal ISHAIEE =g
afar—metal
regal metal m =g
o eforEr 2 T Ty 11 wferrer afvesel, 5.7 afeur aifen Sie o
a1 B 21 ZEE Iudm agr ® oS 2)
regenerative chamber qASHG
wed @ Frper Al T HEREW (spent) TET & S WA FHA F
I | 399 A Feme T & gies-fEia (brick work) F1 TH &
A 2 | v Y AR g 6 e A F R e 8 e el #
a3 A A 1 gt & e e @ e 3 T & A # | g
T4 SEF H JE U A # | qu-aAEman (flues) F EE WA Safesd
o T @ F i U gfe ATET Faeid Al O AT & S H A
m%ﬁzmqﬁaaﬁmémﬁﬁﬁmamﬁmﬁmﬁm%
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reverberatory furnace AT HEel AF W WA
matte smelting process

uF g T R A & W Fedred #1 e H 30T 5
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rmqmmbf?rﬁam';mw’mhmmflméﬁqﬂw
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ﬁﬁaw%aﬁammmmtmherem)mmﬂ
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é@ﬂ@gﬂm(spmc)ﬁw-ﬁwmélwmmé
mw%ﬁﬁﬁﬁmﬁwéﬁwwmﬂwm%aﬁ
mmmmmﬁémmaﬁﬁw‘aﬁn
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mﬁﬁmﬁaﬁ#*mwﬁmmﬁmﬁ(})w\@ﬁam
# afs | § fee Og g WO AR Hed 99 )
gae-a] (loam sand)—Ta 'ﬁfgﬂm a] forea 37T & &
g & IeR-uEd % €9 § 2
farforez -are—(special sand)—fafuee &= % fﬂfﬂiw # gfq 3
fow aravas a9 wer # A6 8 a1 3 asdl H A e
Wi 2

sandberg treatment GECEEERE Y

HE T A & | G A, I A el H FE F A FH BB
maﬁa@maﬁm&mw-mqrm@mm@mﬁw
IS & T 2

A&
sand blasting e =
&E,a@-wmﬁmﬁfﬂmﬂﬁg@iqmmwmma
Waﬁwwﬁﬁmmwwmlmmw :
gs5-FE AMZ ZC fA 9 & U A A S R
- ATRE
sand buckle ]

m%wmwaﬁmaﬁmﬁamymlsﬁm%f
FET W G R B BeH N &l T A N 2 | §9H &5 4 ol 7€ A
# | A R 2) 39 an-EE A w2

sand burning
RN 9 aEn O] @ FAEE TWH & SR a9 @ J9-7% @
FA AT

o ST

. ;
sand casting EIGECEED|
Ffgu—casting
feraron
sand control 1[G | :
TS a1 A1 T, AH-awed |, e ifs et F auiE w
T T9% Feraey AW Rd 9 o B f
347
sand mark 7 fre
SR EREREIE CERIIE LR B2 Eot Bt p—
B LB L T | OPq WA 2
sand moulding a4

A H/ AT F FEH F A 99 A6-999 [Ai9E )9 gE w—
dHE J 99 (coment sand moulding)—

whhz#himmﬂmﬁmafqummmmnﬁ
AT AT F) TH TIHA UFH O FE2T 2

I o] -7949 (dry sand moulding)—z9| &g 7 #@iF. V7 710 F

ﬂm?|W1mm7WﬂW~?wqmuw
B A =

T A= (Il sand moulding)—u% FFAmF (599 g2y
W TEA 1 ATE A F A # dmw & g 9 e g 5
T A 2| i e 8 3 3 CIEREE i Tl e i O
A FoAl B ﬂmm?ﬁwmmmw
TeTeTZdie - FTIEA IR AR FHA 6% | 260 FON g 99 g A0
PFTA (hottom poured) B #) Ffz wm=Fwt # oo 7= el
PV 39T 2 S Ay 2o i FEIA, A FE oiE iy
mfmxrrrmnr—rW’l

FH-AG-T59 (2reen sand moulding)—amy 1 qET = A
AT | SHH F17] FT FH GFEE F I U A A a9 9w
AT 41 =471 7

AHT AFT-GE9 (loam sand moulding)

TR AN H A A A TF TR F OGS TR 5 S e 3
T W?fmﬂq:nnl?ﬂlﬂ?lmﬁ_ﬂ??ﬂ’fﬂﬁm?{ﬁ?m-{
TR F O FT A A F | GHE ITER AT AT (heavy easting) F
anr A 2
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-9 A= (skin dry and moulding)

qiEr F1 841 & 29 hmtmra?r«?ﬂ”ﬁﬁl‘;wvﬂqarn
TWWWHWW’IWHW F1 79, AF F99 BF 9
wreE A J@ 2 AW 9 WE TE # TEET e & 2

5
sand scab 1
ziT—sand buckle
| SANIECr s Process '

Whﬂ‘ﬂ?qmﬁmmaﬂmmﬂm@wmwmw
=i Ffean FEET A9 HETH FAEE F WA F | ST A
HAT 2
sand tempering EIGREIEE

an-ﬂwa't-wmwhaamﬂhhﬁmﬂﬁaﬁmw
T fEeE

sand testing ey A

wm-Miﬁ‘mT{mmm?ﬂéwﬁw-wmuﬁ?m
FOAT| 20F A IHEAY TEFA, A F A, gieea 21 A1 F-HA,
TET S ST # A, gEr (collapsibility). 9 ST Bl

T 7

S.A.P. a7

fq?fran—nmaanammquammwmmmnmw
rﬁﬁmmﬂmmm?m,maiﬂﬁmwmmmmw
T S ST A1 8 S AT E A4 T0-gia S gATT
Z| g M wﬂﬂmimmrmﬁﬁqmm?mm
A F
Saxonia metal AT =110

FH G A YR T A e S gfayE 3. 3 diqeE |, 6
qfaer Aran . 0.2 afgyE oaiEEgE it 9T AT 211 2 | ZHE S0 i §
A 2|

&

é‘f@!—casling defect
scaffolds L= 0
THH HEE H I A & fore yge ws s s a3 frafie
AT THE €Y & 97 F IET U | A9 1 37 S F oFme tw a2 4
& T & e & dan @19 & forrss e e s &1 oiran 2 e g,

Fdh, AETA A FAEE A G faforme A $ itz I=amas dar o
U 91 2

scale

0 7]

(1) F=-FH01 F7a1 F-IT % fo0 agar & WH wE @
FIFAIETT % FHEW T THE U | 39 9753 B GANT SAR-GH F 95
S R A S aEr & foo o #er 2)

(2) amu—rolling defect & i scale

scale breaking g% ded
T aAfoerd 92el & U5 § AAA-HAFEEE F o9 F A2A1| 9% faw

2 F UF e F yiAe # #E A% IJee-d AiE O 21 399 92 &

= #1 wafw gama & W 2

scaling NG
3feqd A9 W AGH F TS W IFEES F 9IS B O

scalping e

A HHY | UEE WA A FA g (0D fafoerdr gaen feer &
U5 & UET 1 S| 9 {02 & i 9 @ s - e s R o )
et & Fewem F foo yges o fafi, demn, oo oz 2 =

scarfing HEA
i o A e, @2 aifz % o=t § AW & EeEn
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of 1
scattered metal PEaL iG]
afgu—metal

ERLIEE]
scavenging
(1) Tiere g & o A S AT B gAF BN FWE [0
maﬁ?mﬁtmmﬁmﬂﬁaq{a‘qmﬁwﬂqnw
fmnaﬁ%naﬁsm—mﬁwéﬁm,arq#w\ﬁﬁmm@.g
W%mmwhﬁmm%ﬁfwmmhmmv
Wﬁmawmmmmmmgl
(2) #fgT—concentration circuit & Ffd
PET
Schoop process 9
iy T 7Ty A T B S T & o - S 5 9
T ST | 29H UgET AN-TUR F 399 3 § JEiid 8F R g E39

ﬁﬁiwfaﬁr&f&:fmﬁ!sﬂmﬂmmméﬁﬁﬁmﬁﬁm
wwﬁmﬁﬁqmwwmﬁmmwu

[ 1 3=
Schoop spraying [ FaErv

€ a1 Fardt %= O OF GO ZAN e 1 faerd S| o A
Wﬁqmmm;;w%nhmmwwﬁg
mgﬁ@mgﬁﬁWEW?ﬁwmmme
FOET &1 A 2 G A A & 4R & Ao @i | g
A 21
scheelite ‘q J

WWW%WWWWME}W
wmwél%wm,mﬁrm‘mamaﬁm
uﬁaga%mmm%uwmﬁmﬁmm%ﬁmm
ébmmmm%maﬁfﬁiﬁmeénwﬁm
mwwmmmmmﬁﬂwmzmmﬁm
¥ 7e Wi & T 67 1 & 9 21 TF 0 H SYA S @ S T
foqo fam smn 21

Sculz alloy

UEERED G
FH =40 qren a9 fasr foE 6 vl F s 3 UyfRTEs i i
9% B B T IUAN FART F EAy 2

scleroscope test Fowamdl oo

TS # HIRA F O & oF A

3T hardness test % 9 shore hardness test
scorched ingot mE

qET TH FFE F o1 # 9 F I3 T A (92 1 §T g
Bl @ TS T W A W 21 4w Ay 7 mmend 2
scorification AT

T TR0 5 39 9 & g A SR a7 gaE
ﬁmr%mswﬁmaﬁr%fmamﬁrﬁaﬁraﬁtémmmémm%
I AYEE 99 F I9ER H A 2

scoring FAFET
(I)dammwmqimiﬁwéwaﬁﬁhﬁaaﬁw
GiT 7=
(2) fﬂhi‘arisnmwiaﬁﬁméaﬁtmmaﬁmwpmwm
& T
(3) it 9 1 waig 0T s A A o o S | A
ol d
scrap

TH STE 4N AR TGO A A T € F 39400 E
F TR BW F 7 TE T A T 9 F 0 A FA A
fate=1 smenar & = fam man 211 3T o & 39T H @
% fou 3§ TR g ghE R oo 2 7 A g

B A—
wafeE 3= (prmary or own scrap)—aEd 7 3=
Bl




A ST=0E (secondary oi purchase serap)—aed] #
i@ T S

T FLA WA
serateh hardness test

ST FAT A T FAA F A FA F A “.F,n e Wp:?:
A S A 1 A A T A 8 | HI ‘mﬁ"a #1
alﬁ?i?ﬂ':@ﬁW*'Tmaqmmmtmqﬂﬁmwwmﬁ
qmmﬁﬁgmalmﬁwmﬁf‘wﬁmmévﬁ; ‘,.“
S TE A A F A 2 e atad FRea F AT R

aOF AT
scratch 1est
afET—scratch hardness test

sereen (sieve)
| mE | F A AW AEE F S fead i aeE g S

. e Fafew oo &

O F 320 954G FOT H 99F FA F 0 Ed e

fafiry T % F O G FA Y | I F T A
FO ATeh EHF AHG F AW A ' E

4

sereen analysis
(sieve analysis)

vrﬁrmwhamm,rmnﬁmwmrmwﬂqma?
WﬂﬁdﬂlWﬂﬂ?WﬂM?wwmmw
= 5§ g wE § A (retained ) |E-QIEEIS m gaq ﬂf‘ﬁ .
mﬂh'ﬁiﬁfélﬁh?ﬁﬂamw-ahsﬁwmmmzu
sereening A
(sieving) |

afora g aiae g2 #7 A9 mmwimmm&’ﬂfﬁ%
fjﬁmﬁﬂ?ﬁ"m?ﬁ?ﬁﬂ?mﬂmq

T 2l

FrAT—si7ing
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screw brass

g9 drqa
% G R e aw g e S8 afase qiEn 40 gfves

;aaahrzafawamélmélsmmﬁ.alfamfrm
|

screw bronze

T FrE
e oy 93%arar, 5% 793, 1% 4 3 1% e &1 2 1 g e
9 ST, G- & wHE #)

screw dislocation

L e
afEu-dislocation.
scrubber oS
q T A g
f&gu-scrubbing.
scrubbing

iE

(%) Wawmﬁmwmmmwgwwa
A F g FN g G o # A @ A a2

(=) h@améhﬁﬁaﬁ#mfﬁcﬁﬁwaﬂsﬁwmu

scum

T "

nﬁamhﬁmﬁmmwmmmgmumm

mimﬁrm-m-mﬁﬁﬁémmwma#%
FU FATT 2|
S-curve

S-an
mm#m-wﬂwwaﬁrmu%mﬁtmm
AT FF | g9 qHA-TG-€9GATT 7% (TTT curve) ERERLE LI G
W diags 9 F®S ¥ I§ C-OF A S-T% I9F IEC F I
FET 2

afET—isothermal transformation/diagram +r)
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A

FRgu—rolling defect & Fatd

seam welded joint
afgu—welded joint

seam welding
wmmmmﬂmﬂmfﬂwmmmmww
ToaRIE % 49 | e aWg 9 A 2 | 3R Afaed ¥y afeen armar

g 2|
am s

searing

FAE-ted ¥ TS # MEA a9 & g |

season cracl\mg

m-m%ﬁﬁrﬁ%méaﬁﬁﬁuﬁmmmmﬂ
wmmmmlmmmmwmw
ﬁmﬁﬁmmmwmélmxmaﬁtmmm
UNT 29 fEAT § 9Ed® Al 21 4 UF GEN E Gieed HE
Faa 2|
afgu—stress corrosion/cracking

sea water bronze W‘ﬁT

g a1 oA frest 45 afdeE qfen, 5.5 afewE aus, 16 qhsrrr A,
32.5 e forda site | g Faee 2191 2 | 38 QAT AT 2 T4 g6
SyEm @z § 9 O @ A A 2

secondary creep FradEE EETT
FT—Ccreep
secondary electron fadras TR
Fgu—electron
secondary hardening HER o e T
afgo—hardening
355
secondary metal afdaE o
2fgy—metal
Jaar—primary metals
secondary pipe zfdras arzg
fgu—pipe
secondary radiation afdras i
afgu—radiation
secondary solid solution zadas 39 faeaa

afu—solid solution
sedimentation FHEEA
e o % 9E | el 77 @1 A9 & adw age &1 99 dsen
SOl 39 WA 1 IUANT S 316 Hl a0 § 99F HA 3 10 B 21
TEH ST AR FaEEA gaR FE-aifEe & fo o A 2

Seebeck effect g5 % ge
(thermo electric effect)

SIS T 6 1826 H Sl vk Ward | g6 e et aftye & 3
Fove=t et 1 &erar & direy amfere % oo faeaw e w1 0= 21 o 2
AT A g famaim ov gerfe 2

seed crystal LI T i

ST Fitamar At e e wae @ gt @ g | gae S
U -fear 3 33t % fau B s 2

Seger cone ﬁﬁrg@-

ais-gefet vigg e Py ftfire foma g s #1 o 8-10°
% A UT &1 8 | 4 Ieaaaee qare, gfe g afae & i % o o 2
A AU AR O & ES F | A WEer G wner & w6 W F 9@ A -
ey 1 F19 Fd & | @e am-E O S R & dee g i g 2
WG % 5 B | ITH S AT GHHC A H G AR | w4 F A o
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foio 9 & FE | U AigAE A o8 5% A # AW 7 2 g9 A 9 A
ST ST AT A A & | AT G 1 A -ad G2 N A A E e
mmv@mmﬁmmém@ma.

