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General terms used for technologicol document

1 TEAR5EREE

AFERETBFIUTEXMHAEERIBREE X,
AHEEERFRFIL"G I EXHMRH . RERERAX G LT SRER.

2 3iBERA

GB 3138  HEHEAHLZEARE

GB 3375 HELEAKRE

GB 3935.1 HHEWEEARE F—8H4S
GB 4863  HMHETEEFARE

3 @

3.1 L% technology
TR B B R AR 0 TaRSRAC BN 72 S B R R R A .
3.2 HBETPF typical process
REF. B BHNEMOTZHERTHE LA NEAHE. B BHHEHE NN TSHERT
Z.
3.3 Fi#ALE group technology
BERTS B BAREH, S E AR R RAE, DUX S b H R, AREF £
AT TR,
3.4 $FIL% special technology
—BRIBLEREEY AR FEZ BF HHHETE SR IEMERNRENE, KEEER
AHRBMIT=RAERR,
3.5 TEH24F analysys for technological efficiency
TEARX =R R TZERAT S AEN, RPN &ML E.
3.6 TZH®HEAE review of technological efficiency
TEARKMERRT T EHSTEFE HEEFERNNLR.
3.7 LTZRBIFE technological quality reriew
HILZEARAEFRABETE XS B . EEA. XETANIT AR NI EEAXH
MIERME . S B E T EE T . S HENTRRERTIFE N 5FN LR,
3.8 TEUWE technological flow
FHEFHRENTREZENUTAFS MR R T OME, G 2RI RS - ERMEN™ &
B H8
Bl X8 : T#53#8 technological process

RIEARJMEES~WE 19950721 it 1953--12—01 k¢
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3.9 I %X technological document
#HETARERATEE . TEEESNEHBAMFNLER.
3.10 T EX#H format of technological document
HILEANETHERAEH T X4 A HRERA,
311 IEXHMREN completeness of technologicl document
HALERE GREF BT IEEE SFRERFE~ R RBENTE, Ur=& AL R g5 1
TEXHHER.
3.12 T Zi#&il process design
BETEFR.IEPEELH IS UM TZREZHLE,
3.13 TEHRE process program
TERETHRNRN, XHRTEEBRTE. BHEFRRE T ERAREEBRTE,NEET
RATIETNEFENERRURNER K& ML . SHENRA ZHRIR.
3.14 T ¥R procedure
MREFRAE B BAMUETEIRNREFZSEN T ZXH.
3.15 HA T EHMB professional procedure
BEIZHUERMSMNEIMAETHAMIERG™H(Z. B E4ARBIOBERMIEM 2
B. RNV I ENE.
3.16 BETZ#MIE typical procedure
FHARTEHM TEME RAVRYM T ENE,
3.17 IZHME process specification
HNLEARFTIEBH. IEFR. LEFESERERERFMMA—RIGE—HE.
3.18 $#4E3¥W  operation specification .
AR A 7 0 A T R P R I R B B AR B R T 858 0 B A i 6 S P R E
3.19 IZE#E process factor
ETENBHXANEIERER,
2.20 T 2i#%#% manufacturing equipment
HREE. TR TEEBRNEEETRE, WEMNHR I RSl ERKRES.
321 TEHREZ tooding
WHRILE, “REHEIRPFANENIAMNSBR. IR KA BKRE BARAMITAN
IHREE.

