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Table2.3 Utilization'of Departmental Instructional Area by Rooms

Check Applicable Program Schedule

. 3 Weekly
[ 3 Alternattng

c.,E 3 Variable

2. a. [ n Semester Schedule Change
b. E 3 No Semester Schedule Change

Room

No. or

NaMP

IA

2

Day

of the

Week

`Mon-

WEEKLY OR SCHEDULE A

4

Morning AfternoonL, Evening

7:00 am.-12:00N i2:00N-6:00, pm. 6:00 p.m.-II:00 p.m.

No. of No. of No. of No. of No. of No. of

Hrs.Used Stud. Hrs. Hrs. Used Stud. Hrs. Hrs. Used Stud. Hrs.

Tue
Wed.
Thurs.
Fri.

LS C Sat.

. TOTALS

2A Mon.
Tues.,
Wed.
Thurs.
Fri.

LS C Sat,

TOTALS

3A Morh
Tues.

Thurs.
Fri.

LS C Sat.

TOTALS

4A Mon.
Tues.
Wed.
Thurs.
Fri

LS C Sat.

TOTALS

5A Mon,
Tues.



WEEKLY OR SCHEDULE A

Morning

4 5

Afternoon Evening

-12:00N-6:00 -p.m._ _1_ 6:00_p_.m.-1 1 :00.. p.m.

No. of -No. of No. of No. of

Hrs. Used Stud. Hrs. Hrs. Used Stud. Hrs.

Tues.

Thurs.
Fri.

Sat.

TOTAL

Tues.

Wed.
Thurs.
Fri.

Sat.

TOTAL

Mon.
Tues.

Wed.
Thurs.
Fri.

TOTALS

LS C

OTALS

5A

Mon. 1

Tues.
Wed.
Thurs.:
Fri.
Sat.

TOTALS

14
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Table 2.3 (Cont'd) Utilization of Departmental Instructional Area by Rooms

Check Applicable Program Schedule

I. a. C 3 Weekly
b. E 3 Al ternating

c. [ 3 Variable

2. a.

b.
[ 3 Semester Schedule Change

E 11, No Semester Soheduie Change

WEEKLY OR SCHEDULE B

5 7 S 9 10

Room

No. or

Name

Day

of the

Week

Morn t ng

7:00 a.m.-12:00N

Afternoon

12:00N-6:00 p.m.

Evening

6:00 p.m.-11:00
No. of

Hrs. Used

p.m.
No. of

Stud. Hrs.
No. of
Hrs.Used

No. of
Stud. Hrs.

No. of
Hrs. Used

No, of
Stud. Hrs.

1 B .Mon.

Tues.
Wed.
Thurs.
Fri.

LS C Sat.

TOTALS

2 Fi Mon. r.
Tues.
Wed.
Thurs.

- 4 i

Fri.

LS C Sat.

TOTALS

3 B Mon.
Tues.
Wed.
Thurs.
Fri.

,

LS C Sat.

TOTALS
.,

48 Mon.
Tues
Wed.

-ik iThurs.
Fri.

L Sat.

TOTALS .............



WEEKLY OR SCHEDULE B

5 7 8 9 .10

Room

No. or

Name

Day

of the

Morning

7:00 a.m.-12:00N

Afternoon *_EvenIng
-1

p.m.12:00N-6:00 p.m. 6:00 p.m.-11:00

Week.
No. of

Hrs.Used*
No. of

Stud.-Hrs.

No. of
Hrs. Used.

. No. of

Stud. Hrs.

No. of
Hrs. Used

No. of
Stud. Hrs.

9 Mon.
Tues. .

Wed.

Thurs.
Fri.

LS C tat.

TOTALS

2 g

"CrIff---.

Mon.
Tues.
Wed. .........

Thurs.
Fri.

Sat.

TOTALS

3 B Mon.
Tues.
Wed.

Thurs.
Fri. 1

LS C Sat.

TOTALS

4 8 Mon.

.

Tues.
Wed.

._

Thurs.
rrl*

.....----

LS C Sat.

TOTALS V.11=1100.1.0

5 g Mon.
.

Tues.
Wed.
Thurs./ ...

Fri.

a C Sat.

TOTALS 4

15



Table3.(Cior!t'd) art- Departmental instructional Area by Room

`Check A licable Program Schedule

. E 3 Weekly
. C J Alternattng

c. 3 Variable

2. a. [ 3 Semester Schedule Change

b. E 1 No Semester Schedule Change

WEEKLY

11 l3 Iii

OR SCHEDULE A

14

Room

No. or

LName

Day

of thq

Week

Morning

7:00 a.m.-12:00N

Afternoon

is :00N-6:00 .m.

EveRing

6:00 ..m.-11:00 .m.

No. of
Hrs Used"

No. of
Stud. Hrs.

No. of
Hrs. Used

No. of
Stud. Hrs.

No. of
Hrs. Used

No. of
Stud. Hrs.

to

Mon.

Illialill=11111=11111111111111E=11IIIIIIIIIIII IIIIIIIIIIII

11ilWTues.
Wed. immilimmimm

11111161.11.1=11111.11111=
111111111111111111111

Thurs
Fri.

LS C Sat.

TOTAL

/A
MN 11111111111111111101111111M111unnillMimlimarlow
Wed. 111.11111111111111111.1111=11.11M1°

MINIMINIMMINIIIIM
IEEBIMIIIIIIIIIMIMIMIIIIIIIIINIIINIIIIIIUIIIIIMIIIMSat. MM. 01.11.1.111.11111.11110.111111111

millimmilmi

Erni
IIMMIIIIMIIIIIIIiii

MEM
Ls t

T MLS IIHIIIIIIIIIIIIIM

8A
Mon. 111111111111.11agalimmumummemm

1111111111111111111111111111111MThugs

11111111.1111

1111111111.11111.11111111111111111101.1

11.1111111.111.111111111111.01111111111111"11111111"..111111.11111111111

1.-M=11111111111111111111
111111111111111111111111

Fri.

LS C l

TOTALS

A

Sat.

1111111.1111111111

ESEHIMIIIIIMIIIIIM
Wed.

IIIIIIMMIIIIIIIIIIMMILI

IIIIIIIIIII NIMIIIIINIIIIMINI

IIIIIIIIIIIIIII

Fri.

LS C Sat.

TOTALS

IIIIIIEIIIIIIIIIIIIIIMIIIIIIIIIIIIIIIIIIIIIIIIIIIIIIIIIIIIIII



WEEKLY OR .SCHEDULE A

11 12 13 14 15

Room

Noor
Name

Day

,..,-f the

Week.

Morning

7:0 a.m.-12:0011

Afternoon

12:00N-6:00 .m.

Evening

6:00 p.m.-11:00 rn.

*Jo 01
Hrs.Lsed

No. of
Stud. Hrs.

No. of
Hrs. Used

No. of
Stud. Hrs.

No. of
Hrs. Used

No. of
Stud. Hrs.

6A

191111111=111111M111111111111111111111111111111111111

TOTAL-41111

Mon, 11111111
Tues.

1111111111.11.11Wed. IIIIIIIIIIIMIIIIIIIIIIIIIIIIIIIIIIIIIIIIIIIIII
Thurs IIIIIIIIIIIIIIIIIINIIIIIIIIIIIIIIIIIIIIMII
Fri. 1111111111111111.111111111111111111 -

7A

Mon.
110/11111M11.11111.

Wed.

111111111111111111111111
allillIllIIMIIIII

111=1111111111111111111111111111

1111111111111111111111111111111111111

IIIIIIIIIIIIIMIIIIIMMIII

MIIIIIINIIIIIMIMIIIIIIIIIIIIIIII
MillThur,,

MEM
Ls (-; iligl11111111101111
TOTALS

8A

Mon..
INIENIMINIIIIIIM111111111111111111111111111.1111

ed
1116=211111111111111=111111111111111111111111111111111111111111111111111111111
Frr

111111111111=1111111111111111111111111111111111111111111111111111=11111

IIIIIIIIIIIIIIIIIIIIIIIIIIN

..
1111111111111101111

1111111.0111111111111WAIM1111111=11111.11611111.111111.at. MM.'TOTALS
,

qA MILMIIIIIIIMIIII1111111111111.111111111111111111:111.11
Wed. 1111111111.1111.1111.111.11111111111111.11111.1111111.1

IIIIIIIIIIIOIIIIMHIIIMIMIIMIIIIIIIIMIIIIIIIIIIIIIIIIIIIIMIII
Fri.

LS C Sat. 1.11011=111
TOIALS

Mon.

Tu*-'. 1.11111111111111111111111111111111111111111.1111.11111111111111

111111111111111111111111111111=111111111111111111.1011111111111111111111111111111111111111111111111111111101

IIMIIIIIIIIIIIIIIIIIIIIIIII EMI
1111111.11111111

101
Wed

lkRMIIIIIIIIIIIIMIIIIIIIIIIIIIIIIMIIIIIIIIIIIIIIIIIIIIIIIIIIIIIIIIIIIIIIIIIIIM=
laillIllIlMIIIMIIIIIIIIIIIIIINIIIIIIIIIMMMIIIIIIIIIIIIIIIIIIII
EIIEIIIIIIIIIIIIMMINIIIIIIIIIIIIIIIIIIIIIIIIIIIIIIIIIIIIIIRIIIIIIIIIIIIIIIMIIIIMIIIIIIIIIIIIIIIII

11111111111111111111111

LS

`TOTALS

3.1

16
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Table 2.3 (Conttd) Utilization of Departmental instructional Area by Room

Check Applicable Program ScAdule

a. L J Weekly
b. [ Alternating
c. 3 Variable

2. a. t ] Semester Schedule Change
b. [ ] No Semester Schedule Change

41.

L

WEEKLY OR SCHEDULE B

1 b 17 18 l

Room

No. or

Name

Day

of the

Week

7:00 al.-12:00N

Afternoon

12:00N-6:00 .m.

Even 1 ng

6:00 .m.-11:00 .m.

No. of
rs.Used

No. of
Stud. Hrs.

No. of
Hrs. Used

No. of
Stud. Hrs.

No. of
Hrs. Used

No. of
Stud. Hrs.

6B Mon.
Tues.

Wed.
Thurs.
Fri.

LS C Sat.

TOTALS

76 Mon
r

Wed.
Thurs.
Fri.

LS C Sat.

1111111111

TOTALS

88

111111
Tugs.

Wed.
burs.F1111M1111.111111111.11111111E

LS C Sat.

IIIIBIIEIIIIIIIIIIIIIIM

11111111111111111111

1111.11111111111111111111111

IIMIIINIIIMOI
11.111.111111

TOTALS

9B Mon.

WU0e d!.

ThurS.1.11111111111111111111111111111111.111111.1.1111111/1

Fri.

III"
LS C Sat.

TOTAL

I 08 Mon.



WEEKLY OR SCHEDULE B

lo 17 18 19 20

Room

No. or

Name

Day

of the

Week

Morning

7:00 a.m.-12:00N

Afternoon

12:00N-,224:1114_221_476:00./i).-

Evening

No. of
Hrs. Used

No. of
Stud. Hrs.

No. of
rs.Used

No. of
Stud. Hrs.

No. of
Hrs. Used

No. of
Stud. Hrs.

6B Mon.
Tues. -...

Wed. .....______.
Thurs.

Fri.

Lt C Sat.

TOTALS

7B Mon.

Twer,,
Wed.
Thurs.
Fri.

LS C Sat. ---
,--

TOTALS

1

x

BB Mon.

=all
Wedi,

ISEEMME ,...

Fri.LS C Sat. IIIIIIIII

III
TOTALS,

9B Mon.

TU05,
Wed.

IIIIIIIIII

Thurs.
cri.

L C
.

TOTALS.,

10B Mon:

West.

....

LS C Sat.

-__-_

TOTALS

17



Misoo Number

labItt 2.4 t d) of Dpartme fal Instructional Area by Room

Check Applicable Program Schedule

a. 11 Weekly [ 1 Semester Schedule Change

b. [ ] Alternating b. J No Semester Schedule Change

c.'[ ] Variable

.-- ------....--------. .

WEEKLY OR SCHEDULE A

21 ,--,,1- 23 24 2

Room Da/ Morning AfTernoon Evening

',..) 0 _-) fht i:00 a.m.-12:00N 12:00N-t:00 p.m. 6:00 v.m.-11:00 p.m.:0

No. of No. of No. of No. of No. of No. of

Name k Hrs.Used Stud. Hrs. Hrs. Used Stud. Hrs. Hrs. Used Stud. Hrs. .....]

so

Mors .

11A
Wed.
Thur.
Ori.

LS C Sat.

TOTALS

IMon.

12A Tues.
Wed.

IThurs.
--r-i-'.

LS C _Su t.

t,,TAL'' ,

Mon.
I

I3A Tue...
Wed.

1

L C

TOTALS

Mon.

14A Tue,
Wed.

._.

Thurs
Fri.

_. Sit.
.

.........................--- ...........

n.
- ..., _ ...



21 22

WEEKLY OR SCHEDULE A

24

Room

:0.

Name

ItA

TOTALS

12A_

LS C

ICTALS

1:1,A

LS C

TOTALS

14A

TOTAL

qon.
m5A

wo
lib urfJ

Da_y Morning

of the 7.00 a.m.-12:00N
No of No of

Week Hrs.Used Stud. Hrs. Hrs. Used

Afternoon

25

Evening

12:00N-6:00 .m. 6:00 p.m.-11:00 p.m.
Noo_

Stud. Hrs. Hrs. Used Stud. Hrs.

Tues.
Wed.
Thurs.

IMINE111.1111.

rt

ow,T e .

11111
_ 1111111111111111111111

1111111111111111111111

1111111111111

Wed.
Thurs..,
Fri.

1- 'TOTALS

18

as

.11.



-
Mituo Aunt r

Table 2.3 (GuriT'a) Utilization uf Deparimenyal Instructional Area by Room

Check Applicabre Program Schedule

2. a. [ .3 Semester Schedule Change
b. C 3 No Semester Schedule Change

1. a. E Waokly
b. [ 3 Alternating
c. f J Variable

.60

26

WEEKLY OR SCHELULE B

,
27 28 29 30

Room

No. o

Name

Day

of the

Week

Morning

7:00 a.m.-12:00N

Afternoon

12:00N-6:00 p.m.

Evening

6:00 p.m.,-11:00 p.m.
. cif

Hr .Used4
No. of

Stud. Hrs.
No. of

Hrs. Used
No. of

Stud. Hrs.
No. ,of

UsedHrs. Use,.1.Uitj124.j
No. of

11B Mon.
i

Tues.
Wed.
Thurs.

Fri.
LS C bat.

TOTALS
.

12B Mon.
Tues.
Wed.
Thurs.
r.

LS C Sat.

TOTALS

I n.
.

Tues.
Wed.
Thurs.
Fri. T ,

LS C Sat.

TOTALS

MB Mon.

ue
e .

Thurs.
Frl.

Lb C Sat.
.--,-,

TOTAL S

1513 Men.



WEEKLY OR SCHEGULE 13

. 27 28 29
.0

Room_

No. or

Name

Day

of the

Week

Morning

7:00 a.m.-12:00N

-Afternoon

12:00N-6:00 .m.

Evening

6:00 .m.-11:00 ..m.
No. of

Hrs.Used
No. of

Stud. Hrs.
No. of

Hrs. Used
No. of

Stud. Hrs.
No. of

Hrs. Used
Na. o

St04. Hrs.

IIB Mon.
Tues.

ed.

Thurs
.

LS C Sat.

TOTALS

128 Moo,

Tues.
ed.

Thurs
F ri.

LS C Sat.

TOTALS

138 Mon.
dues.
Wed.
Thurs. (Th

r-.1.

Lb C Sat.

TOTALS L

14B Mon. ,

Wede

Thurs.
Fri.

,

LS C Sat. - .-

TOTALS

158 MOn.
,

i

Tiles.

Wed.
Thurs.
rri.

1g C Sat.

TOTALS,



Misoe Number

41

Table 2.3 Utilization of Departmental instructional Area By Room

Check Applicable Program Schedule

1. a. [ 3 Week 2. a.' 1 Semester Schedule Change

b. C ] Attern ting b. E No Semester Schedule Change

c. C 3 Variable

31

Room

No.or

Name

16A

LS C

TOTALS

17A

LS C

TOTALS

IBA

LS C

TOTALS

19A

WEEKLY OR SCHEDULE A

32 33 34 35

44;*/

Day Morning

of the 7:00 a.m.1-12100N

No. of No. of

Week ,Hrs.Vsed Stud. Hrs.

Afternoon

12:00N-6:00 .m.
No. of

Hrs. Used

No. of
Stud. Hrs.

Mon."'

Evening,

6:00 P.M.-11:00 . .
No. of No. o

Firs. Used. Stud. Hrs.

Tues.
Wed.
Thur77-
Fri.
Sat.

Mon.

Wed.
Thurs.,

Fri.
Sat.... INIMMIMMOI71111111MIMIPILIWINNI4,,,,11M11110.obiNNEMEMi.{.111

Mon.

1

Tues.

Wed.
Thurs.
Fr
Sat.

Mon.

11.1.10 14,

hes.-
Wed

0'
Ttlurs.,

Fri.

LS C Sat.



t. a. [ 3 Weekly
b. 3 Alternating
c. C ] Variable

2. a. [ J Semester Schedule Change
b. [ 3 No Semester Schedule Change

WEEKLY OR SCHEDULE A

31 32 33 34 35

Room

No.or

Name

Day

of the

Week

Morning

7:00 a.m.-12:00N

Afternoon

12:00N-6:00 p.m.

Evening

6:Q0 P.M.-I1:00 p.m.

No. of
Hrs.Used

No. of
Stud, Hrs.

No. of
Hrs. Used

No. of
Stud. Hrs.

No. of
Hrs. lised

No. of
Siud. Hrs.

16A Mon.

Tues.
Wed.
Thurs.
Fri.

LS C Sat.

TOTALS yr

I7A

_

Mon.
rues.
Wed.
Thurs.
Fri.

LS C Sat.

TOTALS

18A Mon.

,.......--,--- .

Tues.

i.

Wed.
Thurs.
Fri.

1So Sat.

TOTALS

19A Mon.
Tbes.
Wed.
Thurs.
Fri.

LS C Sat.

TOTALS

20A Mon.
Tues
Wed.
Thurs.
Fri.

LS C Sat.

TOTALS

42
20



46.

Table 2.3 teonr Utitizal,on of Departmental Instructional Area by Room

Check Appllcaboe Program Schedule

A .. a. [ ] Weekly
b. [ ] Alternating
c. [ 3 Variable

2. a. [ 3 Semester Schedule Change
b. [ ] No Semester Schedule Change

WEEKLY OR SCHEDULE B

36 17 38 39 40.

Room.

No.or

Name

Day

of the

Morning

7:00 a.m.-12:00N

Afternoon

12:00N-6:00 p.m.

Evening

6:00 p.m.-11:00 p .

Week.
No. of

Hrs.Used
No. of

Stud. Hrs
No. of

Hrs. Used
No. of

Stud. Hrs.
No. of

Hrs. Used
No. of
Stud. Hrs.

16B Mon.
Tues
Wed.
Thurs,
Fri.

LS C Sat.

TOTALS

I7B Mon.
Tues.
Wed.
Thurs.
Fri,

LS C Sat.

TOTALS

18B Mon.
Tues.
Wed.

Thurs.
Fri.

LS .0 Sat.

TOTALS

199 Mon.
lees.
Wed.
Thurs.
Fri.

LS C Sat.

TOTALS

20B Mon.
'rues.

Wed.
I



WEEKLY OR SCHEDULE B

,.; 39 0

Room

No.or

Name

Day

of the

Morning

7:00 a.m.-12:00N

Afternoon

12:00N-6:00 p.m,'

Evening

6:00 p.m.-11:00 p.m.

Week
No. of

Hrs.Used
No. of

Stud. Hrs
No. of

Hrs. Used
No. of

Stud. Hrs.
No. of

Hrs. Used
No. of

Stud. Hrs.

168 Mon.
Tues.
Wed. ,

Thurs.
Fri.

LS C Sat.

TOTALS

17B Mon.
.,

Tues.
Wed.
Thurs.
Fri.

LS C Sat.

TOTALS

,

188 Mon.
Tues.
Wed.
Thurs.
Fri.

LS C Sat.

TOTALS

198 , Mon.
Tues.
Wed.
Thurs.
Fri.

13 C §ii-77---.

TOTALS

20B Mon.
Tues.
Wed.
Thurs.
Fri.

g'LC Sat .

TOTALS

21
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.REPORTING TERMINAL` PERFORMANCE OBJECTIVES (TERMOBS)

4 5

T-1
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DOES THIS
PROGRAM:

CODE

TABLE T-1 INSTRUCTIONAL DIVISION

MACHINE IIOP

OUTLINE CONTAIN ALL OF THE
YES NO

AND UNIT OUTLINE

PROGRAM

INSTRUCTIONAL CONTENT OF YOUR

UNITDIVISION CODE

01 LATHE 01 TURNING (STRAIGHT)
02 FACING
03 FILING
04 )POLISHING
05 TENTER DRILLING
06 DRILLING-
07 REAMING
08 TURNING (SHOULDER)
09 KNURLING
10 NECKING
11 RECESSING
12 BORING
13 CHAMFER
14 CUT-OFF
15 COLLETS
16 UNIVERSAL CHUCK
17 INDEPENDENT CHUG(
18 STEADY REST
19 FOLLOWER REST
20 FACE PLATE
21 FORM
22 TURNING (TAPER)
23 THREADING (EXTERNAL)
24 THREADING (INTERNAL)

- 25 TOOL POST GRINDER
26 TECHNOLOGY
27 LAPPING
28 SAFETY

02 MILLING MACHINE 01 BORING
02 DRILLING
03 REAMING
04 TAPPING
05 MILLING, PLAIN

MILLING, STRADDLE
07 MILLING, SLOT
08 MILLING, FACE
09 MILLING, FORM
10 INDEXING, RAPID
11 INDEXING, SIMPLE
12 INDEXING, DIFFERENTIAL
13 ROTARY TABLE
14 SET=UP INDICATE
15 SET -UP, EDGE FINDER
16 SET-UP, ANGULAR
17 TECHNOLOGY
18 SAFETY

03 DRILL PRESS ul CENTER DRILL
02 COUNTERBORE
03 ) COUNTERSINK
04 DRILL
05 POLISH
06 REAM



02 MI_LLING MACHINE

t

03 DRILL PRESS

04 POWER SAW

05 SHAPER/PLANER

07
08

REAMING
TURNING (SHOULDER)

09
10

KNURLING.
NECKING

11 RECESSING
12 BORING
13 CHAMFER
14 CUTOFF
15 COLLETS
16 UNIVERSAL CHUCK
17 INDEPENDENT CHUCK
18 STEADY REST
19 FOLLOWER REST
2o FACE PLATE
21 FORM
22 TURNING (TAPER)
23 THREADING (EXTERNAL)
24 THREADING (INTERNAL)
25 TOOL POST GRINDER
26 TECHNOLOGY
27 LAPPING
28 SAFETY

01 BORING,
02 DRILLING
03 R AMING
04 TAPPING
0 MILLING, PLAIN
0 MILLING, STRADDLE
07 MILLING, SLOT
08 MILLING, FACE
09 MILLING, FORM
10 INDEXING, RAPID
11 1 INDEXING, SIMPLE
12 INDEXING, DIFFERENTIAL
13 ROTARY TABLE
14 SETUP,'INDICATE
15 SETUP, EDGE FINDER
16 SETUP, ANGULAR
11 TECHNOLOGY
18 SAFETY

01 CENTER DRILL
, 02 COUNTERBORE

03 COUNTERSINK
04 DILL
05 POLI'sH
06 REAM
07 TAP
08 TECHNOLOGY
09 LAPPING
10 SAFETY

01 SAWING
_ 02 BLADE TECHNOLOGY
03 FILE
04 SAFETY

01 SHAPING
02, TECHNOLOGY

03 SAFETY

T-2 7/74



INSTRUCTONAL DIVISION AND UNIT OUTLINE

MACHINE SHOP PROGRAM

CODE DIVISION CODE UNIT

06 NUMERICAL CONTROL
01 PROGRAMMING
02 TAPE PREPARATION
03 NC MACHINE OPERATION

07 BENCH WORK
01 DOWEL
02 DRILL, PORTABLE
03 EASY -OUT

04 FILE
05 HACKSAW
06 HOLE TRANSFER
07 LAPPING
08 PEENING
09 SCRIBE
10 SIMPLE ASSEMBLY
11 SIMPLE LAYOUT
12 STAMPING
13 THREADING
14 REAM
15 CHISEL
16 FASTENERS
17 SCRAPING
18 HAND TOOLS
19 POLISHING
20 TECHNOLOGY
21 SAFETY

MEASURING/INSPECTION
01 MEASURING TOOLS
02 INSPECTION TOOLS

09 HEAT TREATMENT
01 ANNEAL
02 DEEP HARDENING
A3 CASE HARDENING
'04 TECHNOLOGY
)05 SAFETY

10 SPECIALIZATION
01,
02
03

EDM
DI-ARCO BENDER
HONE

04 JIG BORER
05 MAINTENANCE
06 PUNCH PRESS

,07 TRU-TRACE MILLER
08 TURRET LATHE
09 WELDING
10 TOOL CRIB
11 BELT SANDER
12 TRU-TRACE DRILL PRESS
13 TRU-TRACE LATHE
14 RADIAL DRILL

11 GRINDING
01 CYLINDRICAL
02 TOOL AND CUTTER
03 SURFACE
04 PEDESTAL
0 TECHNOLOGY



04
05
06
07
08
09
10

13
14
15
16
17
18
19
20
21

08 MEASURING/INSPECTION
01
02

09 HEAT TREATMENT

10 SPECIALIZATION

11 GRINDING

12 SHOP MATH

FILE
HACKSAW
HOLE TRANSFER
LAPPING
PEENING
SCRIBE
SIMPLE ASSEMBLY
SIMPLE LAYOUT
STAMPING
THREADING
REAM
CHISEL
FASTENERS
SCRAPING
HAND TOOLS
POLISHING
TECHNOLOGY
SAFETY

MEASURING TOOLS
INSPECTION TOOLS

01 ANNEAL
02 DEEP HARDENING
03 CASE HARDENING
04 TECHNOLOGY
05 SAFETY

01 EDM
02 DI-ARCO BENDER
03 HONE
04 JIG BORER
05 MAINTENANCE
06 PUNCH PRESS
07 TRU-TRACE MILLER
08 TURRET LATHE
09 WELDING
10 TOOL CRIB
11 BELT SANDER
12 TRU-TRACE DRILL PRESS
13 TRUTRACE-LATHE
14 RADIAL DRILL

01 CYLINDRICAL
02 TOOL AND CUTTER
03 SURFACE
04 PEDESTAL
05 TECHNOLOGY
06 SAFETY

01 COMMON FRACTIONS
02 DECIMAL FRACTIONS
03 SQUARE ROOT
04 ALGEBRA
05 LOGARITHMS
06 GEOMETRY
07 TRIGONOMETRY

7/74



INSTRUCTIONAL DIVISION AND UNIT OUTLINE

MACHINE SHOP PROGRAM

CODECODE DIVISION

13 BLUE PRINT READING

A4 TECHNICAL DRAWING

01
02
03
01+

05
06
07

01
02
03
01+

05
06
07

50

IT

ONE VIEW DRAWING
TWO VIEW .DRAWING
THREE VIEW DRAWING
AUXILIARY DRAWING
SECTION DRAWING
ASSEMBLY DRAWING
ISOMETRIC DRAWING

ONE VIEW DRAWING
TWO VIEW DRAWING
THREE VIEW DRAWING
AUXILIARY DRAWING
SECTION DRAWING
ASSEMBLY DRAWING
ISOMETRIC DRAWING



TABLE T-1A ADDITIONAL INSTRUCTIONAL DIv/SIONS AND UNITS

CODE DIVISION CODE UNIT



TABLE T-2 TERMOB DIVISION AND UNIT OUTLINE

MACHINE SHOP PROGRAM

DOES THIS OUTLINE CONTAIN ALL TOPICS IN WHICH GRADUATES ACQUIRE

JOB-ENTRY SKILLS: YES NO

CODE DIVISION CODE UNIT

01 .BENCH WORK . 01
02
03
04
05 .

FILING
POLISHING
LAYOUT
ASSEMBLY
DRILL PRESS

02 HEAT TREATMENT or ANNEAL
02 HARDEN
03 TEMPER

05 MACHINES 01 , LATHE

,
0.2 MILLING
03 GRINDING
04

'-z-------Ni 05
SPECIAL
PROJECTS

06 SHAPER-PLANER'

04 INSPECTION. 01 COMPARATOR
02 HARDNESS TESTER
03 HAND MEASUREMENT
04 INDICATORS
05 THREAD MEASUREMENT

52



e
TABLE T-2A ADDITIONAL TERMOB DIVISIONS AND UNITS--'

CODE DIVISION

4

CODE UNIT

r

*C.
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Mj

TERMINAL PERFORMANCE OBJECTIVES (TERMOBS)

AND

REPORTING FORMS

O

T-9



Mt SOE NO.

