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SUMMER–19EXAMINATION
SubjectName:AM P ModelAnswer SubjectCode:

ImportantInstructionstoexaminers:
1)Theanswersshouldbeexaminedbykeywordsandnotasword-to-wordasgiveninthemodelanswer

scheme.
2)Themodelanswerandtheanswerwrittenbycandidatemayvarybuttheexaminermaytrytoassessthe

understandinglevelofthecandidate.
3)Thelanguageerrorssuchasgrammatical,spellingerrorsshouldnotbegivenmoreImportance(Not

applicableforsubjectEnglishandCommunicationSkills.
4)Whileassessingfigures,examinermaygivecreditforprincipalcomponentsindicatedinthefigure.The

figuresdrawnbycandidateandmodelanswermayvary.Theexaminermaygivecreditforanyequivalent
figuredrawn.

5)Creditsmaybegivenstepwisefornumericalproblems.Insomecases,theassumedconstantvalues
mayvaryandtheremaybesomedifferenceinthecandidate’sanswersandmodelanswer.

6)Incaseofsomequestionscreditmaybegivenbyjudgementonpartofexaminerofrelevantanswer
basedoncandidate’sunderstanding.

7)Forprogramminglanguagepapers,creditmaybegiventoanyotherprogram basedonequivalent
concept.

Q.
No

Sub
Q.N.

Answer Marking
Scheme

1 AttemptanyFIVEofthefollowing: 10
(a) Defineterm ‘Forgeability’. 02

Ans (CorrectAns.02Mark)
Forgeability:

Theabilityofmaterialtoundergodeformationbytheforceappliedonit,without

rupture.

OR

Forgeability:

Forgeabilityisdefinedastheabilityofametaltochangesizeandshapewhen

heatedtorequiredtemperatureandcompressedbyapplyingsomepressure.

Correct
Ans.

02Mark

(b) EnlistanyfourPressOperations. 02
Ans (AnyFour1/2Markeach)

(1)Punching (2)Piercing (3)Blanking

(4)Notching (5)Lancing (6)Drawing

(7)Cupping (8)Coining (9)Embossing.

AnyFour
1/2Mark

each

(c) ListanyfourAutomobilePartsmadefrom thePressWorkingOperations. 02
Ans (AnyFour1/2Markeach)

FourautomobilePartsmadefrom thepressworkingoperations:
(i)Washer (ii)SwitchPanels (iii)SteelNet (iv)Cage

(v)Filters (vi)FuelTank (vii)WheelRims (viii)CoverPlates

(ix)Clamps (x)Frames
Channels

(xi)SidePanel (xii)DoorPanels

AnyFour
1/2Mark

each

22439



MAHARASHTRASTATEBOARDOFTECHNICALEDUCATION
(Autonomous)

(ISO/IEC-27001-2013Certified)
__________________________________________________________________________________________________

PageNo:01/20

(xiii)Bonnets (xiv)Fenders (xv)MotorCoverBracket

(xvi)AutomotiveBodyPanels (xvii)FilterCapBrackets

(d) ListthefactorsdependsonWeldability. 02
Ans (AnyFour1/2Markeach)

FactorsDependsonWeldability:
1.MaterialGrade,MaterialThickness,Design,WeldPropertyRequirement
2.EquipmentType,EdgePreparationDesign
3.Tip/WorkPieceDistance,ElectrodeAngle
4.Current,ArcVoltage,WeldingSpeed
5.AvailabilityofEquipment
6.RepetitivenessoftheOperation
7.QualityRequirements(BaseMetalPenetration,Consistency,Etc.)
8.LocationofWork
9.MaterialstobeJoinedi.e.BaseMetalComposition
10.AppearanceoftheFinishedProduct
11.SizeofthePartstobeJoined
12.TimeAvailableforWork
13.SkillExperienceofWorkers
14.CostofMaterials
15.CodeorSpecificationrequirements
16.MechanicalPropertiesdesiredinJoints