4 EFEHRR

4.1 [E#M¥ raw material
BAE =R EH =R
4.2 FEMH primary material (direct material)
HI R SRR
4.3 HHBh#Hl  auxiliary material (indirect material)
16 7 PR S B 1 R T SRR PR S S AR A
4.4 4MB4E  cooperation part
AL WRERTEEEE . ZEX M RRE IR EFHETFOF. B
4.5 7r4%lf  work in process
Mgy d B, FEG TR T HRgfsd—PmL. %Eﬁ:ﬁﬁ‘?ﬁﬁ%‘&m%‘u
4.6 ¥ & semifinished product (semifinished goods)
E— B EFTER, EER—PRANMETHR R 2RR OB AFEMSFLEN T K MH
18
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AR o
4.7 & final product
TNV ABEREBER TR, THAEMES.
5 IZXhHE
5.1 MT processing
BEFEME EREERMOER R T HRAHARARE, EHTFEMEERNEH THENERK.
5.2 MWL machining
FIBYUR O3 & # TH#TmINEZE.
5.3 {IHIMT cutting
FEMBTAAIH LR E KRB M T,
5.4 ¥/ finishing cut
AIHEVRBE SR FABELERNENERESEELR MM TR,
5.5 HMWFEMI ultraprecision machining
REEREE EUMEBRERN, TN TRTRERMRIREE 0. I HK U TFRMI A,
5.6 KBTI forming mechanical working
FERMB=EBHERAS BB I,
5.7 #ME extruding burnishing
AHFELRU—ENENERTEBRRE TH FRF AU TR, AT TR RS T4
REMMIHE.
5.8 #/JE pressing(stamping)
FRE 25 BERA BRI T E.
5.9 B forming
E—E&HT . AREMEOYERE, REASARBEA AT R RBARH R TR DR+
IR I T .
5.10 A& moulding
TE—EFHT BT SRR ERE , R AR RSB & BRI R BRI T .
511 %I cold working
ERTHEREENESRME =L BRI —FHINT Fik.
5.12 #HMMI hot working
FEREFARENTEREAPHBEREERE FRE BN TURERTES RERES B RN
FEENTERIBEESMNN T .
5.13 #MALE  heat treatment
HESERIAGEE—EN AP MARENAY, URERBAEXRE AR NGHRBHTEY
BermI A,
5. 14 MBS gravity die casting
ERBEENERTRETEREEEARBEENTE,
5.15 4&BE# metal die casting
E-EMEIMEHEET . BEREBENBBFENE D HFRARETEH —E RN
I,
5.16 @E A injection moulding
M RBPCRER B U ERTRE ARG U—ENENTRENEEENNEER UHBAE
&,
5.17 1B#  welding



SJ/T 10376—1993

Bt i e, R E AL LA R AME R ERBRTFEEN—Min Ik,
5.18 4748 soldering (brazing)

KB SRS RAEMER R R ERTR A ETHRBRERTEMEANRE
S F RS RGBS, BRI S I SRS ER R,

5.19 548 pressure welding
BB, DARTHEA R E S (AT A, LR B EN .
5.20 sRJR spot welding

BEAELREFEREFERZA B EEARLEN &R, ERE SRRk,
5.21 /2 bail bonding

MAE S B L KB, BinE A EZRERRSHEARSRRNEREE.
5.22 #B4E dip soldering

HEASHEA R A RABA R B MR A A R R IR AT R T .
5.23 GBI wave soldering

HFRM 7 B (flow soldering ), 4174 19 2 B S0 ALE 1L 13 RHE 5 1R BB 1R 1) 0 30 i B e R AT
BEN—MHE,

5.24 HRE reflow soldering

BBEARER, £ B ERE RO RENA B 248, R EE LR, BRI I
{EREEL, NI SRR SE S REN—F T,

5.25 #BE  laser welding

FRERAED R R AT BB .

5.26 EfNT. electric machining

HERMBAREN TH#TRINFE.

5.27 BT electron beam machining (EBM)

EHEEBT . AHEFRPFENERT,2ME REEEEGEAEENABTFRURSG T4
o0 T804 B % SR AL 0 H BB LR R R, NTT AT I T, SRR R b F R R AT SR (e 2 AL T 4T 0
IHHE.

5.28 EFHRMI ion beam machining

HABTESENE T . AAFTEMERENEABERENOFRE TR, ATxt TH#TNT
iglaa7
5.29 Z#EFINT plasma machining

FARABBEENSEE TRELHNOREEBBARMER AN THRITNTRAE,

5.30 #%inT laser beam machining

Fi) B h % 2 B AR v RO SOR SRORR S TR RO A 0 TR A L A A LR R B R R W B AER
T AR B &, AT THET F 9L 02 U1 8], SR SO RE A R B AT AL B MR RS,
5.31 #AEMT ultrasonic machining

FMAFERERNN TR W THANTAABHEER W RE T 4NN IR 1R
BB A, LT F I EFHE, M AEERRRTEES.