PROGRAM MACHINE SHOP DIVISION 01 BENCH WORK

LOO CONDITION

( ) 1.01 BLUEPRINT OF ONE INCH CUBE
( ) 1.02 ALUMINUM MILLED TO ONE INCH CUBE
( )" 1.03 STEEL MILLED TO ONE INCH CUBE
( ) 1.04 NYLON MILLED TO ONE INCH CUBE

UNIT 01 FILING

TERI4iB NO. 16-0.01

--E4E-MILLED TO

ONE INCH CUBE
( ) 1.06 BASIC MACHINIST'S TOOLS (TABLE T-3)

( ) 1.07 BELT GRINDER

2.00 PERFORMANCE

GENERAL STATEMENT OF PERFORMANCE AND RESULTING _OUTCOME
DEBURR EDGES OF CUBE EMPLOYING THE FOLLOWING
OPERATIONS:

( ) 2.01

( ) 2.02
( ) 2.03

3.00 EXTENT

FILE EDGES
GRIND EDGES

GENERAL STAT4MENT OF EXTENT AND EXTENT OF RESULTING 0 TCOME

( ) 3.01 CUBE IS DEBURRED WITH NO SHARP EDGES TO AP ROVAL OF
BOARD OF EXPERT RATERS. TO BE COMPLETED W THIN 10
MINUTES WITH EACH OPERATION JUDGED AS SATISFACTORY OR

UNSATISFACTORY.

( ) 3.02 SHARP
( ) 3.03 SHARP

EDGES ARE REMOVED WITH NO VISIBLE CHAMFER
EDGES ARE REMOVED WITH NO VISIBLE CHAMFER

55



PROGRAM MACHINE SHOP
USOE CODE NO(S)

1.00 CONDITION

MI SOE NO.

DIVISION 01 :BENCH WORK

UNIT 01 FILING

TERMS NO. 16-001

I2.'00 PERFORMANCE

GENERAL STATEMENT OF PERFORMANCE AND RESULTING,.OUTCOME

1, 3.00 EXTENT

GENERAL STATEMENT OF EXTENT AND EXTENT OF RESULTING OUTCOME



WISOE NO.

PROGRAM MACHINE SHOP DIVISION 01. BENCH WORK

1.00- CONDITION

UNIT D1 FILING(

TERMOB NO.

C )'.1.01 BLUEPRINT OF ANGLE PLATE
( ) 1.02 ANGLE PLATE WITH TWO DRILLED 3/4 INCH HOLES
( ) 1.03 BASIC MACHINIST'S TOOLS (TABLE T-3)
( ) 1.04 THREE EDGED CUTTER

GRINDER

2.00 PERFORMANCE

GENERAL STATEMENT OF PERFORMANCE AND RESULTING OUTCOME
( ) 2.01 DEBURR ANGLE PLATE EMPLOYING THE FOLLOWING OPERATIONS:

( ) 2.02 FILE EDGES
( ) 2.03 GRIND EDGES
( ) 2.04 DEBURR HOLES

3.00 EXTENT

GENERAL STATEMENT OF EXTENT AND EXTENT OF RESULTING OUTCOME
( ) 3.01 ANGLE PLATE IS DEBURRED WITH NO SHARP EDGES TO

APPROVAL OF BOARD OF EXPERT RATERS. TO BE COMPLETED
WITHIN 10 MINUTES WITH EACH OPERATION JUDGED AS
SATISFACTORY OR UNSATISFACTORY.

( ) 5.02---S-HA-R-F- EDGES ARE-REMOVED WITH NO VISIBLE CHAMFER

( ) 3.03 SHARP EDGES ARE REMOVED WITH NO VISIBLE CHAMFER
( ) 3.04, SHARP EDGES ARE REMOVED; CHAMFER NO LARGER THAN .015



I

;

PROGRAM MACHINE SHOP
USOE CODE NOM)

1.00 CONDJTION

MI SOE NO.

DIVISION 01 agNCH WORK

UNIT 01 FILING

TERMOB NO. 16-002

2.00 PERFORMANCE

GENERAL STATEMENT OF PERFORMANCE AND RESULTING OUTCOME

3.00 EXTENT

GENERAL. STATEMENT OF EXTENT AND EXTENT OF. RESULTING OUTCOME

8



Mi',OE NO.

PROGRAM

1.00 COND1Ti ON

MACHINE SHOP DIVISION 01,

UNIT 02

TERMOB NO.

( ) 1.01 BLUEPRINT OF A GAGE BLOCK

( ) 1.02 MACHINED GAUGE BLOCK
( ) 1.03 POLISHING COMPOUNDS
( ) 1.04 BUFFERS..

C ) 1.05 DRILL PRESS
( ) 1.06 LATHE
( ) 1.07 PEDESTAL GRINDER

2.00 PERFORMANCE

BENCH WORK

POLISH

16-003

GENERAL STATEMENT OF PERFORMANCE AND RESULTING OUTCOME

( ) 2.01 POLISH GAUGE. BLOCK AS SPECIFIED IN BLUEPRINT
EMPLOYING THE FOLLOWING OPERATIONS:

( ) 2.02 SECURE GAUGE BLOCK
( ) 2.03 SELECT COMPOUND
( ) 2.04 POLISH ALL OVER

3.00 EXTENT

GENERAL STATEMENT OF EXTENT AND EXTENT OF RESULTING OUTCOME

( ) 3.01 GAUGE BLOCK IS POLISHED TO APPROVAL OF BOARD OF

EXPERT RATERS. TO BE COMPLETED WITHIN 30 MINUTES

WITH EACH OPERATION' JUDGED AS SATISFACTORY OR
UNSATISFACTORY.

3.02 GAUGE BLOCK DOES NOT MOVE UNDER WORKING PRESSURE

3.03 CORRECT COMPOUND SELECTED FOR DESIRED FINISH

3.U4 TO FINISH SPECIFIED IN BLUEPRINT



PROGRAM MACHINE SHOP
USOE CODE NO(S)

1.00 CONDITION

MISOE NO.

ti

DIVISION 01 . BENCti W0R1C

UNIT 02 yO6ISH'

TERMOB1:140, 16-003

2.00 PERFORMANCE

GENERAL STATEMENTW,PERFORMANCE AND RESULTING OUTCOME_

3.00 EXTENT

GENERAL STATEMENT OF EXTENT AND EXTENT OF RESULTING OUTCOME

GO



`.11SUE NO.

'RMRAM MACHINE SHOP

1.00 CONDITION

( ) .1.01 BLUEPRINT OF GAUGE BLOCK
( ) 1.02 MACHINED GAUGE BLOCK
( ) 1.03 LAPPING COMPOUNDS
( ) 1.04 LATHE
( ) 1.05 DRILL PRESS

2.00 PERFORMANCE

DIVISION 01 BENCH WORK

UNIT 02 POLISH

TERMOB NO. 16-063

GENERAL STATEMENT OF PERFORMANCE AND RESULTING OUTCOME
IN BLUEPRINT EMPLOYING

( ) 2.02 SECURE GAUGE BLOCK
( ) 2.03 SELECT COMPOUND
( ) 2.04 LAP GAUGE BLOCK

( ) 2.01 LAP GAUGE BLOCK AS SPECIFIED
THE FOLLOWING OPERATIONS:

3.00 EXTENT

GENERAL STATEMENT. OF EXTENT AND EXTENT OF RESULTING. OUTCOME

.( ) 3.01 GAUGE BLOCK IS LAPPED TO APPROVAL OF BOARD OF-EXPERT
RATERS. TO BE COMPLETED WITHIN 2 HOURS WITH EACH -_
OPERATION JUDGED AS SATISFACTORY OR UNSATISFACTORY.

( ) 3.02 GAUGE BLOCK DOES NOT MOVE UNDER WORKING PRESSURE
( ) 3.03 CORRECT GRIT SIZE AND COMPOSITION SELECTED
( ) 3.04 TO ± .0001

(31



PiVGRAM MACHINE SHOP
USOE CODE(s)

1.00 CONDITION

2.00 PERFORMANCE

M1SOE NO.

DIVISION 01 BENCH WORK

UNIT 02 POLISH

TERMOE3 NO. 16-063

O

GENERAL STATEMENT OF PERFORMANCE AND. RESULTING OUTCOME

3.00 EXTENT

GENERAL STATEMENT OF EXTENT AND EXTENT OF.RESULTING OUTCOME



Ai:4)E* NO.

'R0 RAM AACHINE SHOP

1.00 CONDITION

( ) 1.01
( ) 1.02
( ) 1.03
( ) 1.04
( ) 1.05

) I.06

-

DIVISION 01 BENCH WORK

UNIT 03 LAYOUT

TERMOB NO. 16-059

BLUEPRINT OF AN-ANGLE IRON PLATE
REQUIRED STOCK, MACHINED TO ROUGH OUTSIDE DIMENSIONS

SURFACE PLATE
VERNIER HEIGHT GAUGE
BLUE DYEKEM
BASIC MACHINIST'S TOOLS CTABL - T 5)

2.00 PERFORMANCE

GENERAL STATEMENT OF PERFORMANCE AND RESULTING OUTCOME

( ) 2.01 LAY OUT ANGLE IRON PLATE AS SPECIFIED IN BLUEPRINT
EMPLOYING THE FOLLOWING OPERATIONS:

( ) 2.02 PAINT ROUGHED OUT BLOCK
C ) 2.03 SET HEIGHT GAUGE
( ) *2.04 SCRIBE LAYOUT LINES

3.00 EXTENT

GENERAL STATEMENT OF EXTENT AND EXTENT OF RESULTING OUTCOME

( ) 3.01 ANGLE IRON PLATE IS LAID OUT TO APPROVAL OF BOARD OF

EXPERT RATERS. TO BE COMPLETED WITHIN 20 MINUTES WITH

EACH OPERATION JUDGED AS SATISFACTORY OR UNSATISFACTORY:

( ) 3.02 EVENLY ON FOUR SIDES
( ) 3.03 TO ± .005
( ) 3.04 TO t .005



MI SOE NO.,

PROGRAM MACHINE SHOP DI VISION 01 BENCH. WORK
USOE CODEts )

01.111111111.111.110...

1.00 CONDITION

UNIT 03 LA/OUT,.

TERMOG NO. 16-059

2.00 PERFORMANCE

GENERAL STATEMENT OF PERFORMANCE AND RESULTING 'OUTCOME,

3.00 EXTENT

GENERAL STATEMENT OF EXTENT AND EXTENT OF RESULTING OUTCOME

G



gISOE NO.

WAANI MACHINE SHOP _DIVISION 01 BENCH WORK

UNIT 04

TERMOB NO. 16-060

ASSEMBLY

1.00 CONDITION

( ) 1.01 ASSEMBLY DRAWING OF A BENCH VISE
( ) 1.02 MACHINED, HARDENED AND GROUND PARTS OF A BENCH VISE
( ) 1.03 BASIC MACHINIST'S TOOLS (TABLE T-3)

2.00 PERFORMANCE

GENERAL STATEMENT OF PERFORMANCE AND RESULTING OUTCOME
FOLtOWING OPERATIONS:( ) 2.01 ASSEMBLE BENCH VISE EMPLOYING THE

C 5 2,02 TAKE INVENTORY OF PARTS
( ) 2.03 ASSEMBLE ALL SUB-ASSEMBLIES
( ) 2.04 ASSEMBLE SUB-ASSEMBLIES TOGETHER
( ) 2.05 CHECK MOVING PARTS

3.00 EXTENT

GENERAL STATEMENT OF EXTENT AND EXTENT OF RESULTING OUTCOME

( ) 3.01 BENCH VISE IS ASSEMBLED TO APPROVAL OF BOARD OF EXPERT
RATtRS. TO BE COMPLETED WITHIN ONE HOUR WITH EACH
OPERATION' JUDGED AS SATISFACTORY OR UNSATISFACTORY.

C ) 3.02 ALL PARTS PRESENT-
( ) 3.03 PARTS PROPERLY ALIGNED
( ) 3.04 SUB-ASSEMBLIES PROPERLY ALIGNED
( ) 3.05 VISE OPERATES PROPERLY



WOE NO.

PRaGRAM MACHINE SHOP . DIVISION BENCH WORK
USOE

7.1ww,r..M.nr. .01

UNIT 04 ASSEMBLY

TER406 NO. 16 050

1.00 CONDITION

2.00 PERFORMANCE

,GENERAL STATEMENT OF PERFORMANCE AND RESULTING OUTCOME

3.00 EXTENT

GENERAL STATEMENT OF EXTENT'AND EXTENT OF RESULTING OUTCOME



:ISM NO.

'ROJRAM MACHINE SHOP

1.00 CONDITION

DIVISION 01 BENCH WORK

UNIT 04- AssgmBiS

TERMOB NO. 16-061

( ) 1.01 ASSEMBLY DRAWING OF A TAP WRENCH
( ) 1.02 MACHINED, HARDENED AND GROUND PARTS OF A TAP WRENCH

( ) 1.03 BASIC MACHINIST'S TOOLS (TABLE T-3)

2.00 PERFORMANCE

GENERAL STATEMENT OF PERFORMANCE AND RESULTING OUTCOME
( ) 2.01 ASSEMBLE TAP WRENCH EMPLOYING THE FOLLOWING OPERATIONS:

( ) 2.02 TAKE INVENTORY OF PARTS
( ) 2.03 ASSEMBLE ALL SUB-ASSEMBLIES
( ) 2.04 ASSEMBLE SUB - ASSEMBLIES TOGETHER
( ) 2.05 CHECK MOVING PARTS

3.00 EXTENT

GENERAL STATEMENT OF EXTENT AND-EXTENT OF RESULTING. OUTCOME

( ) 3.01. TAP WRENCH IS ASSEMBLED TO APPROVAL OF BOARD OF EXPERT

RATERS. TO BE COMPLETED WITHIN 30 MINUTES WITH EACH
OPERATION JUDGED AS SATISFACTORY OR UNSATISFACTORY.

( ) 3.02 ALL PARTS-PRESENT
( ) 3.03 PARTS PROPERLY ALIGNED
( ) 3.04 SUB-ASSEMBLIES PROPERLY ALIGNED
( ) 3.05 TAP WRENCH OPERATES PROPERLY



PROGRAM MACHINE SHOP
USOE CODECs)

1.00 CONDITION

2.00 PERFORMANCE

DIVISION

UNIT

TER4OB NO.

to

MISOE NO.

01 BENCH' WORK

04 --'ISTUIBLY

it

GENERAL'STATEMENTOF PERFORMANCE AND RESULTING OUTCOME

3.00 EXTENT .1*

GENERAL STATEMENT OF EXTENT AND-EXTENT OF RESULTING OUTCOME
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.I f.-JOE t10.

RC PAM MACHINE SHOP

1.00 CONDITION

( ) 1.01
( ) 1.02
( ) 1.03

-( ) 1.04
( ). 1.05
( ) 1.06

DIVISION 01 BENCH WORK

UNIT 05 DRILL PRESS

TERMOB NO. 16-964

BL:UEP,RINT OF A M4g[1:IST'S VISE JAW
MACHINED AND DRILLED MACHINIST'S VISE JAW
DRILL PRESS
TAPPING ATTACHMENT

'BASIC MACHINIST'S HAND TOOLS (TABLE T-3)
TAPPING FLUID

2.00 PERFORMANCE

GENERAL STATEMENT OF PERFORMANCE,AND RESULTING OUTCOME

( ) 2.01 TAP HOLE IN MACHINIST'S VISE JAW AS SPECIFIED IN
BLUEPRINT EMPLOYING THE FOLLOWING OPERATIONS:

( ) 2.02 SELECT TAP
( ) 2.03 SET JAW IN VISE.
( ) 2.04 COUNTERSINK HOLE
( ) 2.05 -TAP HOLE

3.00 EXTENT

GENERAL STATEMENT OF EXTENT AND EXTENT OF RESULTING OUTCOME
OF

OR

( ) 3.01 HOLE IS TAPPED IN MACHINIST'S VISE JAW TO APPROVAL
BOARD OF EXPERT RATERS. TO BE COMPLETED WITHIN 15
MINUTES WITA EACH OPERATION JUDGED AS SATISFACTORY
UNSATISFACTORY. tc,

( ) 3.02 CORRECT TAP SIZE SELECTED
( ) 3.03 SECURELY, AT PROPER ANGLE, WITHOUT DAMAGING PIECE
( ) 3.04 TO OUTSIDE DIMENSION OF TAP
( ) 3.Q5 THREADS ARE. CLEAN AND,STRAIGHT



t

PR)GRAM MACHINE SHOP
IUSOE CODECs)

OINI

DIVISION

UNIT

TERMOB NO.

01

MISOE NO.

BENCH WORK

05 DRILL PRESS

16-064

1.00 CONDITION

2.00 PERFORMANCE

GENERAL STATEMENT OF PERFORMANCE AND RESULTING OUTCOME.

4-

GENERAL STATEMENT OF EXTENT AND EXTENT OF. RESULTING OUTCOME

7u



,II_SOE NO.

1ROGRAM MACHINE SHOP

1.00 CONDITION

) 1.01
( ) 1.02
C) 1.03
( ) 1.04

2.00' PERFORMANCE

p

DIVISION 01 BENCH WORK

,UNIT 05 QRILL PRESS

TERMOB NO. 16-065

BLUEPRINT OF A MACHINIST'S VISE JAW
MACHINED AND.CENTER DRILLED MACHINIST'S VISE JAW
DRILL PRESS
BASIC MACHINIST'S HAND TOOLS (TABLE T-3)

GENERAL STATEMENT, OF PERFORMANCE AND. RESULTING OUTCOME

( ) 2.01

C 2.02
) 2.03
) 2.04

3.00 EXTENT

DRILL HOLE IN MACHINIST'S VISE JAW AS SPECIFIED IN

BLUEPRINT EMPLOYING THE FOLLOWING OPERATIONS:

SELECT DRILL
SET JAW IN I SE

.DRILL HOLE

STATEMENT EXTENT RESULTING OUTCOMEGENERAL OF EXTENT AND OF

( ) 3.01 HOLE IS DRILLED IN MACHINIST'S VISE JAW TO APPROVAL OF
BOARD OF EXPERT RAtERS. TO BE COMPLETED WITHIN 10
MINUTES WITH EACH OPERATION JUDGED AS SATISFACTORY OR

UNSATISFACTORY.

( ) 3.02 CORRECT DRILL SIZE SELECTED
( ) 3.03 SECURELY, AT PROPER ANGLE, WITHOUT DAMAGING PIECE

( ) 3.04 TO ± .005 ON ST7E

.71



e

M SOE NO.

PEOGRAM aaawnm....w.wweer.MACHINE. SHOP DIVISION 01 BENCH WORK
USOE CO MO -------

UNIT 05 DRILL PRESS
=111......

TERMOB NO. 16-065

1.00 CONDITION.

2.00 PERFORMANCE

GENERAL STATEMENT OF PERFORMANCE AND RESULTING OUTCOME,

3.00 EXTENT

GENERAL STATEMENT (5F EXTENT AND EXTENT OF RESULTING OUTCOME

7 2



PROGRAM MACHINE SHOP C.DPOSION tJ2 HEAT TREATMENT

UNIT: 01 ANNEAL

TERMOB NO. 16-004

1.00 CONDITION

( ) 1:01
( ) 1.02,

MACHINe AND HARDENED ANGLE PLATE
BASIC ACHINI:ST'S TOOLS (TABLE T-3)

( ) 1.03 HEAT TREATMENT TABLES
( ) 1.04' FURNACE
C ) 1.05 CERTIFIED MATERIAL

2.00"PERFORMANCE

GENERAL STATEMENT OF PERFORMANCE AND RESULTING OUTCOME

( ) 2.01 ANNEAL ANGLE PLATE EMPLOYING THE FOLLOWING OPERATIONS:

( ) 2.02 HEAT ANGLE PLATE IN FURNACE
( ) 2.03 HEAT ANGLE-PLATE
( ) 2.04 COOL ANGLE PLATE'

3.00 EXTENT

GENERAL STATEMENT OF EXTENT AND EXTENT OF RESULTING OUTCOME

( ) 3.01 ANGLE PLATE IS BROUGHT BACK TO ITS ORIGINAL STATE
TO APPROVAL OF BOARD OF EXPERT RATERS. TO BE COMPLETED

WITHIN 3 HOURS WITH EACH OPERATION JUDGED AS
SATISFACTORY OR UNSATISFACTORY.

( ) 3.02 SLIGHTLY ABOVE CRITICAL RANGE
( ) 3.,03 ANGLE PLATEHEATED14:UNIFORMLY"
( 3.-0-4--ANGLE-PLATE-COOLEd 5!LOWLY-TO ROOM TEMPERATURE

73.



MISOE NO

PROGRAM MACHINE SHOP DIVISION 02 HEAT TREATMENT
USOE CODE NM)

UNIT 01 ANNEAL

TERMS NO. 167004

11.00 CONDITION

f.

2.00. PERFORMANCE

GENERAL STATEMENT OF PERFORMANCE AND RESULTING OUTCOME

3.00 EXTENT

GENERAL STATEMENT OF EXTENT AND EXTENT*OF RESULTING OUTCOME



MISOE NO.

PROGRAM MACHINE SHOP

1.00 CONDITION

( ) 1.01
( ) 1.02
( ) 1.03
( ) 1.04
( ) 1.05

2.00 PERFORMANCE

DIVISION 02 HEAT ,TREATING

UNIT '02 HARDEW NG

'042E3 NO; :16-005-%

MACHINED' CENTER PUNCH
BASIC MACHINIST'S TOOLS (TABLE T-3)
FURNACE
QUENCHING MEDIUM
HEAT TREATMENT TABLES

GENERAL STATEMENT OF PERFORMANCE AND RESULTING OUTCOME

( ) 2.01 HARDEN CENTER PUNCH EMPLOYING THE FOLLOWING

OPERATIONS:

( ) 2.02 HEAT CENTER PUNCH IN FURNACE

( ) 2.03 QUENCH-HEATED CENTER PUNCH_

3.00 EXTENT

6 fr

GENERAL STATEMENT OF EXTENT AND EXTENT OF RESULTING OUTCOME

( ) 3.01 CENTER PUNCH IS:HARDENED TO APPROVAL OF BOARD OF

EXPERT RATERS. TO BE COMPLETED WITHIN 2, HOURS WITH

EACH OPERATION JUDGED AS SATISFACTORY OR UNSATISFACTORY.

( ) .3.02 TO CRITICAL TEMPERATURE
( ') 3.03 QUENCHED IN.MEDIUM AS SPECIFIED IN HEAT TREATMENT

TABLES



PROGRAM MACHIJNIE SHQF
USOE CODE -NM)

1.00 CONDITION

2.00 PERFORMANCE

MI SOE NO.

DIVISION 02 1-0T TrtfitT 1/4k

UNIT 02 HARDENING

TERMOB NO. 16-005

GENERAL STATEMENT OF PERFORMANCE AND RESULTING OUTCOME

3.00 EXTENT

GENERAL STATEMENT OF EXTENT AND EXTENT OF RESULTING OUTCOME



MISOE NO.

PROGRAM MACHINE SHOP

it

DIVISION 02 HEAT TREATING

UNIT 03 TEMPER

TERMOB NO. 16 -006

1.00 CONDITION

( ) 1.01
( ) 1.02
( ) 1.03
( ) 1.04
( ) 1.05
( ) 1.06

HARDENED CENTER*PUNCH
BASIC MACHINIST'S TOOLS
HEAT TREATMENT TABLES
FURNACE
QUENCHING MEDIUM
COLOR CHARTS

(TABLE T-3)

2.06 PERFORMANCE

GENERAL STATEMENT OF PERFORMANCE AND RESULTING OUTCOME

( ) 2.01 TEMPER HARDENED CENTER PUNCH EMPLOYING THE FOLLOWING

OPERATIONS:

( ) 2.02 HEAT CENTER PUNCH
( ) 2.03 QUENCH CENTER PUNCH

,,

3.00 EXTENT

GENERAL. STATEMENT OF EXTENT AND EXTENT OF RESULTING, OUTCOME

( ) 3.01 CENTER PUNCH DOES NOT SHATTER UNDER USE AND POINT
RETAINS ITS SHARPNESS TO APPROVAL OF BOARD OF EXPERT

RATERS. TO BE COMPLETED WITHIN 35 MINUTES WITH EACH

OPERATION JUDGED AS SATISFACTORY OR UNSATISFACTORY.

) 3.02 TO CORRECT TEMPERATURE BELOW CRITICAL RANGE

( ) 3.03 IN CORRECT QUENCH MEDIUM AS SPECIFIED IN HEAT

TREATMENT TABLES

77



M1 SOE NO.

PROGRAM mAcHiqg slit' DIVISION 02 HFAT TRPAT1Nc
USOE CODE NOBS)

UN IT 03 TEMPER

TERMOB NO. ;6-006

1.00 CONDITION

2.00 PERFORMANCE

GENERAL STATEMENT OF PERFORMANCE AND RESULTING. OUTCOME

3.00 EXTENT

GENERAL STATEMENT OF EXTENT AND EXTENT, OF RESULTING OUTCOME



M SOE NO.

PROGRAM MACHINE SHOP DIVISION 03 MACHINES

UNIT 01 LATHE

TERMOB NO. 16-007

1.00 CONDITION

( ) 1.01 BLUEPRINT OF A PARALLEL CLAMP SCREW
( ) 1.02 REQUIRED STOCK
( ) 1.03 LATHE
( ) 1.04 POWER BAND SAW
( ) 1.05 POWER HACK SAW
( ) 1.06 BASIC MACHINIST'S TOOLS (TABLE T-3)

2.00 PERFORMANCE

GENERAL STATEMENT OF PERFORMANCE AND RESULTING OUTCOME,
( ) 2.01 MAKE A PARALLEL CLAMP SREW AS SPECIFIED IN BLUEPRINT

EMPLOYING THE FOLLOWING OPERATIONS:

C ) 2.02 SELECT STOCK
( ) 2.03 CUT STOCK
( ) 2.04 FACE OFF
( ) 2.05 CENTER DRILL
( ) 2.06 STRAIGHT TURN
( ) 2.07 KNURL
( ) 2.08 SHOULDER TURN
( ) 2.09 CHAMFER
( ) 2.10 THREAD
( ) 2.11 CUT OFF

3.00 EXTENT

GENERAL STATEMENT OF EXTENT AND EXTENT OF RESULTING OUTCOME

( ) 3.01 PARALLEL CLAMP SCREW IS MADE TO APPROVAL OF BOARD OF

EXPERT RATERS. TO BE COMPLETED WITHIN 3 HOURS WITH
EACH OPERATION JUDGED AS SATISFACTORY OR UNSATIS-
FACTORY.

( ) 3.02
( ) 3.03
( ) 3.04
( ) 3.05
( ) 3.06
( ) 3.07
( ) 3.08
( ) 3.09
( ) 3.10
( ) 3.11

CORRECT STOCK SELECTED
1/8 INCH OVERSIZE
TO ± .005 OR 1/64 INCH AS SPECIFIED IN BLUEPRINT
TO ± .005 OR 1/64 INCH AS SPECIFIED IN BLUEPRINT
TO ± .005 OR 1/64 INCH AS SPECIFIED IN BLUEPRINT
TO t 1/64 INCH ON LENGTH, PATTERN CLEAN AND SHARP
TO .005 OR 1/64 INCH AS SP4CIFIED IN BLUEPRINT
TO ± .005 OR 1/64 INCH AS SP.ECIFIED IN BLUEPRINT
FITS GO/NO-GO THREAD GAUGE
TO ± .005 OR 1/64 INCH AS SPECIFIED IN BLUEPRINT



MISOE NO.-

PROGRAM MACHINE SHOP DIVISION 03 MACHINES
USOE CODE NO(S)

1.00 'CONDITION

2.00 PERFORMANCE

GENERAL STATEMENT OF

3.00 EXTENT

UNIT 01 LATHE

TEMA NO. 16 007

PERFORMANCE AND RESULTING OUTCOME

GENERAL STATEMENT OF EXTENT AND EXTENT OF. RESULTING OUTCOME

80



MI SUE NO,

PROGRAM MACHINE SHOP' D11,11510N , 03 MACHINES

UNIT 01 LATHE,

TERMOB 1.6-008

1.00 COND TION

( ) 1.01 BLUEPRINT OF A CENTER PUNCH
( ) 1.02 REQUIRED STOCK
( ) 1.03 LATHE
( ) 1.04 POWER BAND SAW
( ) 1.04 POWER HACK SAW
( ) 1.05 BASIC MACHINIST'S TOOLS (TABLE 7-3)

.00 PERFORMANCE

GENERAL STATEMENT OF PERFORMANCE AND RESULTING OUTCOME

( ) 2.01 MAKE A CENTER PUNCH AS SPECIFIED IN BLUEPRINT EMPLOY-
ING THE FOLLOWING OPERATIONS:

(

(

(

)

)

)

2.02
2.03
2.04

SELECT STOCK 4-

CUT STOCK
FACE OFF

( ) 2:05 CENTER DRILL
( ) 2.06 STRAIGHT TURN
( ) 2.07 KNURL
C ) 2.08 CHAMFER
( ) 2.09 TAPER TURN

00 EXTENT

GENERAL- STATEMENT OF EXTENT AND EXTENT OF RESULTING OUTCOME

( ) 3.01 CENTER PUNCH IS MADE TO APPROVAL OF BOARD OF EXPERT

RATERS. TO BE COMPLETED WITHIN 2 HOURS WITH EACH
OPERATION JUDGED AS SATISFACTORY OR UNSATISFACTORY.

( ) 3.02 CORRECT STOCK SELECTED.
C ) 3.03 1/8 INCH OVERSIZE
( ) 3.04 TO :1-.005 OR 1/64 INCH AS-SPECIFIED IN BLUEPRINT

C ) 3.05 TO ± .005 OR 1/64 INCH AS SPECIFIED IN BLUEPRINT

( ) 3.06 TO ± .005 OR 2/64 INCH AS, SPECIFIED IN BLUEPRINT

( ) 3.07 TO 1: 1/64 ON LENGTH, PATTERN CLEAN AND SHARP

( ) 3.08 TO ± .005 OR 1/64 INCH AS SPECIFIED IN BLUEPRINT

C) 3.09 TO * .005 OR 1/64 NCR AS SPECIFIED IN BLUEP4INT

81



PIMA,* .24ACHIt SHOP

USOE CODE NO(S)

11.00 CONDITION

`MISOE NO.