AnyFour
1/2Mark

each

(e) NamefourSurfaceCoatingProcesses. 02
Ans (AnyFour1/2Markeach)

SurfaceCoatingProcesses:
1)MetallicCoating

(A)Electroplating (B)Hot-Dipping (C)Galvanizing (D)MetalSprayingor

Metalizing

2)PlasticCoating

3)OrganicCoating

4)InorganicCoatings

(A)EnamelingofMetals (B)CeramicCoating

5)ConversionCoating

(A)PhosphateCoatings (B)ChromateCoating (C)OxideCoating (D)Anodic

Coating

6)OtherMetalCoatingProcesses

(A)Colorizing (B)Radio-FrequencySputtering C)Electroless

Plating

AnyFour
1/2Mark

each

(f) StatetheSignificanceofMachineReferencePointforCNC. 02
Ans (AnyTwo01Markeach)

SignificanceofMachineReferencePoint:
(1)Atthispointcoordinatesofallaxesarezero.
(2)Toolmoveswithrespecttothispointandpositionofallaxescanbeseen

oncomputerscreen.
(3)Machinereferencepointisdecidedbymanufacturerofmachine.

AnyTwo
01Mark

each

(g) ListfouradvantagesofCNCmachineoverConventionalMachine. 02
Ans (AnyFour1/2Markeach)

AdvantagesofCNCMachines:
AnyFour
1/2Mark
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(1)GreaterMachineUtilization. (2)ItGivesHighDegreeofAccuracy

(3)ComplexMachiningOperationscanbeeasilydone.

(4)ItRequiresLessInspection. (5)ItReducesScrap&Waste.

(6)ItGivesHighProductionRate. (7)EliminationofOperatorError

(8)ItGivesMoreOperatorSafety. (9)ItGivesMoreOperatorEfficiency.

(10) It Reduces Space
Requirements

(11)Flexibility in Changes of Component
Design

(12)LeadTimeisReduced. (13)ToolLifegetsIncreased.

(14) Accurate Costing &
Scheduling

(15)EliminationofSpecialJigsAndFixtures

each

2 AttemptanyTHREEofthefollowing: 12
(a) DescribeForgingSequencefortheProductionofSpanner. 04

Ans (Listofoperationsequence01½Markanditssketch½markeach)
Forgingsequenceformanufacturingspanner(Anyfoursteps–1MarkEach)

a.Fullering:

b.Edging:

c.Blocking:

d.Finishing

e.Trimming

Listof
operation
sequence

01½ Mark
andits

sketch½
markeach

(b) ExplainworkingofFlyPresswithneatsketch. 04
Ans (Working02MarksandneatlabeledSketch02Marks)

WorkingofFlyPress:-
Sheetmetalplacedoverthedie.Arm getsquickrotationwiththehelpofhandle.
Heavyballsstoreskineticenergyforlongtimemovementofscrew.Movementof
screw causes movementofram & punch downwards.Stroke ofthe collar
adjustedwithhelpofStopCollar/Arrestor.Advancetypeofflypressisdouble
sidePress.

Working
02Marks

and
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Figure:FlyPress

neat
labeled
Sketch

02Marks

(c) ExplainTIGweldingprocess 04
Ans (Working02MarksandSketch02Marks)

TungstenInertGasArcWelding(TIG,GTAW):
Itisaweldingprocess,inwhichheatisgeneratedbyanelectricarcstruck
betweenanon-consumabletungstenelectrodeandtheworkpiece.Theweldpool
isshieldedbyaninertgas(Argon,helium,Nitrogen)protectingthemoltenmetal
from atmosphericcontamination.Theheatproducedbythearcmeltsthework
piecesedgesandjoinsthem.Fillerrodmaybeused,ifrequired.TungstenInert
GasArcWeldingproducesahighqualityweldofmostofmetals.Fluxisnotused
intheprocess.