5.32 4L¥ T chemical milling (chemical machining)

FAREHEIRXELRE FEESHLIMENRTRERAOM LT E,
5.33 FMAE surface treatment

HETHETEZONM YRS EFERNN T T,

5.34 i coating
et ERE,
5.35 Hi{E electroplating
20



SJ/T 10376—1993

AAERFLRRSSTREHGRE, BANY. BE L4 NRFNERENTE.
5.36 % coating
FHE MR RE LB RSB LUSBIRE A% %% B Mm%,
5.37 {L%#%® chemical coating
BEIHERAEBREABE P, AR R ARERRNERBRER, AT HELE S
BREXRBENUESYNERE,
5.38 M RE representation of coating
HRHBETERBRENSRA EXERBEE.
5.39 #RMEE stencil screen printing
FR4REIRMEK, 2 NI BB T E,
5.40 3Bt assembly—interconnecting
EAEMBAER, BABMG 5T A4S E W EREMBaRIEMAENGE £, REF. 5.,
BOHRREERLFBRADAARTE,
5.41 #%¥ plug—in mounting
e MBEAER, AT LTRSS A4 5 R 5716\ 60 ) fL B AR A R B AL P
Tk, .
5.42 W% surface mounting
EREMBARER, AF TN BEXLIEBETIRT BN R TFHEESUZREFTERR
FEEE R EN G B AR R R E A BT
5.43 ¥4 gluing ;adhesive —bonding
BRI E gL,
5.44 ¥ wrapping connection )
FHEAARHTRE- RN TERKBREA R T HBEENELRT L, BRETROER
B, :
5.45 A4k cabling
M= LHRLEHNERB S N EEREHEEH S EHNERERERNBENGR.
5.46 R#k strip
NGBS F B gBENRE.
5. 47 84 wire splice
BMEEANFHERS LA EE RSN LR FEHER.
5.48 3LE&& tie wires
BAREHSERELL T LRHLBER.
5.49 3 embedding
REEXEHEME A4ANREFEN—RRE, DESFZ N ER AR BEEH MR
.,
5.50 %k aging
FRESEMTET@EEEE. BN AESIFHENEELMLRE,
5.51 3&AC assembly
BEREMHAER  ESHUBMHRTEENER FZRNERRERHNOTELE,
5.52 ifif shakedown test
EEF ZRENERTES N RE B HENBERR TAENER S TASXM>REENR
BERTHE,

6 IZEH

8.1 IJF¥ operation
21
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C AR T AE—A T E - RE N LA TR RN — B T EERE.
6.2 XB IR critical process
HELRARRREREANIR XBR T 28THE KGR —REE B R . EER T
BT MIEER ARFERBRTIRE UHESBLFRMERKM I X8 . EEMSGEM .S
HATRRIF.
6.3 4% T special process
EURRIFEXRBNXBETIR.
6.4 TS process capability )
TARLTFEEREN  MTRZELESMEE. BER 6 SHNRBREESANFRRERT.
8.5 THBFE process factor
EMIFRRIERHNERHEE,
6.8 TFF#E#| process control ]
hBEERRE . CHAMENEEFR U IFPENERAEMAR RE& . BN . T EANES
FRARLTRERS.
B-7 I F#%I/A process control point
HFETFLETFRERS, E—EHNBEN—ENEHT E-GGEBPFEEAZHART
YRR ST .
6.8 T3 step(manufacturing step)
EMIRAEERNNEERMAMTGER TALRTENBRT, FEEEMN—8 K.
8.9 I{I position
ATER—ENTHFBSY, —RLEIHE ,Iﬁ‘(Eﬁ%!ﬂﬁﬁ)'—?%ﬂﬁﬁ%mﬂ%%ﬂﬁ—ﬂ*ﬁﬁ'
TNARBREMBEEBI M SEOE—IMLE,
6.10 T {E#t work station
IAZREH TR, H% FHEATHIENSZHR.
8.11 I ¥AKE trchnology allowance
HNTEBEMEMM THEEERBRT.
6.12 I.B man hour
TG AR ERN, —AFHELE-DEHI AT,
B-13 EH norm;guota
E—EMEFEEARALZET, —EWNBEIA,EFEEESP . AXAD W0 W AR R GER K
By BUA BB B RERE.
6.14 BHAEH standard time
E—EEFERNET AL M a5 — 8 TF MR R .
6.15 TR EH man hour norm
AT B O v B 8 A B 1D s
8.16 FBEH standard output
B TENBAEFRNERERNERFERTRO TERFE,
8.17 EHEFA quota time
EHENER—ENE TS FENEN SRV ESHHREE RETREESLERE, &
PG K 06 2 st (B 41K, B PRV B 18] 5 A B T AR stue o) sk R S A B HBER ) HE R S F RN,
0 10 BIEEH basic cycle time
AR fE A e . X E A T RS R T AP I FE R R BT . T4k A B () A0 4 BY B
[AEH®T .
6.-19 HWERLHRTEP preparing and concluding tinie guota
22
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A &SRR B3 TAEE—# = RS 6, TR F0 4 R T HEEAN R AR E .
6.20 TEFFAZE man hour utilization rate
R B A T AR RS (AR B R AR .