seggar

gy e Tfear % oo o 9% | AT H AT ARTA § TE 34 T
g T el %1 ARl @ CEET e A A 2 | T J T g i
UF FAT § THEAF AN 99H @ A F AN A A A
2T E)
segregation qygEA

forsf % SHE 99T TR FAA WA -TEH F FEHA T A4
A | forfarsn F1 w1 AW 39 A A F AT FET 2 H (01T & E
S T ATEH, ATAEA A 219 F | TR (T @1 B G AT AEIE
J 9% 3¢ 7% 01 TR & A1 FUEEd 39 AN H T A G # | AR @aE
T FEM (grain size) TH 21 A1 T FEH-AI9ES (micro segregation)
FE29 # AW A AUTAT AW AR -SEad # [EE S F OF A
gﬂ% AN %, Ta1-Ta 81 A1 29 BgA-HUEA (macro segregation) FEF
7| QUAR @ FEN WA W GER TR A )

TES |YGEA (gravity segregation)—2aR 724 % @99 fq~1-
1 T AT T e F WA H 99 A W # | A e, 0 | 0
A T A AE

|HATT qg9E (normal segregation ) —EHFIAAT 12 =19 321 214
oW G FAAT € 2 5 AW otEd =29 E ) 99 F3 7 FHH e maed -
T S AT F1 WA ARTF 2 2| 69% F F9 H A AW 26 A6E #

UfEarH FOIEA (inverse segaregalion ) —ATEEA FH TaTArE 206
qeEt T E A G9F F ARG 7% F T | S 38 A e
fRoATS % 211 & T W T T2 AP, EE F -
Fiza 7 F1 A1 21 WigeH dUaEA § qugs 949 mAEH-Ae
AT QW G99EE | IUe4d A & AT AT 2

SCLTeEAlioNn Process qI49F4 TFR

Fo—Torco process

14—-231 M of HRD/6 157

seizing (galling) FremE

Wmawﬁamamzhmqawmafﬁa?ﬂ?u

maﬁmmmwmmmél

ERN TS F G F TRH H ) 5o 2 ooy ol g defar & aed i

U @1 F-meA (galling) #Ry #)

selective quenching TUHF
T

. 1 3999 & fafsre g = 5
. F Al FEAHN

selective tempering FOHS
2 ; g

mmgmm?aasvmﬂéTMmemlmmaﬂ

self annealing AlaTe
EFHATH
FEu—annealing
self Muxing ore
Zfau—Ore

\L“ ”U\”IL simiter = [ i'a§| i” < {

ﬁmmqummmmmmm
A S (burden aids) %1 m F vad gv famer-fag & mes 5w

g a2

self hardening mould EAFIN G
‘HS q9q

gfET—self hardening sand

self hardening sand EE: FIE0 ]
(sell” hardening mould) o .

wwaﬂvmmﬂhwmmmwg?mmﬂmvwm
A G B A B o By 2

sell hardening steel Ea: FSA0
g T FSAU e
ZEU—air hardening stecl
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some conductivity ECE G

AT a8 uteaeaT 2 FaR ST ae w9 § ag ov fAe a2
S g @ o fed AW gEes (~ 106 Sm-E) S g
(~101—1022 Fw-&d) & &= & 2

semi conductar EC i GE

R T R 1 A e gerd el e &) I Ui i
(filled) &@roma &, FURT Fwrha 45 9 g7 A A & & ~ 1-230H0
F 70 H ST 2 2, IG-H a1 F g & 8 g et &
GeirEe &% Ao ¥2 F 901 9 & 3 T § gie & 9 21 39
gﬁa%ém%(m)m%fﬁﬁﬂnﬁ(e)mhﬁg«mﬁf
$ A A A g F A E —

O UEHT FefEers (n-type semiconductor)—3afg 9 aefar®
¥ Fuzsd 1 Feu I THA & AU & G A 32 F A a6t
o AT &1 S0 & e Ao e e & oA @ fere e
H gEA FIV Al AT F g @ fa & #)

s et ST (p—type semiconductor)—af? A9 sreferEeE
F sges 1 Fe 5 M |§ AR & GOAN] S A8 @ gereRrl @l
St T O A A N A S i, o e el & e #
forl ST @ 964 TV G ag F fust @ i &R 2

semicontinuous operation Fyr |qad J=TaAH

T S T T e e e S A A g e a8 i A guf:
O | S YN FAN S SEUE AIER 9T AR E 21 SR &
syt @ wiare 1 1 AT SI9T e S & S Wi U T FEe
2

FarA—( 1) continuous operation.
(2) batch operation.

semiskilled steel FedeEd e
aratEE At 2R 39 SET § S & i e 8 e

T 2 Pt ST % feru e 1 oen v s &l 2 1 geied ger
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foet & afcias arewm & 2 siv g - 5 s
_ 2 ! =1l & A €Y § 3909 79 fog 219 2| =%
qafoa zemm &t = F) e

semiplastic bronze AT FHieg
. Wﬁm " 76.5—79.5 ufaus aian. 0-4 gfaea gz, 5-7 ufaua
T, 14.5—17.5 gfqum €@, 0-0.4 gieva w4 0-0.4 afaee ofemd

BIGI B| IHE NV FH AN ¥ AN gEH IUAN FAMTr H Few
Zl AL

sensitization QUIERT

F0 450 (‘nxm‘(‘%am-mm'ﬁairammwﬁqmﬁrwéﬁ
Wﬁﬂmznwm—wmﬂqmwmmmmmafm
ﬁﬁww.aﬁrrq-gﬁmmw:ahrmnmwmﬁméumm
] ARSI OF Ffan #EET B wmE G 39 w6 w
-4 & ] o1 . W ) {ER~ i 4 g
EGIA ==
serpentine ;
qI=E
m—-nfsmn 1 At fefardz, 3 MgO. 2 Si02. 2 H20, 51 driyrm
mWﬁwmﬂwmmsﬂﬁmmmwm
W%!‘mqjaﬁra@w:mwﬁmwwﬁ%mﬁaﬁ;én
FIA 3-4, FIEFE T 2.5-2.6)

sel copper ”

’ qe a9y

p : C F AT " AT 6% FOv s
T&dl &1 ‘ )

severity of quench

YT -3
shaft furnace I ged
FET—furnace
shakeout P LEGaL|

AYEaa

HAHE F BAET W 9 99 Fw07 A A

360




=

shakudo
o AT H AT e 14— Jie S 0.2 wfags = = 0-0.1
SN AR A FHE A B A J O 2

shallow hardening steel Iqan FH0T TEE

e T o S AT H A A 0 HEEe B, FH
g TEnE aF & i E
shape memory alloy g wgfa g

aﬁmmhfwmmmn#mh@mmmgﬁ?mw
m#aﬁmmﬁmmvmmmﬁmmﬁéé‘u
Pl & W AT a1 A A @ Fre e q9 § i A a6
T T O ST T Gt T g o A e 2 ) g
mifn 6 F= ¥ 9 Aewighd w3 @ gt €9 2
shape memory effect e TG gAE

ﬁhmméhmwﬂmmméwmmmfm

a2 I A T $21 R S G AeE 0 g A HA F

hmmmﬁwhmmﬁwmmm&mmﬁw
qEw F A £1 39 wgiE geE W FRE E

fadif o

shatter test

Faf ToE & T S, Faes A G @ divf-gfer FE
F3 % ot v | geR 20 fF T 10 & SO freft = &/ =
A 2000 st F1 T § gEe e 0 e 10 Toet s & @ foan
4 2 | FdiE (shatter index) 10 feslt st & a9 o q@rd & ofded &
= T o 2 |

shaw process g g%

 feaT -gT AT T e 3= AT il A O T | TR
SugE gfaagh @94 (investment casting) H 2191 & | 29 ToRE § 9Bl UF
m%mﬁqﬁaﬂﬂmmzu@mﬂwmmmm
zl
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sinking

i g ﬁ N, S W
F FHIe e & Forerdy et s v ey 3
frg amett ol et s wm A a2 R

shoppler process
I9Y J5FH

i : mmh?$m%é1mfwmmaglmmﬁmfﬁmw
Hrfsm\ mwméhﬂwﬁmﬁmwmmmmaﬂ
szamwwwﬁmm%nm%ﬂ
AT T 1200°C 7 fadi Fafher s i b v & a1 wafon
F forar s 2) e |

Shore hardness test 9 FERAT T
S FHENET I¥
ZMT—hardness test & SR
Shore process 9t
T UFH

mﬁf:ﬂ;;fmggmng&smmnmmmmwmnw
= ¥ ffae f s 21 @& oof v ot g

Shore scleroscope T F3WaR
Rl Ik
Zfu—hardness test # Farla Shore-hardness test
shot blasting T &
&7

q@mamﬁrmamwm.mmwm
T T 8 ] & I T AT G A 2| s o S1qan g1 g Firg
ﬁ@hﬁ;m@mmmmwm%ﬁgmﬁmﬁrmm%
R 1AM 9 % T & I 69 0 S 9ok 1 Be a9 Jost S S
JuIie T & AH & B o0 i gt 21 g syd e
FE A A FEO § GRS TR F A% FHA B 0 E@ 2)
shot casting T §
T G
T —shotting
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Tifera wEaoT

shot peening §
m&mm%@hﬁfamﬂmmﬂamwmw

ﬁm%%ﬁm@m&n%\m—wwwmﬁﬁ

@%@W%mﬁwégﬁaﬁm@m%aﬁfm el

aéésummﬁ%gﬂswésmaﬁmum L

ﬁéhﬂﬁaﬁaﬁmﬁma@m%

shoting mferrad

3 T T ST S MieTdIA B g P GEH | IEH
ﬂa‘;‘gtméﬁm&wﬁmmémﬁﬁwa\rmﬁw
vER Gty B S 2 fF 33 e S e Al
shrinkage N H’zgiﬁ‘ :

mm$m_~‘%m'mﬁéﬁm@hm'mwﬁf®a§
aaéa‘maamu F gfeatad 8M § I~ qg T shrnma‘mq@$3€r§:l
& I A # T A | R S asasrtvrfinfam_.__ il 7
e maummmmmm s B 2 e A
shrinkage allowance SER BRI RIES

wﬁém.ﬂﬁﬁmmﬁmm@w%@iﬁtgg
W%Wﬂ#@hﬂéﬁ%lﬁﬂ?ﬂﬁﬂ@ﬁfﬁzﬁ
e & TR & @ ey e aeel 21 78 ed W el I qérg
ﬁaﬁw&!ﬁmwnﬁxﬁtmwmmmﬁm |
gﬂ%maﬁﬁwwmm%w—mmmmﬂ
et F01 & fo G- ST

: Fel
shrinkage cavity ~ LERE!
() o @ S T S G & S S & I S 2 | T8
oF 9% AW 2|
(@) aET—pipe. .
shrinkage crack SERE]

& o ffea @ et A G & S Y- § I T
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shrinkage rule

(pattern maker’s shrinkage)

éﬁm&eﬁaaﬁ*fﬂqug&amﬁthwﬁamﬂmmmim
Waﬁﬁw-mmﬁﬂmmﬁﬁma@mwfa?mmméngh
HHH-AA R # | Ied g A Gz -famfar-gam it wq 2

shrinkage scale

qEFA HAT
«'::feq—shrinkngc rule
shrinkage tear 599 fEmm
afEu—hot tear
shrink bob qFH MAF

Hﬁ%-ﬁmrrurmfmwémmaﬁaﬂwm?ma:w
m@@éigésmfr&wmmwgﬂémwhaWhWWé'u
T W U A FEY T

side gating
(step gating)

TYq ZaR

AGU—gating # e

siderite fazTree

U @1E s e @ HEAT: U Fale, B & | 39 oy 48
WAV SET E1 B | 48 & e & qe a7 A A 2 RERGEo e |
TR & & qrn e 2 foredt th e o a2 9 vemeg
§ETA W el & R #Ewar 34-4.5, ifad ey 3.7-3.9,
sieve

IFET—screen
sieve analysis =ferar faverm
gfGu—screen analysis
sieve test EUEE g

haﬁamm%mw?ﬁmfﬁvww;m'm
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3% EeTa A 2 | g HrE e TE S AN A A e g6
i @ A 2

afgu—sieve analysis
AT

seiving
FEU—screening

fqran grEE
SIGMA phase

(shield inert gas metal arc phase)
mmataﬁwa—Msmf?mﬁlaﬁThmfwﬁmqmé ~
élgﬂmﬂﬂﬂﬂﬁﬁﬁﬁ@%ﬁﬂé\@f@ﬂﬁm
#wﬁmﬁzﬁmﬂwrﬁ&mmwmwammfamw
Pl 21 W & AW gE Sieem g faeeE # & T A R

SIGMA welding
Ffgu—inert gas welding
fafesma Sae®
siliceous ore
afgu—ore
FaRert A

silico manganese o
wﬁmmmmwéhmmmqm
T B gEE S f - A # fagwe w2

silico manganese steel i
Waﬁrﬁvﬁﬁwmmwmwahvm%

29 foin zeTg o FEd £

silicon brass lElGE R
m-hmﬁfaﬁ@ﬁvﬂhﬂﬁmmmﬁm,smaﬁm

o i, A e A e o | e & e A A &) e

§ e fi T FaRn AR & B oS R
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silicon steel o gamm

F@T—transformer steel

siliconizing ferferemera

00°C-1000°C am o Fafafmms & 3/ smen o A
%mem%whhmﬁnrﬁmmmnm
WA ® 115 gfaeE fefama B 2 aw o arimone @

qUUR & 2

silico-spiegel S I@EA s

T G e 25 afavm dT, 5-6 wiaem fafess @ 4

wﬁmmwméummm-mﬁﬁmémﬁ

g 2|

silicothermic process faferam gy
afET—metallothermic process

Silmet e

TE T F fAgEr # oo i fa 13-30 gfave asr, 8-30
ofre e A 9 T A 21 3 sem gaEeoR g g o
%aﬂﬁlmmqﬂm.mﬁw.aﬁqaﬁaaﬁa
EEIC- A

silver bronze

U TH-frarg T 67.5 ufeea atan, 18 ufaem &, 1.25 gfagm
o, 0.25 giawe fafor siw o avm & 21 a7 wweE @i
Wmaummm-mmﬁmammm
a9 9t FW o 2

silver solder alloy @ giest fag

T 9 T J0 & Prargar # ol fre 10-33 ofvee 8 17-38
AT 2973 ST 919 a1 T & 1 geebt I AW TS s g AR @
HIesTT 7 B 21 g9 @l % um fad frAg @ AW don dieer @ fra

45 gfagE afer, 20 gigm aw 20 wfasE 9@ S S afgs Sefyam
T 2|
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<

simanal
o wr-frrg fred 20 afsae S, 20 give Gegfaias ST 20

afaer faferad B 21 ga@ Syan Zeae i § i,

qftspRE S aftgs & 4y % €9 § 2 2

sinter o=t
l.qméga,mmahm-wf%aﬁqwﬁmém%l

> FeeTo uiEA § & IR faer A1 uER & B # —

() ema fa=T (self fluxing siner)