OR

Figure:TIGWelding

Working02
Marks

and
Sketch

02Marks

(d) Compareabsolutewithincrementalcoordinatesystem(FourPoints) 04
Ans (AnyFourPoints01Markeach)

S
N

AbsoluteCoordinateSystem IncrementalCoordinateSystem

1

Thecoordinatewillmeasuredwith
respectto theorigin oftheco-
ordinatesystem alsocalledzero
point.

The co-ordinate of any point is
calculatedwithreferencetotheprevious
point.

2
ItIseasytocheckandcorrectthe
program

Itisdifficulttocheckthepartprogram
writteninincrementalmode

3 The main advantage of the In incrementalsystem,any time the

Any
Four

Points
01Mark

each



MAHARASHTRASTATEBOARDOFTECHNICALEDUCATION
(Autonomous)

(ISO/IEC-27001-2013Certified)
__________________________________________________________________________________________________

PageNo:01/20

absolute system as compared
withtheincrementalsystem ,isin
thecaseofinterruptionthatforce
theoperatortostopthemachine

workisinterrupted,beforeswitchingon
again,theoperatormustbringthetool
manuallytotheexactplaceofthelast
operationoccurred.

4
Almost allthe point to point
positioningsystem usedabsolute
system.

Incrementalsystemsarenotoftenused
forcontrolling pointto pointmachine
tools.

5
Absolute system is used for
generalprogram

Incrementalsystem isusedforcanned
cycle,doloopandsubroutineprogram.

6
G90 code is used forAbsolute
Coordinate System in CNC
program

G91 code is used for Incremental
CoordinateSystem inCNCprogram

6

Example: Example:

3 AttemptanyTHREEofthefollowing: 12
(a) Classifyforgingprocesses. 04

Ans (CorrectAnswer04Marks)

ClassificationofForgingProcess:

(1)OpenDieForging: (a)Handforging, (b)Powerforging:

i.Hammerforging ii.Pressforging

(2)CloseDieForging: (a)Dropforging (b)Pressforging (c)Machine

forging

OR

Correct
Answer

04Marks
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Figure:ClassificationofForging
(b) Enlistdieaccessoriesandstatethefunctionofanyofthem. 04

Ans (AnyFour01MarkEach)
DieAccessoriesandtheirFunctions:

1)Stripper:Toremovescrapmaterialfrom thepunchasitcleansthedieblock.

2)Pilots:Thepilotpositions,thestockstripaccuratelyandbringitintoproper

positionforblankingandpiercingoperations.Theyactasguidesduringthepiercing

orblankingoperations.

3)Stops:Thestopsareusedforcorrectspacingofthesheetmetalasitisfedbelow

thepunchtogivethegreatestoutputingivenlengthoftheplate.

4)Knockout:Thefunctionofknockoutistoejectthefinishedcomponentsfrom the

diecavity.

5)StripFeeder:Itisusedforfeedingthestripmostlyinautomaticoperations.

6)Pressurepad:Itisusedfordrawingoperationformaintainingflatsurfaceofthe

cup.

AnyFour
01Mark

Each

(c) Explainconstructionalfeaturesofcompounddiewithneatsketch. 04
Ans (Sketch02Marksanditsconstruction02Mark)

Construction:

(1)Simultaneousblankingandpiercingisdonebyusingblankingandpiercing
elementinboththememberofdie,i.e.theupperandthelowermemberof
thedie.

(2)Theseelementsaresetexactlyoppositetoeachothersothatpiercing
punchactsintheoppositedirectionwithrespecttotheblankingpunch.In
thiswayblankingandpiercingoperationsareperformedsimultaneously.

(3)Angularclearance is provided in the piercing die.This helps in easy
removalofscrapfrom thedie.

(4)Theblankingpunchactsasapiercingdie.Thesidewall,whichisadjacent
tocuttingedgesofblankingdieopening,isstraightsothattheblankdoes
notpassthroughthedie.

Sketch02
Marksand

its
Constructi

on
02Mark