. ’
TetRimx = BEAZE LT %EIJ}EIIW}& X 100%

St EERE, NAEES TE ST N4 E S a6, B85S mBEm e iE,
B.21 ®#&&H one machine—hour
—ERETHE—NMPEI—IREEH. GHRVBRE TN RN,
B-22 MEHEHET ZEH materials consumption quota in process
AT AR SRSERTEHENMELER.
8.23 HMEMERR overall material utilization rate
FRESHNERBSEMHEETIZEHNE S,
6-24 HEFFHE overall material utility rate
FRESHMNERESHMEHETEERNES L.
6.25 FTHEHE gross weight of part
FHEXNSTHE,
B-26 TH4FE net weight of part
BEKERNTENESZHRBETEERE SENKARIES.
B.27 WHHER coatiin consumption
BB RN T2 MR,
6.-28 EEIEIHEEEM energy consumption quota
BE—EEFHRRELAELET AR SRR ER ISR L ANERM R RRE,
6.29 {V4EAHEE  enterprise comprensive energy consumption
VTR BRI R P BRI RE A R R A TR B M BT A R E R S,
6.30 HfiF{H4EHE#E comprehensive energy consumption per unit output value
phre-na s = SESEAD HER

6.-31 HAIR4EEHREFE  comprehensive energr consumption per one product

R A e = it A DR
RUFREERE = S o p ey

6.32 AMHESFIAE enterprise energy utility rate
ewrwnnx = SEREELE

6-33 SN ILI4ME machining accuracy
FHEMTIENEF/LASERS BRI B)SEBLASENFARS .

6.34 RMEMEHE surface roughness
EBWMITRELRFOSDRERESFTARKNBTLARREE. —REaFXAONTIER

EORBRERA.

7 IENH

7.1 T EFRE technoligical flow chart
BN ENERRFESS S HBARZ Y, E—SRFEANR T IRE BB B 45
LEFETE.
7.2 I#id#-ER process sheet
BT O S0 (B i B 7= M B B 0 m (BRI BRI — B T &304
23



SJ/T 10376—1993

7.3 TEZF%HK detail process sheet
HESRE BENE-TEMREHN—H T 0. B TR N 85T, A REE 6 (R
HEE-TEMRPN IS . ITFEHR. TFAR. IR BHAERUERRAMNBEENT RS
%,
7.4 T/HEH operation sheet
ETZEBFABTZRANER L ESET RGN IEXH. - BRAFIFAERE,#
HAREZTIFNBAN I SONIEER AR . TZ2H BEERUAFARENTIEELS,
7.5 T ¥ME process attached illustration '
METEME LA RES . BENTRERNHELRE,
7.6 WEEH setting table;setting sheet
X EE)EEHARRELERN TR T AN —# TE X4,
7.7 LZ#E process instruction
AXFRERSRAXFIRABOTEENES.
7.8 LEZEX{FH® catalogue oftehnological documentation
BIUR RGN = S T2 HmE 8, B F T 20 458RT it .
7.9 IEXHBME list of technological documentation
EFRIEXHLCENEE, ERBTF T EXHHREE,
7.10 ITEXMHEHEME change order for technological documentation
HEMHRRTZXHERMH—MEIE.