DIVISION 03 MACHINES.

UNIT 01 LATHE

TERROR NO.
--

16-008

2.00 PERFORMANCE

GENERAL STATEMENT OF PERFI6MANCE AND RESULTING OUTCOME

3.00 EXTENT

a.111,
lonn.......=

GENERAL STATEMENT OF EXTENT AND-EXTENT OF RESULTING OUTCOME

8'

4



MISOF NO.

PROGRAM MACHINE SHOP

1.00 COND IT I ON

41

DIVISION 03 r MACHINES

UNIT 01 LATHE

TERMOB NO. 1b -109

( -) 1.01 BLUEPRINT OF A HEXAGONAL NUT
( ) 1.02 REQUIRED STOCK
( ) .1.03 LATHE
( ) 1.04 POWER BAND SAW
C ) 1.05 POWER HACK SAW
( ) 1.06 BASIC MACHINIST'S TOOLS (TABLE T*3)

2.00 PERFORMANCE

GENERAL STATEMENT OF- PERFORMANCE AND RESULTING OUTCOME

C ) 2.01 MAKE AN HEXAGONAL NUT AS SPECIFIED IN. BLUEPRINT

EMPLOYING THE FOLLOWING OPERATIONS:

) 2.01 SELECT STOCK
) 2.03 CUT STOCK
) 2,04 FACE OFF

( ) 2.05 CENTER DRILL
( ) 2.Q6 4DRILL
( ) 2.07 CHAMFER
( ) 2.08 THREAD
( ) 2.09 COUNTER SINK

3.00 EXTENT

GENERAL STATEMENT OF EXTENT AND EXTENT OF RESULTING OUTCOME

C ) 3.01 HEXAGONAL' NUT IS MADE TO APPROVAL OF BOARD OF EXPERT

RATERS. TO,BE COMPLETED WITHIN 2 HOURS WITH EACH
'-OPERATION JUDGED AS SATISFACTORY OR UNSATISFACTORY.

.

) 3.02 CORRECT STOCK SELECTED
C ) 3.03 1/8 INCH OVERSIZE

) 3.04 TO ± .005 OR 1/t4 INCH AS SPECIFIED IN BLUEPRINT

) 3.05 TO ± .005 OR 1/64 INCH AS SPECIFIED IN BLUEPRINT

) 3.06 TO ±,*.005 OR 1/64 INCH AS SPECIFIED IN _BLUEPRINT

( ) 3.07 TO .± ,005-OR 1/64 INCH AS SPECIFIED IN BLUEPRINT

( 3.08 FITS GO/NO-GO THREAD GAUGE
) 3.09 ± .005 OR 1/64 INCH AS SPECIFIED IN BLUEPRINT



MI SOE NO.

PROGRAM MACHINE SHOP DIVISION 03 - MACHINES
USOE CODE NO(S)

UNIT 01 LATHE

1.00 CONE) I.T I ON

TER/438 NO. 16 -009

2.00 PERFORMANCE

GENERAL STATEMENT OF PERFORMANCE AND RESULTING OUTCOME

3.00 EXTENT

GENERAL STATEMENT-OF EXTENVAND EXTENT OF RESULTING OUTCOME

8.1



I

MISOE NO.

PROGRAM MACHINE SHOP

et,

1.00 CONDITION

2.00

DIVISION

UNIT

03 MACHINES

01 LATH

TERMOB NO. 16-010

( ) 1.01 BLUEPRINT OF SALT AND PEPPER SHAKERS
( ) 1.02 REQUIRED STOCK
( ) 1.03 LATHE
( ) 1.04 POWER BAND SAW
( ) 1.05 POWER HACK SAW
( ) 1.06 BASIC MACHINIST'S TOOLS (TABLE T-3)

PERFORMANCE

GENERAL STATEMENT OF PERFORMANCE AND RESULTING OUTCOME
( ) 2.01 MAKE SALT AND PEPPER SHAKERS AS SPECIFIED IN BLUEPRINT

EMPLOYING THE FOLLOWING OPERATIONS:

( ) 2.02 SELECT STOCK
( ) 2.03 CUT STOCK
( ) 2.04 STRAIGHT TURN
( ) 2.05 FACE OFF
( ) 2.06 CENTER DRILL
( ) 2.07 DRILL
( ) 2.08 NECK
( ) 2.09 CHAMFER
( ) 2.10 THREAD
( ) 2.11 FORM
( ) 2.12 RECESS
( ) 2.13 TAP
( ) 2.14 CUT OFF

3.00 EXTENT

GENERAL STATEMENT OF EXTENT AND EXTENT OF RESULTING OUTCOME
( ) 3.01 SALT AND PEPPER SHAKERS ARE MADE TO APPROVAL OF BOARD

OF EXPERT RATERS. TO BE COMPLETED WITHIN 8 HOURS WITH
EACH OPERATION JUDGED AS SATISFACTORY OR UNSATIS-
FACTORY.

( ) 3.02
( ) 3.03
( ) 3.04

) 3.05
C ) 3.06
( ) 3.07
( ) 3.08
( ) 3.09
( ) 1.10
( ) 3.11
( ) 3.12
C A. 11

CORRECT STOCK SELECTED
1/8 INCH OVERSIZE
TO ± .005 OR 1/64 INCH AS SPECIFIED IN BLUEPRINT'
TO ± .00 OR 1/64 INCH AS SPECIFIED IN BLUEPRINT
TO ± .005 OR 1/64 INCH AS SPECIFIED IN BLUEPRINT
TO ± .005 OR 1/64 INCH AS SPECIFIED-1N BLUEPRINT
TO ± .005 OR 1/64 INCH AS SPECIFIED IN BLUEPRINT
TO ± .005 OR 1/64 INCH AS SPECIFIED IN BLUEPRINT
FITS GO/NO-GO-THREAD GAUGE
TO ± 1/4°
TO ± .005 OR /1/64 INCH' AS SPECIFIED IN
FtTc_aaLme-ad_rRaFiln-,.aaar.E_____

BLUEPRINT



{ ) 1.04 POWER,BANQ SAW
( ) 1.05 POWER HACK SAW
( ) 1.06 BASIC MACHINIST'S TOOLS (TABLE T -3)

2.00 PERFORMANCE

GENERAL STATEMENT OF PERFORMANCE AND RESULTING OUTCOME
( 2.01 MAKE SALT AND PEPPER SHAKERS AS SPECIFIED IN BLUEPRINT

EMPLOYING THE FOLLOWING OPERATIONS:

( ) 2.02 SELECT STOCK
( ) 2.03 CUT STOCK
( ) 2.04 STRAIGHT TURN
C ..2.05 FACE OFF
( ) 2.06 CENTER DRILL
( ) 2.07 DRILL
( ) 2.08 NECK
( ) 2.09 CHAMFER
( ) 2.10 THREAD
( ) 2.11 FORM
( ) 2.12 RECESS
( ) 2.13 TAP
( ) 2.14 CUT OFF

3.00 EXTENT

GENERAL STATEMENT OF EXTENT AND EXTENT OF RESULTING OUTCOME
( ) 3.01 SALbAND PEPPER.SHAKERS ARE MADE TO APPROVAL OF BOARD

OF EXPERT RATERS. TO BE COMPLETED WITHIN 8 HOURS WITH
EACH OPERATION JUDGED AS SATISFACTORY OR UNSATIS-
FACTORY.

( ) 3.02
( ) 3.03
( ) '3.04
( ) 3.05.

( ) 3.06
( ) 3.07
( ) 3.08

3.09
( ) 3.10
( ) 3.11
( ) 3.12
( ) 3.13
( ) 3.14

CORRECT STOCK SELECTED
1/8 INCH OVERSIZE
TO ± .005 OR 1/64 INCH AS SPECIFIED IN BLUEPRINT
TO ± .005 OR 1/64 INCH AS SPECIFIED IN BLUEPRINT
TO ± .005- OR 1/64 INCH AS SPECIFIED'IN BLUEPRINT
TO ± .005 OR 1/64 INCH AS SPECIFIED IN BLUEPRINT
TO ± .005 OR 1/64 INCH AS SPECIFIED IN BLUEPRINT
TO ± .005 OR 1/64 INCH AS SPECIFIED IN BLUEPRINT
FITS GO/NO-GO THREAD GAUGE
TO ± 1/4°
TO ± .005 OR 1/64 INCH AS SPECIFIED IN BLUEPRINT
FITS GO/NO-GO_THREAD GAUGE
TO ± .005 OR 1/64 INCH AS SPECIFIED IN BLUEPRINT

86
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A

PROGRAM MACHINE SHOP
USOE CODE NO(S)

1.00 CONDITION

2.00 PERFORMANCE

MISOE NO.

DIVISION 03 MACHINES

UNIT 01 LATHE

TERICS NO. 16 -010

-GENERAL STATEMENT OF PERFORMANCE AND RESULTING OUTCOME

3.00 EXTENT

GENERAL STATEMENT OF EXTENT AND EXTENT OF RESULTING OUTCOME



M I 'AL NO.

PROGRAM MACHINE SHOP

1.00 CONDITION'

8b

( ) 1.01 BLUEPRINT OF SCRIBER
( ) 1.02 REQUIRED STOCK
( ) 1.03 LATHE
( ) 1.04 POWER BAND SAW
C ) 1.05 POWER HACK SAW
( ) 1.06 BASIC MACHINISTS TOOLS

2.00 PERFORMANCE

DIVISION 03 MACHINES

UNIT 01 LATHE

TERMOB NO. 16-01 I

(TABLE,T-3)
1

GENERAL STATEMENT OF PERFORMANCE- AND RESULTING OUTCOME
( ) 2.01 MAKE A SCRIBER AS SPECIFIED IN BLUEPRINT EMPLOYING

THE FOLLOWING OPERATIONS:

2.02 SELECT STOCK
2.03 CUT STOCK
2.04 STRAIGHT TURN
2.05 FACE OFF
2.06 KNURL
2.0-7 CENTER DRILL
2.08 DRILL
2.09 CHAMFER
2.10 TAP.
2.11 COUNTERSINK
2.12 TAPER TURN
.13 NECK

2.14 THREAD
2.15 FORM

3.0 XTENT

GENERAL STATEMENT OF EXTENT AND EXTENT OF RESULTING OUTCOME-

( ) 3.01 SCRIBER IS MADE TO APPROVAL OF BOARD OF EXPERT RATERS.
TO BE COMPLETED WITHIN 10 HOURS WITH EACH OPERATION
JUDGED AS SATISFACTORY OR UNSATISFACTORY.

3.02 CORRECT STOCK SELECTED
3.03
3.04
3.05
3.06
3.07
3.08
3.09
3.10 FITS GO/NO-GO THREAD GAUGE
3.11

1/8 INCH OVERSIZE
TO ± .005 OR 1/64 INCH AS.SPECIFIED IN BLUEPRINT
TO ± .005 OR 1/64 INCH AS SPECIFIED IN BLUEPRINT
TO t .005 OR 1/64 INCH AS SPECIFIED IN BLUEPRINT'

TO ± .005 OR 1/64 INCH AS SPECIFIED IN BLUEPRINT
TO ± .005 OR 1/64 INCH AS SPECIFIED IN BLUEPRINT
TO t ,.005 OR 1/64 INCH AS SPECIFIED- IN BIUEPRINT

TO ± .005 OR 1/64 INCH AS SPECIFIED IN BLUEPRINT



( ) 1.05 POWER HACK SAW
( ) 1.06 BASIC MACHINIST'S TOOLS (TABLE T-3)

-2F.00 PERFORMANCE

GENERAL STATEMENT OF PERFORMANCE AND RESULTING. OUTCOME

( ) 2.'01 MAKE A SCRIBER AS SPECIFIED IN BLUEPRINT EMPLOYING
THE FOLLOWING OPERATIONS:

( ) 2.02 SELECT STOCK
( ) 2.03 CUT STOCK
( ) 2.04 STRAIGHT TURN
( ) 2.05 FACE OFF
( ) 2.06 KNURL
( ) '2.07 CENTER DRILL
( ) 2.08 DRILL
( ) 2.09 CHAMFER
( ) 2.10 TAP
( ) 2.11 COUNTERSINK
( ) 2.12 TAPER TURN
( ) 2.13 NECK
( ) 2.14 THREAD
( ) 2.15 FORM

3.00 EXTENT

GENERAL STATEMENTOF EXTENT AND EXTENT OF RESULTING OUTCOME

( ) 3.01 SCRIBER IS MADE TO APPROVAL OF BOARD OF EXPERT RATERS,
TO BE COMPLETED WITHIN 10 HOURS WITH EACH OPERATION
JUDGED AS SATISFACTORY OR UNSATISFACTORY.

( ) 3.02
( ) 3.03
( ) 3.04
( ) 3.05
( ) 3.06
( ) 3.07
( ) 3.08
( ) 3.09
( ) 3.10
( ) 3.11
( ) 3.12
( ) 3.13
( ) 3.14
( ) 3.15

CORRECT STOCK SELECTED
1/8 INCH OVERSIZE
TO .005 OR 1/64 INCH AS SPECIFIED IN BLUEPRINT
TO ± .005 OR 1/64 INCH AS SPECIFIED IN BLUEPRINT'
TO 2: .005 OR 1/64 INCH AS SPECIFIED IN BLUEPRINT
TO .005 OR 1/64 INCH AS SPECIFIED IN BLUEPRINT
TO ± .005 OR 1/64 INCH AS SPECIFIED IN BLUEPRINT
TO t .005 OR 1/64 INCH AS SPECIFIED IN BLUEPRINT
FITS GO/NO-GO THREAD GAUGE
TO ± .005 OR 1/64 INCH AS SPECIFIED IN BLUEPRINT
TO .005 OR 1/64 INCH AS SPECIFIED IN BLUEPRINT
TO t .005 OR 1/64 INCH AS SPECIFIED IN BLUEPRINT
FITS GO /NO -GO THREAD GAUGE
TO t 1/4°

4'
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PROGRAM ACHIAE SHOP
UWE CODE NO(S)

1.00 CONDITION

2.00 PERFORMANCE

Mt SOE NO.

DIVISION 03 MACHINES .

UNIT 01 LATHE

TERMS NO. 16-011

GENERAL STATEMENT OF PERFORMANCE AND ,RESULTING OUTCOME

3.00 EXTENT

GENERAL STATEMENT OF EXTENT AND EXTENT OF RESULTING OUTCOME



MI SOE NO.

91
PRO3RAM MACH 1 NE SHOP DIVISION 03 MACH INES

UN I T , 01 LATHE

TERMOB NO. 16-012

1.00 CONDITION

( ) 1.01 BLUEPRINT OF MACHINIST'S HAMMER HEAD
( ) 1.02 REQUIRED STOCK
( ) 1.03 LATHE
( ) 1.04- POWER BAND SAW
( 7 1.05 POWER HACK SAW
( ) 1.06 DRILL PRESS
( ) 1.07 BASIC MACHINIST'S TOOLS (TABLE T -3)

2.00 PERFORMANCE

GENERAL STATEMENT OF PERFORMANCE AND. RESULTING OUTCOME
C ) 2.01 MAKE A MACHINIST'S HAMMER HEAD AS SPECIFIED IN

BLUEPRINT EMPLOYING THE FOLLOWING OPERATIONS:

( ) 2,02 SELECT STOCK
) 2.03 CUT STOCK

( ) 2.04 STRAIGHT TURN
( ) 2.05 FACE OFF
( ) 2.06 FILE
( ) 2.07 FORM
( )' 2.08 CENTER DRILL
( ) 2.09 DRILL
( ) 2.10 COUNTERSINK
( ) 2.11 TAP

3.00 EXTENT

4

GENERAL STATEMENT OP EXTENT AND EXTENT OF RESULTING OUTCOME
) 3.01 MACHINIST'S HAMMER HEAD IS MADE TO APPROVAL OF BOARD

OF EXPERT RATERS. TO BE COMPLETED WITHIN 12 HOURS
WITH EACH OPERATION JUDGED AS SATISFACTORY OR
UNSATISFACTORY.

C ) 3.02
( ) 3.03
( ) 3.04
( ) 3.05
( ) 3.06
( ) 3.07

) 3.08
( ) 3.09
( 3.10

CORRECT STOCK SELECTED
1/8 INCH OVERSIZE
TO ± .005 OR 1/64
TO ± .005 OR 1/64
TO ± .005 OR 1/64

INCH AS SPECIFIED IN BLUEPRINT
INCH AS 'SPECIFIED IN BLUEPRINT
INCH AS SPECIFIED IN BLUEPRINT

TO CONFORM TO RADIUS GAUGE
TO ± .005 OR 1/64 INCH AS SPECIFIED IN BLUEPRINT
TO ± .005 OR 1/64 INCH AS SPECIFIEDIN BLUEPRINT
TO t .005 OR 1/64 INCH AS SPECIFIED IN BLUEPRINT



( ) 1.02 REQUIRV STOCK
( ) 1.03 LATHE
( ) 1.04 POWER BAND SAW
C ) 1.05 POWER HACK SAW
( ) 1.06 DRILL PRESS
( ) 1.07 BASIC MACHINIST'S TOOLS (TABLE T-3)

2.00 PERFORMANCE

GENERAL STATEMENT OF PERFORMANCE AND RESULTING OUTCOME
) 2.01 MAKE A MACHINIST'S HAMMER HEAD AS SPECIFIED IN

BLUEPRINT EMPLOYING THe FOLLOWING OPERATIONS:

( ) 2.02 SELECT STOCK
( ) 2.03 CUT STOCK

°( ) 2.04 STRAIGHT TURN
( ) 2.05 FACE OFF
( ) 2.06 FILE

" ( ) 2.07 FORM
"( ) 2.08 CENTER DRILL
( ) 2.09 DRILL
( ) 2.10 COUNTERSINK
( ) 2.11 TAP

3.00 EXTENT

GENERAL STATEMENT OF EXTENT AND EXTENT OF RESULTING OUTCOME

( ) 3.01 MACHINIST'S HAMMER HEAD IS MADE TO APPROVAL OF BOARD
OF EXPERT RATERS. TO BE COMPLETED WITHIN 12 HOURS
WITH EACH OPERATION JUDGED AS SATISFACTORY OR
UNSATISFACTORY.

( ) 3.02 CORRECT STOCK SELECTED
( ) 3.03 1/8 INCH OVERSIZE
( ) 3.04 TO ± .005 OR 1/64 INCH AS SPECIFIED IN BLUEPRINT
( ) 3.05 TO ± .005 OR 1/64 INCH AS SPECIFIED IN BLUEPRINT
C °) 3.06 TO ± .005 OR 1/64 INCH AS SPECIFIED IN BLUEPRINT
( ) 3.07 TO CONFORM TO RADIUS GAUGE
( ) 3.08 TO ± .005 OR 1/64 INCH AS SPECIFIED IN BLUEPRINT
C ) 3.09 TO .± .005 OR 1/64 INCH AS SPECIFIED IN BLUEPRINT
( ) 3.10 TO-"- .005 OR 1/64 INCH AS SPECIFIED IN BLUEPRINT
( ) 3.11 FITS GO/NO-GO THREAD GAUGE

9 2
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PROGRAM MACH INL SHOP
USOE CODE NO(S)

1.00 CONDITION

2.00 PERFORMANCE

MISOE NO.

DIVISION 03 MACH 114Lb

UNIT 01 LATHE

TERMOB NO. 16-012

GENERAL STATEMENT OF PERFORMANCE AND RESULTING OUTCOME

3.00 EXTENT

GENERAL STATEMENT OF EXTENT AND EXTENT OF RESULTING OUTCOME.
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MISOE NO.

PROGRAM MACHINE SHOP

9 4

DIVISION

UN I T

TERMOB NO.

03 MACHINES

4

01 LATHE

16-013 ,

1.00 CONDITION

( ) 1.01 BLUEPRINT OF A TELESCOPING JACKSCREW
(

(

)

)

1.02
1.03

REQUIRED STOCK
.

LATHE
( ) 1.04 POWER BAND SAW
( ) 1.05 POWER HACK SAW
( ) 1.06 DRILL PRESS
( ) 1.07 BASIC MACHINIST'S TOOLS (TABLE T-3)

2.00 PERFORMANCE

GENERAL STATEMENT OF PERFORMANCE AND RESULTING OUTCOME
( ) 2.01 MAKE .A TELESCOPING JACKSCREW AS SPECIFIED IN BLUEPRINT

EMPLOYING THE FOLLOWING OPERATIONS:

C ) 2.02 SICICT STOCK
( ) 2.03 CUT STOCK
( ) 2.04 STRAIGHT TURN
( ) 2.05 TAPER TURN
( ) 2.06 FACE OFF
( ) 2.07 CENTER DRILL
( ) 2.08 DRILL
( ) 2.09 CHAMFER
( ) 2.10 THREAD
( ) 2.11 COUNTERBORE

3.0J E TENT
2)

GENERAL STATEMENT OF EXTENT AND EXTENT OF RESULTING OUTCOME

( ) 3.01 TELESCOPING JACKSCREW
OF EXPERT RATERS. TO
EACH OPERATION JUDGED

IS MADE TO APPROVAL OF BOARD
BE COMPLETED WITHIN 20 HOURS WITH
AS SATISFACTORY OR UNSATISFACTORY.

C 3.02 CORRECT STOCK SELECTED *.

( ) 3.03 1/8 INCH OVERSIZE
C ) 3.04 TO ± .005 OR 1/64 INCH AS SPECIFIED IN BLUEPRINT

( ). 3.05 TO ± .005 OR 1/64 INCH AS SPECIFIED IN BLUEPRINT

( ) 3.06 TO ± .005 OR 1/64 INCH AS SPECIFIED IN BLUEPRINT

( ) 3.07 TO ± .005 OR 1/64 INCH AS SPECIFIED IN BLUEPRINT

( ) 3.08 TO ± .005 OR 1/64 INCH AS SPECIFIED IN BLUEPRINT

( ) 3.09 TO ± .005 OR 1/64 INCH AS SPECIFIED IN BLUEPRINT

( ) 3.10 FITS GO/NO-GO THREAD GAUGE
). 3.11 , TOI 005, B PRINT



( ) 1.01 BLUEPRINT OF A TELESCOPING JACKSCREW
( ) 1.02 REQUIRED STOCK
( ) 1.03 LATHE
( ) 1.04 POWER BAND SAW
( ) 1.05 POWER HACK SAW
( ) 1.06 DRILL PRESS
( ) 1.07 BASIC MACHIN (T Si'OOLS (TABLE T-3)

2.30 PERFORMANCE

GENERAL STATEMENT OF PERFORMANCE AND RESULTING OUTCOME *
( ). 2.01 MAKE ,A TELESCOPING JACKSCREW AS SPECIFIED IN BLUEPRINT

EMPLOYING THE FOLLOWING OPERATIONS: ,

( ) 2.02 SELECT STOCK
) 2.03 CUT STOCK

( ) 2.04 STRAIGHT TURN
( ) 2.05 TAPER TURN
( ) 2.06 FACE OFF
( 2.07 .4ENTER DRILL

) 2.08 DRILL
,( ) 2.09 CHAMFER
( ) 2.10 THREAD
( ) 2.11 COUNTERBORE

3.00 EXTENT

GENERAL ST TEMENT OF EXTENT AND EXTENT OF RESULTING OUTCOME

C`) 3.01 TELESCOPING JACKSCREW IS MADE TO APPROVAL OF BOARD

OF EXPERT RATERS: TO BE COMPLETED WITHIN 20 HOURS WITH
EACH OPERATION JUDGED AS SATISFACTORY OR UNSATISFACTORY.

C

C

C

3.02
3.03
3.04

( ) 3.05
C ) 3.06
( ) 3.07
( ) 3.08
( ). 3.09
( ) 3.10
( ) 3.11

CORRECT STOCK SELECTED
1/8 INCH OVERSIZE
TO ± .005 OR 1/64 INCH AS SPECIFIED IN BLUEPRINT
TO ± .005 OR 1/64 INCH AS SPECIFIED IN BLUEPRINT
TO ± .005 OR 1/64 INCH AS SPECIFIED IN BLUEPRINT
TO ± .005 OR 1/64 INCH AS SPECIFIED IN BLUEPRINT
TO ± .005 OR 1/64 INCH AS SPECIFIES IN BLUEPRINT
TO ± .005 OR 1/64 INCH AS SPECIFIED IN BLUEPRINT
FITS GO/NO-GO THREAD GAUGE
TO ± .005 OR 1/64 INCH AS SPECIFIED IN

4

B1UEPRINT
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ar

PROGRAM, MACHINE SHOP
USOE CODE NO(S)

I1.00 CONDITION.

2.00 PERFORMANCE

0

MI SOE NO.

DIVISION 03 MACHINES

UNIT 01 LATHE

TC17140B NO. 16,p13

GENERAL STATEMENT OF PERFORMANCE AND RESULTING OUTCOME

4

3.00 EXTENT

GENERAL STATEMENT OF EXTENT AND EXTENT OF RESULTING OUTCOME

9 0



MI SOE NO.

PROGRAM MACHINE )HOP

A

1.00 CONDITION

( ) 1.01 BLUEPRINT OF MACHINIST'S
( ) 1.02 REQUIRED STOCK
( ) 1.03 LATHE
( ) 1.04 POWER BAND SAW
( ) 1.05 POWER HACK SAW
( ) 1.06 BASIC MACHINIST'S TOOLS
( ) 1.07 DRILL PRESS

2.00 PERFORMANCE

DIVISION 03 'MACHINES

UNIT 01 LATHE

TERMOB NO. 16 -014

BIMETALLIC HAMMER

(TABLE T-3)

GENERAL STATEMENT OF PERFORMANCE AND RESuLTIN OUTCOME

( ) 2.01

( ) 2 02
( ) 2.03
( ) 2.04
( ) 2.05
( ) 2.06
( ) 2.07
( ) 2.08
( ) 2.09
( ) 2.10
( ) 2.11
( ) 2.12
( ) 2.13
( ) 2.14
( ) 2.14

3.00 EXTENT

MAKE A MACHINIST'S BIMETALLIC HAMM R AS SPECIFIED
IN BLUEPRINT EMPLOYING THE FOLLOWt OPERATIONS:

SELECT STOCK
CUT STOCK
FACE OFF
CENTER DRILL
STRAIGHT TURN
KNURL
TAPER TURN
FORM
CHAMFER
THREAD
DRILL
BORE
COUNTERSINK
TAP

GENERAL STATEMENT OF EXTENT AND EXTENT OF RES LTING OUTCOME

( ) 3.01 MACHINIST'S BIMETALLIC HAMMER IS MADE TO APPROVAL
OF BOARD OF EXPERT RATERS. TO BE .;COMPLETED WITHIN
15 HOURS WITH EACH OPERATION JUDGED AS SATISFACTORY)
OR UNSATISFACTORY.

( ) 3.02 CORRECT STOCK SELECTED
( ) 3.03 1/8 INCH OVERSIZE
( ) 3.04 TO ± .005 OR 1/64 INCH AS SPECIFIED IN

( ) 3.05 TO ± .005 OR 1/64 INCH AS SPECIFIED IN

( ) 3.06 TO ± .005 OR 1/64 INCH AS SPECIFIED IN

( ) 3.07 TO ± 1/64 ON LENGTH, PATTERN CLEAN AND

( ) 3.08 TO ± .005 OR 1/84 INCH AS SPECIFIED IN

( ) 3.09 TO ± 1/4°
( ) 3.10 TO ± .005 OR 1/84 INCH AS SPEUFTED SIN

BLUEPRINT
BLUEPRINT
BLUEPRINT
SHARP
BLUEPRINT

BLUEPRINT



( ) 1.05 POWER HACK SAW
( ) 1.06 BASIC MACHINIST'S TOOLS (TABLE T-3)
( ) 1.07 DRILL PRESS

2.00 PERFORMANCE

GENERAL STATEMENT OF PERFORMANCE AND RESULTING OUTCOME
( ) 2.01 MAKE A MACHINIST'S BIMETALLIC HAMMER AS SPECIFIED

IN BLUEPRINT EMPLOYING THE FOLLOWING OPERATIONS:

( ) 2 02 SELECT STOCK
( ) 2.03 CUT STOCK
( ) 2.04 FACE OFF
( ) 2.05 CENTER DRILL
( ) 2.06 STRAIGHT TURN
( ) 2.07 KNURL
( ) 2.08 TAPER TURN
( ) 2.09 FORM
( ) 2.10 CHAMFER
( ) 2.11 THREAD
( ) 2.12 DRILL
( ) 2.13 BORE
( ) 2.14 COUNTERSINK
( ) 2.14 TAP

3.00 EXTENT

OF RESULTING OUTCOMEGENERAL STATEMENT OF EXTENT AND EXTENT
( ) 3.01 MACHINIST'S BIMETALLIC HAMMER IS MADE TO APPROVAL

OF BOARD EXPERT RATERS. TO BE COMPLETED WITHIN
15 HOURS WITH EACH OPERATION JUDGED AS SATISFACTORY
OR UNSATISFACTORY.