(@) afqmd =t (super fluxing sinter)

sintered aluminium powder fafta ogfafaas 3of
Ffau—SAP

sintered carbide fa=fa F@Ee
e, R, AgelAad, Hitesead afz TF ® FORX HEsS D
fg==a § U IeTE o S w72 % ©9 § & 8 | FEEE I
=1 qfvfa @ e fda & @ et 39 a 7% T fEar s 2 e
a7 & At FEEE FO @ wE o #)
sintering T
mmmmmm@rwmmmuﬁﬁmﬂ
mﬂmuwﬁmmm,mmmwamé‘u
mm.m,maﬁra@ma&mmﬁaﬁw%lw
gEN @ ST Gaeh-gEd, @ 9n Uy IR & e
Iar 21
FRgu—agglomeration W
sirius faftaa
o G g R 16 afawe b, 17 gfvee sifa, 3 e
m,nzmm,zmm@mzsmmwmen
2w S S GECURI 2T 2| T 3% A9 O WA S, S
g =ie, oe Ak & g 2
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sizing Bl R E A

TN F ITE FE FH ATER 9UF F FooF A
U —screening ot

skelp @
FEI 1 Tl s Seereum 33 o fFaeT 31 99 & 372 3¢ ey

a1 Aford qE W 2

skim baob f&Fy Mo
8 & A6 5 7 W S {39 1o 99 % 9  §ag s

FET—shrink bob

skim gate

F Ao | A W 2

skin dry sand moulding 9% ' Fo] 999

af\u—Sand moulding F aiq

skip =y
wmmmmqmmmaﬁm(m 9 A T
) F TR F M W A WA A E A T oge | wE F wen

[ LA

skis hoist e s=artera
wqrmw«m*mnzémimaﬁram$fmvwmmﬁaﬁ%mw

TN T AEA TN T S0 A WA F fev guee g 4
skull

FAA T AT 9T 0 A1 F A | TR A 79 a4 2 A 1 9
T F 3= e #) ‘

%ﬂﬁmmr‘mmaaﬁzw‘ G EERC & CIRCE-cu e

G & FAME (teeming) % A1F TolH 921 F947 ar=el 3 acit & a9



skull melting

WW%‘WWM%W%&T&%\W%TWWI@
m#mﬁmaﬁémﬁrwa@@@mmmam;@;
afefrde aige @ T $ e i S E

fisanit
slab

mfiﬁaéwammﬁam%nm\w_mm;i%
eré, st & arT AT SR @ | TEE ITA FAHT HE, TR, L= S
T IR @ A W e 2

TR
slack quenching

mmwmwmlmaﬁmimmm
mWﬁhmmauMammmméwmﬁ%
W-méaﬁamﬁmﬁmmamﬁammq\ e
mmmmﬁmrmmﬂmmwmmm
qerET Wy e 2 o 6 gvf 3 & e 2l

HIgHT
slag

m%aaﬁ%mmﬁmmwmés‘.mﬁm;ﬂ:f
%maﬁwa&mﬁaﬁmam.nhﬁﬁﬁwﬁa; |
w‘wﬁmmﬁﬂmmnﬁmﬁzﬁﬁmqﬁm 4

i a1 EA W
slag suming process HigHe

e HZel & I ﬁwmmmmmﬁ%fmm
wmmmw?r?mémmdeqmazg
mlmﬁwmmwfmm%mmm@m o
FCAT 2| FEA & o § TEA AAFEEE ~m%mm§mwm“ =
@Rm-ﬁw&ﬁﬁwmélwmmqmmmﬁ;m :
e TS, o o
Fom FC fow o & AW 15-25 UE 3 §
7ZnO # 21

slagging

I nfer o1y % ure @ e B g w @ e

2.mmwﬁﬁsﬁmmﬁsﬁrm%sﬁaéﬁm

aﬁfﬁmuzﬁmwﬂwaméaﬂrmwm
g 21
slip I g 2. e

l.ﬁﬁeﬁmq%gmfmwéman‘ﬁ‘a@-m%@mm@w
Ea F Iww gmeuy (shearing) | a8 9% & F@c. gwr
(dislocations) & ™= zaw fafvee faeedia Rwst & 21 2,

3 W-awmmmfsﬁaﬁmwmmmiriﬁm
gicT® & faois #1 =3 &1 & forw By 2
slip band qaur ¥z

aaf&@agfmzaﬂuﬂ@a‘swm‘rmﬁmﬂwmﬁﬁﬁﬁam
méagmmée%v@ﬁ&z,hm%aéﬁ%m%m?@
s e T % ST i T & g o @ get d i S 0 3
ﬁmmmélmwﬁww%wwﬁfﬁfm,maﬁrm
TALA NG N I AN 2 g adw ven o wEy 2
slip casting ClGi-EET

I A9HE I & Fmior & fer v o we | 2 art g ged
ﬁmﬁﬁﬁamwnmménwm@maﬁw%ﬁﬁm
ﬁmméhaﬁaﬁﬁaamﬁmmsﬁwém%@ruﬁ*%ﬁmﬁ
yia®y o & amar F)

slip line

| T
efﬁq——slip bana

slip plane v qa
STET gived & v § T e & 9w @ frerer-aen g
ﬁmm@ﬂwmmmmamm@%ﬁamm
wﬁwaaéé?a\rmm:@aﬁf%mém%ﬁwqmqm
mhmshraa@ga%mﬁa&aIMgﬁéé‘l
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slit gate

afau gate & Favia pencil gate

feye, w@Eat
silver
afar—rolling defect

slush casting

ZfEu—casting
smaltine

Ffgu—smaltite

f"

smaltite

7 ] & S CoAs2. BT 21 @9 &
zaH @ i S fadar | 21 21 FERA 5.5-6.0, FiEE T 6.4-7.21
2 ; Y i C C
78 SeEH W Fed 2|

WA
smelting

T F 1 T T | FEH i
(calcine) F IUFH T B IUTEATT WB‘EIHNWW?;TW‘:F‘#M
I 2| TEF Foreaed HEdl & A Ul FE-9g FUAr §3-HE ST
W-ﬁmmﬁlmmmwwé:

g g=d1 unaA (blast furnace smelting)—g8H WEH 9877
wedt & faar omn 21

‘ M ~ - = 2 . AL Ne
W q=a1 umeA (electric Iurnau:/smdnn;,) ZUH WA
mm%mmmmtfhmmél

T wedt wirad (flash furnce smelting)—g&# T Wg Hedl
¥ fpa 9T 2| 89 UHW A9 A WA # SR W dEd £

A= wed wm@A (matte furnace smelting) —HEHEE Fo
(value)—ﬂﬁ‘ﬁfg@ﬁmmmﬁm.mWﬂﬁ%,@Tm
nfera faww g & 21

x
15—231 M of HRD/6 313

ATHIA WarH (reduction smelting)

WAL SN AT GAT T W | 2w FET g9
TS H ATITF & €9 § Ian ol TN 2| 369 werereT i
91 AW AgE 9 A F

AT 2 e (reverberatory furnace smelting)
T WO WA wedl 7 oo 2
smith’s alloy g g

0% B faar eSS afavm e 37.5 g FiEE S 7.5
faraafemr, ama ofedte v wedt % wmr @1 a9 & a2
smithsonite LR IE ECl

IR 1 U HEAYV A 1 i Frelae, B 2| 39 demae @ i
W BEd ¥ | 77 e freedt & €9 ¥ o w21 s

AT 4.42 |
smokeless boke THER FE
UF G F FF 6E T/ G ga I @ g 2

snead process e e

m%&m@mmwmm—wmﬁmu
8 IR -ty o @me & FAEOMS AN, BT, TN iR

snowflakes fen T

mm#waﬁaﬁmﬁmmmumhw
muhwnﬁsmmmwhmmﬂmwfaﬁﬁhwmélﬁm
I FE T A w2
soaking qHamq
m#wﬁﬁraﬁ@amwaaammmwgﬁﬁahwam%
A A B A1 G A W 02 T a6y % o W 2 59 a6y
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qre-T94 (holding time). F9a §HATT 954 (soaking time) FE9 7|
qHATA F AATFATEAR A - A 2

, : qHATA T
soaking pit

ﬂﬁ%mmhﬁéﬂwmﬁnﬁmmhﬁmmélm-@
qieedt # IUAn F0F FAA EEE 9 T R F gEaTE F O
A 21
soderberg electode qrEvaT gonaers
TTF [T URRIIEE S FTE A AW a9 F A1 a4 ge § [T 06
P9 ZeTEETE | 29 ORI F IUAN AT W 7 S S A
famad STl G0 OEE 2

" S 13_ ga'i v
softening

Fﬂzmaﬁlmﬁmmwnmm? Ia3yg 9
AT A T P A A @ F

softeing process ;

ﬁqufmmasmmwfaﬁfwwﬁmq rtaa, gf=ewa, 3
A AYR AR AR g9 A A2 | FUEAAT F A AR &
Mwmmwmmmqﬂqq?ﬁmmmmm?
" FIW FuiCEd d-afaaE, 93 # A E

soft solder 2%

] A A w oA e A, 41 G A H iRl
Srefera, Ay, T A ETEA A F | AW A gl aE e A |
Feperv1-27 3 £ &, : S T AW A 3 SISt 7 e e
2| A % AW g A 1137 | 310°C F §r A &) A
o, WA e, wA-EEE A A "Rt & €6 6
I E

A2
soft soldering g3

=1 @ arae A | "ot #Al| zaq 1 &% {o0 FaaE JgaF
feAT & T 60 T S i 40 gfayE 77 2 2 T T 180
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q2q & oo wd-ad ofen aife 7= 91 e W9 2
g T—hard soldering

solder

'=|n—m?37ammaimvmmm=rwammmmmm

*mmﬂmmmnathaﬁlmﬁrqm N G F B E—(1)

T3 deet, (2) FIW Gleat|

fEu—(1) brazing. (2) hard soldering (3) sofi soldering

soldering

I % A AT H e 9 e g # wEEe 9 s 6
qeTE F fo o gt @1 e 9 # 3 mmq%ﬁm
e | g8 giivas #3 % for Mo #1 3y fear s 2 Z o gioet § F7
A o foseran 71 5 |eetE § i e ¥ FIW Gle=TH § SR H

e F €Y H IYAN fEE S 2

af@u—(1) brazing. (2) hard soldering & (3) soft soldering

solid contraction I EH

it 21 = #1 30 feis @ aET A A% dE w9 3

solid fuel
afau—fuel

solidification

9 29

it 1) pet foaare) =61 7, 1feret s v e & 3 e &

qivadq |

solidification contraction (PECE: e Tl

solidification range fies mom

av-aue ey e g @ e a2 2| B9 a-909 7 g,
ﬂﬁ%mnm,ﬁrgﬁmmaaﬁmwménmmnw
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solid solubility limit

FersATe - 1 SR wre I e faiere o, e ge o
% %, 3 g o & Iuferd 1@ wwd E

#fgu—Terminal solid solubility #
9 faeraA

solid solution

ﬁmmﬁﬁmmwnmga%#wmmm%u

im&ﬁﬁm&aﬁwmﬁams?\raa-mgﬁﬁaa@rﬁmmm%nﬁ
mqatf*mmmfréﬁréwmaﬁrgeﬂaﬁﬁmm%u

qrafEEa (Faa ) e fEerd Primary (or terminal) solid
solution

Fy 31 Ao # TATEE O1g @ e 0oy e a4 @ 39

s #/-faw@a (Secondary Solid Solution )—3a o9 e
hmmmwamnmﬁaﬁmammmmﬂ
mwmﬁ%ngﬁw%mmmmnmaﬂél
AR —faTE e, A JEed 9 )

gmig fas@a (terminal solid solution)—

solidus

zfgm—primary solid solution

T e &1 A% T S S 9 e F @ foe o i A,

ﬁwmmmﬁaﬁrammmmmmmﬁmm
fmwhmg%tgmwﬁf%éwﬁwﬁémmﬁw#mmu
oo JH E

solubility product

W-mﬁmmm,ﬁrmaﬁrmw

Frefr e 21 9% Fel G TR SUTed ST 1 S 7
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nrrﬁmnfaﬂm?mmﬂmfmm?lfawawmmm
AB = A*+B

A oA HAE T UFF o AA E—

[A*]+|B-|=K|AB]=Ks

THH T et Ks #1 Para et @24 2 | 99 A | a0
IHAFE, 9090 A% § §2 A9 2 A U 9S4 26 2

solumin qiaqEa
T - e # it i Cu, Co. Min, Mg, Zn i

lx’ﬁﬁnammwmmwmnmmwmm

T SUAN AR AW AGAA F EwE, o do A aifk &

g g 7

solute f’i‘m
[

|78 oo S s § o e 2 e 3 faowew § o
HEAT H 2491 &)

2. N A § faom 92 weF 2 N ¥W " 6 = 2

solution
lEmec

ik ST qarat 1 quicar FRi | 7 gerd I, 33 @ e #1E  A
TFA E

solution hardening ;
g faaras Famm
FfET—hardening
solution heat treatme
ent A T 3w
fey} >

T T FFTH-ITA A #60 an #1 ST o aw W
TATA §HY G5 39 919 O FA0 761 741 2 aifE aifed g, 29 e |
S | AR T T 1 5 o i 3 e o i i
Frffmm?wmwwdﬂhwammwmmﬁrm
FA GG I GqEHA 2 o




lEGICED

solvent

(1) fe fAemaA & Fuarga e Ao ¥ Sufedd 99|

(2) Tl foag & - F9E 9HE TES
solvent cleaning faemas FEaa

qﬂmnmmmﬁqﬂwﬂmmlmhﬁﬁm A,
FaTFANTE S, T, Wwwﬁuﬁﬂmﬁmﬁwmﬂmm
Syam T A 2

solvent extraction

mmamﬂmmmmm-ﬂhwﬁmmm
faeTas F1 FEEF 39 & G § o A2 z 5 famgE 7 ST Fusedl &
ﬁnfm*muwnmarh"mma’mmmmﬂ#ﬁﬁ Eme
anmmmwmﬂwmmfmﬂm
qﬁm?hvamf—fﬂimmqumamaaﬂmaanm
Fa % fou fF 9@ )

solvus

sonic teslt

sorbite

Hoadq

o e &1 TE|
S TR

91 SEIEl & mewmmwhﬁngﬂwmq
h?mmwmwmﬁ?mmmq'wmmﬂm

e 21
afgr—nondestructive test o
SONIM |
(solid non metallic inclusion)
aEdt H O A A 3 S T
afT—inclusion #1
IC G

wmwmﬂmhﬂwwm:ﬁ?—mqwarmw
v F4eaEE B4 £ 98 @5 geliee F A UF €
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sorel .
g