8§ IZk#&

8.1 €HIL¥%%& special tooling
THRAMIE-—F=RAANTIEEE.
8.2 AT Z %% general purpose tooling ;universal tooling
BEAMIEMERFANTERE,
8.3 HA#HILE3¥E made tooling
AHEEFERE, AVECEFHENTEEE. —BRITHIEEE.
8.4 ST H$E purchase tooling
AHEREFFE, ALVFUINTIEEE. —RAIBRATEEE.
8.5 T A tool
BAFRIARMERTERAR A-HA WA KR BER BA MIRETHE. BHTAES.
8.6 #H die;mould;pettern
HURZEFNROBRIRTHEE,
8.7 M mask
EREMASEENETFFENRR.
8.8 X## photomask
EEHER LA SRATEREEER, RO, LR TABHMNREE BRI ER
%1,
8.9 I{r% B container
ETHHREEFBUFREFN SR TRANEHEE.
8.10 1B A measuring instrument and device

ﬂ.ﬁﬁﬁﬁUﬁﬁﬁfﬁlﬁﬂ"lHd?&ﬂﬂﬂg’»iﬁﬁ{]iﬁJ‘f‘ﬁﬁ(%&({)‘(ﬁ)ﬁﬁ‘iﬁﬁJfﬁﬁ%ﬁ‘]’%ﬁﬂo
9 Rt
9.7 B#H# self—inspection
24
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HRE T AZERE RS RS R AR XEARIHNER M B EFNFRRTERNT
RSB E N RARERTERAR EFEHREH R HRIRR.
9.2 HH mutual inspection
T AZ A EENEARERN TEESALETHRERR.
9.3 %K special inspection
HEVRBARRTHRERE.
9.4 WK patrol inspection
WERREER. RBAREEERS, &— N A HRNEX TN SRR THIRE.

9.5 T %P4 technological hygiene
HTHRT=RRE MBS TEERMESFE, DELHSHNTMERMRERNZEERE.

25
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R &
B
E 4.6
RELHE 5.33
REMEREE 6. 34
AR e 5.23
e 5. 46
b 5. 45
C
HEFAR 6.24
MR AR e reeessneeransenaas 6.23
FEEE T E Mmoo 6.22
«weee 6,18
.18
B eeeeereereeriniiini s s 5. 41
REH ereere 6,16
FBIGHINT coervrverrrreresssonmsnssisessssivnonnns 5.5
FBFE PG Toevrerrrennserreanennennaiaiatnccnneneaes 5.31
A
Jockic]
23,7
BRATE
Wk
AR G HRE eorrererretrnniciciiciiaiinnnne 6. 31
$ﬁi’t{§ﬁ=ﬁ'ﬁéﬁ ................................. 6. 30
BB N T ererereereesrsansarientioniieiiionainies 5.29
L@ﬁf{ ............. «es 5,35
221y o R -« 5,26
J=§ - TIITTITTeN] « 520
BRI T E; ceconecnscnnnsstannntninninnmiiin, 3.2
ﬂﬁlzﬂﬁ ..... -« 3.16
%—?ﬁj‘m]’_‘ ................ « 5.27
SE R srrerersrennsrsacriiiiianeeas - 6.13
%mg:“‘ﬁ].. ........... . 6.17
9;?“ ................................................... 5.34

TR IR e eveeovererereneenenersenesseeoneeranenns .
26

® &l
Ihr

LHEH -
IR
LN
THFEE
Iz

TZEHRER -
TEHE
LTI G eerererecrecsensentenntcstieiienneiineinens 3.17
TZFR - 7.3
THPFR coereceerersosssrorsernntneinianienineenaene
TEZHER -