( ) 3.02 CORRECT STOCK SELECTED
( ) 3.03 1/8 INCH OVERSIZE
( ) 3.04 TO ± .005 OR 1/64 INCH AS SPECIFIED IN BLUEPRINT
( ) 3.05. TO ± .005 OR 1/64 INCH AS SPECIFIED IN BLUEPRINT
( ) 3.06 TO ± .005 OR 1/64 INCH AS SPECIFIED IN BLUEPRINT
( ) 3.07 TO ± 1/64 ON LENGTH, PATTERN CLEAN AND SHARP
( ) 3.08 TO ± .005 OR 1/64 INCH AS SPECIFIED IN BLUEPRINT
( ) 3.09 TO ± 1/40
( ) 3.10 TO ± .005 OR 1/64 INCH AS SPECIFIED IN BLUEPRINT
( ) 3.11 FITS GO/NO-GO THREAD GAUGE
( ) 3.12 TO ± .005 OR 1/64 INCH AS SPECIFIED IN BLUEPRINT
( ) 3.13 TO ± .005 OR 1/64 INCH AS SPECIFIED IN BLUEPRINT
( ) 3.14 TO ± .005 OR 1/64 INCH AS SPECIFIED INBBLUEPRINT
( ) 3.14 FITS GO/NO-GO THREAD GAUGE

9b
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M I SOE NO.

PROGRAM MACH 1 NE SHOP DIVISION 03 MACHINES
USOE CODE NO(S)

UNIT 01 LATHE
...

TOMB NO. 16-014

1.00 CONDITION

2.00 PERFORMANCE

GENERAL STATEMENT (IF PERFORMANCE AND RESULTING

3.00 _"-,<TENT

GENERAL STATEMENT OF EXTENT AND EXTENT OF RESULTING OUTCOME

91)



MISQE NO.

PROGRAM MACHINE SHOP
100 DIVISION

UNIT

TERMOB NO.

03 MACHINES

02 MILLING

1.00 CONDITION

( ) 1.01 BLUEPRINT OF AN ANGLE PLATE
( ) 1.02 REQUIRED STOCK
( ) 1.03 POWER HACK SAW

) 1.64 POWER BAND SAW
) 1.05 HORIZONTAL MILLING MACHINE
) 1.06 VERTICAL MILLING, MACHINE

C ) 1.07 BASIC MACHINIST'S TOOLS (TABLE T-3)

C ) 1.08 DRILL PRESS
C ) 1.09 SHAPER-PLANNER

2.00 PERFORMANCE'

16-015

_GENERAL STATEMENT OF PERFORMANCE AND RESULTING OUTCOME
( ) 2.01 MAKE AN ANGLE PLATE AS SPECIFIED IN BLUEPRINT

EMPLOYING THE FOLLOWING OPERATIONS:

( ) 2.02 SELECT STOCK
( ) 2.03 CUT STOCK
( ) 2.04 PLAIN MILL
( ) 2.05 SLOT MILL
( ) 2.06 ANGLE MILL
( ) 2.07 LAY OUT
( ) 2.08 CENTER DRILL
( ) 2.09 DRILL
( ) 2.10 COUNTER BORE
( ) 2.11 TAP
( ) 2.12 COUNTERSINK
( ) 2.13 CHAMFER

3.00 EXTENT

GENERAL STATEMENT OF EXTENT AND EXTENT OF RESULTING OUTCOME

( ) 3.01 ANGLE PLATE IS MADE TO APPROVAL OF BOARD OF EXPERT
RATERS. TO BE COMPLETED WITHIN 12 HOURS WITH EACH
OPERATION JUDGED AS SATISFACTORY OR UNSATISFACTORY.

( ) 3.02
C ) 3.03
( ) 3.04
( ) 3.05
( ) 3.06
( ) 3.07
C ) 3.08

) 3.09
C ) 3.10
( ) 3.11
( ) 3.12

CORRECT STOCK SELECTED
1/8 INCH OVERSIZE
TO t .005 OR 1/64 INCH AS SPECIFIED IN BLUEPRINT
TO ± .005 OR 1/64 INCH AS SPECIFIED IN BLUEPRINT
TO t 1/4°
TO ± .005
TO ± .005 OR 1/64 INCH AS SPECIFIED IN BLUEPRINT
TO ± .005 OR 1/64 INCH AS SPECIFIED IN BLUEPRINT
TO ± .005 OR 1/64 INCH AS SPECIFIED IN BLUEPRINT
FITS GO/NO-GO THREAD GAUGE
TO ± .005 OR 1/64 INCH AS SPECIFIED IN BLUEPRINT,



c)
( )

)

( )

1.06
1.07
1.08
1.09

VERTICAL MILLING MACHINE
BASIC MACRINIST'S TOOLS (TABLE
DRILL PRESS
SHAPER-PLANNER

T-3)

2.00 PERFORMANCE

GENERAL STATEMENT OF PERFORMANCE AND RESULTING OUTCOME
( ) 2.01 MAKE AN ANGLE PLATE AS SPECIFIED IN BLUEPRINT

EMPLOYING THE FOLLOWING OPERATIONS:

( ) 2.02 SELECT STOCK
( ) 2.03 CUT STOCK
( ) 2.04 PLAIN MILL
( ) 2.05 SLOT MILL
( ) 2.06 ANGLE MILL
( ) 2.07 LAY OUT
( ) 2.08 CENTER DRILL
( ) 2.09 DRILL
( ) 2.10 COUNTER BORE
( ) 2.11 TAP
( ) 2.12 COUNTERSINK
( ) 2.13 CHAMFER

3.00 EXTENT

GENERAL STATEMENT OF EXTENT AND EXTENT OF RESULTING OUTCOME
) 3.01 ANGLE PLATE IS MADE TO APPROVAL OF BOARD OF EXPERT

RATERS. TO BE COMPLETED WITHIN 12 HOURS WITH EACH
OPERATION JUDGED AS SATISFACTORY OR UNSATISFACTORY.

( )- 3.02
( ) 3.03
( ) 3.04
( ) 3.05
( ) 3.06
( ) 3.07
( ) 3.08
( ) 3.09
( ) 3.10
( ) 3.11
( ) 3.12
( ) 3.13

CORRECT STOCK SELECTED
1J INCH OVERSIZE
TO ± .005 OR 1/64 INCH AS SPECIFIED IN BLUEPRINT-
TO ± .005 OR 1/64 INCH AS SPECIFIED IN BLUEPRINT
TO ± 1/4°
TO ± .005
TO ± .005 OR 1/64 INCH AS SPECtFIED IN BLUEf,:!RINT

TO ± .005 OR 1/64 INCH AS SPECIFIED IN BLUEPRINT
TO ± .005 OR 1/64 INCH ASSPECIFIED IN BLUEPRINT
FITS GO/NO-GO THREAD GAUGE
TO ± .005 OR 1/64 INCH AS 'SPECIFIED IN-BLUEPRINT
TO ± .005 OR 1/64 INCH AS SPECIFIED IN BLUEPRINT

1.01



PROGRAM

USOE CODE NO(S)

1.00 CONDITION

MACHINE SHOP.

2.00 PERFORMANCE

MISOE NO.

DIVISION 03 MACHINES

UNIT 02 MILLING

TERM NO. 16-01

GENERAL STATEMENT OF PERFORMANCE AND RESULTING OUTCOME

3.00 EXTENT

GENERAL STATEMENT OF EXTENT AND EXTENT OF RESULTING OUTCOME

102



PPOOkAM MACHINL
.1:0

HOP DIVISION 03 MACHINES

1,00 CONDITION

( ) 1.01
( ) 1.02
( ) 1.03
( ) 1.04
( ) 1.05
( ) 1.06
( ) 1.07
( ) 1.08

2.00 PERFORMANCE

UNIT 02

TERMOB NO.'

BLUEPRINT OF MACHINIST'S VISE
REQUIRED STOCK
POWER HACK SAW
WER BAND SAW

HORIZONTAL MILLING MACHINE
VERTICAL MILLING MACHINE
BASIC MACHINIST'S TOOLS (TABLE T-3)
DRILL PRESS

MILLING

lb-016

GENERAL STATEMENT OF PERFORMANCE AND RESULTING OUTCOME
( ) 2.01 MAKE A MACHINISTIS.VISE AS SPECIFIED IN BLUEPRINT

EMPLOYING THE FOLLOWING OPERATIONS:

( ) 2.02
( ) 2.03
( ) 2.04
( ) 2.05
( ) 2.06
( ) 2.07
( ) 2.08
( ) 2.09
( ) 2.10
( )' 2.11
( ) 2.12
( ) 2.13

`SELECT STOCK
CUT STOCK
PLAIN MILL
SLOT MILL
FACE MILL
FORM MILL
LAY OUT
CENTER DRILL
DRILL
COUNTER BORE
TAP
ASSEMBLE

GENERAL STATEMENT OF EXTENT AND EXTENT OF RESULTING OUTCOME

( ) 3.01 MACHINIST'S VISE IS MADE TO APPROVAL OF BOARD OF
EXPERT RATERS. TO BE COMPLETED WITHIN 20 HOURS WITH
EACH OPERATION JUDGED AS SATISFACTORY OR UNSATIS-
FACTORY.

C ) 3.02
( ) 3.03
( ) 3.04
C ) 3.05
( ) 3.06
( ) 3.07
( ) 3.08
( ) 3.09
( ) 3.10

CORRECT STOCK SELECTED
1/8 INCH OVERSIZE
TO ± .005 OR 1/64 INCH
TO ± .005 OR 1/64 INCH
TO ± .005 OR 1/64 INCH

AS SPECIFIED IN BLUEPRINT
AS SPECIFIED IN BLUEPRINT
AS SPECIFIED IN BLUEPRINT

TO CONFORM TO RADIUS GAUGE
TO ± .005
TO ± .005 OR 1/64 INCH AS SPECIFIED IN BLUEPRINT
TO ± .005 OR 1/64 INCH AS SPECIFIED IN BLUEPRINT



(

(

(

)

)

)

1.06
1.07
1.08

VERTICAL MILLING MACHINE
BASIC MACHINIST'S TOOLS (TABLE
DRILL PRESS

T-3)

2.00 PERFORMANCE

GENERAL STATEMENT OF PERFORMANCE AND RESULTING OUTCOME

( ) 2.01 MAKE A MACHINIST'S VISE AS SPECIFIED IN BLUEPRINT
EMPLOYING THE FOLLOWING OPERATIONS:

( ) 2.02 SELECT STOCK
( ) 2.03 CUT STOCK
( ) 2,04 PLAIN MILL
( ) 2,05 SLOT MILL
( ) 2.06 FACE MILL
( ) 2.07 FORM MILL
( ) 2.08° LAY OUT
( ) 2.09 CENTER DRILL
( ) 2.10 DRILL
( ) 2.11 COUNTER BORE
C ) 2.12 TAP

( ) 2.13 ASSEMBLE

3.00 EXTENT

GENERAL STATEMENT OF EXTENT AND EXTENT OF RESULTING OUTCOME

( ) 3.01 MACHINIST'S VISE IS MADE TO APPROVAL OF BOARD OF
EXPERT RATERS. TO BE COMPLETED WITHIN 20 HOURS WITH
EACH OPERATION JUDGED AS SATISFACTORY OR UNSATIS-
FACTORY.

( ) 3.02
( ) 3.03
( ) 3.04
( ) 3.05
( ) 3.06
( ) 3.07
( ) 3.08
( ) 3.09
( ) 3.10
( ) 3.11
( ) 3.12
( ) 3.13

CORRECT STOCK SELECTED
1/8 INCH OVERSIZE
TO ± .005 OR 1/64 INCH AS SPECIFIED IN BLUEPRINT
TO ± .005 OR 1/64 INCH AS SPECIFIED IN BLUEPRINT
TO ± .005 OR 1/64 INCH AS SPECIFIED IN BLUEPRINT
TO CONFORM TO RADIUS GAUGE
TO ± .005
TO ± .005 OR 1/64 INCH AS SPECIFIED IN BLUEPRINT
TO ± .005 OR 1/64 INCH AS SPECIFIED IN BLUEPRINT
TO ± .005 OR 1/64 INCH AS SPECIFIED IN BLUEPRINT
FIT GO/NO-GO THREAD GAUGE
ALL PARTS PROPERLY FITTED
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MISOE NO.

PROGRAM AACHINE SHOP DIVISION 03 MACHINES
USOE CODE NO(S)

1.00 CONDITION

UNIT 02 MILLING

TERMOB NO. 16-016

2.00 PERFORMANCE
4

GENERAL STATEMENT OF PERFORMANCE AND RESULTING OUTCOME

3.00 EXTENT

GENERAL STATEMENT' OF EXTENT AND -EXTENT OF RESULTING OUTCOME

I Of,



ASOL NO.

',,v:4Am MACHINE SHOP

1.00 CONDITION

DIVISION 03 MACHINES

UNIT 02 -RTEETRC----

TERMOB NO. 16:017,

(

(

(

(

(

(

(

(

)

)

)

)

)

)

)

)'

1.01
1.02
1.03
2.04
1.05
1.06
1.07
1.08

BLUEPRINT OF PARALLEL CLAMP JAWS
REQUIRED STOCK
POWER HACK SAW
POWER BAND SAW
HORIZONTAL MILLING'MACHINE
VERTICAL MILLING MACHINE
BASIC MACHINIST'S TOOLS (TABLE
DRILL PRESS

T-3)

2.00 PERFORMANCE

GENERAL STATEMENT OF PERFORMANCE AND RESULTING OUTCOME
( ) 2.01 MAKE TWO PARALLEL CLAMP JAWS AS SPECIFIED IN BLUEPRINT

EMPLOYING THE FOLLOWING OPERATIONS:

( ) 2.02 SELECT STOCK
( ) 2.03 CUT STOCK
( ) 2.04 PLAIN MILL
( ) 2.05 FACE MILL
( ) 2.06 ANGLE MILL
( ) 2.07 LAY OUT
( ) 2.08 CENTEP DRILL
( ) 2.09 DRILL
( ) 2.10 TAP

3.00 EXTENT

OF RESULTING OUTCOMEGENERAL STATEMENT OF EXTENT AND EXTENT
( ) 3.01 PARALLEL CLAMP JAWS ARE MADE TO APPROVAL OF BOARD OF

EXPERT RATERS. TO BE COMPLETED WITHIN 6 HOURS WITH
EACH OPERATION JUDGED AS SATISFACTORY OR UNSATISFACTORY

( ) 3.02 CORRECT STOCK SELECTED
( ) 3.03
( ) 3.04
( ) 3.05
( ) 3.06
( ) 3.07
( ) 3.08
( ) 3.09
( ) 3.10 FITS GO/NO-GO THREAD GAUGE

1/8 INCH OVERSIZE
TO ± .005 OR 1/64 INCH AS SPECIFIED IN BLUEPRINT
TO ± .005 OR 1/64 INCH AS SPECIFIED IN BLUEPRINT
TO ± 1/4°
TO ± .005
TO t .005 OR 1/64 INCH AS SPECIFIED IN BLUEPRINT
TO t .005 OR 1/64 INCH AS SPECIFIED IN BLUEPRINT

106'



MISOE NO.

PROGRAM MACHINE SHOP DIVISION 03 MAcHIW)UWE CODS NO(S)

UNIT 02 MILLING

1,00 CONDITION

2.00 PERFORMANCE

4

TER14313 NO. 1§-017

GENERAL STATEMENT OF PERFORMANCE AND RESULTING OUTCOME

a

3.00 EXTENT

GENERAL STATEMENT OFEXTENT AND EXTENT OF RESULTING OUTCOME



PROGRAM

1.00 CONDITION

MACHINE SHOP DIVISION 03 MACHINES

UNIT 02 MILLING

TERMOB NO. 16-018

( ) 1.01 BLUEPRINT OF GAGE BLOCK
( ) 1.02 REQUIRED STOCK
( ) 1.03 POWER HACK SAW
( ) 1.04 POWER BAND SAW
( ) 1.05 DRILL PRESS
( ) 1.06 HORIZONTAL MILLING MACHINE
( ) 1.07 VERTICAL MILLING MACHINE

200 PERFORMANCE

GENERAL STATEMENT OF PERFORMANCE AND RESULTING OUTCOME

( 2.01 MAKE A GAGE BLOCK AS SPECIFIED IN BLUEPRINT EMPLOYING
THE F9LOWING oPERATIONS:

( ) 2.02 SELECT STOCK
( ) 2.03 CUT STOCK
( ) 2.04 PLAIN MILL
( ) 2.05 FACE MILL

3.00 EXTENT

GENE PAL STATEMENT OF EXTENT AND EXTENT OP RESULTING OUTCOME
3.01 GAGE BLOCK IS MADE TO APPROVAL OF BOARD OF EXPERT

RATERS. TO BE COMPLETED WITHIN 2 HOURS WITH EACH
OPERATION JUDGED As SATISFACTORY OR UNSATISFACTORY.

( 3.02 CORRECT STOCK SELECTED
( ) 3.03 1/8 INCH OVERSIZE
( ) 3.04 TO .0005, - .0000
( ) 3.05 TO .0005, - .0000 .
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MISOE NO.

PROGRAM MACHINE SHOP DIV('S ION 03 MACHINES
USOE, CODE NO(S)

UNIT 02 MILLING

TERMOB NO. 16-018

1.00 `,CONDITION

2.00 PERFORMANCE

GENERAL STATEMENT OF PERFORMANCE AND RESULTING OUTCOME

3.'00 EXTENT

GENERAL STATEMENT OF EXTENT AND EXTENT OF RESULTING OUTCOME



VISOE NO.

'RO3RAM MACHINE SHOP

1.00 CONDITION

C ) 1.01
C ) 1.02
C ) 1.03
C ) 1.04
( ) 1.05
C ) 1.06
C ) 1.07

2.00 PERFORMANCE

DIVISION 03 MACHINES

UNIT

TERMOB NO.

BLUEPRINT OF A T-NUT
REQUIRED STOCK
POWER HACK SAW
POWER BAND SAW
DRILL PRESS
HORIZONTAL MILLING MACHINE
BASIC MACHINIST'S TOOLS (TABLE T-3)

02 MILLING

16-o19

GENERAL STATEMENT OF PERFORMANCE AND RESULTING OUTCOME
C ) 2.01, MAKEA T-NUT AS SPECIFIED IN BLUEPRINT EMPLOYING THE

FOLLOWING OPERATIONS:

C ) 21!*02
C ) 2.03
C ) 2.04
C ) 2.05
C___) 2.06
C ) 2.07
C )..2.08
C ) 2.09

3.00 EXTENT

SELECT STOCK
CUT STOCK
FACE, MILL
PLAI-WMILL
STRADDLE MILL
LAY 007
CENTER DRILL
DRILL

t. GENERAL STATEMENTOF EXTENT AND EXTENT OF RESULTING OUTCOME
C 3.01 T-NUT IS-MADE TO APPROVAL OF BOARD OF EXPERT RATERS.

TO BE COMPLETED WITHIN 4 HOURS WITH EACH OPERATION
JUDGED A'$ SATISFACTORY OR UNSATISFACTORY.

)
c
C

C )

C )
C )
C

C )

0°1
3.02 CORRECT STOCK SELECTED
3.03
3.04
3.05
3.06
307-
3.08
3.09*

1/8 /NCH OVERSIZE
TO ± 1/64 INCH AS SPECIFIED IN BLUEPRINT
TO 4" .005 OR 1/64 INCH AS SPECIFIED IN BLUEPRINT
TO ± .005 OR 1/ -INCH AS SPECIFIED fN BLUEPRINT
TO ± .005 0
TO 4' .005 OR 1/64 INCH AS SPECIFIED IN BLUEPRINT
TO ± .005 OR 1/64 INCH AS SPECIFIED IN-BLUEPRINT

110



PROGRAM
USOE CODE NO(S)

1.00° CONDITION

MACHINE SHOP

2.00 PERFORMANCE

M1SOE NO.

DIVISION 03 MACHINL5

UNIT 02 MILLING

TERMOB NO. 16-019

GENERAL STATEMENT OF PERFORMANCE AND RESULTING OUTCOME

3.00 EXTENT

GENERAL STATEMENT OF EXTENT AND. EXTENT OF RESULTING OUTCOME

1.1,E



MI SOE NO.

PROGRAM MACHINE SHOP

112

DIVISION 03 MACHINES

UNIT 02 MILLING

TERMOB NO. 16-020

1.00 CONDITION

( ) 1.01
( ) 1.02
( ) 1.03
( ) 1.04
( ) 1.05
( ) 1.06
C ) 1.07
( ) 008

BLUEPRINT OF A SKATE SHARPENER
REQUIRED STOCK
POWER HACK SAW
POWER BAND SAW
DRILL PRESS
HORIZONTAL MILLING MACHINE
VERTICAL MILLING MACHINE
BASIC MACHINIST'S TOOLS (TABLE T-3)

PERFORMANCE

too

GENERAL STATEMENT OF PERFORMANCE AND RESULTING OUTCOME
( ) 2.01 MAKE A SKATE

EMPLOYING THE

) 2.02 SELECT STOCK
) 2.03 CUT STOCK
) 2.04 PLAIN MILL
) 2.05 SLOT MILL
) 21.06 FACE MILL
) 2.07 FORM MILL
) 2.08 CENTER DRILL
) 2.09 DRILL
) 2.10 COUNTER BORE
) 2.11 TAP
) 2.12 COUNTER SINK

3.00 ENTENT

SHARPENER AS SPECIFIED IN BLUEPRINT
FOLLOWING OPERATIONS:

RATERS. TO BE COMPLETED WITHIN 10 HOURS WITH EACH
OPERATION_ UDGED AS SATISFACTORY OR UNSATISFACTORY.

GE4ERAL STATEMENT OF EXTENT AND EXTENT OF RESULTING OUTCOME
( ) 3.01 SKATE SHARPENER IS MADE TO APPROVAL OF BOARD OF EXPERT

( )

( )

C )

( )

( )

( )

)

( )

3.02 CORRECT STOCK SELECTED
3.03
3.04
3.05
3.06
3.07
3.08
3.09

1/8 INCH OVERSIZE
TO ± .005 OR 1/64 INCH AS SPECIFIED IN BLUEPRINT
TO ± .005 OR 1/64 INCH AS SPECIFIED IN BLUEPRINT
TO ± .005 OR 1/64 INCH AS SPECIFIED IN BLUEPRINT
TO ± 1/4°
TO ± .005 OR 1/64 INCH AS SPECIFIED IN BLUEPRINT
TO ± .005 OR 1/64 INCH AS SPECIFIED IN BLUEPRINT



1.00 CONDITION

(

(

(

(

(

(

(

(

)

)

)

)

)

)

)

)

1.01
1.02
1.03
1.04
1.05
1.06
1.07
1.08

BLUEPRINT OF A SKATE SHARPENER
REQUIRED STOCK
POWER HACK SAW
POWER BAND SAW
DRILL PRESS
HORIZONTAL MILLING MACHINE
VERTICAL MILLING MACHINE
BASIC MACHINIST'S TOOLS (TABLE T-3)

2.00 PERFORMANCE

_-______)

GENERAL STATEMENT OF PERFORMANCE AND RESULTING OUTCOME
SHARPENER AS SPECIFIED IN BLUEPRINT
FOLLOWING OPERATIONS:

( ) 2.01 MAKE A SKATE
EMPLOYING THE

( ) 2.02 SELECT STOCK
( ) 2.03 CUT STOCK
( ) 2.04 PLAIN MILL
( ) 2.05 SLOT MILL
( ) 2.06 FACE MILL
( ) 2.07 FORM. MILL
( ) 2.08 CENTER DRILL
( ) 2.09 DRILL
( ) 2.10 COUNTER BORE
( ) 2.11 TPP
( ) 2.12 COUNTER SINK

3.00 ENTENT

GENERAL STATEMENT OF EXTENT AND EXTENT OF RESULTING OUTCOME
E ) 3.01 SKATE SHARPENER IS MADE TO APPROVAL OF BOARD OF EXPERT

RATERS. TO BE COMPLETED WITHIN 10 HOURS WITH EACH
OPERATION JUDGED AS SATISFACTORY OR UNSATISFACTORY.

) 3.02 CORRECT STOCK SELECTED
) 3.03 1/8 INCH OVERSIZE

3.04 TO ± .005 OR 1/64 INCH AS SPECIFIED IN BLUEPRINT
) 3.05 TO ± .005 OR 1/64 INCH AS SPECIFIED IN BLUEPRINT
) 3.06 TO ± AO5 OR 1/64 INCH AS SPECIFIED IN BLUEPRINT

C) 3.07 TO ± 1/4°
) 3.08 TO ± .005 OR 1/64 INCH AS SPECIFIED IN BLUEPRINT
) 3.09 TO ± .005 OR 1/64 INCH AS SPECIFIED IN BLUEPRINT
) 3.10, TO ± .005 OR 1/64 INCH AS SPECIFIED IN BLUEPRINT
) 3.11 FITS GO/NO-GO THREAD-GAUGE

C ) 3.12 TO ± .005 OR 1/64 INCH AS SPECIFLED IN BLUEPRINT
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PROGRAM MACHINE SHOP
USOE CODE NO(S)

1.00 CONDITION

2.,00 PERFORMANCE

MI SOF NO,

DIVISION 03 MACHINES

UNIT 02 MILLING

TERMOB NO. 16-020

GENERAL STATEMENT OF PERFORMANCE AND RESULTING OUTCOME

er.

3.00 EXTENT

GENERAL STATEMENT OF EXTENT AND EXTENT OF RESULTING OUTCOME



SOE NO.

=RICRAM MACHINE SHOP

1.00 CONDITION

( ) 1.01 BLUEPRINT OF AN END MILL
( ) 1.02 TOOL AND CUTTER GRINDER
( ) 1.03 BASIC MACHINIST'S TOOLS

2.00 PERFORMANCE

DIVISION 03 MACHINES

UNIT 03 GRINDING

TERMOB NO. 16-021

(TABLE T-3).

GENERAL STATEMENT OF PERFORMANCE-AND RESULTING:OUTCOME
( ) 2.01 SHARPEN END MILL AS SPECIFIED IN BLUEPRINT EMPLOYING

THE FOLLOWING OPERATIONS:

( ) 2.02 STRAIGHT GRIND
( ) 2.03 GRIND FLUTES
( ) 2.04 GRIND END

3.00 EXTENT

GENERAL STATEMENT OF EXTENT-AND EXTENT OF RESULTING OUTCOME
( '3 3.01 END MILL IS SHARPENED TO APPROVAL OF BOARD OF EXPERT

RATERS. TO BE COMPLETED WITHIN 1 HOUR WITH EACH
OPERATION JUDGED SATISFACTORY OR UNSATISFACTORY.

( ) 3.02 TO ± :0002 OR 1/100 INCH AS SPECIFIED IN BLUEPRINT
( ) 3.03 TO ± .0002 OR 1/100 INCH AS SPECIFIED IN BLUEPRINT
( ) 3.04 TO ± .0002 OR 1/100 INCH AS SPECIFIED IN BLUEPRINT
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MISOE NO.

PROGRAM MACHINE SHOP DIVISION 1 03 MACHINES
USX. CODE NO(S) p

UNIT 03 GRIND-ING

TERMDB e 16-021

1.00 CONDITION

2.00 PERFORMANCE

GENERAL STATEMENT OF PERFORMANCE AND RESULTING OUTCOME

3.00 EXTENT

GENERAL STATEMENT OF EXTENT AND EXTENT OF RESULTING OUTCIIE



MISOE NO.

PROGRAM MACHINE SHOP

1.00, CONDITION

( ) 1.01
( ) 1.02
(

( ) 1.04'

2.00 PERFORMANCE

DIVISION 03 MACHINES .

UNIT 03

TERMOB NO.

BLUEPRINT OF MACHINIST'S VISE
SURFACE GRINDER
BASIC MACHINIST'S TOM (TABLE T-3)
MACHINED MACHINIST'S ISE

GRINDING
Ame

16-022

l'

GENERAL STATEMENT Of PERFORMANCE AND RESULTING OUTCOME
( ) 2.01 GRIND JAWS ON MACHINIST'S VISE AS SPECIFIED IN BLUEPRINT

EMPLOYING THE FOLLOWING OPERATIONS:

( ) 2.02 STRAIGHT GRIND

3.00 EXTENT

I

JGENERAL STATEMENT OF EXTENT AND EXTENT OF RESULTING OUTCOME
( ) 5.01 JAWS ARE GROUND TO APPROVAL OF BOARD OF EXPERT RATERS.

TO BE COMPLETED WITHIN 1 HOUR WITH EACH OPERATION
JUDGED AS SATISFACTORY OR UNSATISFACTORY.

( ) 3.02 TO ± .0002 OR 1/100 INCH AS SPECIFIED IN BLUEPRINT



PROGRAM

USOE CODE NO(S)

1.00 CONDITION

MACHINE SHOP

2.00 PERFORMANCE

MiSOE NO.

DIVISION 03 MACHINFc

UNIT , 03 GRINDING

TERMOB NO 16-022

GENERAL STATEMENT OF PERFORMANCE AND RESULTING OUTCOME

3.00 EXTENT

GENERAL STATEMENT OF EXTENT AND EXTENT OF RESULTING OUTCOME

110



MI SOE NO.

PROGRAM MACHINE SHOP

1,00 CONDITION

DIVISION 03 MACHINES,

UNIT 03 GRINDING

TERM3B NO. 167.023

( ) 1.01 BLUEPRINT OF AN ANGLE PLATE
( ) 1.02 SURFACE GRINDER
( ) 1.03 BASIC MACHINIST'S TOOLS (TABLE T-3)
( ) 1.04 MACHINED AND HARDENED ANGLE PLATE

2.00 PERFORMANCE

GENERAL STATEMENT OF PERFORMANCE AND RESULTING OUTCOME

( ) 2,01 SURFACE GRIND ANGLE PLATE AS SPECIFIED IN BLUEPRINT
EMPLOYING THE FOLLOWING OPERATIONS;

2.02 STRAIGHT GRIND
2.03 ANGLE GRIND

ti

3.00 EXTENT

GENERAL. STATEMENT OF EXTENT AND EXTENT OF RESULTING OUTCOME

( ) 3.01 ANGLE PLATE IS GROUND TO APPROVAL OF EXPERT RATERS.
TO BE COMPLETED WITHIN 3 HOURS WITH EACM(OPERATION
JUDGED AS SATISFACTORY OR UNSATISFACTORY.