AENE 1 ] A9 fevarg e 10 gfaus aisn, 10 gfaas o e g
AR B Z| IHE ITAN SAES G a9 § fEar I 2
sorting

fET—picking
space lattice

IElELiE e
mmmwmmmﬁmmtﬁmm
mwa#&mszwwwmmfmmmhﬁwmm*lm
Wmmwzmwmwwhmrﬁeamﬁmwwnmm

g ' 21 (1) werE FEE (2

fw?f-m TGES (2) #1@ #fgg =9 (3

| ) fAfae dgfaa

spalling :

I I%%5-32 TR0 39mn o= mmmﬁwqwmﬂ

Wmmﬂfw—mnmmmm
’PH?H?HIEUF'
A AT F B0 A 2 P i e

5 5 o -
2, amEy e 5 3 :
AH 9T F IR S=ATEE =g # g9 F5
FE|
spalling resistance ' :
qHEEa gy

miwmmmmmmq’mhmmm
|

spangle ‘
T A A2 R e s aveefee e g 9 2
spark test "
apfar airEm

F@ aite FATgar 1 e G T e i fei faag & %2 fasm
(aaw:mw:maarmmmwwmmmumwwmw
grinding wheel) & 9 5 @4 § 077 @fernr #1 519 G AT

= F T
;mwﬁmnmaﬁmmnm?m A, A, e e &
AT 7 TAREAE e 1 Iufeata S SHE AT aiE F 0 e 2
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gt
spatter \
mamwwﬁmmmnmmgmgzémﬁ;
AT 1 AT fr | g § W A 3 e dee 6 A
- o T A E) I
A HT
special sand
W%mmmﬁmmummmw
GEi il .
speckled metal | i s i ;
m%wmmﬁmmmwmmmm
oy faedrer & amd 21

LS IEL
speiss

e A €9 F I & W § IO s 3
' spelter

mammmmmm-m&m-&.wﬁl-z
gfega & &er R

aet

w8 =y

sperry metal ‘ o

#w ey A e e 35 gfaaa &, 15 gfagm of=sa AT a9
@m@maimmﬂiﬁﬂﬁ&mm%l

spelter bronze Pbsisele
foreet 3-5 gfergra 271 ST O Ji=T ST
am-farg 45 gfae auR, 3-5F ki
mq:m R60°C # 3 gae Iuam qw frsAIga ST et & Ao
fow & 21 \
Tt |ieet
spelter solder

g % far aterEwaw 0.5 afagd
X - 'a‘hqasmhfamso-i?maﬁk J
étm?rﬁw#m?émél = T -00e 870° —8R2” Ho TF B 2 | FAH
mmhﬂﬂmsﬁfmﬂaﬁwwmél
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sphalerite

IR T T GRS 59w (ZnS) 5 g wtg s i1 % s
A 4% o =i 3% ot Fma 2

spheroidal iron

(nodular iron)
af@U—cast iron % & nodular iron
spheroidizing TErsT

Ww-mﬁmwﬁmmﬁmmwmﬁm&
mﬁmmmwmﬁrwmh@m’m?mw
o & 2 T8 UFH T FEA T F o0 gy frar o 2 fwa
Wwwwhﬁmwmawnmmmmmmm
TN FH-3UEAR F oo aifad dvae o o 2

spheroidizing annealing

AT —annealing

spiegel adira

e, e SR AT 1 0 Fryae o 3o ge-Fomfor & g 2

-ﬂrwwmﬁmmﬁgﬂﬁ'15—32aﬁwraﬂ'rr-fﬁzﬁr4.5-5.5
wfaeE FEE 2ar 2

spinel

eﬁﬁr%@aﬁéﬁma{pﬁwmmgﬁxo.Yzoa-m
XY204 B1 g8 X 318 sfaednht arg 2 9-drhivem fade, airer,

Fefeam, m.mmummY%m%éﬁﬁmﬁﬁm,

spinning
Pl ey i s & Aferdr @1 AT & o P

spiral fluidity test

feafaa

FET—spiral test
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spiral test
Mmﬁﬁmmmmqﬁmummaﬁﬂmwﬁw

et e & For il A G e A 21 g9 Ao 7 g FE 2 ) WA

e § IO 09 9% # aue # WA @ Jeer-geEs we

T E

splat cooling g dieeH
e 106 Tt dfewae o @@ # T @ age & S

FA T THEA|

sponge iron o @il

S e & o S & AT | O S | 98 A @ 96
S-S ¥ €9 i U A B 39 UER A-AAEs § ue W
Mnmmnnmaﬁmmmmmmmﬁa
i TeFr = g B 2
spills Elaic]

h‘gﬁqmﬁqfaﬁrfamfsﬁﬂaﬁﬁf%whmmﬁéwwﬁam
S F 1 3 e I F G G T & 9 At A S & o afeed
mwfwmngﬂmmm(mmm)ﬁm@mw%
mwmﬁmq’m?nmquaﬁlmmw’qﬁwmﬁ
frmat § Fi5AE A E )
sponge iron process
mlux)‘(‘ﬁmmwaﬁm%ﬁvsﬂifﬁmﬁm%u
WwomoWQnﬁom,fuﬁmﬁW@omo
Ao TFH |

spot welded joint

ao—welded joint

383
spot welding e afeen
a o
Fo—welding
spray quenching FER
#fT—quenching # 3
spring back
 ET TN G A WA F A e wereey g
FIA TR F IA9 § IAR IO HEqu dom: i :
e UV @ G afauis &
spring steel e ge
~ [ »
ZfEu—silicomanganese steel
sprue
I, T

‘ ?Q-W#mm%ﬁaa‘tmzmmam(mnner)#
mm.nmmamﬁminwmwwﬁ?ﬁaﬂmﬂ?
A A 9 B 2 T AR ¥ gem w G gzar 2 '

sprue base
o IR

a.f@‘?—spruc button

sprue button
T e

e F F A & P g o 7w :
9 e T o S a2 e S

sprue cutter
g FaE

(®) |F F STt F FeA & foro gy o A
yafes v &waA 9 & e 2 ke

(8) = fAffa &Fr & #19F & eo-zant # s F fo
> ‘ (={{ -9 3)_[ A
ugE Afera | W R

spun refined iron e

) \m?W?'Wﬁﬂﬁﬂﬁﬁﬂ?*mw(spinning)ﬁwmm

B
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squeeze moulding machine iz d=A Ad=

am-mﬁféﬁmﬁmmﬁmm‘awﬁmﬁqﬁﬁtﬁ
et % Tt S ATt ST 3 S e & g et e 6 EE de
F Wit G @9 08 | ] @ FeE o 2
squeezing e
3 fafeai PRt @ited @A gad @ FAW fEAT W @ S &
e I, A G, A o, A i, g (coining)

Sl

stabilizing ST
areefagn, AT AfE ae B e g A de-ad @

aaq FHATl

stabilizing treatment
mmmqmmaf@qmmmmwnm
wqigCr-ag @ 99 (200°C § 250°C ) FE et T T FA T AR HIK-
S 321 0 9 fade eafae are e 2
stack <@F
e e A-EEE S A % A # W) T A G P
f@.——ﬁﬁ(rrusmm)iwfqménﬁ@ﬂzfeﬁfﬁngnmz()-zzﬁarmémén
=g do @i Gatate (inwall) Fad 2l
stacking fault fafa am
W&?Wﬁéﬁﬁmifqﬁﬂéﬂ%mmﬁm
qe5-3
afgu—Ilattice defect &
stainless steel “©Heg e
m@rﬁfﬁmmﬂﬁmﬁméwlzuﬁmmmén
T8 wema: dA it # foeifee fea S 21
() FaEd wAaY 39 (ferritic stainless steel)
=% 0.1 ufay" & &9 FeA A 12—30 wfasa sfeaw & 21 3
e A e 2 ¥ | 3 S-SR FA I T ST S Hpe |
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fom magar & 12 ofags @ 14 ofave @ @ 2 3= w
il o BT B 3% @AY

- 5 - s ;
(|) Ar=EEd @Fay gema (martensitic stainless steel)

3‘—"&(’)._} uﬁmi{mw-ﬁv 12—20 9iq9a Feas 3 3 wfqve
mmmﬂ#mﬂ?ﬁwmzﬁvﬁﬁm?méﬁfm
é;a:'wéswmqw#qﬁm..\whwﬂmmﬁmw 13 gi9e

5t 21
AEARE @ e (austenitic stainless steel)

eOH AR 12 ufavE #ifeas G 8 ufave e s 2 29 5
me23mmﬁmlw'ﬁﬁmlx,/8mﬁr
lg/lzmmmmélﬁmmmﬁmmmhﬁ
SR HHV TAT F AN A GHAN 2| o A Pt B M
AR S SmaEa B9 F ) S

T T $ LA FHAl F ST I F [0 5 i
L 7 HA F [0 579 /1 7§ Mo,
Nb, V #nfe faeme sm #) o

stamping

(e
S NS R el WA Al -.qu_ w
T & IS G| A TN G G F A 29T S B
T, I G A s &) o ‘

(2) A ug-g2r o R, BT d o T oF
FeA F UEH | o S

standard gold HES i

FII T H &@l-a A | e & S A At qee e §
;@mmmmwmmeW&«x)mmm
S 9 A BW R\ gE AW A 2 AR o @1 oaAm &
9gF B 21
standard silver HAE 99
& 2 ) e & q A A A o # 92.5 gfaed T S g 5
AT A AR TG o W 90 GV T B 2 S 99 i 2 2
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stannite =
A7, A AW wE # qgEd gowge, Fe Cuz, Sn Sa) F9ET 38 dH
S F | T A 2 S ZfaaentE (tetragonal) §HRA e
A 21 FIWA 4. 30 =0 4.3-4.51
star alloy awa A
W = AT G4 e e 9-10.5 gfaud 3, I7-l9qf=m3&i=mﬁr
dw | uie aE B 8 ZEE SUAR g o fEE e E
steadite | LSAUES FLA
mwrfﬁrm'naaﬂrwwuazmvﬂmaﬂvmm
(FesP) & €9 gifeege 1 Tefae® & 8 e anma 102 gfer
FERTY & 21| 29 Jefaed & ads are 980°C e #
steel FE
HEd: alE S FEA F e A S AEi-gse & 99H w10 H
nf«ﬂaiwwifﬁmélgnﬁu.lqﬁmﬁz.()mmﬂwm%@amﬁw
Wmﬁ@%ﬂﬁwv@mélm:mﬁhﬁﬁjmmﬁiﬁm
# @ AEN 1 R w8 ge @ ge R | e 2
7 g (Killed steel)—z & weet T a¥@ fasiagd fr:m il
g | g Fafer, AT S Gegfnfam 1 fagrme % € 5
fapan e 21 e & ewg ol %@ 719 g A1 2| 29 -3EId 0E & S IS
#1 GF5A @1 2 eE 7 ¥ wgy ahqa 2
gefed e (semikilled steel or open steel)
FUEAA (nonpiping) FEA I THET TG (rimming sl-ccl) 9 &
T % A9 &1 e A 2| 3w fafers anfe fasrasimat #10.1 g
A% ST Tt A 8 e s 2
FAET e (unkilled steel)
e | § e TeaE S 124 & g9g i g F 2 el
IGH AE-TgE a9 99 2
Er i in] (rimming steel)
fog & T & TR e % Sl AT § #A g | 331 A
g TEE O fasawd %@ #Ew, mom Ao fEEgEE S

387

AFEES & [0 F7 el -HAA TGS TN 2 | 72 Tt 318 30 39 w7 1
ﬁm&ﬁmmm@ﬁfamf@m%%mﬁaﬂrgﬂﬁ
mmnm@mzlﬁuﬁvhﬁméfﬁ?ﬁmﬂmﬁaﬁhgé
A F FHIO FA AHAIFEEE % Fooet BE T F A Ay 0z &9
F A H T E A E | AR # A § S0 e e i
I F F GG W 330, 0T % enaiag Gxa w giawmw v
FoTere T e 81 A & | g et & S A 6 et s S 2
%n@mﬁfﬁwﬂaaﬁmn.ﬁuﬁmmmﬁéfﬁmwmm
1 &I 8 i 36H FE et It 8 2, e 4 Te-He0 S ama
A O F IA F fol aEe IwpE vm F 9w gde e g s
U B AEAE TRl ) 29 3T g o sed 2

steel making g famfor

1 TEA & F TR % IR P A HT H W | 36 W % S
Fom aest 1 afaaa aen fadfaa @1 o 2 3 #—ae, fafrm, e
TR G T | %@ UgE UwH 9 T A—

F7 Gl § g iy et srqan faer e & zeg a9 o
adr 2|

steeple aa
9% Ol § 99 & o0 oge @)

stellite wange

3 e A @1 7 e S - 9 g wEt & R
B 8| 39 farg 1 v o1 e 2 For e zar e T s o aer
21 q T GHRORH S Ao & ¥ S Ta A a1 e o st
FACA FAC (6 & | TF S 78 fhar o1 gan S @ a9 s
&t o S 21 g I 3 SR T B9 SR, @, o @ ey
TS, Al w9 AR F B 21 #EFA 370—475 o uHo uHo|
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= g
stentor steel

geard s 1.6 giAem Jr, 0.25 wfave e A7 0.09 wiaud
TS 21601 2 | ST IUAR F THH IIH (991 €A e @ S 80 C |
T FET A AA | ZEH ITN G G frew 7 A

stepgating (side gating) HOE A
AT —gating
sterling brass e dEa
oF AH-TaA TR 66 afdyre atEr, | g g ﬂﬁ' 33 cnmﬁ a3
T S AYAAEE] F RO ZEE ST A Faaar A A A
F fauiv & far e 2

sterling metal
e HAg AT e 66.2 ufavrE i, 33.2 m=m=v 9 {):_(»
gAY wT S 0.02 TiAeT G A # | gEE ITA S, A, S
A 9=z H A 2
sterling process LML E 2|
iaauamﬁaﬁréﬂﬂmwmﬁéﬁwﬁﬁh} =9 gFg 7
farr 7= # b gad A% A dAfE AEEa WA A A
sterling aluminium solder w=fof ofaiaEE |eEt
FH T F A e 62.3 gt A 8 mﬁmm‘m 1.2 m:rm
tfwt, 15 ufawa 3z, || gfee TgiEtEEs A7 2.5 T S 2
m AN UAfEfER % destd § A A A
sterling silver ‘ ,
T T G Z AT % AT A AT 2 1 FHA 92,5 JiFV FE AW 7S A
afar & 21

c feeaze
stibnite

el 1 G T S Ofeendl Zredamzs ShaSs | 32 v
ir'?a:?ni?ﬂfn‘ T TR & W9 O A # | 29 A e 2 2

6— 31 M of HRD V6 389

FIA 2, FMOHO 4.5-4.6, T TR 546°C | THH IUGRT AT FY @A
1 3 3K 9= avfs & ©9 F B 2 Sb2S3 fegmazar =1 o
g% 8T 2|

stiefel process el Wb
Mmﬁmm@wmmumméﬁm
foeTe o1 €3 FTE A1 39 GifE Ao @ 4 T3 v e e
S 21
stove (iE]
1. m@ﬁﬁﬁﬁ@mﬁmm%mwgﬁmi
T Giftee 427 F1 S @ A R S s £ ey § srates
@ﬁ?lwﬁﬁﬁmﬁmﬁmﬁﬁfﬁmmﬁmﬁwﬁmm
ot & b st 1 et 1 o2 e 3 o 3 Faredie e & 54 g et A
m?@mmimﬁ-ﬁﬁwmamélw_mmggmm
Wm#mmménwmwmﬁmmﬁm%
I 7 AT A 2 T W @ e 2
2. | SR S B gER & fa g ST
strain hardening fagfa Far
JARREET M & A geea-freuw sam #Ewar 9 a9 amef i
M 6 I T T I FE IR S Fed F
stray flash FATET Fdl