T4
T A FRIE o veeerreerneesrresransnasirenens .
TEXHEA
T E BT E reereersrensensnssnarassanns
TEXH4RHE
TEXHAR
TEHH
TEHRFE -




SJ/T 10376—1993

J
5.25
5. 30
5.2
5.7
8.10
5.1
6.33
5. 47
5.15
5.22
5.4
L
Zl - 5.50
V‘?\ZH]I ....... aan 5.11
BRI T oovseeereressonsoncanss 5. 28
BH¥RE 6.26
E ) O ity 6.25
M
A 8.6
REYR I FEE M- 6.28
. Q
LAY SR B evevvrensnsensnasnarasnansaesusans 6. 32
A A REFE- 6.29
T - P 5. 18
PIHImE 5.3
IR 5.21
R
2% -TORe 5. 44
b 5.13
N T evovensensorerrnrersoeusssnsssncrssirnnrenanens 5.12
S
REGH 6.21
Fef 1] 52 6.14
£ W E 5.39
T
FEBETFF croveversnrsnrnsnncinnonisiiiianinnaneeanens 6.3

BHIE 3.4
A 5.52
REFH 7.6
W% 5. 42
wa 5.36
WERE 5.38
WEHER 6.27
BRIS®E 8.2
w
ST ELEE cerrrereersmcrmecnnsinmneie 8.4
% & S 4.4
X
i - 9.4
Y
ER 5.19
FESPNT eesereeesrnncssucrcruvcrcaccsnscsesnancnens 5.6
IR 8.7
WH%E 5.14
¥ 8 o seeessesserserssesansares 4.1
V4
EiR4 - 5.48
BiR 5. 24
EH& 4.5
g . 5. 43
i%ﬁﬂ ............................................. 4.2
A 5.16
Ty 9.3
{?jkIZﬂfg ....................................... 3.15
LRISHE 8.1
£33 5. 40
FERD erorersrererorrcecensncantirasines 5. 51
HE R LT B ooererenreranannscrnirniniseranuonnnoes 6.19
A creesrercenrnsnenesansansnsiaienes 9.1
HHETE%E 8.3

F14
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B X R
A

|

aging sevess

analysis for technological efficiency

bly

assembly interconnecting

5.50

3.5

auxiliary material (indirect material)

ball bonding  srseceereer .

basic cycle time seeceerrearsereacanaee cessssan erense

Cabling vor seasane

catalogue of technological documentation

change order for technological documentation

chemical coating sessesseeees

chemical machining;chemical milling sesssarcsncnsracascanns tsearessasasencssane sesesve eevsenesesrersrrenrensans
COAting seeeseeeeersee teeeveveessetaresssnrasaneserenas . vee eeneeransranrrenrrenesarans
COating srereereressnsavecranes treenenee teeeserstieterstrttnarisstsnsatatsnantnassons
coatings
coating consumption
cold working +-ee- ersusesecnsesenas eee teterssenterssctrrosnenen
completeness of technological document .................................‘.........;.... ........... vessassasaeae

comprehensive energy consumption per ong product

comprehensive energy consumption per unit output ralue -«

containel

cooperation part = eetee*

critical process sesessseseeses csaes veu

cutting sesessassesarenaurerstrsevesostsesasrasasaerann sreersvnarscssees sesssesseseaseseracseses ssecssscsersascrcsneenssass 5 3

D

detail process sheent <

die;mould jpattern  ssessesssssssen cesucanrens

dip soldering

electric machining e-esesessesessassonsases

electron beam hining (EBM)