( ) 3.02 TO ± .0002 OR 1/100 INCH AS SPECIFIED IN BLUEPRINT

( ) 3.03 TO ± 0° 1'
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PROGRAM MACHINE SHOP
USOE CODE NO(S)

1.00 CONDITION

2.00 PERFORMANCE

GENERAL STATEMENT OF PERFORMANCE AND RESULTING OUTCOME

MI SOE NO.

DIVISION 03 MACHINES

UNIT 03 GRINDING

TERICE3 NO. 16-623

3.00 EXTENT

GENERAL ST ATMENT OF EXTENT AND EXTENT OF RESULTING OUTCOME
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I SOE NO.

MAC! JHP SHOP.

1.00 CONDITION

DIVISION 03 MACHINES

UNIT 03 GRINDING

TERMOB NO. 16-024

( ) 1.01 BLUEPRINT OF STRAIGHT TOOTH SLOTTING CUTTER
( ) 1.02 TOOL AND CUTTER GRINDER
C ) k.03 BASIC MACHINIST'S TOOLS (TABLE T-3)
( ) 1.04 MACHINED AND HARDENED STRAIGHT TOOTH SLOTTING CUTTER

2.00 PERFORMANCE

3.00

GENERAL STATEMENT OF PERFORMANCE AND RESULTING OUTCOME
( ) 2.01 GRIND A STRAIGHT TOOTH SLOTTING CUTTER AS SPECIFIED\

IN BLUEPRINT EMPLOYING THE FOLLOWING OPERATIONS:

C ) 2.02 STRAIGHT GRIND
( ) 2.03 ANGLE GRIND

GENERAL. STATEMENT OF XTENT AND EXTENT OF RESULTING OUTCOME
( ) -,3.01 CUTTER GROUND TO APPROVAL OF BOARD OF EXPERT RATERS.

TO BE COMPLETED WITHIN 2 HOURS WITH EACH OPERATION
JUDGED AS SATISFACTORY OR UNSATISFACTORY.

( ) 3.02 TO t .0002 OR 1/100 INCH AS SPECIFIED IN BLUEPRINT
C ) 3.03 TO ± 0° 1'

1
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PPOGRAM MACHINE SHOP
USOE CODE NO(S)t*

1.00 CONDITION

2.00 PERFORMANCE

MISOE NO.

DIVISION 03 MAcklINFs

UNIT '03 GRINDING

TERNOB NO. 1.6-024

GENERAL STATEMENT OF PERFORMANCE AND RESULTING OUTCOME

GENERAL STATEMENT OF EXTENT AND EXTENT OF RESULTING OUTCOME



1ISOE NO.

)ROG4ANI AMACHINE SHOW:

1.00 CONDITION

(') 1.01
C 1.02
( ) 1.0.3
( ) 1.04

2.00 PERFORMANCE

DIVISION 03 MACHINES

UNIT 03 GRINDING

TERMOB NO. 1 g 5

BLUEPRINT OF A LATHE CENTER
CYLINDRICAL GRINDER
BASIC MACHINIST'S TOOLS (TABLE T-3)
MACHINED AND HARDENED LATHE CENTER

GENERAL STATEMENT OF PERFORMANCE AND RESULTING OUTCOME
( ) 2.01 GRIND A LATHE CENTER AS SPECIFIED IN BLUEPRINT

EMPLOYING THE FOLLOWING OPERATIONS:

( ) 2.02 STRAIGHT GRIND
( ) 2.03 TAPER GRIND
( ) 2.04 ANGLE GRIND

3.00. EXTENT

GENERAL STATEMENT OF EXTENT AND EXTENT OF RESULTINGOUTCOME
( ) 3.01 LATHE CENTER IS GROUND TO APPROVAL OF BOARD OF EXPERT

RATERS. TO BE COMPLETED WITHIN 4-HOURS WITH EACH
OPERATION JUDGED AS SATISFACTORY OR UNSATISFACTORY.

) 3.02 TO t .0002 OR 1/100 INCH AS SPECIFIED IN BLUEPRINT
( ) 3.03 TO t .0002 OR 1/100 INCH AS SPECIFIED IN BLUEPRINT
(j) 3.04 TO ± 00 1'
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PROGRAM MACHINE SHOP
USOE CODE NO(S)

MI SOL-NO.

DIVISION 03 MACHINES

UNIT 03 GRINDING

TERMB NO. 1.6-02-5

1.00 CONDITION

a

2.00 PERFORMANCE

GENERAL STATEMENT OF PERFORMANCE AND RESULTING OUTCOME

3.00 EXTENT

GENERAL STATEMENT OFKENT AND EXTENT OF RESULTING OUTCOME

12,1
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MAChINE SHOP DIVISION 03 MACHINES

1.00 CONDITION

UNIT 03 GRINDING

TERMOB NO. 16-026

( ) 1.01 BLUEPRINT OF A TEST BAR
BRICAL-GRINDER

( ) jt.03 BASIC MACHINIST'S TOOLS (TABLE T-3)

2.00 PERFORMANCE

GENERAL STATEMENT OF PERFORMANCE AND RESULTING OUTCOME
(') 2.01 GRIND A TEST BAR AS SPECIFIED IN BLUEPRINT EMPLOYING ,

THE FOLLOWING OPERATIONS

( ) 2.02 STRAIGHT GRIND

3.00 EXTENT

.

GENERAL STATEMENT OF EXTENT AND EXTENT OF RESULTING OUTCOME
( ) 3.01 TEST BAR IS GROUND TO APPROVAL OF-BOARD OF EXPERT

RATERS. TO BE COMPLETED WITHIN 2 HOURS WITH EACH
OPERATION JUDGED AS SATISFACTORY OR UNSATISFACTORY.

( ) 3.02 TO .0002 OR 1/100 INCH AS SPECIFIED IN BLUEPRINT
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PROGRAM
USOE CODE NO(S)

1.00 CONDITION

MACHINE SHOP

MISOE NO.

DIVISION 03 MACHINES

UNIT 03 GRINDING

TERMOB NO. 16-0 6

2.00 PERFORMANCE

GENERAL STATEMENT OF PERFORMANCE AND RESULTING OUTCOME

3.00 EXTENT

GENERAL STATEMENT OF EXTENT AND'EXTENT OF RESULTING'OUTCOME

12J



M1`;OE NO.

PROGRAM

11.00 CONDITION

MACHINE SHOP DIVISION 03

UNIT 04 SPECIAL

TERMOB NO.

Sm.

( ) 1.01 BLUEPRINT OF A BOLT
( ) 1.02 POWER BAND SAW
( ) 1.03 POWER HACK SAW
( ) 1.04 TURRET LATHE
(. ) 1.05 BASIC MACHINIST STOOLS (TABLE T-3)
( ) 1.06 REQUIRED STOCK

2.00 PERFORMANCE

GENERAL STATEMENT Or-PERFORMANCE AND RESULTING OUTCOME
( ) 2.01 MAKE .A BOLT EMPLOYING THE FOLLOWING OPERATIONS:

(') 2.02 SELECT STOCK
( ) 2.03 CUT STOCK
( ) 2.04 STRAIGHT TURN,
( ) 2.05 SHOULDER TURN
( ) 2.06 FACE OFF
( ) 2.07 CHAMFER
( ) 2.08 THREAD
( 2119 CUT OFF

3.00 EXTENT

I

GENERAL STATEMENT. OF EXTENT AND EXTENT OF RESULTING OUTCOME
( ) 3.01 BOLT IS MADE TO APPROVAL OF BOARD OF EXPERT 'RATERS.

TO BE COMPLETED WITHIN 2 HOURS WITH EACH OP RATION
JUDGED AS SATISFACTORY OR UNSATISFACTORY.

( ) 3.02 CORRECT STOCK SELECTED
( ) 3.03 1/8" OVERSIZE
( ) 3.04 TO ± .005 OR 1/64 INCH AS SPECIFIED IN BLUEPRINT
( ) 3.05 TO ± .005 OR 1/64 INCH AS SPECIFIED IN BLUEPRINT
( ) 3.06 TO ± .005 OR 1/64 INCH AS SPECIFIED IN BLUEPRINT
( ) 3.07 TO ± .005 OR 1/64 INCH AS SPECIFIED IN BLUEPRINT
( ) 3.08 CONFORMS TO GO/NO-GO THREAD GAUGE
( ) 3.09 TO ± .005 OR 1/64 INCH SPECIFIED IN BLUEPRINT

12-;



MISOE NO.

PROGRAM MACHINE SHOP DIVISION 03 MACHINES,
USOE CODE NO(S)

1.00 CONDITION
_

2.00 PERFORMANCE

UNIT SPECIAL

TERMOB NO. 16-027

GENERAL STATEMENT OF PERFORMANCE AND RESULTING OUTCOME

3.00 EXTENT

.

GENERAL STATEMENT OF_EXTENT AND EXTENT OF RESULTING OUTCOME



MI (A, NO.

PROGRAM. MACHINE SHOP

CONDITION

DIVISION 03 MACHINES

UNIT 04 SPECIAL

TERMOB 16-028

( ) 1.01 BLUEPRINT OF A NAIL SET BODY-
( ) 1.02 REQUIRED STOCK

) 1.03 TURRET'LATHE
( ) 1.04 POWER BAND SAW
( )* 1.05 POWER HACK SAW
( ) 1.06 BASIC MACHINIST'S TOOLS (TABLE T-3)

2.00 PERFORMANCE

GENERAL STATEMENT OF PERFORMANCE AND RESULTING OUTCOME
( ) 2.01 MAKE A,NAIL SET BODY EMPLOYING THE FOLLOWING OPERATIONS:

( ) 2.02 SELECT STOCK
( ) 2.03 CUT STOCK
( ) 2.04 DRILL
( ) 2.05 KNURL
( ) 2.06 TAP
( ) 2.07 COUNTERBORE
( ) 2.08 CHAMFER
( ) 2.09 CUT OFF

3.00 EXTENT

GENERAL STATEMENT OF EXTENT AND EXTENT or RESULTING OUTCOME
( ) 3.01 NAIL SET BODY MADE TO APPROVAL OF BOARD OF EXPERT

RATERS. TO BE COMPLETED WITHIN 3 HOURS WITH ACH
OPERATION JUDGED AS SATISFACTORY OR UNSATISFACTORY.

( ) 3.02
( ) 3.03
( ) 3.04
( ) 3.05
( ) 3.06
( ) 3.07
( ) 3.08
( ) 3.09

CORRECT STOCK SELECTED
1/8" OVERSIZE
TO ± .005 OR 1/64 INCH AS SPECIFIED IN BLUEPRINT
TO ± 1/64 INCH ON LENGTH, PATTERN CLEAN AND SHARP
FITS GO/NO-GO THREAD GAUGE
TO ± .005 OR 1/64 INCH AS SPECIFIED IN BLUEPRINT
TO ± .005 OR 1/64 INCH AS SPECIFIED IN BLUEPRINT
TO ± .005 OR 1/64 INCH AS SPECIFIED IN BLUEPRINT

12i



MISOE NO.

PROGRAM MACHINENE. S Hu P DIVISION 03 MACHINES
USOE CODE NO(S)

UNIT 04 SPECIAL

TEMOB NO. 16-072

1.00 CONDITION

2.00 PERFORMANCE

GENERAL STATEMENT OF PERFORMANCEAND RESULTING OUTCOME

3.00 EXTENT

GENERAL STATEMENT OF EXTENT,ANDEXTENT OF RESULT NG OUTCOME
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PROGRAM MACHINE SHOP

1.00 CONDITION

DIVISION 03 MACHINES

UNIT 04 SPECIAL

TERKM3 NO. 16-029

( ) 1.01 BLUEPRINT OF A BORING TOOL
( ) 1.02 REQUIRED STOCK
( ) 1.03 POWER BAND SAW
( ) 1.04 POWER HACK SAW
( ) 1.05 COMPUTER EQUIPPED MILLING MACHINE,/
( ) 1.06 BASIC MACHINIST'S TOOLS (TABLE T-3)

at
2.00 PERFORMANCE

v.

GENERAL STATEMENT OF PERFORMANCE AND RESULTING OUTCOME
( ) 2.01 MAKE A BORING TOOL EMPLOYING THE FOLLOWING OPERATIONS:

( ) 2.02 SELECT STOCK
( ) 2.03 CUT STOCK
( ) 2.04 PROGRAM MACHINE
( ) 2.05 PUNCH TAPE
( ) 2.06 PLAIN MILL
( ) 2.07 SLOT MILL
( ) 2.08 DRILL (NUMERICAL CONTROL)
( ) 2.09 REAM (NUMERICAL CONTROL)
( ) 2.10 COUNTERSINK ('NUMERICAL CONTROL)
( ) 2.11 TAP (NUMERICAL CONTROL)

3.00 EXTENT

GENERAL STATEMENT OF EXTENT AND EXTENT OF RESULTING OUTCOME
( ) 3.01 BORING TOOL IS MADE TO APPROVAL OF BOARD OF EXPERT

RATERS. TO BE COMPLETED WITHIN 3 HOURS WITH EACH
OPERATION JUDGED AS SATISFACTORY OR UNSATISFACTORY.

( ) 3.02 CORRECT STOCK SELECTED
( ) 3.03 1/8" OVERSIZE
( ) 3.04 CORRECT PROGRAM MADE
( ) 3.05 ACCURATELY NO ERRORS
( ) 3.06 TO ± .005 OR 1/64 INCH AS SPECIFIED IN BLUEPRINT
( )' 3.07 TO ± .005 OR 1/64 INCH AS SPECIFIED IN BLUEPRINT
( ) 3.08 TO ± .005 INCH ON CENTER
( ) 3.09 TO ± .005 INCH SIZE
( ) 3.10 TO ± .005 INCH SIZE 131
( ) 3.11 CONFORMS TO GO/NO-GO THREAD GAUGE



MISOE NO.

PROGRAM MACHINE SHOE" DIVISION 03 MACHINES
USOE CODE NM/

UNIT 04 SPECIAL

TEMA NO. 16-023

1.00 CONDITION

2.00 PERFORMANCE

GENERAL STATEMENT. or PERFORMANCE AND RESULAING OUTCOME

3 . 0 0 EXTENT

GENERAL STATEMENT OF EXTENT AND EXTENT OF RESULTING OUTCOME

D



SOE NO.-

'ROGRAM MACH IkE SHOP

1.00 CONDITION

( ) 1.01 BLUEPRINT OF ANGLE PLATE
( ) 1.02 REQUIRED STOCK
( ) 1.03 POWER BAND SAW
( ) 1.04 POWER HACK SAW

DIVISION 03 MACHINES

UNIT 04 SPECIAL

TERM013 NO. 16 03t1

(-3 . 5--COMPUIER EQUIPPED-Mitt-MG-MA-CHINE
( ) 1.06 BASIC MACHINIST'S TOOLS (TABLE T-3)

2.00 PERFORMANCE-

GENERAL STATEMENT OF PERFORMANCE AND RESULTING OUTCOME

A

( ) 2.01 MAKE AN ANGLE PLATE EMPLOYING THE FOLLOWING
OPERATIONS:

( ) 2.02 PROGRAM. ACHINE
( ) 2.03 PUNCH TAPE
( ) 2.04 SELECT STOCK
( ) 2.05 CUT STOCK
( ) 2.06 PLAIN MILL (NUMERICAL CONTROL)
( ) 2.07 FACE MILL (NUMERICAL CONTROL)
( ) 2.08 SLOT MILL (NUMERICAL CONTROL)
( ) 2.09 DRILL (NUMERICAL CONTROL)
( ) 2.10 COUNTERSINK
( ) 2.11 TAP

3.00 EXTENT

GENERAL STATEMENT OF EXTENT AND EXTENT OF RESULTING OUTCOME
( ) 3.01 ANGLE PLATE IS MADE TO-APPROVAL OF BOARD OF EXPERT

RATERS. TO BE COMPLETED WITHIN 8 HOURS WITH EACH
OPERATION JUDGED AS SATISFACTORY OR UNSATISFACTORY.

( ) 3.a CORRECT PROGRAM MADE
( ) 3.03 CURATELY, NO ERRORS
( ) 3.04 CORRECT STOCK SELECTED
( ) 3.05 1/8" OVERSIZE
( ) 3.06 TO t .005 INCH
( ) 3.07 TO ± .005 INCH
( ) 3.08 TO ± .005 INCH
( ) 3.09 TO ± .005 INCH
( ) 3.10 TO ± .005 INCH ON CENTER
( ) 3.11 CONFORMS TO GO/NO-GO THREAD GAUGE
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PROGRAM MACHINE SHOP
USOE CODE NO(S)

1.00 CONDITION

2.00 PERFORMANCE

GENERAL STATEMENT OF PERFORMANCE AND RESULTING'OUTCOME

MISOE NO.

DIVISION 03 .MACHINES

UNIT 04 SPECIAL

TERMOB NO. 16 -00

3.00 EXTENT

GENERAL STATEMENT OF EXTENT AND EXTENT OF RESULTING OUTCOME

1. 3



MISOE NO

PROGRAM MACHINE SHOP

1.00 CONDITION

DIVISION- 03 ,MAOINES

UNIT 04 SPECIAL

TERNOB NO. 16 -031

-A-NEEDLE-POINT-CLAMP SCREW
( ) 1.02 POWER`BAND SAW
( ) 1.03 POWER HACK SAW
( ) 1.04 REQUIRED STOCK
( ) 1.05 HAND SCREW MACHINE
( ) 1.06 BASIC MACHINIS'T'S TOOLS (TABLE T-3)

2.00 PERFORMANCE

I.-

GENERAL STATEMENT OF PERFORMANCE AND RESULTING OUTCOME

( ) 2.01 MAKE A NEEDLE POINT CLAMP SCREW EMPLOYING THE
FOLLOWING OPERATIONS:

( ) 2.02 SELECT STOCK
( ) 2.03 CUT STOCK
( ) 2.04 STRAIGHT TURN
( ) 2.05 FORM
( ) 2.06 THREAD
C ) 2.07 CUT OFF

3.00 EXTENT

GENERAL STATEMENT OF EXTENT AN EXTENT OF RESULTING OUTCOME

( ) 3.01 SCREW IS MADE TO APPROVAL OF BOARD OF EXPERT RATERS.
TO BE COMPLETED WITHIN 2 HOURS WITH EACH OPERATION
JUDGED AS SATISFACTORY OR UNSATISFACTORY

( )- 3.02 CORRECT STOCK SELECTED
( ) 3.03 1/8" OVERSIZE
( ) 3.04 TO +x.005 OR 1/64 INCH AS SPECIFIED IN BLUEPRINT.

( ) 3.05 TO ± 1/4°
( ) 3.06 FITS GO/NO-GO THREAD GAUGE
( ) 3.07 TO ± .005 OR 1/64 INCH AS SPECIFIED IN BLUEPRINT
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4-

PROGRAM , MACHINE SHOP
USOE COLE NO(S)

1.00 CONDITION

DIVISION 03 MACHINES

UNIT 04 SPECIAL

TERMOB NO. ±16_0

2.00 PERFORMANCE

, GENERAL STATEMENT OF PERFORMANCE AND RESULTING OUTCOME -

3.00 EXTENT

GENERAL STATEMENT OF EXTENT AND EXTENT 9F RESULTING OUTCOME
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MISOE NO,

PROGRAM MACHINE SHOP.

1.00 CONDITION

2.00

DIVISION 03 MACHINES

UNIT 04 SPECIAL

TERMaB NO. 16-032

C

(

(

(

(

(

)

)

)

)

)

1.01
1.02
1.03
1.04
1.05
1.06

BLUEPRINT OF A BEVEL WASHER
POWER BA D SAW
POWER HACK SAW
REQUIRED STOCK
HAND SCREW MACHINE
BASIC MACHINIST'S TOOLS (TABLE T-3)

PERFORMANCE

GENERAL STATEMENT OF PERFORMANCE AND RESULTING OUTCOME
( ) 2.01 MAKE A BEVEL WASHER EMPLOYING THE FOLLOWING

OPERATIONS:
0.

( ) ,2.02 SELECT STOCK
( ) 2.03 CUT STOCK
( ) 2.04 CENTER DRILL
( ) 2.05 DRILL

) 2.06 TAPER TURN
( ) 2.07 STRAIGHT TURN
( ) 2.08 CUT OFF

3.00 EXTENT

GENERAL STATEMENT OF EXTENT AND EXTENT OF RESULTING OUTCOME
( ) 3.01 BEVEL WASHER IS MADE TO APPROVAL OF BOARD OF EXPERT

RATERS. TO BE COMPLETED WITHIN 1 HOUR WITH EACH
OPERATION JUDGED AS SATISFACTORY OR UNSATISFACTORY

(

(

)

)

3.02
3.03

CORRECT STOCK SELECTED
1/8" OVERSIZE

( ) 3.04 TO t ,005. OR 1/64 INCH AS SPECIFIED IN BLUEPRINT
( ) 3.05 TO ± .005 OR 1/64 INCH AS SPECIFIED IN BLUEPRINT
( ) 3.06 TO ± .005 OR 1/64 INCH AS SPECIFIED IN BLUEPRINT
( ) 3.07 TO ± .005 OR 1/64 INCH AS SPECIFIED IN BLUEPRINT
( ) 3.08 TO ±':.005 OR 1/64 INCH AS SPECIFIED IN BLUEPRINT.



MISCE NO.

PROGRAM MACHINE SHOP DIVISION 03 MACHINES
USOE CODE NO(S)

UNIT 04 SPECIAL

TERMOB NO. 16-032

1.00 CONDITION

2.00 PERFORMANCE

GENERAL STATEMENT OF PERFORMANCE AND RESULTING OUTCOME

3.00 EXTENT

GENERAL STATEMENT OF PERFORMANCE AND RESULTING OUTCOME
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SOE NO.

PROGRAM MACHINE SHOP

1.00 CONDITION

DIVISION 03 MACHINES

UNIT 04 SPECIAL

TERMDB NO. 16-033

) 1.01 SET OF CHESS MEN WITH INFINITE RADIAL SYMMETRY
( ) 1.02 TRACER LATHE
( ) 1.03 BASIC MACHINIST'S TOOLS (TABLE T-3)
( ) 1.04 REQUIRED' STOCK
( ) 1.05 TEMPLATE OF CHESSMEN

A

2.00 PERFORMANCE

GENERAL STATEMENT OF PERFORMANCE AND RESULTING OUTCOME
( ) 2.01 COPY CHESSMEN EMPLOYING THE FOLLOWING OPERATIONS:

) 2.02 SELECT STOCK
) 2.03 CUT STOCK
) 2.04 ALIGN MODEL
) 2.05 TURN TO DIMENSION

3.00 EXTENT

GENERAL STATEMENT. OF EXTENT AND EXTENT OF RESULTING OUTCOME
( ) 3.01 CHESSMEN ARE COPIED TO APPROVAL OF BOARD OF EXPERT

RATERS. TO BE COMPLETED WITHIN 3 HOURS WITH EACH
OPERATION JUDGED AS SATISFACTORY OR UNSATISFACTORY.

( ) 3.02 CORRECT STOCK SELECTED
( ) 3.03 1/8" OVERSIZE
( ) 3.04 CC..k.ECTLY CENTERED
( ) 3.05 CUTS ARE SMOOTH AND PRODUCT CONFORMS TO MODEL

13i



MISOE NO.

PROGRAM MACHINE SHOP DIVISION 03 MACHINES
USOE CODE NO(S)

UNIT 04 SPECIAL

TERMOB NO. 16-033

1.00 CONDITION

2.00 PERFORMANCE

GENERAL STATEMENT OF PERFORMANCE AND RESULTING OUTCOME

3.00 EXTENT

GENERAL STATEMENT OF EXTENT AND EXTENT OF RESULTING OUTCOME

1.4



misoE NO.

141

PROGRAM MACHINE SHOP DIVISION 03 MAcHimFc

UNIT 04 SIDFCIAI

TEICB NO. 1A71:1

1.00 CONDITION

) 1.01 BLUEPRINT OF BUTT JOINT
C') 1.02 BLUEPRINT OF LAP JOINT
( ) 1.03 BLUEPRINT OF TEE JOINT
C ) 1.04 BLUEPRINT OF CORNER JOINT
C ) 1.05 BLUEPRINT OF EDGE JOINT
( ) 1.06 TIG WELDING EQUIPMENT
C ) 1.07 WELDING HAND TOOLS (TABLE T-3A)
( ) 1.08 TABLE OF CURRENT SETTINGS
( ) 1.09 TABLES FOR SELECTING THE ELECTRODES
( ) 1.10 1/8" MAGNESIUM

) 1.11 3/16" MAGNFsTM
) 1.12 1/4" ALUMINUM

( ) 1.13 STAINLESS STEEL (UP TO .050")
( ) 1.14 STAINLESS STEEL ( .050" AND UP)
( ) 1.15 BRASS ALLOYS
( ) 1.16 LOW CARBON STEEL (.015" TO .030")
( ) 1.17 CAST IRON

2.00 PERFORMANCE

GENERAL STATEMENT OF PERFORMANCE AND RESULTING OUTCOME
WELD A SEAM OR JOINT AS SPECIFIED IN BLUEPRINT EMPLOYIN
THE FOLLOWING OPERATIONS:

( ) 2.01

( ) 2.02
( ) 2.03
( ) 2.04
( ) 2.05
( ) 2,06
( ) 2.07
( ) 2.08

3.00 EXTENT

CHECK ALL ELECTRICAL CIRCUIT CONNECTIONS
CUT ELECTRODE
ADJUST THE ELECTRODE
SET AMPERAGE
TURN ON AND SET INERT GAS
POSITION FILLER ROD
WELD

EXTENT OUTCOMEGENERAL STATEMENT OF EXTENT AND OF RESULTING
( ) 3.01 SEAM OR JOINT IS WELDED WITH SMOOTHNESS AND

PROPER PENETRATION TO APPROVAL OF BOARD OF EXPERT RATERS
TO BE COMPLETED WITHIN ONE HOUR WITWEACH OPERATION
JUDGED AS SATISFACTORY OR UNSATISFACTORY

( ) 3.02 ALL CONNECTIONS TIGH'?\.,

( ) 3.03 PROPER DIAMETER SELECTO AND CUT TO APPROPRIATE LENGTH
( ) 3.04 ELECTRODE EXTENDS 1/8' TO 5/16" BEYOND END OF GAS CAP



( )
( )
( )
( )
( )
( )
( )
( )

1.01
1.02
1.03
1.04
1.05
1.06
1.07
1.08

BLUEPRINT OF BUTT JOINT
BLUEPRINT 0#- LAP JOINT
BLUEPRINT OF TEE JOINT
BLUEPRINT OF CORNER JOINT
BLUEPRINT OF EDGE JOINT
TIG WELDING EQUIPMENT
WELDING HAND TOOLS (TABLE T-3A)
TABLE OF CURRENT SETTINGS

(.) 1.09 TABLES FOR SELECTING THE ELECTRODES
) 1.10 1/8" MAGNESIUM

( ) 1.11 3/16" maoirsium
) '1.12 1/4" ALUMINUM

( ) 1.13 STAINLESS STEEL (UP TO .050")
( ) 1.14 STAINLESS STEEL ( .050" AND UP)
( ) 1.15 BRASS ALLOYS
( ) 1.16 LOW CARBON STEEL (.015" TO .030")
C ) 1.17 CAST IRON

2.00 PERFORMANCE

GENERAL STATEMENT OF PERFORMANCE AND RESULTING OUTCOME
( ) 2.01 WELD A SEAM OR JOINT AS SPECIFIED IN BLUEPRINT Ef.1PLOYIN

THE FOLLOWING OPERATIONS:

( ) 2.02 CHECK ALL ELECTRICAL CIRCUIT CONNECTIONS
C,) 2.03 CUT ELECTRODE
( ) 2.04 ADJUST THE ELECTRODE
( ) 2.05 SET AMPERAGE
( ) 2.06 TURN ON AND SET INERT GAS
( ) 2.07 POSITION FILLER ROD
( ) 2.08 WELD

3.00 EXTENT

GENERAL STATEMENT OF EXTENT AND.EXTENT OF RESULTING OUTCOME
C ) 3.01 SEAM` OR JOINT IS WELDED WITH SMOOTRNES5 AND

PROPER-PENETRATION TO APPROVAL OF BOARD OF EXPERT RATERS
TO BE COMPLETED WITHIN ONE HOUR WITH EACH OPERATION
JUDGED AS SATISFACTORY OR UNSATISFACTORY

(

(

)

)

3.02
3.03

ALL CONNECTIONS TIGHT
PROPER DIAMETER SELECTED AND CUT TO APPROPRIATE LENGTH

( ) 3.04 ELECTRODE EXTENDS 1/8" TO 3/16" BEYOND END OF GAS CAP
( ) 3.05 CORRECT AMPERAGE
( ) 3.06 CORRECT FLOW
( ) ,5.07 AT PROPER ANGLE

C ) 3.08 SEAM OR JOINT SMOOTH WITH METAL EVENLY DISTRIBUTED

low



MISOE NO.

PROGRAM MACHINE SHOP DIVISION 03 MACHINES
USOE CODE NO(S)

1.00 CONDITION

2.00 PERFORMANCE

UNIT ,04 SPECIAL

TERMOB 16--058

GENERAL STATEMENT OF PERFORMANCE AND RESULTING OUTCOME

3.00 EXTENT

GENERAL STATEMENT OF EXTENT AND4IXTENT OF RESULTING OUTCOME

14



MISOE NO.