FEH-3 S FeT W B Y 9 A 57 F €9 F 997 2| 7% 20
T @E F @iyl § I By 2)

stress corrosion PIGE TGRS
afgT—corrosion
stress corrosion cracking gfeas GEor e

umum@rémmm%égmwmﬁfém@#ﬁkmw
H 0T 951 98 a0 qidmE o g 2
stress relief annealing ufesaer faeeil s
&fﬁ({—annealing

390




stress relieving
mmqmmmwmmhvhsmmmmzﬁz:

1 e G, mﬁmmmﬁmmwm’

mﬁmﬁmmmmmmmfmﬁu
mw&mm@m,wmﬁwménmw

aeg 1 HR-AR FEr fwar T 2

stretcher strain BIGE M EEG

gfgu—Luder lines.
1. gzt 2. faees
strip

1 m&mwmmmmﬁﬁmwwﬁm%
9 & 2 o e

z.mmmmmm@ﬂﬂ@mﬂﬂmmﬁ T
breSBEGRE]

Auzea
stripping

(%) | ¥ o &1 99F FA
(=) e wg & faeag gmae faf T fEfee oy s =g
SFaTEst & 99F FA
(m) P Ferepn @i o fate v & g o @ o &
o FETAE e § ga 9 B 9 F
LT EC
strontianite

witoan i 21 g8 Tt |/
Fratae, SrCos, S &I |y H 7HE ¥ &1 ?
o S 2 S SR & ST a2 | e b e @3 %
21 F1 FSEE 3.5-40 @m0 €O 3.6-3.71

\ A
subcritical annealing s\'ﬂiﬁﬁl"f'c‘ﬁi5?k -

A‘.mamﬁaaﬁmm%mwﬁgqr

W-ﬁgﬁlmlwmﬁWME?fﬁQW?Wfﬁ
¥ a1 @ 650°C € 2
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submerged arc welding Fa=E 98 af=

U —welding

subzero quenching FAYA IHA

Afgu—quenching # s

subzero treatment AW IUEN
ﬂﬁmmaﬁl@f?ﬁréaﬁammwwr@mmm.

>

HERE S 90
sucking

AT-FA F FII FE G B oEH A T

sulphatizing roasting qoFed woq

éfﬁq—ruasling

sulphidizing

memmmm%ﬁmﬁm

BFar Fm)

sulphur printing TE HEur

mmﬁmésmﬁvm%nqmmmammﬂ
T | FEH R SIS T B A qeRiE g § R 6
mwwh@mmirmﬁﬁmwﬁfﬁmmw
m@mmﬁnwmé:wﬁwaﬁm‘mhﬁu%mmﬁ
mmmmé.mwmwmmmﬁ

e &1 = FE )

super alloy que g

mmw@tﬁmm-ﬁmmm(mm)
ﬁm%ﬁﬂvﬁﬁahwglaﬁwmam?—ﬁ%wwww
W A R 21wl d fau @ amer & sme HifeTseH,
ogfafas, azzﬁwqamﬁuqarfafwmmgtwmwmm

T F@ Ay # : adar, FEas-80 v )
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;

super cooling

s w3 GG iR W @ AW, A6 e w36 fafrEEs
g | FHH FA

superficial Rockwell hardness test . .

mmmmmmmmmwmmﬁmw
F HIA 1 TS wwmmma\tmmamﬂmg
ﬁmmémmélwmﬂmmﬁmzﬂmﬁ
%m@éwwﬁmminmmgﬁw3mmémﬁﬁmw
15. 30 Zaen 45 fFam & §F5a 21

super-fluxing sinter

ﬂmmmmqaﬁmmwmiﬁvaﬁ
S FTETE A # A HETE #AE § T g, et - § eE @

A feng I 2
super heating

o1 O A A B 3EE s g fafgEss a8 3
™ FA

e IGEIEER

superlattice '
Wmmﬂmh—mwh@mmmawmﬁl
hahﬁfammnsaafwaamzﬁrfﬂﬁumfamwm?m
ForF & fAates w1 @ fage feafaar ® gwioe w&h €
supermalloy ‘ m
ow e g faew 79 wfave fd. hufastatfrm iafasm
0.5 gfqye 211 &1 @U G A W gEE 39 Jamdier & E

- T: i
supernilvar ‘ qav ‘H_d‘lT
oF FrE A fad 31 wiAvE Ao A7 4-6 afaed Fees B |

v AT 2 T 26 AT G g AT € | ZEE ST i
ZEr F A4 F A 2

super plasticity

FigEeaa
mmmwmﬁmqu?mm
mméﬁwmaméusﬂuﬁmﬁraﬁa@m

FaEd 21

super-refining proces AT gy
mﬁm&ro@o(mqﬁmm)wmw%ﬁr%m

# fafy foew

surface hardening T FIW0
m;ﬁaﬁmmmﬁrﬁammmg@?ﬂm

T 2

surface reflectometer 95 qUETTEMT

qFAl 2)
surface roughness g €4
RfET—casting defect
surfacing qI3q
aﬁﬁamﬁtm‘ﬁfﬁrwmfﬁé@ﬁm-wmwm
# fwafes &)

surge pickling Foold GETET

afEu—pickling

suspension roaster fAatam qfsa

® SEErd Wi &1 Gt w0 2 o 4 & 2 et 1 g2 fran
g.m*mmmm‘mmmmmﬁmﬁm#
WﬁWWW%IW*WﬂW%WWﬁWW#
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suspension roasting Foreteey wolA
Fgu—roasting
swaging awA
g @ H S T AW 3 TgE B uww ' A B e
wgE TEH | mmmﬁmﬁmmmm,mm
mmwﬁ@raﬁwaﬁmﬂmaﬁmﬁ@mm%m
g 21
sweating (sweat out) @A
1. gﬂ-m’g&vﬁﬁmm%mmmmy@gﬁmﬂm
:éfmé‘)mﬁ%mﬁawqwsmmmﬁma%mﬁm

A
2. afgu—Iliquation
sweating out LR
afgu—sweating
sl 92

sweep pattern
) e S 5 G & W o S S A3 & & fow S
T # s 3 €1 & & 2

sweet roasting (dead roasting) e WA
afgu—roasting
fiu s o

swift cupping test
mmmﬂwﬂwmﬂqﬁm|mﬂ

mﬂm?ﬁﬂwmaﬁmmmﬁwmméhﬂm?

oI & €0 F S04 6 O 99 :

afAT—cupping test ¥

tabling =

mﬁmﬁﬁhﬁwmﬁaﬁwmﬁﬁwﬁﬁ
mménsﬂﬁﬂa.%mifﬂm(mwewﬁ@@éﬁ%@r
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:ﬂﬂmrmmmmwzssﬁmqwn
| mmmwmm?wr@m
| aiwxff:sqwq%@vﬁgn'remaaaiwam .

T A N FH F0 S F1 290 F 5w

F 9 | nfader 2 & |

A Il
T2 239 At 7 i
lagging

S

N : [ Efq’i’q;“ ; ar - : .
= 9 FFem . 9% ST ;ﬁ.l T 591 9% 39 %

tail point
HEEH, 0gEE #E W AR : ‘
3 1S T o U%F T F 9499 | 399 G96-917 F 45
UF 2% A oA 21 59 D-fue O 323 7 s

tailings

awWwaﬁrﬁmmﬂ%mﬂmmmmewﬁwmm &
g I 2 | 9 TR UF 5491 UF § A Gig U B £ S
TS B %5 39 @i a1 @ 2 e o w3

tiale

qTAN9EH #1 o e 3
b I ».W.\Mg(i.-lSi“z.Hz()lU?ﬁ'ﬁ'ﬂ]ﬁqif
ot fﬂwwﬁmmﬂﬂ#zuﬁmﬁ—nﬂwnhmﬁm
SHAM SEDT O FOAAH F A 2 #ERa 1L 3o g0 2.7-2.8)

talmi gold

. a”: ;W f:m P 86-90 i A 9-12 v 7=, 0-1 s
1A F T 0.3 A T S A 2 | 97 S S g
A T e o A

tandem furnaces
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N el e =

tandem metal 20 Hed

T T A o - e 6 gfae A 1.7 i afee
S g W 2 2| g S aAR F fEa S A

tandem mill ﬁa‘fqm it m

UF TEA | eqd HoH- S 1 v G A O A i T E
29 Ferr 0 UF [ ol - Fae A1 2 S TR Sed TEe /e AT

nﬁﬁﬂmzmﬁaﬁtéwaﬂqhﬁmwummmw GiG |
A A AR UEE @ FeeE Wl | E 2

taper sectioning gz ufv=sEa

qummamhwwmmaswﬁmwm
ﬂﬂWﬂ?ﬂﬂmﬂmﬁmmmmmwm-ﬂwﬂMm
fav=T @rer A 2 WWWWWEWWWWWH
FTEAMT F994, A #1 e vEie At we #

tap hole fawm 22
T A 2
tapping IBEQLE]

ferr Tag Wi - § e = A | i o e
¥ gHes F A 2
tarnishing a4
mqwﬁeﬂmﬂwmmwﬁm W &
99 € g3 F fAafiE &=
tea lead a1 |
Sren o 2 wiaeE A fen @ 81 Fe yEd @ | P R
Gl 2 zoE WM 9@ T & FEw § OA@ o= F &9
¥ fEm W 2

leaming EERIGE
orew § fed-ag #1 fE-a ® e
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telcoseal 5
ST AL 1

naamfuaﬁhmrwmmm 29 giayd fgat siv 17 aiqge
W:mgnmmﬁmwwwmgnm‘wmm-mﬁn
AIEHF A, vAatET AfeEr mmmmﬁwmm
temper 2
| 9H F7A #1 gl

.‘ _: -~ =
= VT 3R 999 FA F AR IO F 99 FI0A 5 amn

3. AT Ffeoid |99 ged 5 553 :
A FoR I3 A/ AT
T FH0 ZAW A A #)

499 ® AN FowE, M oo afreaw g
Celiy W HIR oy

\WWMﬂvmm
% I|T | i
faemT | me art

temper brittleness e qIEEr, &

;m fammgmmm?ﬂwmﬂha—r?ﬁa?amﬁ#mhfm

ﬁmmwmfﬁvmqrm#mmuzmmmm (‘:‘nnn (
& | FE ST FIEAIGE F TTEAI & Forerey H- -1 F 3ot wz

maﬁmzﬁmm’-t)whmmh—nwswwmﬂmf?m
N GFA E O SEE gaE TEAT B

temper carbon UEA FEA T FrEA
TE-FTH AT F 7 e | i g g e

temper colour T A, T Aqof
FAA TEIE TN ©AE T FWH FF O 97 A AFEEE TH

?IWIWWW?W?WWNRW?I me‘mmt

mmﬁummamzmamm,'ww
AT TR F 7 9N AM 29 gEm 2 5
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225°C  290°C
B |Gl

235°C  340°C
%ana‘;?[a et 245°C  370°C
?ﬂgr‘vﬂﬂ:';mﬁ' 258°C 390°C
g:.w g 270°C ~ 420°C
:—:1 Egﬁ 280°C  450°C
guqqﬂ;'ﬂ' 295°C  540°C
e 315°C 600°C
TR A

m-mmmw-aﬂfﬂwfaﬁtman

Tifa| AEAEe
tempered martensite
amqmmwaiwmﬁmmm %
Wm  fagm = U e HTEe ﬁmmaﬁrélwﬂfﬂa}ﬂ@ﬁ!
ol qaﬂfq%ﬁt’;ammiggmmgmmm
¥ Fedd e AW
g & #)
Zfgu—tempering
tempered brittleness

#fgu—embrittlgment & FFTT
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]’1

Wﬁﬁm;rraiwhmmqfnm-smmrmm' T
wﬁ‘hﬁmﬁmm%mmmwwmm

wmmmwqummmm F U
WEIW?IWJW’RWMWHWWW
THAT F A=Al

templet (template) )

I. mhaﬁwhammﬁwmﬁwaﬁahawdmahmm%

T F A 2
tenacity FTT’TUIIFTT
TTHTH -0 i 7% ey e £ ¥ TAA-HH A A Fay
Zl
tensile test T -77%m
FET—mechanical test % AT
tercod ‘FIV_:ETT;
hﬁmmmw‘ﬁﬁmwu TEH 97 AT % G477 -

T UFRE ot fgen 2y 2

terminal solid solubility T N ForAr

terminal solid solution T I AR
AET—primary solid solution

terne coating Tl

m-mm@ﬁmmuaﬁmmmmmﬁm

3

2|
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el st iy,

ZA A
terne metal J

FH T AT AR S A e IR g AT I.S}-sziaum
oferal 2 99 ST B & |29 SUANT JE0EE 2@ H ZEE & AT
G FIET F o0 H FE 2

lerne plate

drg-an faam (15-20 uidue 1) | A Jw=d rﬁswml =9
IUAT HETHT F E9H-2 AT F A A1 26 UEW F A= T F A A
& JE ofas QaFw F FEV GQEEV A W FH ITEE A8 & #EA)

tertiary creep ]
FET—creep
T T

texas metal
Qe F €97 e AEE 4.5 giEeE 3 1.2 giqyd e, 2.8 a1EeiE
A FR 9M A9R B 2

texture
qEEF § 90 WH AT a0 ArEiEeE #3OOE|
‘ o

therlo

U A AT e RS i Z,S-Smaumﬁwﬁqhzm@f«).s-l.’»
AR AT A TEFH ITAN ARG TaEA WEAHE H FE F €A
far w2

; it i
thermal analysis Gl e tmeb

forell o1 e T & e -feig feive 7 3 M T 39 A
mﬂmmm?mmmwmmmwm 10 (1
STHET FaiEaT B F

thermal ctching
gET—clching

trmalloy
e moAEa F g Taae fAda, wmEs, e mmqm
H FEA ST AW faieEd A 21 7 SENTH W GARURT AW
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€1 TEH IWA T O, S S AR s & a2
T e & 0% P fewg & 66.5 wfave B, 30 gfiee a2
mmmmwwmmemmww

BT 21 19 % 95 & a9 YA wed e 21 g Sud A gk
WA o -0 w7 F a2

thermit process 5

1 ST e R 1 g Fopn & e g | Suf g fe e 2
v o7 faea #9 % aw ogfafrm sfrwe araas B 2
Tesfene v #1 g & 2)

gfET—metallothermic process %t
thermit welding gffe afeen
mm&hnmhw(wqrq)mmwaﬁ?ﬂmfm
IAETE I, At atifEn @ g # a2

thermocouple HWW qH
mmﬁwqfﬁumammqﬁfaﬁmﬁgﬁémw

mmm%hﬁtﬁm#fﬁm@mmﬁaéﬁhé;mh@

mm,ma}rm?ﬁzfﬂﬁ%aﬁam%mm@

aMU—seebeck effect wt

thermoelectric effect a9 AT g9y
ZfT—seebeck effect
thermoelectric inversion A AzEE afaee
m%ﬁﬁawéww@aﬁwm%mimmmm
FH B
thermoelectric pyrometer AT SITEM