electroplating

embedding

energy consumption quota

enterprise comprehensive energy consumption

enterprise energy utility rate  esesescncescenerees

extruding burnishing «+=*

final product

FiniShing CUt sessssesssarnerrenseeairans veesearenvas
28

5. 26
5..27
5.35
5.49
6.28
6. 29
6.32

5.7

5.4
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vosnsne

format of technological document

5.9

fOrming eeessesesressersnsacseas

5.6

forming h 1 working

G

general purpose tooling juniversal tooling

8.2

gluing ;abhesive —bonding

gravity die casting

5.14
6. 25

gross weight of part

ceveenes 3.3

group technology

5.13

heat treatment -+

hot working .
I
injection moulding seesesseserseseasassasrasasasessrcse 5, 16
ion beam machining seeceeeer revseres . 5. 28
L
laser beam machining cerernsansescnees 5, 30
laser welding tesereisineninien 5,25
list of technological documentation
M
machining 5.2
machining accuracy erersrsanst 6.33
made tooling svessessrensncresasesrsavacennnt secrerssasecan seersserene D T TS T PYT TRy eseuscveesnanes erevesse 83
man hour 6 12
man hour NOrm  eseessesoses 6.15
man hour utilization rate 6.20
manufacturing equipment 3.20
mask [ETTTTITTTISIOPTTPOI 1 4
materials consumption quota in process ssesetseresreeseereninnanesnenaan, sesressessrecnenee 5, 22
measuring instrument and device ceeseenne 8,10
metal die casting 5.15
moulding 5.10
MUtual iNSPECtion sesesssersssesssrserorronsosses serearsercrsresannnses 9,2
N
net weight of part -+ N ererserressrsesnsenses B, 26
DIOTIII JEUOLA *+++essveseseorrnrsetorsasesesssnsttassesssennsesasassssssstssssssasessssassassssvsntssasssanaerars verenees 6,13

o

one machine —hour

operation

operation sheet

opertion specification ssseseevecses

overall material utility rate -

overall material utilization rate
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P
patrol inspection 9.4
photomask 8.8
1 hini 5.29
plug —in mountiong 5. 41
position ceeeres 6.9
preparing and concluding time guota 6.19
pressing (stamping) 5.8
pressute welding 5.19
primary material (direct material) -+ 4.2
procedure 314
process attached illustration 7.6
process capability 6.4
pracess control sessecnee seeers 6.6,
process control point 6.7
process design «e+++* 3.12
process factor 3.19
process factor 6.5
process instruction e 7.7
process program 3.13
Process sheet teneee 7.2
process specification <seee* 3.17
processing 5.1
professional procedure 3.15
purchase tooling 8.4
Q
quota time 6.17
‘R
raw material venese 4,1
reflow soldering 5.24
representation of coating 5. 38
review of technological efficiency seevensasees 3.6
S
self—inspection - 9.1
semifinished product jsemifinished goods 4.6
setting tabal;setting sheet 7.6
shakedown test + 5.5.2
soldering (brazing ) ceeeneses 5. 18
special INSPection seeeeesvessesstnstatcostratraniocinsiestennutenttncrictieranernessnssistticstrsencatittierieractareens 9.3
special process 6.3
special technology 3.4
8.1

special tooling evseeseoees

spot welding

standard time
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standard output 6. 16
stencil screen printing 5.39
step (manufacturing step) 6.8
strip 5. 46
surface mounting 5. 42
surface roughness 6. 34
surface treatment 5.33
technological document 3.9
technological flow 3.8
technological flow chart 7.1
technological hygiene sersecsessssterecntacietiniaceosaiaiisssecsaiatscesanscancersmnasess 9.5
technological quality Teview  eresesrcrssccsctorscicnsnnacnciciatttnianaseseascrtorasroncsesaanaee 3.7
technology **+*** 3.1
technology allowance 6.11
tie wires 5. 48
LOOLING +reresersrnracisnetrercasivntontnrsaneniessinsereenetonstracestsentsnnseriesnestvarsnotseistrstestasives 3.21
LOOLS  *rorereencaranonenenaaereresrerenaererneeneeterseretnrierentesrertticereensitreatseeriscssseitsicisetnciacanrrocassns 8.5
typical procedure 3.16
typical process 3.2
u
ultraprecision machining essescseseoraressencaces 5.5
ulttaonic machinmS R T R LRI T YT - 5' 31
' w
wave soldering 5.23
welding 6.17
wire splice 5.47
work in porcess 4.5
WOTK SLAtiOn  seesersrecresseerentnanacartarisrircnsientintiontrestoncrosisssretetnsienrenarasses 6. 10
wrapping connection 5. 44
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