PROGRAM MACHINE SHOP, DIVISION 03 MACHINES

UNIT 04 SPECIAL

TERMS NO. 15 - 0 34

1.00 CONDITION

C ) 1.01 BLUEPRINT OF BUTT JOINT
C ) 1.02 BLUEPRINT OF LAP JOINT.
( ) 1.03 BLUEPRINT OF TEE JOINT
( ) 1.04 BLUEPRINT OF CORNER JOINT
( ) 1.05 BLUEPRINT OF EDGE JOINT
( ) 1.06 MIG WELDING EQUIPMENT:

CONSTANT VOLTAGE (POTENTIAL) ROWER SUPPLY
D.C. GENERATOR POWER SUPPLY
D.C.R.P. POWER SUPPLY
,WIRE FEEDING MECHANISM
WELDING GUN
ELECTRODE WIRE
SHIELDED GAS:
ARGON
HELIUM
OXYGEN
CARBON DIOXIDE

( ) 1.07 TABLES OF FILLER WIRE AND FEED
( ) 1.08 TABLES OF CURRENT SETTINGS
( ) 1.09 TABLE OF GAS AND FLOWS
( ) 1.10 1/16" STAINLESS STEEL
( ) 1.11 1/4" CARBON STEEL
( ) 1.12 1/2" ALUMINUM
( ) 1.13 WELDING HAND TOOLS (TABLE T-3A)

2.00 PERFORMANCE

GENERAL STATEMENT OF PERFORMANCE AND RESULTING OUTCOME

( ) 2.01 WELD JOINT OR SEAM AS SPECIFIED IN BLUEPRINT EMPLOYING
THE FOLLOWING OPERATIONS:

2.02 CHECK ALL HOSE AND CABLE CONNECTIONS
2.03 SELECT NOZZLE
2.04 THREAD WIRE THROUGH GUN
2.05 CLEAN OR INSPECT APERTURES OF CONTACT TUBE AND NOZZLE

2.06 SET WIRE SPEED AND FEED
2.07 SELECT SHIELDED GAS
2.08 TURN ON SHIELDED GAS AND WATER COOLANT
2.09 POSITION WORK
2.10 WELD
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MISOE NO.

PROGRAM MACHINE SHOP DIVISION 03 MACHINES
liSOE CODE NO(S)

UNIT 04 SPECIAL

TERMOB NO, 16-034

1.00 CONDITION

2.00 PERFORMANCE

GENERAL STATEMENT OF PERFORMANCE AND RESULTING OUTCOME

r.

14r.



AISOE NO.

PROGRAM MACHINE SHOP DIVISION 03 s. MACHINES

3.00' EXTENT

UNIT 04 SPECIAL

TERMOB NO. 76-71134

GENERAL STATEMENT OF EXTENT AND EXTENT OF RESULTING OUTCOME
( ) 3.01 JOINT OR SEAM WELDED WITH SMOOTHNESS AND PROPER,

PENETRATION TO APPROVAL OE BOARD OF EXPERT RATERS.
TO BE COMPLETED WITHIN ONE OUR WITH EACH OPERATION
JUDGED AS SATISFACTORY OR UN TISFACTORY

( ) 3.02
( ) 3.03
( ) 3.04
( ) 3.05
C ) 3.06
( ) 3.07
C ) 3.08
( ) 3.09

) 3.10

CONNECTIONS TIGHT AND PROPERLY INSULATED
CORRECT NOZZLE SELECTED
PROPERLY THREADED AND EXTENDING CORRECT DISTANCE
APERTURES CLEAN
CORRECT SPEED
CORRECT GAS
ADJUSTED FOR CORRECT OUTPUT
PROPERLY POSITIONED IN WELDING VISE

SEAM OR JOINT SMOOTH WITH METAL EVENLY DISTRIBUTED
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PROGRAM
LSOE CODE NO(S)

3.00 EXTENT

MACHINE SHOP

MISDE NO.

DIVISION 03 MACHINES

UNIT 04 'SlIsrtrAL

TERMOB NO. Ib7034

GENERAL STATEMENT OP EXTENT AND EXTENT OF RESULTING OUTCOME,



MISOF NO.

PROGRAM

koo CONDITION

MACHINE SHOP DIVISION 03 MACHINES

UNIT 04 SPECIAL

TERMOB NO. 16- 069

C ) 1.01 BLUEPRINT OF BUTT JOINT
( ) 1.02 BLUEPRINT OFLAP JOINT
( ) 1.03 BLUEPRINT OF TEE JOINT
( ) 1.04 BLUEPRINT QF CORNER JOINT
( ) 1.05 BLUEPRINT OF EDGE JOINT
( ) 1.06 GAS WELDING EQUIPMENT (TABLE.T-38)
( ) 1.07 WELDING ROD
( ) 1.08 1/8" ROLLED STEEL STOCK ,

( ) 1.09 WELDING HAND TOOLS (TABLE T-3A)

2.00 PERFORMANCE

GENERAL STATEMENT. OF PERFORMANCE AND RESULTING OUTCOME
C ) 2.01 WELD A JOINT OR SEAM AS SPECIFIED IN BLUEPRINT

EMPLOYING THE FOLLOWING OPERATIONS:

( 2.02 ADJUST TANK GAUGES
( ) 2.03 ADJUST TORCH
( ) 2.04 TAC WORK
( ) 2.05 WELD

EXTENT

GENERAL STATEMENT OF EXTENT AND EXTENT OF RESULTING OUTCOME
( ) 3.01 JOINT OR SEAM IS WELDED WITH SMOOTHNESS AND PROPER

PENETRATION TO APPROVAL OF BOARD OF EXPERT RATERS.
TO BE COMPLETED WITHIN 1/2 HOUR WITH EACH OPERATION
JUDGED AS SATISFACTORY OR UNSATISFACTORY

( ) 3.02 CORRECTLY ADJUSTED
( ) 3.03 FOR NEUTRAL FLAME
( ) 3.04 IN CORRECT PLACES TO COUNTERACT EXPANSION DUE TO'HEAT
( ) 3.05 SEAM OR JOINT SMOOTH WITH METAL EVENLY DISTRIBUTED

14c,



PROGRAM MACHINE SHOP
LSOE CODE NO(S)

1.00 CONDITION

2.00 PERFORMANCE

DIVISION 03 MAULUIFS

UNIT 04 SPECIAL

TEF2t4OB NO. 16-Dfi4

At

GENERAL STATEMENT OP PERFORMANCE AND RESULTING OUTCOME

3.00 EXTENT

GENERAL STATEMENT OF EXTENT_AND EXTENT OF RESULTING OUTCOME

IC)



vlISOE NO.

1ROGPIAM MACHINE SHOP

1.00 CONDITION

DIVISION 03 MACHINES

UNIT 04 SPECIAL

TERMOB NO. 16-062.

( ) 1.01 BLUEPRINT OF A 3/4" HEX WRENCH s4

( ) 1.02 BLANKED OUT WRENCH
( ) 1.03 ELECTRODE MATERIAL
( ) 1.04 VERTICAL MILLING MACHINE
( ) 1..05 ELECTRICAL DISCHARGE MACHINE
( ) 1.06 BASIC MACHINIST'S TOOLS (TABLE T-3)

2.00 PERFORMANCE

GENERAL STATEMENT OF PERFORMANCE AND RESULTING OUT QOME
( ) 2.01 EDM 3/4" HELJN WRENCH BLANK AS SPECIFIED IN BLUEPRINT

EMPLOYING THE FOLLOWING OPERATIONS:

( ) 2.02 MILL 3/4" HEX ELECTRODE
< ) 2.03 LOCATE WRENCH BLANK IN EDM
( ) 2.04 EDM HEX IN WRENCH

3.00 EXTENT

GENERAL STATEMENT OF- EXTENT AND EXTENT OF RESULTING OUTCOME
( ) 3.01 3/4" HEX IS EDMED IN WRENCH BLANK TO APPROVAL OF

BOARD OF EXPERT RATERS. TO BE COMPLETED WITHIN 2 HOURS
. WITH EACH OPERATION JUDGED AS SATISFACTORY OR UNSATIS-

FACTORY.

) 3.02 TO t .005
T( ) 3.03 CORRECTLY, AS9SPECIFIED IN BLUEPRINT
( ) 3.04 TO ± .005 ON LOCATION

15u



./CII SOE NO.

PR.`.;RAI1/41 MAGNI NE SHOP
-uspE CODEfs)

1.00 CONDITION

DIVISION 03 MACHINES

UNIT 04 SPECIAL

TEWICS NO. 16-062

2-00_ PERFORMANC.E

GENERAL STATEMENT OF PERFORMANCE AND RESULTING OUTCOME

3.00 EXTENT

GENERAL STATEMENT OF EXTENT AND EXTENT OF RESULTING OUTCOME

151



vlISOE NO.

:71ROGRAM MACHINE SHOP DIVISION 03 MACHINES

UNIT 05 PROJECTS

1.00 CONDITION

TERMOB NO. 16-035

( ) 1.01 BLUEPRINT OF A PLUG GAUGE
) 1.02 REQUIRED STOCK

C ) 1.03 POWER HACK SAW
) 1.04 POWER BAND SAW

( ) 1.05 LATHE
( ) 1.06 CYLINDRICAL GRINDER
( ) 1.07 FURNACE
( ) 1.08 BASIC MACHINIST'S TOOLS (TABLE T-3)

-2-.0-0 PERFORMANCE

GENERAL STATEMENT OF PERFORMANCE AND RESULTING OUTCOME
MAKE A PLUG GAUGE AS SPECIFIED IN BLUEPRINT
EMPLOYING THE FOLLOWING OPERATIONS:

C ) 2.01

( ) 2.02
C ) 2.03
C ) 2.04
C ) 2.05
( ) 2.06
( ) 2.07
( ) 2.08
( ) 2.09
( ) 2.10
( ) 2.11

3.00 EXTENT

-4

SELECT STOCK
CUT STOCK
FACE OFF
CENTER-DRILL
STRAIGHT TURN
SHOULDER TURN
KNURL.
STAMP IDENTIFICATION
HARDEN
STRAIGHT GRIND

GENERAL STATEMENT OF EXTENT AND EXTENT OF RESULTING OUTCOME
) 3.01 PLUG GAUGE IS MADE TO APPROVAL OF BOARD OF EXPERT

RATERS. TO BE COMPLETED WITHIN 5 HOURS WITH EACH
OPERATION JUDGED AS SATISFACTORY OR UNSATISFACTORY.

( ) 3.02
( ) 3.03
C ) 3.04
C ) 3.05

) 3.06
( ) 3.07

) 3.08
C ) 3.09
( ) 3.10
( ) 3.11

CORRECT STOCK SELECTED
1/8_ INCH OVERSIZE
TO ± .005 OR 1/64 INCH AS SPECIFIED IN BLUEPRINT
TO ± .005 OR.1/64 INCH AS SPECIFIED IN BLUEPRINT
TO t .005 OR 1/64 INCH AS SPECIFIED IN BLUEPRINT
TO ± .005 OR 1/64 INCH AS SPECIFIED IN BLUEPRINT
TO ± 1/64 INCH ON LENGTH PATTERN IS CLEAN AND SHARP
SIZE STAMPED IS LEGIBLE lb2
HEATED TO CORRECT TEMPERATURE AND QUENCHED
TO ± .0002 OR 1/100 INCH AS SPECIFIED IN BLUEPRINT



MISOE NO.

PROGRAM MACHINE SHOP DIVISION 03 MACHINES
USOE CODE NO(S)

1.100 CONDITION

2.00 PERFORMANCE

UNIT 05 PROJECTS

TERMS NO.., 46-035

At&

GENERAL STATEMENT OF PERFORMANCE AND RESULTING OUTCOME

3.00 EXTENT

GENERAL STATEMENT OF EXTENT AND EXTENT OF RESULTING OUTCOME



IISOE NO.

AOGRAM MACHINE SHOP

1.00 CONDITION

DIVISION 03

UNIT 05

TERMOB NO.

C ) 1.01 BLUEPRINT OF A RING GAUGE
( ) 1.02 REQUIRED STOCK.
( ) 1.03 POWER HACK SAW
( ) 1.04 POWER BAND SAW
( ) 1.05 LATHE
( ) 1.06 SURFACE GRINDER
( ) 1.07 CYLINDRICAL GRINDER
( ) 1.08 FURNACE
( ) 1.09 BASIC MACHINIST'S TOOLS (TABLE T-3)

MACHINES

167.036

2.00 PERFORMANCE

GENERAL STATEMENT OF PERFORMANCE AND RESULTING OUTCOME
IN BLUEPRINT EMPLOYING( ) 2.01 MAKE A RING GAUGE, AS SPECIFIED

THE FOLLOWING OPERATIONS:

( ) 2.92 SELECT STOCK
( ) 2.03 CUT STOCK
( ) 2.04 FACE OFF
( ) 2.05 CENTER DRILL
( )" 2.06 DRILL
( ) 2.07 BORE
( ) 2.08 CHAMFER'
( ) 2.09 STAMP IDENTIFICATION.
( ) 2.10 HARDEN
( ) 2.11 SURFACE GRIND

)

3.00 EXTENT

11.

1.

GENERAL STATEMENT OF EXTENT AND EXTENT OF RESULTING OUTCOME
( ) 3.01 RING GAUGE IS MADE TO APPROVAL OF BOARD OF EXPERT

RATERS. TO BE COMPLETED WITHIN 6 HOURS WITH EACH
OPERATION JUDGED AS SATISFACTORY OR UNSATISFACTORY.

(`

(

(

(

(

(

(
(

(

(

)

)

)

)

)

)

)

)

)

)

3.02
3.03
3.04
3.05
3.06
3.07
3.08
3.09
3.10
3.11

CORRECT STOCK SELECTED
1/8 INCH OVERSIZE
TO ± .005 OR 1464 INCH AS SPECIFIED IN BLUEPRINT
TO ± .005 OR 1/64 INCH AS SPECIFIED IN BLUEPRINT
TO ± .005 OR 1/64 INCH AS SPECIFIED IN BLUEPRINT
TO ± .005 OR 1/64 INCH AS SPECIFIED IN BLUEPRINT
TO t .005 OR 1/64 INCH AS SPECIFIED IN BLUEPRINT
STAMPED SIZE IS LEGIBLE
HEATED TO CORRECT TEMPERATURE AND QUENCHED
TO ± .0002 OR 1/100 INCH AS SPECIFIED IN BLUEPRINT

1.0,1



PROGRAM MACHINE SHOP
USOE CODE NO(S)

1.00 CONDITION'

2.00 PERFORMANCE

MI SCE NO.

DIVISION 03 MACMjNES

UNIT 05 PROJECTS

TERMDB NO. 16-036

GENERAL STATEMENT OF PERFORMANCE AND RESULTING OUTCOME

3.00 EXTENT

GENERAL STATEMENT OF EXTENT AND EXTENT OF RESULTING OUTCOME
a.
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NI SOE NO.

'ROGRAM MACHINE SHOP DIVISION 03 MACHINES

UNIT G5 PROJECTS

1.00 CONDITION

TERMOB NO. 16-037

( ) 1.01 BLUEPRINT OF A LATHE DOG
C ) 1,02 REQUIRED STOCK
( ) 1.03 POWER HACK SAW
( ) 1.04 POWER BAND SAW
( ) 1.05 DRILL PRESS
C ) 1.06 LATHE
( ) 1.07 VERTICAL MILLING MACHINE

'CrAstEC) 1.08 la-ASIC-MACHTNT5T-tS TOOLS T-3)

2.00= PERFORMANCE

GENERAL STATEMENT OF PERFORMANCE AND RESULTING OUTCOME
) 2.01 MAKE A LATHE DOG AS SPECIFIED IN BLUEPRINT EMPLOYING

THE FOLLOWINE,n3ATIONS:

) 2.02 SELECT. STOCK
( ) 2.03 CUT STOCK
( ) 2.04 CENTER DRILL,
( ) 2.05 DRILL
( ) 2,06 TAP
( ) 2.07 FORM MILL
( ) 2.08 STRAIGHT-TURN
( ) 2.09 CHAMFER

) 2.10 THREAD

3.100 EXTE T

GENERAL STATEMENT OF EXTENT AND EXTENT OF RESULTING OUTCOME
( ) 3.01 LATHE DOG IS MADE TO APPROVAL OF BOARD OF EXPERT

RATERS. TO BE COMPLETED WITHIN 5 HOURS WITH EACH
OPERATION JUDGED AS SATISFACTORY OR UNSATISFACTORY.

C ) 3.02 CORRECT STOCK SELECTED
( ) 3.03 1/8 INCH OVERSIZE
( ) 3.04 TO ± .005 OR 1/64 INCH AS SPECIFIED IN BLUEPRINT
( ) 3.05 TO ± .005 OR 1/64 INCH AS SPECIFIED IN BLUEPRINT
( ) 3.06 FITS GO/NO-GO THREAD GAUGE
( ) 3.07 TO ± 1/4° 1'
( ) 3.08 TO ± .005 OR 1/64 INCH AS SPECIFIED IN BLUEPRINT
( ) 3.09 TO ± .005 OR 1/64 INCH AS SPECIFIED IN BLUEPRINT
( ) 3.10 FITS, GO/NO-GO THREAD GAUGE



MISOE NO.

PROGRAM magurNE sHpp DIVISION 03 MAcHLUES
USOE CODE NO(S)

UNIT 05 PROJECTS

1.00 CONDITION

2.00 PERFORMANCE

TERI.VB NO. 16-037

GENERAL STATEMENT OF PERFORMANCE AND RESULTING OUTCOME

3,00 EXTENT

GENERAL STATEMENT OF EXTENT AND EXTENT OF RESULTING OUTCOME



MISOE NO,

J
MACHINE SHOP

168

DIVISION 03 MACklINES

UNIT 05 PROJECTS

TERICIS NO. 16-00

( ) 1.01 BLUEPRINT OF A YOKE AND SCREW
( ) 1.02 REQUIRED STOCK
C ) 1.03 POWER HACK SAW
( ) 1.04 POWER BAND SAW
C ) 1.05 DRILL RUSS

) 1.0b LATHE
( ) 1.07 HORIZONTAL MILLING MACHINE
C ) 1.08 VERTICAL MILLING MACHINE
( ) 1.09 BASIC MACHINIST'S TOOLS (TABLE T-3)

2.00 PERFORMANCE

GENERAL STATEMENT OF PERFORMANCE AND RESULTING OUTCOME
( ) 2.01 MAKE A YOKE AND SCREW AS SPECIFIED IN BLUEPRINT

EMPLOYING THE FOLLOWING OPERATIONS:

C ) 2.02 SELECT STOCK
( ) 2.03 CUT STOCK-
( ) 2.04 PLAIN MILL
( ) 2.05 FORM MILL
( ) 2.06 CENTER DRILL
( ) 2.07 DRILL
C ) 2.08 TAP
C ) 2.09 THREAD
( ) 2.10 KNURL

3.00 EXTENT

GENERAL STATEMENT OF EXTENT AND EXTENT OF RESULTING OUTCOME.
C ) 3.01 YOKE AND SCREW ARE MADE. TO APPROVAL OF BOARD OF EXPERT

RATERS. TO BE COMPLETED WITHIN 6 HOURS WITH EACH
OPERATION JUDGED AS SATISFACTORY OR UNSATISFACTORY.

( ) 3.02 CORRECT STOCK SELECTED
( ) 3.0.3 1/8 INCH OVERSIZE
( ) 3.04 TO
( ) 3.05 TO
( ) 3.06 TO
( ) 3.07 TO
( ) 3.08 FITS GO/NO-GO THREAD GAUGE
( ) 3.09 FITS GO/NO-GO THREAD GAUGE
( ) 3.10 TO ± 1/64 INCH ON LENGTH PATTERN IS CLEAN AND SHARP

± .005 OR 1/64 INCH AS SPECIFIED IN BLUEPRINT
± .005 OR 1/64 INCH AS SPECIFIED IN BLUEPRINT
± .005 OR 1/64 INCH AS SPECIFIED IN BLUEPRINT
± .005 OR 1/64 INCH AS SPECIFIED IN BLUEPRINT'



(

(

)

)

1.01
1.02

BLUEPRINT OF A YOKE AND SCREW
REQUIRED STOCK

( ) 1.03 POWER HACK SAW
(

(

)
)

1.04
1.05

POWER BAND SAW
ftwomord#

DRILL PRESS
( ) 1.06 LATHE
( )" 1.07 -HORIZONTAL MILLING MACHINE
( ) 1.08 VERTICAL MILLING MACHINE
(') 1.09 BASIC MACHINIST'S TOOLS (TABLE T-3)

2.00 PERFORMANCE

GENERAL STATEMENT OF PERFORMANCE AND RESULTING OUTCOME
( ) 2.01 MAKE A YOKE AND SCREW AS SPECIFIED IN BLUEPRINT

EMPLOYING THE FOLLOWING OPERATIONS:

( )' 2.02 SELECT STOCK
( ) 2.03 CUT STOCK
( ) 2.04 PLAIN MILL
( ) 2.05 FORM MILL
( ) 2.06 CENTER DRILL
( ) 7.n7 DRILL
( ) 2.08 TAP
( ) 2.09 THREAD
( ) 2.10 KNURL

3.00 EXTENT

GENERAL STATEMENT OF EXTENT AND EXTENT OF RESULTING OUTCOME
( ) 3.01 YOKE AND SCREW ARE MADE TO APPROVAL OF BOARD OF EXPERT

RATERS. TO BE COMPLETED WITHIN 6 HOURS WITH EACH
OPERATION JUDGED AS SATISFACTORY Ok UNSATISFACTnRY.

( ) 3.02 CORRECT STOCK SELECTED
( ) 3.03
( ) 3.04
( ) 3.05
( ) 3.06
( ) 3.07

1/8 INCH OVERSIZE
TO ± .005 OR 1/64 INCH AS SPECIFIED IN BLUEPRINT
TO ± .005 OR 1/64 INCH AS SPECIFIED IN BLUEPRINT
TO ± .005 OR 1/64 INCH AS SPECIFIED IN BLUEPRINT
TO ± .005 OR 1/64 INCH AS SPECIFIED IN BLUEPRINT

( ) 3.08 FITS GO/NO-GO THREAD GAUGE
( ) 3.0 -9 FITS GO/NO-GO THREAD GAUGE
( ) 3.10 TO ± -1/64 INCH ON LENGTH PATTERN IS CLEAN AND SHARP



PROGRAM MitCH I NE SHOP
USOE CODE NO(S)

1.00 CONDITION

2.00 PERFORMANCE

MISOE NO.

DIVISION 03 MACHINES

UNIT 05 PROJECTS

TERMOB NO. 16-0.38.

GENERAL STATEMENT OF PERFORMANCE AND RESULTING OUTCOME

5.010 EXTENT

GENERAL STATEMEW or EXTENT AND EXTENT AfoRESULTING OUTCOME

160



I S08140.

-',ROGRAM MACHINE SHOP

1.00 CONDITION

( ) 1.01%
(*) 1.02
( ) 1.03
( ) 1.04
( ) 1.05

(
) 1.08

( ) 1.09
C ) 1.10

2.00

161

DIVISION 03

UNIT

'4TERMOB NO.

BLUEPRINT OF A MACHINIST'S SQUARE
REQUIRED STOCK
POWER' HACK SAW
POWEL!BAND SAW
DRILL.'PRESS
HORIZONTAL KILLING_mActithtE

) 1. 5-/ --VERTTCAC-MILLFNG MACHINE
SURFACE GRINDER
FURNACE
BASIC,MACHINIST'S TOOLS (TABLE

PERFORMANCE

T-3)

05

MACHINES

PROJECTS

039

GENERAL STATEMENT OF PERFORMANCE AND RESULTING. OUTCOME
( ) 2.01 MAKE A MACHINIST'S SQUARE AS SPECIFIED IN BLUEPRINT

EMPLOYING THE FOLLOWING OPERATIONS;

( ) 2.02 SELECT STOCK
( ) 2.03 CUT STOCK
( ) 2.04 PLAIN MILL
( ) 2.05 SLOT MILL
( ) 2.06 FACE MILL
( ) 2.07 CENTER DRILL
( ) 2.08 DRILL
( ) 2.09 REAM
( ) 2.10 COUNTERSINK.
( ) 2.11 HARDEN
( ) 2.12 ANGLE GRIND
( ) 2.13 SURFACE GRIND

3.00 EXTENT

GENERAL STATEMENT OF EXTENT AND EXTENT OF4IRESULTING OUTCOME
( ) 3.01 MACHINIST'S SQUARE IS MADE TO APPROVAL OF BOARD OF

EXPERT RATERS. TO BE COMPLETED WITHIN 15 HOURS WITH
EACH OPERATION JUDGED AS SATISFACTORY OR UNSATISFACTORY.

( ) 3.02
( ) 3.03
( ) 3.04
( ) 3.05
( ) 3.06
( ) 3.07
( ) 3.08

CORRECT STOCK SELECTED
1/8 INCH OVERSIZE
TO t .005 OR 1/64 INCH AS SPECIFIED IN BLUEPRINT
TO ± .005 OR 1/64 INCH-AS SPECIFIED IN BLUEPRINT
TO ± .005 OR 1/64 INCH AS SPECIFIED IN BLUEPRINT
TO t .005 OR 1/64 INCH AS SPECIFIED IN BLUEPRINT
TO ± .005 OR 1/64 INCH AS SPECIFIED IN BLUEPRINT



F A M CHINIST S SQUARE
(*A 1.02 REQUIRED STOCK
C ) 1.03 POWER HACK SAW
C ) r.04 POWER BAND SAW
C ) 1.05 DRILL-PRESS
C ) 1.06 HORIZONTAL MILLING MACHINE

1.07 VERTICAL MILLING MACHINE
1.08" SURFACE GRINDER
1.09 FURNACE
1.10 BASIC MACHINIST'S TOOLS (TABLE T-3)

( )

C )

C )

( )

2.00, PERFORMANCE

GENERAL STATEMENT OF PERFORMANCE AND RESULTING OUTCOME
( ) 2.01 MAKE A MACHINIST'S SQUARE AS SPECIFIED IN BLUEPRINT

EMPLOYING THE FOLLOWING OPERATIONS: -

C ) 2.02 SELECT STOCK
C ) 2.03 CUT STOCK
C ) 2.04 PLAIN MILL
C ) 2.05 SLOT KILL
C ) 2.06 FACE MILL
( ) 2.07 CENTER DRILL
C-) DRI LL
C ) 2.09 REAM
C ) 2.10 COUNTERSINK
C ) 2.11 HARDEN.
C ) 2.12 ANGLE GRIND
C ) 2.13 SURFACE GRIND

3.00 EXTENT

GENERAL STATEMENT OF EXTENT AND EXTENT OF RESULTING OUTCOME
C ) 3.01 MACHINIST'S SQUARE IS MADE TO APPROVAL OF BOARD ,OF

EXPERT RATERS. TO BE COMPLETED WITHIN 15 HOURS WITH
EACH OPERATION JUDGED AS SATISFACTORY -OR UNSATISFACTORY.

CORRECT STOCK SELECTED( )
C )

3.02
3.03

C ) 3.04
C ) 3.05
C ) 3.0E
C ) 3.07
C ) 3.08
C ) 3.09
C ) 3.10
( ) 3.11
C ) 3.12
( ) 3.13

1/8 INCH OVERSIZE
TO ± .005 OR J/64 INCH AS SPECIFIED IN BLUEPRINT
TO ± .005 OR 1/64 INCH AS SPECIFIED IN BLUEPRINT
TO ± .005 OR 1/64 INCH AS SPECIFIED IN BLUEPRINT
TO ± .005 OR 1/64 INCH AS SPECIFIED IN. BLUEPRINT
TO t .005 OR 1/64 INCH AS SPECIFIED IN BLUEPRINT
TO t .005 OR 1/64 INCH AS SPECIFIED IN BLUEPRINT
TO ± .005 OR 1/64 INCH AS SPECIFIED IN BLUEPRINT
HEATED TO CORRECT TEMPERATURE AND QUENCHED
TO ± 0° 1'
TO ± .0002 OR 1/100 INCH AS SPECIFIED IN BLUEPRINT

T-106 7/74



PROGRAM MACHINE SHOP
U50E-CODE NO(S)

1.00 CONDITION

MISDE NO.

DIVISION 03 =IMO
UNIT 05 PR9JEcTS

TERM, NO. 16-039

2.00 PERFORMANCE

GENERAL STATEMENT OF PERFORMANCE AND RESULTING OUTCOME

3.00 EXTENT

GENERAL STATEME1T,OF EXTENT AND EXTENT OF. RESULTING OUTCOME

4, 4444 4 Ase4a 444.444,4fi



IISUE NO.