U—pyrometer % e
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q & Eg

thermometal
ﬂmmmmmﬂmmmwwmwmm
m-qﬁaﬁaéﬁmmwﬁuﬁm@@méa

thermopile am A%ad 9

fafav-Z F1 TEAEA W J0A # ST | a7 HFF 7AW FH
mglwmmmﬂmmm‘fmbm U W
AT TfeT A # | A g% AEa F & i sgatead & 2
T 4TH F1 OF A @mwfvﬁmﬁrélgnmwiﬂfmamﬁ
thermostatic metal ArrEd® =T
AT, e R S A A A F W #E
=19 POE iqa@ 3{1 CICE] ?,‘qﬁ; E"aj. Fﬂq?{m a1 "ﬂT AT ; 1 a1
Faq 7|
Thomas-Gilchrist Converter umE e qiataa
FFaT—Cconverters & UG
throat a9, &5
M'm$vhdﬁmnmmmﬁ*maﬁmﬁzmﬁn

throwing power Enceuiitics

Whmwmhmmaﬁmwrmmqﬂa
Stz o UF GEA A # famaget we e e

Thum process Iq 9HH

E’dﬁWWWWWﬂWiWWEWW?QJWWﬁ
wanwwmﬂmmhaﬁwwmajﬂaﬁw@awr@
mmmw%ﬁrm(m)mmm%w%w
Py T O A - 1 T & e & |6 WA P -
A -gFH # i A 2
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ticonal

- 1 G

UF v fqas e R
Vﬁlﬁaim .Ofnﬂfi foresy l?-ztl afquE Far, 15-30 wfavm FEme 2-7
o @;;TW T 3 S-10 afve defatram & 2w
R H &M@ &) SHF TUGRT Ty
TIG welding
i'ia(’..—incrl gas welding

lllling '.urnElCC

AT G
UF YHE Fi EL: T 35T ,
| W 9 o 9 # 33 & foro o @
time quenching B |
gMEU—interrupted quenching
time yield
S F {0 93 swwetors i g
tin cry
Eulice]

T F ™ et & gem

Tin foil
AfTH afofar
’ ;_;a:m;::f. FAE (non toxic) #T fawr fair 0.8 wfaas
mm& | smcrf?zr-ir T 0.4 gfave afar s 8.5 wfaaawﬁjR:L
._ faah\ g w(?lmggmmmmmeﬁm
Pl e 0.5-0.2 2, aw Prea SR & foar w3
| : i
tinman’'s solder |
e RIGEIT G “
e mﬂ;ﬁﬁﬁt«ﬂnfwmhw»ﬂmmmmwfam
I B SHH SUAN AN W G AW e § s 2
tinning d |
Eusar
FEu—hot dipping # g
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foq = mEY

tin plate
ﬁmﬁwhﬁmmaﬂﬂtxﬁwmélmmaﬁ
FTEA AW qE e ZaR O 2

tinsmith's solder FEHN dlaet

9 Tl A AT e For 66 HfAVE AT S 34 fEa de E
2| zaw ITEM g B wEE S & e ¥ A 2
tin sweat

Wwﬁmmma%r%mémmmm.
Wmmaﬁmwmlmmwmifaﬁ?m
z@mﬂmméﬂémﬁmmﬁfa?mwml
Tisco steel feen zead

U FHH-FHIO, G gmra,faqff.lsm)uhmﬁ%m:ﬁtls
gfqe ST B 21 ZEE I o 4w erda ® e e 2)
titan alloy argeA oA

mafumavaifaﬁlmmﬁm_anwamm#wﬁﬁﬁ. ,
aetatraw, e | @E g AT @ 21 S A ‘{prmﬁshr
IR % ©9 § fEa W 21

tocco process Gieale P 2|
%ﬁ@wmmﬁmwmmmﬁmmmm
RO 7AW {2

tolerance limit &gl

qardl % a9, fAdEr g el & e A | S
FAAa A= |
tool steel AR T, g IETA
gl ST & e % oo SUgE g | 3 A A 0 faE
@ o 2 i—

17231 M of HRD/Y6 405

(33)‘ AT FEA FEAA—TH 0.8-1.5 yfase 7% F6 2@ 2
mmmq%rmwﬁﬁm%m,s-mmwmm
T I T O, B S b 4 S A e e 2
I ITH IUANT A, F AT A F A E R ) T e i S
gy FEE 2 2

(&) A s 3= A s Tee—ead @A % A A
mhs'mmqﬂzﬁrgammaammmﬁlhwmarﬁ?
R F FAN, Fearll, AT F fawi & A 2
top and bottom process imd-Fe oEN

ﬁ%ﬁﬂaﬁmmﬂmﬁﬁmmﬁmmm
UEH | A' TFH 39 T O Fmaiied 2 b difeam geweE § e ot
ﬁ%wwmmw#aﬁmﬁ#wmmw%u
T mwaﬁmmmmmémmﬁ o WE /g
qHEE B 2|

Freber #e 1 A & wifeas w5 F 3 a1 e T 2
SUHFT TAFE A A 2

topaz

e
TSI s, S AT T, GAEer iz i g e 2|

i ELL T SR | forwefor g | st g 3,55, #3813
W oEm &) '

1o ating
p gating ¥

fEu—gating

top hat i
q,(‘nﬂ
&)

‘ mmmﬂmwsmMmﬁmmmqﬁwm
Y WA F AR N F FAEed § w9 #owee W a2

406




Torco process " ;
e A AR O T * g1 A AW | FEAe  [E|iowe R
g ATH- v T A - & fo e 571 g E SUHN AR
mmmammmmfm?qmwwuwnt
wwmm‘rnnw JqF F FUN 9 w3 ﬁwqaﬂnﬂ:n
:WW“-WTT?W'T“}‘H’TW’ ﬁmm'mmmf?;n:
mmﬂmﬁm$mwmmﬁ mefummzl
aﬁmqh—wmmwmwam:ﬂw

AHEA bazell
torsion test

au—mechanical test & 2T

AT
tossing

azvasmmwwmﬂm hmr-r’—!nmwmzim‘:
*mwmwh?rﬁ?ﬁﬁnmqvmﬁmmmmnr‘;zfmq
m*mﬂmﬂ?mqmq Wﬂmﬂrlwqwmm
iy Aas B E m?wnmﬂrmw-umrmﬂ
aqhwwarrmamﬂmm FiFETE q Fed &

gaeE F:EA
1otal carbon

mmmmwwaﬁvwmﬁmm|

a9 9FH
Toth process

77 [ F mmnn—nmm?h‘mmwmhmm
mwmmﬂmqmw rmmiamqmq
fa‘mmamﬂrﬂmwmmmmﬂm =
FUEEA & AT G ore FT T A B

GECa i G|
Toucas metal

ar-frarg e 35.0 AeE &, 7 giayE & 28.6 wiaeE [T
::s'l émmnmqmmfam WOWHSF%WEI’WW
91 7 3
mmmgmawmwqum el 2

407

toughening

ELEE
T T H WEA TGN W IET T & 7 e o 2
TET—10ughness

loughness

AT

|. | mmmw*ﬁmhﬂ?mmm A, A6 A
WmeWzMalmWf a'qum“ﬂarhaw
HIZE WY F 359 9 A 39 SHE el

2. H9T A9 F I 0 9EA F (A0eed s |99 #3519 969 79 g
T &1 §24 #A4 #1494

tough pitch copper FHA qH

UF UEN F MJWHWWWW?WWWW
ma-mmwnm AN 1024 27 21 2899 0.001 ufagE § 57 19s
wamm?mmmnwwmmmwm
(0.015 iy -nomww(hmaﬁmm)mg' T U
FHHFHGEH 219 2| A FeT I3 Hlieas 0T 291 2 v 29 a4
TV FAfETw Vi T B F | o S e & AT TEET I
A TG FA A 2 @ #7289 99 aw waq #

tourmaline

AL L
rﬁuﬁuwamfa‘iwhmmnmmn T 9 A1 2 F | gere: 7
A9 9FF F BF & —

(%) 7 aifeam, TRiem 9w difemm aw-ag 29 7

(7) 99 ot G iz == g 7 F

() Torew airer, owpiaim < 29 2 | A G e e s
WH?W?FWWWWRIWW%WWWWWWMH%
wmmwmmmw&wwfmzﬁammmhv?

BEEDG] qumﬁmm!lmﬁh TTTF B F FW
TTH I AAN-ITECT H A

408




e—

transcrystalline fracture qrefgeeen AT

mﬁﬂWWWEWWHWM?WH
fawfora 21
transformation range
ﬁﬂmﬂhmmﬁhuﬁmﬂmmwmmzm
ﬁmmmmmmmm-ﬁam%u

transformation temperature
#fu—critical temperature

transformer steel FEAEHET TN

ﬁhﬁgmmhrqﬁo.su-4.anfawaquamém%| Iz 9ET F €4
qfawgqmﬂmamwaﬁa-aﬁ?ﬂm#mmam
ST 21 TR At gemE A FEd #)

transgranular corrosion RIS A
et T A T OAAR S T & AW e E
afET—transcrystalline corrosion

transgranular fracture
mwmmﬁmmfﬂfﬁmfawqmvmmaéﬁn
favfaa =
zfET—fracture 9
transient creep Ferearn e

ferqﬁm%nmnaawfmhfméﬁmﬂmﬁrém%nm
hﬂﬁwamw%aﬁrmﬁzwnmmmén

trimming BITERE
e e =k 1 7 e | A B A T A AR AEel TANT &
g9 FA

m-@wwﬁ‘fﬁwméuhﬂ%mm A

= 3 ° a% o

Wﬂiﬁémﬂgm&ﬁé?ﬁél RS
aT—Ilattice defect %t

twin

afu—lattice defect % ey

type metal
' CECID G

ﬁrmqwﬁm@hmmwmmifmm?umm
m&mﬁwﬁéﬁrw%mmﬁfaﬂmm
N R 1 EH 54-95 i wem, 2-28 afaur afE e 2-20 g 2

types of coal

B F €Y NG O :

ultrasonic test

A T

af@U—nondestructive test % i
ultrasonic welding
RfET—welding % g
undercutting
T
Eu—weld defect

unit cell

TEETA, S ST A ; ;

Pt & gt & faeh e @ o 9 o 2 ik
unit operation GleR)
- m ‘

ﬁm'mmﬁmnﬁﬁamélqigsﬂm%mmﬁmmﬁm
qitad= TR B ST Gz G q e e g

412




uEHE UEH
unit process

At ¥\ S A, WA, W, e, S, o
fagw, Faaea

aifgs &
universal mill

fﬂﬁ?ﬂmaﬁﬁ@aﬂﬂmﬁmmwﬁmm%ﬁ
mﬁm%iﬁaﬁaésﬂ@mwmifléﬁa?,m%
mwmmmmmammwmumm
m%mwmmﬁﬁmmumﬁwﬁm ;

Fad T
unskilled steel
Fgu—steel
Tl wifaE AT
upper critical temperature A

nmhamm%ﬁmmﬁmmwmmﬁm
amqu‘#mfaﬁaﬁmqﬁw@mél mmm}/pg
) & Se ) . ~ - s ; - A
eutectoid) FEd & F8 EATW nw q*m{a € 7 “argu;l
geeie (Hper-eutectoid) & 79 €A § mm ‘ é’rﬁ#r{z-
mﬁélm{éﬁamﬁnmmmfﬁﬁrm—m
gaqE # 7 Fe® @ Acm fag FEamE 2
e
upsetting ‘

Wﬁmq@mmmﬁmmmwﬁﬁﬁ
@mﬂméméméwmaaminmmﬂ 2
iz F aA & & 2

i faafa fanea

vacuum degassing
fEu—degassing
vac. melt. | —

frder frgat @1 gon f 60-77.5 widwm ey 15-20 qfaa:
Fifan 0.5-16,5 GRIe @iier 391 Feq HeA 7 AT A Ao @)

413

izwﬁnﬁéﬁ%mmmm%m%mm-ﬁwm
T 39FFT Gl anr & fAmtn % fao fea w2
vacuum metallurgy fais et

ot & groor-am 7amT 3% A o g @ S w321 R
9 7 g & oo gviaar afwa aivag g ger 2—

(F) IH-3=R, 9 fFaf-3o 3w = 2
(8) fa=w, 8 frafa-fa=n #2902
() wom, e FHafa-nam =9 2

mﬁswmmqqrﬂﬁﬂvwﬁzwﬁaﬁwﬁtqwmmémm
hﬁ«aﬁailﬂ?ﬁwmaﬁmwmmwammm?fmm
I B gl 2
uraninite FAMIZE

mmmw.wmwmmamm
m.m.mmm-mwﬁf#mma.mammm
isaw, diftam, Fafeam, dferam siv s ot Prear ves #) 72 gmfy wq i
T A 2 S B At (ixometric) SR # et 2 2 ge
qiﬁmafmgga‘ﬂmmwhmﬁxwﬁmaaéﬁréumm

FOHQ 5-9.6 |

vacancy IESED
FFET—Lattice defect % Farg

vacuum arc degassing fafa ok faiem
gET—vacuum metallurgy

vacuum degassed steel Fafa fafas zemm

72 g fowe faafa & Iww #v i @ gaw ww R A
value Eo

414




valve metal Bl I

qasamifnmfanﬁ‘xmfamamoqfamm@rmfﬁmanm
%nﬁmméﬁrmmmmﬁfaﬂtmﬂmmﬁ
fpa e 21

van Arkel process qa FE TEH

& TFH|
Ffgu—iodine process K crystal bar process o1

vanadinite

& ®1 3327 v FEEs, 3PbaVe0s-Phcle. 1 {F F UF FHA
m%wﬁm-m%muu@mﬁhtmwmm
mm.aﬁﬁlmﬁmﬁéﬁmﬁmm%ﬁmﬁﬁ

Varrentrop’s alloy
mmﬁmhmﬁwﬁhbmwﬁﬁnaﬁfmﬁwﬁmm

mmalmwmﬂmqmm

vectolite B o |
card < TR e 30 giEaE FeaOa, 44% FeaOa, A 26 TE9H

(‘O;Oam%lﬁwm%hmﬁmm%ummmgﬁz

nmwwmélmmmqﬁﬁﬁwaﬁmmww

FA A TE 2

vent (BEaL]
mam?mwmmnmmtrﬁmaﬁmq

aﬁmm%mmmﬁﬁ#qﬁﬂémmﬁﬁ?—nmﬁzﬁwﬂ

ag e | drg apEa W T A Z

vertical retort furnace A [er a9

afgu—{urnace retort furnace F FATA

415

vicker's hardness test FFT 53
FHAWET T
u—hardness test #

victor metal AT

Na. e qrq
jrr?qamfumhmﬂxfamwhwﬁmm 15 yfavE faga
i 3 ngwﬂhmqﬁrmmalmmﬂmwm
995419 nmmavmwﬁnm-m&ém%u‘

viriginal metal
FET—metal F @ primary metal

vital

ElEL]