'ROGRAM MACHINE SHOP

1.00 CONDITION

_A-

DIVISION 03 MACHINES

1Mom001.or

UNIT 05 ,--15r(MEZIT''

TERMOB N. 16-040

( ) 1.01 BLUEPRINT OF A HEIGHT GAUGE
( ) 1.02 REQUIRED STOCK
( ) 1.03 POWER HACK SAW
( ) 1.04 POWER BAND SAW
( ) 1.05 DRILL PRESS
C 1.06 LATHE -

L` ) 1.07 HORT-ZONTAL-41-LLINGTMACH I NE
( ) 1.08 VERTICAL MILLING MACHINE
( ) 1.09 SURFACE GRINDER
( ) 1.10 CYLINDRICAL ,GRINDER
( ') 1.11 FURNACE
( ) 1.12 BASIC MACHINIST'S TOOLS (TABLE T-3)
( ) 1.13' ENGRAVING MACHINE

2.00 PERFORMANCE*

GENERAL STATEMENT OF PERFORMANCE AND RESULTING OUTCOMk
( ) 2.01 MAKE A HEIGHT GAUGE AS SPECIFIED IN BLUEPRINT EMPLOYING

THE FOLLOWING OPERATIONS:

C )

( )

C )

( )

( )

( )

( )

( )
( )

( )

( )

2.02 -SELECT STOCK
2.03 CUT STOCK
2.04 PLAIN MILL
2.05 SLOT MILL
2.06 FACE MILL
2.07 FORM MILL
2.08 CENTER DRILL
2.09 DRILL
2.10 COUNTER BORE
2.11 REAM,
2.12 TAP

C ) 2.13 FACE OFF
C ) 2.14 KNURL

2.15 STRAIGHT TURN
2.16 RECESS
2.17 THREAD
2.18 CUT OFF
2.19 ENGRAVE NUMBERS
2.20 HARDEN
2.21 TEMPER
2.22 SURFACE GRIND
2.23 LAP
2.24 ASSEMBLE

( )

( )

C )

( )

( )

C )

( )

( )

( )
( )

164



PROGRAM MACHINE SHOP
,USOE CODE NO(S)

1.00 CONDITION

2.00 PERFORMANCE

DIVISION 03,v MACHINES.

UNIT 05 PROJECTS

TERMOB NO. 16 -040

GENERAL STATEMENT OF PERFORMANCE AND RESULTING OUTCOME



SOE NO.

'ROGRAM MACHINE SHOP

3.00 -EXTENT

DIVISION 03 -MACHINES

UNIT 05 PROJECT

TERMOB NO. 16-040

GENERAL STATEMENT OF EXTENT AND EXTENT OF RESULTING OUTCOME
( ) 3.01 HEIGHT GAUGE IS MADE TO APPROVAL OF BOARD OF EXPERT

RATERS. TO BE COMPLETED WITHIN 10 HOURS WITH EACH
OPERATION JUDGED AS SATISFACTORY OR UNSATISFACTORY.'

( )

( )
( )
( )

( )

( )

( )

( )
( )

( )

3.02 CO RECT STOCK SELECTED
3.03 1 INCH OVERSIZE
3.-04, 0 t .005 OR 1/64 INCH AS SPECIFIED IN BLUEPRINT
5%45' TO t .005 OR 1/64 INCH AS SPECIFIED IN BLUEPRINT
3.06 TO t .005 OR 1/64 INC4 AS SPECIFIED IN BLUEPRINT
3.07 TO CONFORM TO RAT US GAUGE
3.08 .TO t .005 OR 1/64 INCH AS SPECIFIED IN BLUEPRINT
3.09 TO t .005 OR 1/64 INCH AS SPECIFIED IN BLUEPRINT
3.10 TO t .005 OR 1/64 INCH AS SPECIFIED IN BLUEPRINT
3.11 TO t .005 OR 1/64 INCH AS SPECIFIED IN BLUEPRINT

( ) 3.12 FITS GO/NO-GO THREAD GAUGE
( ) 3.13 TO t .005 OR 1/64 INCH AS SPECIFIED IN BLUEPRINT
( ) 3.14 TO ± 1/64 INCH ON LENGTH, PATTERN IS CLEAN AND SHARP
( ) 3.15 TO t .005 OR 1/64 INCH AS SPECIFIED IN BLUEPRINT
( ) 3.16 TO t .005 OR 1/64 INCH AS SPECIFIED IN BLUEPRINT
( ) 3.17 FITS GO/NO-GO THREAD GAUGE
( ) 3.18 TO t .005 OR 1/64 INCH AS SPECIFIED IN BLUEPRINT
( ) 3.19 NUMBERS ARE LEGIBLE
() 3.20 HEATED TO CORRECT TEMPERATURE AND QUENCHED
( ) 3.21 HEATED TO CORRECT TEMPERATURE AND QUENCHED
( ) 3.22 TO t .0002 OR 1/100 INCH AS SPECIFIED IN BLUEPRINT
( ) 3.23 TO t .0002 OR 1/100 INCH AS SPECIFIED IN BLUEPRINT
( ) 3.24 ALL. PARTS FIT PROPERLY

166



PROGRAM

USOE CODE NO(S)
MACHI NE SHOP

3.00 EXTENT

I
r.)

MISOE NO.

DIVISION 03 MACHINES

UNIT 05 PROJECTS

TERMOB NO. 16-040

GENERAL STATEMENT OF EXTENT AND EXTENT OF RESULTING OUTCOME

4
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IISOE NO.

'ROGRAM MACHINE SHOP DIVISION 03 MACHINES

UNIT 05 P °ALI

TERMOB NO.

1.00 CONDITION

( ) 1.01 BLUEPRINT OF A SINE BAR
( 1.02 REQUIRED STOCK
( )- 1.03 POWER HACK SAW
( ) 1.04 POWER BAND SAW
( ) 1.05 DRILL PRESS
( ) 1.06 LATHE
( ) 1.07 HORIZONTAL MILLING MACHINE
( ) 1.08 VERTICAL MILLING MACHINE
( ) 1.09 SURFACE GRINDER
( ). 1.10 FURNACE
( ) 1.,11 BASIC MACHINIST'S TOOLS (TABLE T-3).

2.00 PERFORMANCE

16-041

GENERAL STATEMENT OF PERFORMANCE AND RESULTING OUTCOME
( ) 2.01 MAKE A SINE BAR AS SPECIFIED IN BLUEPRINT EMPLOYING

THE FOLLOWING OPERATIONS:

( ) 2.02 SELECT STOCK
( ) 2..03 CUT STOCK
( ) 2.04 PLAIN MILL
( ) 2.05 SLOT MILL
( ) 2.06 FACE MILL
( ) 2.07 FORM MILL
( ) 2.08 CENTER DRILL
( ) 2.09 DRILL
( ) 2.10 COUNTER BORE
( ) 2.11 COUNTERSINK
( ) 2.12 TAP
( ) 2.13 FACE OFF .

( ) 2.14 STRAIGHT TURN
( ) 2.15 RECESS
( ) 2.16 CUT OFF
( ) 2.17 SURFACE GRIND
( ) 2.18 HARDEN
( ) 2419 TEMPER
( ) 2.20 LAP
( ) 2.21 _ASSEMBLE



PROGRAM MACHINE SHOP.
USOE CODE NO(S)

1.00 CONDITION

2.00 PERFORMANCE

MISOE NO.

DIVISION Oi MACHINES

UNIT 05 FRO4ECTS

TERNOB NO. 16-0:41,

GENERAL STATEMENT OF PERFORMANCE AND RESULTING OUTCOME

1 65



AISO NO.

''ROGqAM MACHINE SHOP

3.90 EXTENT

DIVISION 03 MACHINES

UNIT 05 ,PROJEOTS,

TERMOB NO. 16-041

GENERAL STATEMENT OF EXTENT AND EXTENT OF RESULTING. OUTCOME
( ) 3.01 SINE BAR IS MADE TO APPROVAL OF BOARD OF EXPERT RATERS.

TO BE COMPLETED WITHIN 25 HOURS WITH EACK OPERATION
JUDGED AS SATISFACTORY OR UNSATISFACTORY.

( )

( )

C )

( )

( ),

( )

( )

( )

( )

( )

C )

( )

( )

( )

( )

( )

( )

( )

( )

3.02
3.03
3.04
3.05
3.06
3.07
3.08
3.09
3.10
3.11
3.12
3.13
3.14
3.15
3.16
3.17
3.18
3.19
3.20
3.21

CORRECT STOCK SELECTED
1/8 INCH OVERSIZE
TO t .005 OR 1/64 INCH AS SPECIFIED
TO ± .005 ,OR 1/64 INCH AS SPECIFIED
TO t .005 OR 1/64 INCH AS SPECIFIED
TO t 1/4°
TO ± .005 OR 1/64 INCH AS SPECIFIED
TO ±
TO ±
TO
FITS

.005 OR 1/64 INCH AS SPEC

. 005 OR 1/64 INCH AS S

. 005 OR 1/64 INCH A
GO/NO-GO THREAD GA

TO t .005 OR
TO ± .005 OR
TO ± .005 OR
TO t .005 OR
TO t .0002 OR

GE
1/64 INCH AS SPECIFIED IN BLUEPRINT
1/64 INCH AS SPECIFIED IN BLUEPRINT
1/64 INCH AS SPECIFIED IN BLUEPRINT
1/64 INCH AS SPECIE/ED IN.BLUEPRINT
1/100 INCH AS SPECIFIED IN BLUEPRINT

FIED
IFIED

SPECIFIED

IN BLUEPRINT
IN BLUEPRINT
IN BLUEPRINT

IN BLUEPRINT
IN BLUEPRINT
IN BLUEPRINT
IN BLUEPRINT

HEATED TO CORRECT TEMPERATURE
HEATED TO CORRECT TEMPERATURE
TO ± .0002 OR 1/100 INCH AS SPECIFIED IN BLUEPRINT
ALL PARTS FIT PROPERLY

.1.13



MISOE NO.

PROGRAM MACHINE SHOP DIVISION 03 MACHINES
USOE COOE NO(S)

UNIT 05 PROJECTS

3.00 EXTENT

TEMOB NO. 16-041

GENERAL STATEMENT OF EXTENT AND EXTENT OF RESULTING OUTCOME



IISOE NO.

'ROMANI MACHINE SHOP
DiVISFON 03 MACHINES

UNIT 05 -PROJECTS

TERMOB NO. 16042

1,00- CONDITION

( ) lt01 BLUEPRINT OF AN EDGE FINDER
( ) 1.02 'REQUIRED STOCK awn.

( ) 1.03 ,POWER HACK SAW
( ) 1,04 POWER BAND SAW
(A) 1.05 DRILL PRESS
( ) 1.06 LATHE
( ) 1.07 HORIZONTAL MILLING MACHINE
( ) 1.08 VERICAL MILLING MACHINE
( ) 1.09 SURFACE GRINDER
C ) 1.10 CYLINDRICAL GRINDER
( ) 1,11 FURNACE
( ) 1.12 BASIC MACHINIST'S TOOLS (TABLE T-3)

2.00 PERFORMANCE

GENERAL STATEMENT OF PERFORMANCE AND RESULTING OUTCOME
( 2.01 MAKE AN EDGE FINDER AS SPECIFIED IN BLUEPRINT EmpLosqw

THE FOLLOWING OPERATIONS

( ) 2.02 SELECT STOCK
( ) 2.03 CUT STOCK
( ) 2.04 SLOT MILL
( ) 2.05 CENTER DRILL
C ) 2.06 DRILL
( ) 2.07 REAM
( ) 2.08 FACEOFF
C ) 2.09 STRAIGHT TURN
C RECESS

) 2.11 FORM
( ) 2.12 CUT OFF
( ) 2.13 HARDEN
( ) 2.14 TEMPER
( ) 2.15 SURFACE GRIND
( ) 2.1.6 STRAIGHT GRIND
C ) 2.17 LAP
( ) 2.18 ASSEMBLE

.172



PROGRAM
00E CODE NO(S)

1.00 CONDITION

MACHINE SHOP DIVISION 03

UNIT 05

TERMDB NO.

MISOE NO.

16-042

2.00 PERFORMANCE

GENERAL $TATPMENT OF PERFORMANCE AND RESULTING OUTCOME

.173



N:41SOE NO.

"ROGRAM MACHINE SHOP

3.00 EXTENT

DIVISION 03 MACHINES

UNIT 05

TERMOB NO

PROJECTS

EDGE FINDER IS MADE TO APPROVAL OF BOARD OF EXPERTRATERS.1
TO BE COMPLETED WITHIN 10 HOURS WITH EACH OPERATION
JUDGED AS SATISFACTORY OR UNSATISFACTORY.

CORRECT STOCK SELECTED

GENERAL STATEMENT OF EXTENT AND EXTENT OF RESULTING OUTCOME
( ) 3.01

( ) 3.02
( ) 3.03
( ) 3.04
( ) 3.05
( ) 3.06
( ) 3.07

) 3,08
( ) 3,09

) 3.10
( ) 3.11
( ) 3.12
( ) 3.13
( ) 3.14
( ) 3.15
( ). 3.16
( ) 3.17
( )6 3418

1/8 INCH OVERSIZE
TO ± .005 OR 1/64 INCH AS SPECIFIED IN BLUEPRINT
TO ± .005 OR 1/64 INCH AS SPECIFIED IN BLUEPRINT
TO ± .005 OR 1/64 INCH AS SPECIFIED IN BLUEPRINT
TO t .005 OR 1/64 INCH AS SPECIFIED IN BLUEPRINT
TO ± .005 OR 1/64 INCH AS SPECIFIED IN BLUEPRINT
TO ± .005 OR 1/64 INCH AS SPECIFIED, IN BLUEPRINT
TO ± .005 OR 1/64 INCH AS SPECIFIED IN BLUEPRINT
TO ± 1/4°
TO ± .005 OR 1/64 INCH AS SPECIFIED IN BLUEPRINT
HEATED TO CORRECT TEMPERATURE AND QUENCHED
HEATED TO CORRECT TEMPERATURE AND QUENCHED
TO ± .0002 OR 1/100 INCH
TO ± .0002 OR 1/100 INCH
TO .0002 OR 1/100 INCH
ALL PARTS FIT PROPERLY

1 7

AS SPECIFIED IN BLUEPRINT
AS SPECIFIED IN BLUEPRINT
AS SPECIFIED IN BLUEPRINT



PROGRAM MACHINE SHOP
USOE CODE NO(S)

MISOE NO..

DIVISION 03 MACHINES

UNIT 05 PROJEcT1

TERMOB NO. 16-042

3.00 EXTENT

GENERAL STATEMENT OF EXTENT AND EXTENT OF RESULTING OUTCOME



II SOE NO.

''ROGRAM MACHINE SHOP

16
DIVISION 03 MACHINES

UNIT 05 PROJECTS

1.00 CONDITION

TERMOB NO.

( ) 1461 BLUEPRINT OF A DEPTH GAUGE
( ) 1.02 REQUIRED STOCK
( ) 1.03 POWER HACK SAW
( ) 1.04 POWER BAND SAW
C ) 1.05 DRILL PRESS,,,...

( ) 1.06 LATHE
( ) 1.07 SURFACE GRINDER
( ) 1.08 FURNACE
( ) 1.09 BASIC MACHINIST'S TOOLS (TABLE T-3)

2.00 PERFORMANCE

GENERAL STATEMENT OF PERFORMANCE AND RESULTING OUTCOME
( ) 2.01 MAKE A DEPTH GAUGE AS SPECIFIED IN BLUEPRINT EMPLOYING

THE FOLLOWING'OPERATIONS:

C)
)

C)
)
)()

2,02
2.03
2.04
2.05
2.06
2.07

SELECT STOCK
CUT STOCK
CENTER DRILL
DRILL
COUNTER BbRE
REAM

C) 2.08 TAP .

) 2.09 FACE OFF
>
)

2.10
2.11

STRAIGHT ,TURN
KNURL

) 2.12 TAPER TURN
) 2.13 CHAMFER

C) 2.14 THREAD
C) 2.15 HARDEN.'

C) 2.16 SURFACE GRIND

3.00 EXTENT

GENERAL STATEMENT OF EXTENT AND EXTENT OF RESULTING OUTCOME'
) 3,01 DEPTH GAUGE IS MADE TO APPROVAL OF BOARD OF EXPERT

-RATERS. TO BE COMPLETED WITHIN 20 HOURS WITH EACH
OPERATION JUDGED AS SATISFACTORY OR UNSATISFACTORY.

5

( )

'3.02 CORRECT STOCK SELECTED
3.03 1/8 INCH OVERSIZE
3.04 TO ,t .005 OR 1/64 INCH SAS SPECIFIED IN BLUEPRINT
3.05 TO ± .005 OR 1/64 INCH AS SPECIFIED IN BLUEPRINT



( ) 1.02 REQUIRED STOCK
( ) 1.03 POWER HACK SAW
( ) 1404' POWER BAND SAW
( ) 1.05

1.06
DRILL PRESSN.,.
LATHE_C__1

( ) 1.07 SURFACE GRINDER
( ) 1.08 FURNACE
( ) 1.09 BASIC MACHINIST'S TOOLS (TABLE Y-3)

2.00 PERFORMANCE

GENERAL STATEMENT OF PERFORMANCE AND RESULTING OUTCOME
( ) 2.01 MAKE A DEPTH GAUGE AS SPECIFIED IN BLUEPRINT EMPLOYING

THE FOLLOWING OPERATIONS:

( )

( )
( )

( )
( )
( )
C )

2,02
2.03
2.04
2.05
2.06
2.07
2.08

SELECT STOCK
CUT STOCK
CENTER DRILL
DRILL
COUNTER BbRE
REAM
TAP

( ) 2.09 FACE OFF
( ) 2.10 STRAIGHT TURN
( ) 2.11 KNURL
( ) 2.12 TAPER TURN
C) 2.13 CHAMFER
( ) 2.14 THREAD
( ) 2.15 HARDEN
( ) 2.16 SURFACE GRIND

3.00 EXTENT'

GENERAL STATEMENT OF EXTENT.. AND EXTENT OF. RESULTING OUTCOME, -
C) 3.01 DEPTH GAUGE IS MADE TO APPROVAL OF'BOARD OF EXPERT

RATERS. TO BE COMPLETED WITHIN 20 HOURS WITH EACH
OPERATION JUDGED AS.SATISFACTORY"OR UNSATISFACTORY.

( 3.02
( ) 3.0.3

C ) 3.04
C ) 3.05
C ) 3.06
( ) 34.07

( ), 3.08
( ) 3.09
( ) 3.10
( ) 3.11
( )s 3.12
( ) 3.13
( ) 3.14
( ) 3.15
C ) 3416

CORRECT STOCK SELECTED
1/8 INCH OVERSIZE
TO t .005 OR 1/64 INCH AS SPECIFIED IN BLUEPRINT
TO t .005 OR 1/64 INCH AS SPECIFIED IN BLUEPRINT
TO t .005 OR 1/64 INCH AS SPECIFIED IN BLUEPRINT
TO t .005 OR 1/64 INCH AS SPECIFIED IN BLUEPRINT
FITS GO/NO-GO THREAD GAUGE
TO ± .005 OR 1/64 INCH AS SPECIFIED IN BLUEPRINT
TO ± .005 OR 1/64 INCH AS SPECIFIED IN BLUEPRINT
TO t 1/64 INCH ON LENGTH, PATTERN IS CLEAN AND SHARP
TO ± .005 OR 1/64 INCH AS SPECIFIED IN BLUEPRINT
TO t ,005 OR 1/64 INCH AS SPECIFIED IN BLUEPRINT
FITS GO/NO-GO THREAD GAUGE
HEATED TO CORRECT TEMPERATURE AND QUENCHED
TO ± .0002 OR 1/100 INCH AS SPECIFIED IN BLUEPRINT

T-120 7/74



PROGRAM

USOE COOE NO(S)

1.00 CONDITION

hZCHI 4 SHOP

V 00 PERFORMANCE

MISOE NO.

DIVISION 03 MACHINES

UNIT 05 PRNFCTq

TER/43B NO. it-043

GENERAL STATEMENT OF PERFORMANCE AND RESULTING OUTCOME

3,00 EXTENT

GENERAL STATEMENT or EXTENT AND EXTENT OF RESULTING OUTCOME



vliSOE NO.

'ROORAM . MACHINE SHOO

1Th

1.00 CONDITION

2.00

C ) 1.01
) 1.02

( ) 1.03
( ) 1.04
( ) 1.05
( ) 1.06
C ) 1.07
( ) 1.08
( ) 1.09

BLUEPRINT OF A "V" BLOCK
REQUIRED STOCK,
POWER HACK, SAO
POWER BAND SAW
HORIZONTAL MILLING MACHINE
VERTICAL MILLING MACHINE-
SURFACE GRINDER
FURNACE
BASIC MACHINIST'S TOOLS (TABLE T -3)

4

DIVISION 03

UNIT 05

TERMOB NO.

MACHINES

PROJttT

16-044

PERFORMANCE

GENERAL STATEMENT OF PERFORMANCE AND RESULTING OUTCOME
( ) 2.01 MAKE A "V" BLOCK AS SPECIFIED IN BLUEPRINT

EMPLOYING THE FOLLOWING.QPERATIONS:

( ) 2.02 SELECT STOCK
( ) 2.03 CUT STOCK
( ) 2.04 FACE MILL
( ) 2.05 SLOT M44.1
( ) 2.06, ANGLE MILL
( ) 2.07 CENTER DRILL
( ) 2.08 DRILL
( ) 2.09 -TAP
( ) 2.10 HARDEN
( ) 2.11 °TEMPER
( ) 2.12 SURFACE GRIND

3.00 EXTENT

STATEMENT OF'EXTENT AND EXTENT OF OUTCOMEGENERAL RESULTING
( ) 3.01 "V" BLOCK IS MADE TO APPROVAL OF BOARD OF EXPERT

RATERS. TO BE COMPLETED WITHIN 15 HOURS WITH EACH
OPERATION JUDGED AS SATISFACTORY OR UNSATISFACTORY.

( ) 3.02 CORRECT STOCK SELECTED
( ) 3.03
( ) 3.04
( ) 3.05
( ) 3.46
( ) 3.07
( ) 3.08

1/8 INCH OVERSIZE
TO ± .005 OR 1/64 INCH AS SPECIFIED IN BLUEPRINT
TO ± .005 OR 1/64 INCH AS SPECIFIED IN BLUEPRINT
TO ± .005 OR 1/64 INCH AS SPECIFIED IN BLUEPRINT
TO ± .005 OR 1/64 INCH AS SPECIFIED IN BLUEPRINT
TO ± .005 OR 1/64 INCH AS SPECIFIED IN 'BLUEPRINT

( ) 3.09 FITS GO/NO-GO' THREAD GAUGE
U 4 10 0 1.



( ) 1.02 REQUIRED STOCK
( ) 1.03 POWER HACK SAW
( ) 1.04 POWER BAND SAW
( ) 1.05 HORIZONTAL MILLING MACHINE
( ) 1.06 VERTICAL MILLINGIAACHINE
( ) 1.07 SURFACE .GRINDER
( ) 1.08 t, FURNACE

) 1.09 BASIC MACHINISTS TOOLS (TABLE T-3)

2.00 PERFORMANCE

GENERAL STATEMENT OF PERFORMANCE AND RESULTING OUTCOME
( ) 2.01 MAKE A "V" BLOCK AS SPECIFIED INLBLUEPRINT

EMPLOYING THE FOLLOWING OPERATIONS:

C ) 2.02 SELECT STOCK
C ) 2.03 CUT STOCK
( ) 2.Q4 FACE MILL
( ) 2.05 SLOT MILL
( ) 2.06 ANGLE MILL
( ) 2.07. CENTER DRILL
( ) . 2.08 DRILL
( ) 2,09- TAP
( ) .2.10 HARDEN
( ) 2.11 TEMPER
( ) 2.12 SURFACE GRIND

3.00 EXTENT

OUTCOMEGENERAL STATEMENT OF EXTENT AND EXTENT OF RESULTING
( ) 3.01 "V" BLOCK IS 'MADE TO APPROVAL OF BOARD OF EXPERT

RATERS. TO BE COMPLETED WITHIN 15 HOURS WITH EACH
OPERATION JUDGED AS SATISFACTORY. OR UNSATISFACTORY:

( ) 3.02 CORRECT STOCK SELECTED
( ) 3.03 1/8 INCH OVERSIZE
( ) 3.04 TO ± .005 OR 1/64 INCH AS SPECIFIED IN BLUEPRINT
( ) 3.05 TO ± .005 OR 1/64 INCH AS SPECIFIED IN BLUEPRINT
( ) 3.06 TO ± .005 OR 1/64 INCH AS SPECIFIED IN BLUEPRINT
( ) 3.07 TOs ± ..,005 'OR 1/64 INCH AS SPECIFIED IN BLUEPRINT
( ) 3.08 TO ± .005 OR 1/64INCH AS SPECIFIED IN BLUEPRINT
( ) 3.09 FITS GO/NO-GO THREAD GAUGE
( ) 3.10 HEATED TO CORRECT TEMPERATURE AND QUENCHED
( ) 3.11 HEATED TO CORRECT TEMPERATURE AND QUENCHED
( ) 3.12 TO ± .0002 OR 1/100 INCH AS SPECIFIED IN BLUEPRINT
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PROGRAM

USOE CODE NQLS)

1.00 CONDITION

MACHINE. SHOP

2.00 PERFORMANCE

'MISOE NO.

DIVISION 03 MACHINES

UNIT 05 PROJECTS.

TER143B NO. 1.6-044

GENERAL STATEMENT OF PERFORMANCE. AND RESULTING OUTCOME

3.00 EXTENT

GENERAL STATEMENT OF EXTENT AND EXTENT OF RESULTING OUTCOME

181



1SOE NO.

''?O' PAM MACHINE SHOP DIVISION 03 MACHINES

UNIT 05 PRWEL

TERMOB 16045

11,00 CONDITION

( ) 1.01
() .1%02
( ) 1.03
( ) 1.04
( ) 1..05

( ) 1.06
( ) 1.07

) 1.,08

( ) 1.09
( ) 1.10
( ) 1.11

BLUEPRINT OF A MILLING CUTTER
REQUIRED STOCK
POWER HACK SAW
POWER BAND SAW
DRILL PRESS
LATHE
VERTICAL MILLING MACHINE
SURFACE GRINDER
TOOL AND CUTTER GRINDER
FURNACE
BASIC MACHINIST'S TOOLS (TABLE T-3)

2.00 PERFORMANCE
4

GENERAL STATEMENT OF PERFORMANCE AND RESULTING OUTCOME
( ) 2.01 MAKE A MILLING CUTTER. AS SPECIFIED IN BLUEPRINT

EMPLOYING THE FOLLOWING OPERATIONS:

)
)
)
)

2.02
2.03
2:04
2.05

SELECT STOCK
CUT STOCK
SLOT MILL
FORM MILL

C ) 2.06 DRILL
C) 2.07 BORE

) 2.08 COUNTER SINK
) 2.09 STRAIGHT TURN

C) 2.10 FACE OFF
) 2.11 HARDEN

C) 2.12 TEMPER
) 2.13 STRAIGHT GRIND la*

) 2.14 SURFACE GRIND

3.00 EXTENT

GENERAL STATEMENT OF EXTENT AND EXTENT or RESULTING OUTCOME
( ). 3.01 MILLING CUTTER IS ADE TO APPROVAL OF BOARD OF EXPERT

RATERS. TO BE °LETED WITHIN 15 HOURS WITH EACH
OPERATION .OD D AS SATISFACTORY OR UNSATISFACTORY.

( ) 3.02 CORRECT SELECTED
( ) 3.03 1/8 INCH OVERSIZE
( ) 3.04 TO ± .005 OR 1/64 INCH AS SPECIFIED IN BLUEPRINT
( ) 3.05 TO ± 1/40'



( ) *1%02 REQUIRED STOCK
( ) 1.03 POWER HACK SAW
( ) 1.04. POWER BAND SAW
( ) 1,.05 DRILL. PRESS
( ) 1.06 LATHE
( ). 1.07 VERTICAL MILLING MACHINE\

) 1.08 SURFACE GRINDER
( ) 1.09 TOOL AND CUTTER GRINDER
( ) 1.10 FURNACE

, ( ) 1.11 BASIC MACHINIST'S TOOLS (TABLE Ta3)-

(.) 3.12 HEATED TO CORRECT TEMPERATURE AND QUENCHED
( ) .3.13 TO ± .0002 OR 1/100 INCH AS SPECIFIED IN BLUEPRINT
( ) 3.14 TO ± .0002 OR 1/100 INCH.AS SPECIFIED IN BLUEPRINT

-2.00 PERFORMANCE

GENERAL-STATEMENT OF PERFORMANCE AND RESULTING OUTCOME .

( ) 2.01 MAKE A MILLING CUTTER AS SPECIFIED IN BLUEPRINT
EMPLOYING THE FOLLOWING OPERATIONS:

( 5 2.02 SELECT STOCK
( ) 2.03 CUT STOCK
( ) 2.04 SLOT MILL
( ) 2.05 FORM MILL
( ) 2.06 DRILL
( ) 2.07 BORE
( ) 2.08 COUNTER SINK
( ) 2.09 STRAIGHT .TURN
( ) 2.10 FACE OFF
( ) 2.11 HARDEN
( ) 2.12 TEMPER
( ) 2.13 STRAIGHT GRIND
( ) 2.14 SURFACE GRIND

3.00 EXTENT

GENERAL STATEMENT OF EXTENT AND EXTENT OF RESULTING OUTCOME
( ) 3.01 MILLING CUTTER IS MADE TO APPROVAL OF BOARD OF EXPERT

RATERS. TO BE COMPLETED WITHIN 15 HOURS WITH EACH
'OPERATrON JUDGED AS SATISFACTORY OR UNSATISFACTORY.

)

( )
( )

( )
( )

( )

( )-

( )

( ).

)

( )
( )

( )
( )

( )

( )-

( )

( ).

( ) 3.01 MILLING CUTTER IS MADE TO APPROVAL OF BOARD OF EXPERT
RATERS. TO BE COMPLETED WITHIN 15 HOURS WITH EACH
'OPERATrON JUDGED AS SATISFACTORY OR UNSATISFACTORY.

)

( )

( )

( )

( )

( )

( )-

( )

( ).