ST 3T aogiEiEm A e | afaee Cu. 0.6 afaee Si 2w 1.2

UV Zn B 2| TEE 3qgm Nl .
A 2 ’ qH el FEl # feo fee

vitallium P
o W-W-ﬁ@hmwﬁMﬁwnﬁmma&%
T T S AR 5 1391 €9 & 4 & & | SiferseTa #t Sufedfy
asmsafxmqarwmﬁm‘rﬂmaéfm; o

vitreous enameling

. M*:mmwwmﬁaqwma':ﬁmm I T
memqmmmmﬁrmm%
:‘w A 1 T & T4 H YA B 2 g v g
FTAGAR B TS & €9 H A ITA A H, A GRS S
A s ) | e
void
fefra
I T4 3/ e & sufeqm @t s aemn 6y

2. T S wg B F 3ufeds foe e

FAT Gl © | T H I Al

416




Fadhd 91q

vulcan metal
@mmmﬁmmm,mmm 1.5 ufqua T,

11 sy Tgfafaas, 0.7 afeee e, 4.4 yfaye @@ W 1 Aae

mme.mmmméﬁrmmmm

& fem o 2

Wagner's alloy v frA
ﬁm@tmﬁmmfummﬁu.xm‘mhﬂa, 10

mw.wﬁmm@ﬂuﬁmmém%ummﬂm

M@mﬂmmﬁ@rmwméu

Warner's metal AT =19
e A=t 3 e A fevarg foe 37 e A, 26 yfaye faeTs,

26uhmﬁ%aaﬁrllaﬁwﬂa%mmélmmﬁmﬁmﬁmrﬁﬁ

gEa gET § e 2|

warpage L =

I.Mﬁm%mémmm%m,MWﬁ

I FEiwAa e
Z.MWﬁﬁgﬂaﬁtmmémﬁwimw

gFT H fgEd|

water quenching Fel 9HA

zfgu—quenching
wear resistance SIS
ﬂuﬁiﬁmﬁﬂfﬁ(ﬁm@ﬁmummﬁéﬁmmwha@
FaqE For O A 2 AR, ST 9 S U T A
W,W,Waﬁwmmmzmm
qEal B
AT

weathering

mﬁﬁmﬁmu@mﬁmmﬁmw
e dW & SOl 4 WeRe WW AR 81 9 sewe T A

gaa‘r%%l

417

wedge gale

IfET—gate
Welch's alloy

| THE I WA H T | e A 2
weldability

mmm%mawﬁmmmmm
AT 1 TE A AN e Fwlt 21 (%) o1 % wwir

A (&) TE @z ' - i
. quw(n)wmquwfafm

weld cracking test

T afm Fweqan 7 g 3 75

il ; d7E FAM F g Fera]
r g i = s quga; |
AR F [ F Foqor _fasmmanaqﬁmaﬁém‘ﬁa‘mﬁ%n

weld decay

Hﬁa‘;mﬁﬁ?ﬁaﬁ%"ﬁSW?mwmnmmimW
Wﬁr?lﬂg#ﬁ:w?f;:—? TEH FT1EE 3 1 8 S 0] it o7 sy &1
.éﬁﬂmm~"Wiﬁr,‘}.llﬁ?qiiﬁﬁz’mmamém.ﬁ
o S S 1 A 81 7 o 3 e o e &
Al Sl 8 & o 9T & srfeaw S e
TS F AT 49 FEA 2 ngrwaa?mé‘;g-g

gfT—intergranular fracture

weld defect
oz 2

T & AT 319 | I Jo2 F1 329 I
THA USHl &1 UHE Feg 3 e F— i R

(a) Fow (srged) |cracks (longitudinal)|

9 F 9% U g9 %
. % F AT UE AR An smEE s

T TR

- 79 g
eI 1l 371 fevarg ot 52 wfavm 4 @i 48 gfaere oo 2

ITE-TCRO gty

Fog @4




(&) & FOT (crater crack) ‘
T # T & I A FOT N Avs-u H 6l o 2| FoT 6 X

m-@ﬂﬁmmémﬁwmwéu

(m) rerEf@r (inclusions)
m—@z*&ﬂéﬁmwﬁmmmu

(=) srquf-TTas (incomplete fusion)
m@-@zéﬁwma‘smqvﬁ:maéxml

(z.) @rguf A== (incomplete penetration)
Ma@%(mullirum)%@ﬁ?ﬂﬁﬁ@m@aﬁ%

Mﬁrwmiﬁwm‘mﬁﬁfuﬁgquuﬁ ﬂ:ﬂﬁa:mw;:

aaq ta & €7 § yse 2 2 Tred A AT e 949 0F

T FEEN A F

(%) wgEr (porosity)
mmmmﬁmﬂmmmwmmﬁ

oggE FaE |

(®) sra: ®E (undercutting)
wérwifﬁam%éshmﬁésméﬁgéhmqmﬂéﬁm

2 & ¥eg 99 @ AL HC O

Fioea q™
welded joint

Wﬂmfﬂmwﬁqﬁmmﬁﬂmﬁé—
Hp Afega @ (but welded joinh) B
@W%WW&E@HW%W#&-MWE
fot a0 A ¥ 93 e #
afer afe=a afg  (lap welded joint)

afer o2 & GewIe I G e S Wi avet 8
T o &

afgu—lap wid

419

drEe afema &fw (seam welded joint)
HEH-Aeed & Toeey Iwe 4
fgu—seam welding
g afees wfa (spot welded joint)
&3 Fve7 % wmemey I Gh)
3U—welding & dmwfa spot welding

welding

m%mm%ammqﬁaﬁmmmnm
% o0 e, vt 1 Tt uA A R | 3 A @ e F R a g
3 S SR S 1 IE R e @ ) e Al fafear et

F—
@k Jfeem  (arc welding)

Arted, oA -afedn # g fafy & faaam-ard & s or 3 9w 2
I, I UG TN AT F A F99 A A F & I

for s )
AT FTEET  (autogenous welding)

T AT U H S e S A S gt @ e s F Ao
f?Emm&svifq@a@mmanmmaﬁf%mwnw&ma@
@rm-qrq%ﬁamm%méﬁwﬁa%ﬁmﬁqa-‘m

AN AE B 2
gava_rfq-g'a Ffegmw  (electron beam welding)

Fafa & T st A a1 & fasfam mem-AfesT wen) a Afeey
mﬁaﬁ%@ﬂmﬁaﬁamﬁ‘mmgﬂﬁﬁmﬁ
menmmﬁmmmmmamm

FH 97§ waf aue fear o1 @Far 2)
3G N9 ARAET  (electrogas welding)

% AT TG IS & w2 Fre g & e o st

F TEET B4 21

420




dgg9 argA@ AfesT  (electroslag welding)

forrfirar o Afeen & fraran-Seran 3= SeaRe afesn awhH few &gom
ﬁﬂﬁémaﬁ@,mm@aﬁmmﬁl uzanquw@
qferrg zam T fE e @ a9l ZorRre SHa H e | ot P 8
W 2

faeme afes (explosive welding)

frifas EEbE fAOEEA & Geereq 39 2@ AR A 9
el AT |
=Hur AfeeT (friction welding)

U T 1 I AT S O I g A O I S I

FEaEt F1 A9 E AT 009 9% age F 21 8| WA | A 86, 5
FEm-am T fae s 2

g g @% AfE  (inert gas arc welding)
e.mmammq@mw%mmmw
1 za g oftegm Afem o ®ed &) TR R mew @
gl T

g afeen  (gas welding)

Ffewe Ped g oS 8 &g B 9W a7 @
A A 21

e 3 afesn  (hydrogen arc welding)

FeTEe| - - &iﬁﬂmﬁmﬁﬂf@ﬂ-ﬁwmﬁ
arqﬁgﬁérmg:;z«;ﬁ@fémmaﬁﬁmgﬁh%umﬁqgﬁ
wa@mmﬁﬂﬁﬁmmmﬁm&mamﬁ;
mmﬁimé@mm@aﬁ[%wwx‘ E
aﬁa@a@»ﬁfaﬁmﬁéﬁmm%lm\mmmma@ xg:
T % 419 g AT THETE #1 AAE 2 # 7w 7w A A e E
IoEt 2)

W—231 M ol HRD/G6 421

o AfeE (laser welding)

WW%IWMJWWWQWWWWEIW
Bl 2|
1 = (MIG metal inert gas welding)

TF TER H AT N e Aoy ey s T2 9T 9T #
a1 Far 2

TAT—TIG welding

GISHT 1 JfeeT (plasma arc welding)

Wﬁwmqwhmmmmmﬁmz»m
amﬂmmmwfammaffqmmmarwvmmwm
fwmmﬁ:aaagaaram“ﬂm%wﬁm? 21 A1 7% Pty fadgm
TF Ffo=E (pressure welding)

Wmmmmmm?ﬁnm$mmmﬂm
T W 21 39 gfery At IHY 7w 4ffE afedn o 3=y #

afei™ 320 (resistance welding)

whmwmmﬁmwmwm%WW
S G q 370 2 2 W I Py -am o de e
A I F A T yartEs oo 2 Fo% A9 T W R g v 3
WER 9g fZ3ar s 2
g [SIGMA welding (shield inert gas metal arc
welding|
M@U—inert gas arc welding
fag af=w  (spot welding)

mmmmmﬁgmmm%uaﬁﬂwﬂwmwmn

422




foo ZorEETer di AR @ v 9 getEd A I @ el gud g o
ﬂﬁ':rmmﬁaﬁrugﬁmﬁq@fmmhﬁmm

faafsra ar% afeen  (submerged arc welding)

@Wﬂﬁﬁfﬁﬂmmﬂmﬁa?wﬁﬁwmmv
ST 3 ST 2 AT T S 2 | §EH AT G FE 3 g F A
méﬁraﬁﬁgﬁmmwﬁmwﬁmmémm:
mwwummwmmalwwmm;;
Wﬂmzﬁrmmmmmmémngh‘;
mmm?lmiﬁﬂaﬂfmﬂmﬁﬁ
qEEEE AT Ag A v SeeE-ae A R A A # )

fer afen (TIG welding)
zfFu—inert gas welding
qaws Fe=4  (ultrasonic welding)

mmmﬂmmmmhﬁﬁmmzﬂwﬁaﬁn g, M

Ffo= 2M
welding detect
amu—weld defect
welding electrode

e T B A e g AR —
I, g At ﬁwmq@%@ﬁmwmwﬁ?ﬁaﬂw
g fHE 29 20 gERE UWE @ ad W e & R |
Zm,ﬁaﬁnwWawwﬁmhwmzvm
aRF 4N A F AF uw-yated & 2

3. qEEITTE BIEErAA Al § A1 #ned 39§ § UF e fEgen &
4 oA AT @, 9 A9 €E EE 9w gEied w6 E W
Fdae] T AH TA A4 2

welding flux afedn mas

mmmmmmﬁmmmmmmmwm
FA 21 AR & g oA v v e e, s &
ﬁméﬁfﬁmmmmﬁmmm%mm
ﬁnwmmahﬁaaaﬁmamﬁqﬁmﬂménﬁ
F7 I AT A HT FA R G TR A F A G g 2

welding rod i a7

l.ﬁ-%&@rﬁﬁﬂﬁﬂ%%%l
:.wmﬁmmmmm:mmm
B 2
welsback EG:EE

% T e e 70 aftve @i st 20 sfag @ 399 60
gfage difras, 30 for @i, e g cteem, gfeam, @i e a2
TEF IVAN NG AET T F Ay 2

wettability

l. 53 79 319 & W w0 FoEman)
3.&uﬁnmﬁr3?nﬁgm‘r$mm,
whirl gating T

fau—gating & Farfy

whisker

ey

mém%aﬁqmwmmaﬂmmmm
m%:ammﬁ%mzwmmmau

white annealing & AT

fgu—annealing % g bright anneating

white brass 93T dEa

mﬁ@mm&mﬁwmwe.mm-m

TS, HE FEN A A A A F G w2

424




&g dw

white copper
mmmlm@rﬁ%aaﬁfqmgﬁﬁsfﬁmugﬁwu@m

famae & wEd £

white gold gaq &
mmﬁwmmmm%mmmm

2\ =l @ wifem, deitEad, T e e % 919 e @ A

. T e, AV S g 2 feae T e 21

white iron
Ffgu—cast iron & A
white heart malleable cast iron CTTErE I gard e
afT—mallcable cast iron F At
white heart process 9aq e TEHH
afAT—malleable cast iron F =g white heart
mallcable cast iron
white iron g3 A
FfaT—iron F FAA cast iron
white metal #arge Hed
(%) Am, & A ofewE S ST S & T | SR
o, 2187 9 < AT 91 | T T e FH A & v g A

¥ guF = FE
(m) a &=, 5 75 @ 80 HiAVE AfE & # | 98 A F Joe-

FaF F AEH-3TR F
white slag A AT

*mewarwm?ﬂmmﬁmﬁﬁ
+7 faar AT A1y ZEAEN TOANT 4 AT ZEqd [AEm gEE H FeTET W

rraEA % e T A E

425

widmannstaten structure A

AT # 3 :
ot A9 3V 99§ Fifaw T H 3T FA W T 09 32
TR A B 2 fowa Afemmate v am ded ey 2
Wuw.mmw;wwf—ﬂﬁ—@a‘n?mqm

NI E B | A

willemite

T ] FAqiEfTFmz. ZnSi0 B
4 - F
auwwmmwmémwmmﬁrmmﬁ
mamwﬁrmnlmmwm ’Tm

. ItEE gy 4.0-4.0

wire drawing

E2sl]
W:;ma@wnaﬁwmmqwmwmu
Eiale] U Y & IA4F €77
' aF AN G 99 9% @99
nw:ﬁvmmmwmamm'mww mtﬁi

UFH 7|

wire rod

Wl’\mmmmﬁaﬁawmm FAH FW

FAN 9% @9 7 2Er 21

Wohlwill process

@aui-ais
q;‘ﬁ—fﬁaﬁﬁwﬁ mqﬁmnwmlmmqm
oAt 4wfamnwmaﬁrzmaﬂrmwmmmm
mmﬁy;:ﬂmhmanm?mmwmmﬁ
M#Iqaﬁramﬂwmamqmm?maﬁ

YFEAT T 24 FE B 2

wollramite

=T 3
qmmm oM AT #1622 (M. Fe) Woa #¥1-adt 7675
FTTAH mhmm%mm#mzm%fﬂﬂmmm

A I E

426



z A
Wood's alloy T2 i
afgr—Woods metal

gz 91q
Wood's metal

i T e e S0 afqee fawd, 25 afeyE e, lzz..ﬁ
g e A 12,5 oae 4 A &) geen - 70-72°C 81
mmmrwswﬁmémﬁméwaj()'g quﬁare
WWHWW?THWW%’GWMW%WWWW
WORCRA process WW
Wﬁwmmnﬁmémﬂwménmmwa
Wﬁﬁﬁmﬁmmméummmmmu-mﬂ

@mmma.mmmm%—mm-m (iR
) (2) WAA-47 33 Frewh T (3) ETgHE-HE TAFHC AT

(Wm)lmaﬂwmﬁmﬁnmﬁaﬁ:mm
ngﬂﬁmﬂﬁlﬂﬁmﬂﬁwwmqﬁvm
T # | HEE, ﬁz.m*ﬁﬁwmmmmmqm?ﬁ:
Wﬁmméuma@mwmm-‘mwm -
m%wq@ﬁﬁmwaménﬂmm@rﬁwmmmq
m%mﬂmmafﬂvmvﬂmaﬁ?mmm
mmmmﬁlwwﬁmmwm@m,m@ma
wﬁgmﬁmmaﬁxm,mmgmm@mqm
am faed m IE9 N T

workability W

Mq@mmﬂéwmmﬁmmﬁamgfmm
mmammmmmma.maﬁmy
mwﬁm.mqﬁmﬂrmmnma
Tl 21

; b2
work hardening (stress hardening) FH HOIT
Ffgu—hardening
427
working ‘

"4%%7”@';-?%#%137?5}9@“.” WY
TOET B JEW #9 F 33397 9 399 71 At < At
,” A, 3 T4 firEs 4w FFFIT (Spinning) Hiegfom 2 e o
mAbar = ST F A

(cold working)
Vﬁmmnmmﬁmﬁmwﬁrmm:m:m €
AR, TEHS TN FIAA 9w '

2. qA HHM

s (hot working)
T M § 30 9 #1 A w6m| A

- : ; TANT {929 919 F
AR qEA, TN, F0=A, T, gmm e s o ; /
- : T SHF

TAET—mechanical working
work roll

AHT—roll ® g
wrinkling :
Fo g
TI-9% 9T Giar F gz e

aTe e N g q9 I 1 EEE A umw §
m’s’ﬂawq S TAGHHT I~ 1 A & A AT F S e i
AATHT QI wfdmew w1 w5 o @

wrought jron

14:. ”Vlnl
T —iron
wullenite
7z Jiiet522 PhMols #1

’ alig TEIT H TE I A e ) 37 Sitosen o
g — ) f 2 ; @ AV
nmmmnamﬂnmﬂmxmutm .

> ) A H 9 A2 | TquEaEg
FET HOT, FIRAT 3. od0 6-7 | .
X-ulloy

| U -A
STH 3 Ofat faae e 3.5 i Cu, 0.6

1.25 gf[9E Fe. ().(fgﬁm Mg = S S

=
It

7 0.6 Ni 2|1 &1 qoa #0 % a5




mmummmgmhw-ﬂnfmmvm?mmq
A 2|

xantal TR

oF Ay e FeE 8 1-90 wiFye qe. 0-1 gfFyE &, (-4 Ji=E
W\llﬂﬁmﬂmﬂ,ﬂf(l4uﬁdﬁﬁﬁﬂﬁﬁl’lﬂﬂiﬁw;ﬁ:
B 2 A1 S9E IUAN Zedl G Edl €9 " A F)

X-ray dilfraction o -fF fAEEA
FaT—dittraction
X-ray fluorescence analysis o -fam afFafa v

fapedl afaayf % TEET § O -FE e A [T T
hmm?méw(wmm)wmwfvﬂmmmmmmw
fafFTm & dEar, SaEad “ma # |iEA F AW A 2| a8 TEEiEE
fago # EEATY AHAE F
Y-

Y-alloy

ofHiAaE g WA W 22 ,WT'TMWEFWIT'WJT’?HM
Frm‘pmmwm?mnwr*mﬂmh-hmmw
1 2-1.7 ufaer S, 1.8-2.3 giayE fFFa 0-0.6 giaaE @, 0.2-0.6
giayE faforEa j!fmrr—nnhuum=|mmwm A1 ZW T AR
mﬁaﬁamwamwmwa’mwwmmmw
i #1399 & fe 2 E)

vellow brass | o=

(w~'1~W¥W¥WWJV| AT A€ 0 T T449-
qraef s 20 29 9fF i §9 2 2 & | FAW g 7AW 34 79 giE A
ﬂﬁmmnﬂalmmnaﬁqnmawﬁﬂmmMEm
m@z(ﬂ)maﬁqwmwmmv’wrnm wYTHAEA F
Wﬁmﬂsmmmfﬂ—nmzu—ammqm?mw’
Ay e, 1.5-5 ufqyE JTE, ().5-1.5 iy 47 fEEgHE T2 2 28 29
mqﬁﬁﬂm\(»(\_ﬂﬁJH??HT?l

e

vellow metal

Fi-Edt 60-40 7507 % G F o0 g AW e 1-3 g9 EE
éméusﬁr{ﬁ*maiwmwﬁdm'mm%n

429

I @1 2. qmas
e AP . ; T4 F AW F 9 A0 | g
qa= 1 %07 : JT{T‘{:{‘:QP
g Wﬂqumwnummn—w F H39 T I

Wﬂﬁﬁqﬁnmﬂqwmml . —

vield point
RUEERE
" Jzamaz’ufaa;mwwm? AV TR #1 {1 aw e
Zgfas mna‘hmmfmwm;mqmﬁwﬁ
923 36T % fa gz g & .
vield strength
| RUABERE: - cn 1
mw{xmnmqwa?wwmwmfmmvmmm
AT G J19] % aWTE 29 2 ) 32 i B
e st mmqu?asréwmmw?qm?

T T —prool stress
Young’s modulus
I HJrrFE
IS JH 4 & v e i AT
F T g f
: F °q -
W(S)mmmmwnmﬁmmw : et

Paqgf:q;q "‘"é?”ﬂ’mxa»'q’
WWWWW(\)NW ;
T HFA 2= WW”FTW

zam metal
Bl IGH

aa’mhaﬁmmwﬁ

T 2T S
TN T F Y W a2 e

Z-alloy
T2 -
Wﬁﬁwfw%hm(ﬁwhm Ni 5v 0.5 gy Ti 2 2) 7=

Sl B | 299 39gn mmmimq




EELINCG

7zehra roofl

FeyfoiaTHa 21 7 AW 227 1 FE AR 8 a0 92E F G a4 |
ﬁwﬁmﬁnmﬁwémmémmaﬁ‘ﬁménquﬁm
af‘ﬁm’f?ﬁ?f’iihméﬂﬂammumhﬂ?li-’,ﬂ'I—ﬂT’ﬂW'f'm
&7 5 [T M 22 F1 ETH R FA1 7 AW WIOHEE €, 2
F1 AN A 2|

zinc dust ayR i, & gia

TR i § fAE AT e AvE & 9 | O 39 L FEE
% 2 Ay o & o SFFTEE F1 O R AT £ | g9 T g % B
& i oA R ST & 2EE SUAN SARY & e # T #A &
STt B, R T AW ST F [ W A A R AR
S WS GE AR 61 A A F g F A A ) Heuo
aaraT 7.1

zingite

- TR AT KO gy -, Zn0. = B | g6
T PR 1 A T F A W S A A 8 e g e
e T & A 0 A | 2 S A AT % SR WA & 5 O
AU 2 |z A A A T # S e & e i A )
mﬂmmrﬁ«mimﬁma

zine spar % wR 3uE dI

FiET—smithsonite
ﬂ?,hl‘?]

zircalloy

mwmwmm;mm?ﬂmﬂﬁﬁﬂmmm
& o ST 21 A7 QAR # AW gaW Tars amed 8 E) oF aed
SEaTE G 28 uEE 2 A 1.5% Fe 0.12%. Cr0.10% @@ Ni 0.5%
St T A9 A 470 A B # | g9 WA # wEm S
fot & &9 A F Ao A

431

zircon

STHF

- mﬁwuw;ﬁ? m}mﬁwfaha? 718104 77 gamz=
HIZAEE 3N ZEvTRe ¥° R 8 GER A A A % a2
FOTEE T U F W oy s 2 T

?]?A‘JWﬁfW};m - .

#| 9% J9ur oA THIT Tl a1 2

m%awir GED fW‘qT o v faat ST BT Z| g2 &7 e "'ﬁ‘ﬁarqar%

9 0t 45 5 o & o s Tt 6 e o -

T IUAEE F wG F W <oy S S P H IR 2 &
R F ITE A o2 -

TEAE 2,25 | B1 S090 47, :an 7.5.

Z-metal

U?E rv’ = - - ~. <
oL '1‘113?‘1] 2 WWWUJSGI.ZSWWW | yfe
g )| = T TS 2.0-2.6 A9 B A (0.3-0.8 afore
1 S9F T O 1z F o 2 o
Z-nickel

et oy forerst fobon 3

L o AT .02 gfags .

0.2 P 02 giF91 Jtan, 0.2 5
i Wﬁmhfmﬁ():wfam%mmmm #mmwfﬂ‘m-ngr,
J“F’HAW‘, mmgn =qfero mzwmaraai—qaw ) qg
R F {5 w2 T
zodiac
h&ﬁmzlmmﬁ:;immﬁm 16 gfasm e it 20 ufage
o A e e ST e oftirer
zone melting

FH T 99 {9 # g

-3 @ Wﬁ hfq S

WW 3 s _ 'WWWW{T
Fart . Wf::::?g ?ﬂt’li(ﬁﬁ a?f{{”ﬂEl#j’qﬁm#wh%ﬂw
hﬁzmmm TTTHAG T Higw & aad & 2 52
= & T 3 4 5 i et #1 9% 4 nfewn o

432




) FEaH T
zone refining
gfag—zone melting
e
zorite

; 5 ufasa
OO e FifeaE T ey 35 gfave fea, |
FiTHa, l.75qﬁf;aﬁ?m3ﬂt0.59ﬁsram€rmé|mm

et G S e & e @ i R o

gfefere=-=

I qiTE zone refining
FAOTHANTE S interatomic bonding
FAYROT ATy interpass temperature
F9r-afretsg semi finished

g =g virgin metal

ELEES L fire blow

AT ey cold forming

EGis ] cold shut

FAEn faerg interstial solute
A inclusion

F e search coil

oY A9 TEy push bench process
FIAT S weathered zone
ATEY shearing

FICEA erosion

AICRAFRT Crosive

PEFEG impurity

EIEARED objective

FrTETT TR lorming process

BICIER = oriented
A=A oricntation

TFE semi coke

B A sub critical

A comminution
EERIGES leeming

FAEEA sedimentation
TV scoring

T incoherent

LAl cise

12| L 1 P supporting material

B G @] sprue




- sizing

e fFAE graphical representation
m cyclic load
ol striking force
sl brick work
?Wii" ?«'l?.ﬁh serap
j;l ”I-T etchant
hi noble metal
i qﬁ impression
i b extrusion
i ‘ shallow grooves
7‘J'D’ﬂ;’nﬁ1m rising steel
. e metalloid
w"mml ‘Q consumable
P rippled surface
e gq exothermic
T'ﬂm}m heat (reatable
| = FiFA hard facing
k vk coke breeze
i ordinate
a?ﬁ?- cdge
W edging roll
m o cored structure
i botler
i Gl mineral beneficiaiton
A turning
il nelt
. fluxing
b gravity die casting
mm ‘W ::us welding blowpipe
iy v shot blasting
o stacking fault energy
F:{ﬂjm oy magnitic susceptibility
iy spin
HFM

T3-F4 threading

EL] leakage

IBEErnl reaming

g A alluvial deposit
AATHA Graan checker structure
A dM ignition temperature
A ggi= ignition tendency
A FAR0] lame hardening
iRy riffled

FA9-UfA=eT tensule stress
GEEi:I ] tensile strength
AT ®

clemental form
f stretcher strain

lemperature gradient stress

BIRIRECLIGE thermal shock
[EEU! ternary
[ELEE el q9E rhombohedral system
TG isometric
Fqv gfafas mirror image
A - AT bright anncaling
HEEE binary
A - duplexing
ELLEEEs| tetragonality
L mE qqa tetragonal system
HHA qEd blast furnace
a1 -fzoy metallography
el axle
RER LGS alligator effect
e leaching
e =y Coercive lorce
= frma B2 o] low alloy steel
[EUCES inhilutor
GRS £ plunger
IGLEE] cleaning




qQ9e-9HA

gfeenfia
giaes =%

20—231 M ol HRD/96

gfasa gare

A fasm
e gidEer
ey

e 7=

vacuum degassing

suspensim roasting
calcination
settling
riming steel
intrinsic value

fin
paramagnetism
yield print
translucent prism
change point
alteration product
amblient
sophisticated instrument
after blow
tempering furnace
tempered

loop channel
reconditioned
filler metal

ingot

wrought iron
case hardening
scum

surface finish
grinding

rinsing

smelting

spin

ignition
diamagnetism

retained

locked up stress

stress cycle

437

stress corrosion
antiferromagnetism
substitutional solid solution
resilience
dislocation
fractionating column
sroof stress
drilling
normalisation
dilatometer
buckle
parameter
phase field face
technology
bend stress
binder
poplygonisation
polygonal
multiple bead welding
multirun
sand blasting
rolling angle
roller table
brittleness
breakdown point
roasting
filler
spent
abseissa
mechanical mixture
ruby
mean stress
alloy
alloying

438




(ECECE: ]
AN A
A=A

9

)

CERGR ]
9T
9T T

5

drd a1y \w
g -1

stamping

wining
constitutional diagram
voids
shaping
transformation range
die
arain refiner
immunity
slug
pigment industry
turning
preferred orientation
delocculation
kink
degassing
degreasing
loreign atom
clevage angle
clectrohytic derusting
clectrodeposition
configuration
breaking strength
diterrential sedimentation
dimensional accuracy
creep limit

extended dislocation

boring
electro-forming
electro-winning
quenching
scale breaker
grinding wheel
ingot
shatter index
cooler flated steel
head metal weight
hysteresis loop
hystersis loss
fatigue limit
shrinkage
shrinkage cavity
shrinkage tear
transition
collapsibility
corrosion
casl
casting
mould cavity
moulding
crushing
crusher
contamination
investment casting
agglomerate
compressive residual stress
compressive strength
segregation
cohevent
whirl gatting
structure




coalescence

tumbling

tumble test

rupture strength
fabricated

piereing

massive segregation
compact strength
beneficiation

vector

ship

slip plane

slip line

creep behavior
spalling

contour

concentration gradient
Equilibrium diagram
soaking pit

ceramic mould process
scab

slabbing mill

limiting ruling section
limiting value

plastic deformation
closepacked

coherent

fine grinding

micro alloy steel
tangentially

flash furnace smelting
flash roaster

hydrogen embrittlement

MGIPF—=231 M of HRD/96—2.000—30-3-98




PED-731
2000-1996 (DSK-IT)

Price : Inland Rs, 278/-
Foreign £4.34 or $7.12

A, MRA W RN, TG 51 5iEa

d WERA e, fereft g weem, 1990

PRINTED BY THE MANAGER, GOVERNMENT OF INDIA PRESS FARIDBAD
AND PUBLISHED BY THE CONTROLLER OF FUBLICATIONS. DELHL 1999

.