I 7/74

(.) 3.12 HEATED TO CORRECT TEMPERATURE AND QUENCHED
( ) .3.13 TO ± .0002 OR 1/100 INCH AS SPECIFIED IN BLUEPRINT
( ) 3.14 TO ± .0002 OR 1/100 INCH.AS SPECIFIED IN BLUEPRINT

18'6
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MI SCE NO

PROGRAM MACHINE SHOP DIVISION 03 MACHINES
USOE CODE NO CS )

UNIT 05 PROJECTS

TERMS NO. 16-045

1.00 CONDITIO4

2.00 PERFORMANCE

GENERAL STATEMENT or PERFORMANCE AND ,RESULTING.OUTCOME

3.00 EXTENT

_GENERAL STATEMENT OF EXTENT AND EXTENT OF RESULTING OUTCOME

184



4ISOE NO.

17WRAM MACHINE SHOP DIVISION 03 MACHINES

UNIT 05 PROJECTS

TERMOB NO 16-046

1.00 CONDITION

( ) 1.01 BLUEPRINT OF A TAP WRENCH
( ) 1.02 REQUIRED STOCK
( ) 1.03 POWER HACK SAW
( ) 1.04 POWER BAND SAW
( ) 1.05 DRILL PRESS
( ) 1.06 LATHE
( ) 1.07 HORIZONTAL MILLING MACHINE
( ) 1.08 VERTICAL MILLING MACHINE
( ) 1.09 SURFACE GRINDER
( ) 1.10 FURNACE
( ) 1.11 BASIC MACHINIST'S TOOLS (TABLE T 3)

2.00 PERFORMANCE

GENERAL STATEMENT OF PERFORMANCE AND RESULTING OUTCOME
( ) 2.01 MAKE A TAP WRENCH AS SPECIFIED IN BLUEPRINT EMPLOYING

THE FOLLOWING OPERATIONS:

C ) 2.02 SELECT STOCK
( ) 2.03 CUT STOCK
( ) 2.04 SLOE MILL
( ) 2.05 PACE MILL
( ) /2.06 FORM MILL
( ) 2.07 CENTER DRILL
( ) 2.08 DRILL
( ) 2.09 REAM
( ) 2.10 COUNTERSINK
( ) 2.11 TAP
(,) 2.12 FACE OFF
( ) 2.13 STRAIGHT TURN
( ) 2.14' KNURL
( ) - 2.15 TAPER TURN
(.) 2.16 THREAD

2.17 FORM
( ) 2..18 CUT OFF
( ) 2.19 SURFACE GRIND
( ) 2.20 HARDEN
( ) 2.21 ASSEMBLE

4

L--

18



PROGRAM MACHINE SHOP DIVISION 03 MACHINES
USOE CODE NM)

UNIT 05 PROLIFCTs

TERMOB NO. _15-01d

1.00 CONDITION

2.00 PERFORMANCE

GENERAL STATEMENT OF PERFORMANCE AND RESULTING OUTCOME

183



3.00 EXTENT

MACHINE SHOP DIVISION 03 MACHINES

UNIT 05 PROJECTS

TERMOB NO. 16-046

GENERAL STATEMENT OF EXTENT AND EXTENT OF RESULTING OUTCOME
( ) 3.01 TAP WRENCH IS MADE TO APPROVAL OF BOARD OF EXPERT

RATERS. TO BE COMPLETED WITHIN 15 HOURS WITH EACH
OPERATION JUDGED AS SATISFACTORY OR UNSATISFACTORY.

< ) 3.02
( ) 3.03

( ) 05
( ) 3 06

C ) 3.09
( 3

( )
)

7.08

( ) "3.10
(

(

(

(

(

(

(

(

(

(

(

CORRECT STOCK SELECTED
1/8 INCH OVERSIZE
TO ± .005 OR 1/64 INCH AS SPECIFIED IN BLUEPRINT
TO ± .003 OR 1/64 INCH AS SPECIFIED IN BLUEPRINT
TO ± .005 OR 1/64 INCH AS SPECIFIED IN BLUEPRINT
TO ±-.005 OR 1/64 INCH AS SPECIFIED IN BLUEPRINT
TO ± .005 OR 1/64 INCH AS SPECIFIED IN BLUEPRINT
TO ± .005 OR 1164 INCH AS SPECIFIED IN BLUEPRINT
TO ± .005 OR 1/64 INCH AS SPECIFIED IN BLUEPRINT

) 3.11 FITS GO/NO-GO THREAD GAUGE
) 3.12 TO ± .005 OR 1/64 INCH AS SPECIFIED IN BLUEPRINT
) 3.13 TO ± .005 OR 1/64 INCH AS SPECIFIED IN BLUEPRINT
) 3.14 TO ± 1/64 ON LENGTH, PATTERN IS CLEAN AND SHARP
) 3.15 TO ± .005 OR 1/64 INCH AS SPECIFIED IN BLUEPRINT
) 3.16 FITS GO/NO-GO THREAD GAUGE
) 3.17 TO ± 1/40
) 3.18 TO t .005 OR 1/64 INCH AS SPECIFIED IN BLUEPRINT
) 3.19 TO '± .001
) 3.20 HEATED TO CORRECT TEMPERATURE AND QUENCHED
) 3.21 ALL PARTS FIT PROPERLY

4.

1.8;"



MISOE NO.

PROGRAM MAcHINL SHOP DIVISION 03 mcjimEs
USOE CODE NO(S)

UNIT 05 PROJECTS

3.00 EXTENT

TER14013 NO. 16-046

GENERAL STATEMENT OF EXTENT AND EXTENT OF RESULTING:OUTCOME

18O



IISOE NO.

'ROiNAM MACHINE SHOP DIVISION 03 MACHINES

UNIT 05 PROJECTS

TERMOB NO. 16-041

1.00 CONDITION

( ) 1.01 BLUEPRINT OF PRECISION TOOL MAKER'S VISE
( ) 1.02 REQUIRED STOCK
( ) 1.03 POWER HACK SAW
( ) 1.04 POWER BAND SAW
( ) 1,05 DRILL PRESS
( ) 1.06 LATHE
( ) 1.07 HORIZONTAL MILLING MACHINE
( ) 1.08 VERTICAL MILLING MACHINE
( ) 1.09 SURFACE GRINDER
( ) 1.10 CYLINDRICAL GRINDER
( ) 1.11 FURNACE
( ) 1.12 BASIC MACHINIST'S TOOLS (TABLE T-3)

2.00 PERFORMANCE

GENERAL STATEMENT OF PERFORMANCE AND RESULTING OUTCOME
( ) 2.01 MAKE ',A PRECISION TOOL MAKER'S VISE AS SPECIFIED IN

BLUEPRINT EMPLOYING THE FOLLOWING OPERATIONS:

( ) 2.02 SELECT STOCK
( ) 2.03 CUT STOCK
( ) 2.04 FACE OFF
( ) 2.05 CENTER DRILL
( ) 2.06 STRAIGHT TURN
( ) 2.07 CHAMFER
( ) 2.08 RECESS
( ) 2.09 THREAD
( ) 2.10 PLAIN MILL
( ) 2.11 FACE MILL
( ) 2.12 SLOT MILL
( ) 2.13 ANGLE MILL
( ) 2.14 DRILL
( ) ;.15 REAM
( ) 2.16 COUNTERSINK
( ) 2.17 TAP
( ) 2.18 HARDEN
( ) 2.19 TEMPER
( ) 2.20 SURFACE GRIND
( ) 2.22 ANGLE GRIND
( ) 2123 LAP
( ) 2.24 ASSEMBLE



MISCE NO.

PROGRAM" MACHINE SHOP DIVISION '03 -MACHINPS
USOE CODE NO(S)

I1.00 CONDITION

UNIT 05 PROt4CTS

TERMS NO. 16-047

2.00 PERFORMANCE

GENERAL STATEMENT OF PERFORMANCE AND RESULTING OUTCOME

19u



lsoe NO.

iRC/NANI MACHINE SHOP

3.00 EXTENT

DIVISION 03 MACHINES

UNIT 05 PROJECTS

TERMOB NO. 16-047

GENtRAL STATEMENT or EXTENT AND EXTENT OF RESULTINGOUTCOME
( )* 1.01 PRECISION TOOL MAKER'S VISE IS MADE TO APPROVAL OF

BOARD OF EXPERT RATERS. TO BE COMPLETED-WITMIN 30
HOURS WITH EACH OPERATION JUDGED AS SATISFACTORY OR
UNSATISFACTORY.

( ) 3.02 CORRECT STOCK SELECTED
( ) 3.03 1/8 I CH OVERSIZE
( ) 3.04 TO ± .005 OR 1/64 INCH AS SPECIFIED IN BLUEPRINT.
( ) 3.05 TO ,,± .005 OR 1/64 INCH AS SPECIFIED IN BLUEPRINT
C..) 3.06 TO t .005 OR 1/64 INCH AS SPECIFIED IN BLUEPRINT
( ) 3.07 TO ± .005 OR 1/64 INCH AS S CIFIED BLUEPRINT
( ) 3.08 TO ± .005 OR 1/64 INCH AS SP I BLUEPRINT-
( ) 3.09 FITS GO/NO-GO THREAD GAUGE
( ) 3.10 TO t .005 OR 1/64 INCH AS SPECIFIED IN BLUEPRINT
( ) 3.11 TO t .005 OR 1/64 INCH AS SPECIFIED IN BLUEPRINT
( ), 3.12 TO ± .005 OR 1/64 INCH AS SPECIFIED IN BLUEPRINT
( ) 3.13 TO ± 1/40
( ) 3.14 TO ± .005 OR 1/64 INCH AS SPECIFIED IN BLUEPRINT
( ) 3.15 TO ± .005 OR 1/64 INCH AS SPECIFIED IN BLUEPRINT ,

( ) 3.16 TO ± .005 OR 1/64 INCH AS SPECIFIED IN BLUEPRINT
( ) 3.17 FITS GO/NO-GO THREAD GAUGE
( ) 3.18 HEATED TO CORRECT TEMPERATURE AND QUENCHED
( ) 3.19 HEATED TO CORRECT TEMPERATURE AND QUENCHED
( ) 3.20 TO t .0002 OR 1/100 INCH AS SPECIFIED IN BLUEPRINT
( ) 3.21 TO ± 00 5'

( ) 3.22 TO ± .0002 OR 1/100 INCH AS SPECIFIED IN BLUEPRINT
( ) 3.23 ALL PARTS FIT PROPERLY

A

.4,



PROGRAM MACHINE SHOP.
USOE CODE NO(S)

1 3.00 EXTENT

GENERAL STATEMENT OF EXTENT AND EXTENT OF RESULTING OUTCOME

MISCE NO.

DIVISION 03 MACHINES

UNIT 05 PRodEr.TS,

TERMS NO. 10-A7

t.
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;ISOE NO.

WGRNM MACHINE SHOP

1.00 CONDITION

( )-

( )
1.01
1.02

( ) 1.03
( ) 1.04
( ) 1.05
( ) 1.06
( ) 1.07
( ) 1.08
( ) 1.09
( ) 1.10
( ) 1.11
( ) 1.12

2.00 PERFORMANCE

BLUEPRINT OF SINE PLATE
REQUIRED STOCK
POWER HACK SAW
POWER BAND SAW
DRILL PRESS
LATHE
HORIZONTAL MILLING MACHINE
VERTICAL MILLING iikCHINE
SURFACE GRINDER
CYLINDRICAL GRINIXA,
FURNACE
BASIC MACHINIST'S T9OLS (TABLE T-3)

DIVISION 0.3 MACHINES

UNIT 05 PROJECTS

TERMOB NO. 16=-048

GENERAL STATEMENT OF PERFORMANCE. ND RESULTING OUTCOME
( ) 2.01

( ) 2.02
( ) 2.03
( ) 2.04
( ) 2.05
( ) 2.06
( ) 2.07
( ) 2.08
( ) 2.09
( ) 2.10
( ) 2.11
( ) 2.12
( ) 2.13
( ) 2.14
( ) 2.15
( ) 2.16
( ) 2.17
( ) 2.18
( ) 2.19
( ) 2.20
( ) 2.21
( ) '2.22

MAKE A SINE PLATE AS 1, ECIFIED IN BLUEPRINT EMPLOYING
THE FOLLOWING OPERATIONS:

SELECT STOCK
CUT STOCK
PLAIN MILL
SLOT MILL
FACE MILL
FORM MILL
CENTER DRILL
DRILL
COUNTER,BORE
REAM
COUNTERSINK
TAP
FACE OFF
STRAIGHT TURN
RECESS
CUT OFF
SURFACE GRIND
ANGLE GRIND
HARDEN
TEMPER
LAP

19



PROGRAM

USOE CODE NO(S)

1.00 CONDITION

MACHINE SHOP

2.00 PERFORMANCE

MISOE NO.

DIVISION 03 MACHINES

-UNIT 05 PROJECTS

TERMDECNO. 16-048

GENERAL STATEMENT OF PERFORMANCE AND RESULTING OUTCOME

194



MISOE NO.

'ROGRAM MACHINE SHOP

3.00 EXTENT

DIVISION 03 MACHINES

UNIT 05 PROJECTS

TERMOB NO. 11-048

GENERAL STATEMENT OF EXTENT AND EXTENT OF RESULTING OUTCOME
( ) 3.01 SINE PLATE IS MADE TO APPROVAL OF BOARD'OF EXPERT

RATERS. TO BE COMPLETED WITHIN 30 HOURS WITH EACH
OPERATION JUDGED AS SATISFACTORY OR UNSATISFACTORY.

( ) 3.02 CORRECT STOCK SELECTED
( ) 3.03 1/8 INCH OVERSIZE
( ) 3.04 TO ± .005 OR 1/64 INCH AS SPECIFIED IN BLUEPRINT
( ) 3.05 TO ± .005 OR 1/64 INCH AS SPECIFIED IN BLUEPRINT
( ) 3.06 TO ± .005 OR 1/64 INCH AS SPECIFIED IN BLUEPRINT
( ) 3.07 TO ± 1/4°
( ) 3.08 TO ± .005 OR 1/64 INCH AS SPECIFIED IN BLUEPRINT
( ) 3.09 TO ± .005 OR 1/64 INCH AS SPECIFIED IN BLUEPRINT
C ) 3.10 TO t .005 OR 1/64 INCH AS SPECIFIED IN BLUEPRINT
( ) 3.11 TO ± .005 OR 1/64 INCH AS SPECIFIED IN BLUEPRINT
C ) 3.12 TO ± .005 OR 1/64 INCH AS SPECIFIED IN BLUEPRINT
( ) 3.13 FITS GO/NO-GO THREAD GAUGE
() 3.14 TO ± .005 OR 1/64 INCH AS SPECIFIED IN BLUEPRINT
( ) 3.15 TO ± .005 OR 1/64 INCH AS SPECIFIED IN BLUEPRINT
( ) 3.16 TO ± .005 OR 1/64 INCH AS SPECIFIED IN BLUEPRINT
C ) 3.17 TO ± .005 OR 1/64 INCH AS SPECIFIED IN BLUEPRINT
( ) 3.18 TO ± .0002 OR 1/100 INCH AS SPECIFIED IN BLUEPRINT
( ) 3.19 TO ± 0°' 1'
( ) 3.20 HEATED TO CORRECT TEMPERATURE AND QUENCHED
( ) 3.21 HEATED TO CORRECT TEMPERATURE AND QUENCHED

) 3.22 TO ± .0002 OR 1/100 INCH AS SPECIFIED IN BLUEPRINT

19



PROGRAM MACHINE SHOP
USOE CODE NO(S

MISOE NO.

DIVISION 03 MACHINES

UNIT 05 PROLIFrTS

TERMOB NO. 16-048

3.00 EXTENT

GENERAL STATEMENT OF EXTENT AND EXTENT OF RESULTING OUTCOME

196



ISOE NO.

'PlOr;vAM MACHINE SHOP DIVISION 03 MACHINES

UNIT 05 PRO3EC1S

TERMOB NO. 16-01+9

1.00 CONDITION

( ) 1.01 BLUEPRINT OF BENCH VISE
( ) 1.02 REQUIRED STOCK
( ) 1.03 POWER HACK SAW
( ) 1.04 POWER, BAND SAW
( ) 1.05 DRILL PRESS
( ) 1.06 LATHE
( ) 1.07 HORIZONTAL MILLING MACHINE

) 1.08 VERTICAL MILLING MACHINE
( ) 1.09 SURFACE GRINDER
( ) 1.10 CYLINDRICAL GRINDER
( ) 1.11 FURNACE
( ) 1.12 BASIC MACHINIST'S TOOLS (TABLE T-3)

2.00 PERFORMANCE

GENERAL STATEMENT'OF PERFORMANCE AND RESULTING OUTCOME
( ) 2.01 MAKE A BENCH VISE AS SPEICIFED IN BLUEPRINT EMPLOYING

THE FOLLOWING OPERATIONS:-

( ) 2.02 SELECT STOCK
( ) 2.03 CUT STOCK
( ) 2.04 FACE OFF
( ) 2.05 CENTER DRILL
( ) 2.06 STRAIGHT TURN
( ) 2.07 RECESS
( ) 2.08 CHAMFER
( ) 2.09 THREAD
( ) 2.10 FORM
( ) 2.11 FACE MILL
( ) 2.12 PLAIN MILL
( ) 2.13 SLOT MILL
( ) 2.14 FORM MILL
( ) 2.15 DRILL
( ) 2.16 BORE
( ) 2.17 COUNTER BORE
( ) 2.18 REAM -
( ) 2.19 COUNTERSINK
( ) 2.20 TAP
( ) 2.21 HARDEN
( ) 2.22 TEMPER
( ) 2.23 SURFACE GRIND
( ) 2.24 ASSEMBLE

4
1 9



PROGRAM MACHINE SHOP
USOE CODE NO(S)

1.00 CONDITION

2.00 PERFORMANCE

MISOE NO.

DIVISION 03 MACHINES

UNIT 05 PROJECTS

TERMOB NO. 11-049

GENERAL STATEMENT OF PERFORMANCE AND RESULTING OUTCOME
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ti

41150E t40.

GRAM MACHINE SHOP

3.00 EXTENT

DIVISION 03 MACHINES

UNIT 05 PROJECTS

mum NO. 16-049

t
GENERAL STATEMENT OF EXTENT AND EXT&T OF RESULTING .OUTCOME
C ) 3.01 BENCH VISE IS MADE TO APPROVAL OF BOARD OF EXPERT RATERS.

TO BE COMPLETED WITHIN 22 HOURS WITH EACH OPERATION
JUDGED AM-ATISFACTORY OR UNSATISFACTORY.

)
C)

)
)
)

C)
)
)
)

C)
C )
C )
C)

)
C)

)
C)
C)
C)

)
)

C)
C)

3.02 CORRECT STOCK SELECTED
3.03 1/8 INCH OVERSIZE
3.04 TO ± .005 OR 1/64 INCH AS SPECIFIED IN BLUEPRINT
3.05 TO ± .005 OR 1/64 INCH AS SPECIFIED IN BLUEPRINT
3.06 TO ± .005 OR 1/64 INCH AS SPECIFIED IN BLUEPRINT
3.07 TO ± .005 OR 1/64 INCH AS SPECIFIED IN BLUEPRINT
3.08 TO ± .005 OR 1/64 INCH AS SPECIFIED IN BLUEPRINT
3.09 FITS GO/NO-GO THREAD GAUGE
3.10 TO ± 1/40
3.11 TO ± .005 OR 1/64 INCH AS SPECIFIED IN BLUEPRINT
3.12 TO ± .005 OR 1/64 INCH AS SPECIFIED IN BLUEPRINT
3.13 TO ± .005 OR 1/64 INCH AS SPECIFIED IN BLUEPRINT
3.14 TO ± 1/4°
3.15 TO ± .005 OR 1/64 INCH AS SPECIFIED IN BLUEPRINT
3.16 TO ± .005 OR 1/64 INCH AS SPECIFIED IN BLUEPRINT
3.17 TO ± .005 OR 1/64 INCH AS SPECIFIED IN BLUEPRINT
3.181_-T0_ .005 OR 1/64 INCH AS SPECIFIED IN BLUEPRINT
3. 9 TO ± .005 OR 1/64 INCH AS SPECIFIED IN BLUEPRINT
3. 0 FITS GO/NO-GO THREAD GAUGE
3. 1 HEATED TO CORRECT TEMPERATURE AND QUENCHED
3.22 HEATED TO CORRECT TEMPERATURE AND QUENCHED
3.23 TO ± .0002 OR 1/100 INCH AS SPECIFIED IN BLUEPRINT
3.24 ALL PARTS FIT PROPERLY

19



MISCE NO.

PROGRAM MACHINE SHOP DIVISION 03 MACHINES
USOE CODE NOIS)

3.00 EXTENT

UNIT

TERMDB NO.

05 PROWECTS

16-049,

GENERAL STATEMENT OF EXTENT .AND EXTENT OF RESULTING OUTCOME

2 (Jo



11SOE NO.

"ROGRAM MACHINE SHOP _DIVISION 03 MACHINES

UNIT 05 .-22141ELIB_________

TERMOB NO. 16-050

1.00 CONDITION

) 1.01 BLUEPRINT OF .A PLANER GAUGE
( ) 1.02 REQUIRED STOdk
( ) 1.03 POWER HACK SAW
( ) 1.04 POWER BAND SAW
( ) 1.05 DRILL PRESS
( ) 1.06 LATHE
C ) 1.07 HORIZONTAL MILLING MACHINE
( ) 1.08 VERTICAL MILLING MACHINE
( ) 1.09 SURFACE GRINDER
( ) 1.10 FURNACE
( ) 1.11 BASIC MACHINIST'S TOOLS (TABLE T-3)

2.00 PERFORMANCE

GENERAL STATEMENT OF PERFORMANCE AND RESULTING OUTCOME
( ) 2.01 MAKE A PLANER GAUGE AS SPECIFIED IN BLUEPRINT

EMPLOYING THE FOLLOWING OPERATIONS:

( )"
( )

-'- ( )

2.02
2.03
3.04
.05

C ) 3.06
C) 3.07
C) 3.08
( ) 3.09
C) 3.10
C) 3.11
C) 3.12
C) 3.13
C) 3.14
C) 3.15
(') 3.16
C) 3.17
C) 3.18
C) 3.19

SELECT STOCK
CUT STOCK
FACE

3 CENTER
OFF

DRILL
STRAIGHT TURN
TAPER TURN
THREAD
KNURL
PLAIN MILL
SLOT MILL
FACE MILL
DRILL
°TAP
HARDEN
TEMPER
SURFACE GRIND
ANGLE GRIND
ASSEMBLE

201
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PROGRAM

USOE CODE NO(S)

1.00 CONDITION

MACHINE SIjOP

2.00 PERFORMANCE

MISOE NO.

03) MACHINESDIVISION

UNIT 65 PROJECTS

TERMOB NO. 16-050

GENERAL STATEMENT OF,PERFORMANCE AND RESULTING OUTCOME



ISOE NO.

9.00RAM MACHINE SHOP

3.00 EXTENT

DIVISION 03 MACHINES

UNIT 0.5 PROJECTS

TERMOB NO.

GENERAL STATEMENT OF EXTENT AND EXTENT OF RESULTING OUTCOME

( ) 3.01 PLANER GAUGE. IS MADE TO APPROVAL OF BOARD OF EXPERT

RATERS. TO BE COMPLETED WITHIN 30 HOURS WITH EACH
OPERATION JUDGED AS SATISFACTORY OR UNSATISFACTORY.

C)
)

C)
C)

)
)

C)
C)
C)
C)

)
( )
C)
C)
C)
C)
C)
C)

3.02 CORRECT STOCK SELECTED
3.03 1/8 INCH OVERSIZE
3.04 TO ±..005,OR 1/64 INCH AS SPECIFIED IN BLUEPRINT
3.05 TO '± .005 OR 1/64 INCH AS SPECIFIED IN BLUEPRINT

3.06 TO ± .005 OR 1/64 INCH AS SPECIFIED IN BLUEPRINT

3.07 TO ± .005 OR 1/64 INCH AS SPECIFIED IN BLUEPRINT

3.08 FITS GO/NO-GO THREAD GAUGE
3.09 TO t 1/64 INCH ON LENGTH, PATTERN IS CLEAN AND SHARP

3.10 TO ± .005 OR 1/64 INCH AS SPECIFIED IN BLUEPRINT

3.11 TO ± .005 OR 1/64 INCH AS SPECIFIED IN BLUEPRINT

3.12 TO ± .005 OR 1/64 INCH AS SPECIFIED IN BLUEPRINT

3.13 TO ± .005 OR 1/64 INCH AS SPECIFIED IN BLUEPRINT

3.14 FITS GO/NO-GO THREAD GAUGE
3.15 HEATED TO CORRECT TEMPERATURE AND QUENCHED
3.16 HEATED TO CORRECT TEMPERATURE AND QUENCHED
3.17 TO ± .0002 OR 1/100 INCH AS SPECIFIED IN BLUEPRINT
3.18 TO 't 0° 5'
3.19 ALL PARTS FIT PROPERLY

2



PROGRAM MACHINE SHOP
USOE CODE NO(S)

3.00 EXTENT

MISOE NO.

DIVISION , 03 MACHINES

UNIT 05 PROJECTS

TERMOB NO. 0

GENERAL STATEMENT OF EXTENT AND EXTENT OF RESULTING OUTCOME

A



:ISOE NO.

IROGRAM MACHINE SHOP

1011,0 CONDITION

DIVISION 03 MACHINES

UNIT 06 SHAPER-PLANER

TERMOB NO. 16-'067

(

(

(

)
)

)

)

1.01
1.02
1.03
1.04

BLUEPRINT OF A MACHINISJ'S VISE
REQUIRED STOCK
SHAPER-PLANER
BASIC, MACHINIST'S TOOLS (TABLE T-3)

2.00 PERFORMANCE

GENERAL STATEMENT OF PERFORMANCE AND RESULTING OUTCOME
( ) 2.01 ROUGH OUT MACHINIST'S VISE JAW EMPLOYING. THE FOLLOWING

OPERATIONS:

( ) 2.02 SELECT STOCK
( ) 2.03 SECURE PIECE TO SHAPER-PLANER

) 2.04 ROUGH OUT VISE JAW

3.00 EXTENT

GENERAL ST4TEMENT OF EXTENT AND EXTENT OF RESULTING OUTCOME

( ) 3.01 VISE JAW IS ROUGHED OUT TO APPROVAL OF BOARD OF EXPERT

RATERS. TO BE COMPLETED WITHIN 30 MINUTES WITH EACH
OPERATION JUDGED AS SATISFACTORY OR UNSATISFACTORY.

( ) 3.02 CORRECT STOCK SELECTED
( ) 3.03 PIECE WILL NOT MOVE UNDER WORKING PRESSUgE

( ) 3.04, TO + 1/32 -0

205



PF4:)GRAM

USOE CODE Cs )

MACHINE SHOP

1.00 CONDITION

2.00 PERFORMANCE

GENERAL STATEMENT OF PERFORMANCE AND RESULTING OUTCOME

M I SOE NO.

DIVISION 03 MACHINES

UNIT 06 SHAPER-P LAMM

TER'4t0B NO. 16-067

3.00 EXIkENT

GENERAL STATEMENT OF EXTENT AND, EXTENT OF RESULTING. OUTCOME

20G



IISOE NO

ROGRAM MACKIN SHOP

.1.00 CONDITION

DIVISION 04 INSPECTION

UNIT 01 COMPARATOR

TERMOB NO. 16-051

( ) 1.01 BLUEPRINT OF A SCREW
,( ) 1.02 SCREW
( ) 1.03 OPTICAL COMPARATOR
( ) 1.04 TEMPERATURE CONTROLLED ROOM
( ) 1.05 MACHINERY HANDBOOK 'LA

2.00 PERFORMANCE

GENERAL STATEMENT OF. PERFORMANCE AND RESULTING OUTCOME
( ) 2.01 INSPECT SCREW FOR DEFECTS EMPLOYING THE FOLLOWING

OPERATIONS:

( ) 2.02 SET UP MACHINE
( ) 2.03 MOUNT WORK
C ) 2.04 VERTICAL MEASURE
( ) 2.05 HORIZONTAL MEASURE
( ) 2.06 THREAD MEASURE

I

GENERAL STATEMENT OF EXTENT AND EXTENT OF RESULTING OUTCOME
( ) 3.01 SCREW IS INSPECTED FOR DEFECTS TO APPROVAL OF BOARD

OF EXPERT RATERS. TO BE COMPLETED WITHIN 20 MINUTES
WITH EACH OPERATION JUDGED AS SATISFACTORY OR
UNSATISFACTORY.

C ) 3.02 ALL SETTINGS CORRECT
( ) 3.03 PROPERLY ALIGNED, SECURELY IN PLACE
( ) 3.04 TO ± -.0001 INCH
( ) 3.05 TO ± .0001 INCH
( ) 3.06 TO ± .0001 INCH

20';
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PROGRAM MACHINE SHOP
USOE CObE NO(S)

1.00 CONDITION

4

2.00 PERFORMANCE

-MISOE NO.

DIVISION 04 INSPFLTION

. UNIT 01 ,cOMPARATOR

TERMDB NO. _16-051

GENERAL STATEMENT OF pERFORMANCE AND RESULTING OUTCOME

3.00 EXTENT

GENERAL STATEMENT oF EXTENT AND EXTENT OF RESULTING OUTCOME

206



SOE NO.

`'ROJRAM MACHINE SHOP 01111-ON 04 INSPECTION

tiN4 01 COMPARAWK
1

1.00 CONDITION

'STERM B NO. a-052

( ) 1.01 % 10 TAP WHICH IS NOT OPERATING PROPERLY
( ) 1.02 OPTICAL COMPARATOR
( ) 1.03 TEMPERATURE CONTROLLED ROOM
( ) 1.04 MACHINERY HANDBOOK

2.00 PERFORMANCE

GENERAL STATEMENT OF PERFORMANCE AND RESULTING OUTCOME
( ) 2.01 LOCATE DEFECT IN TAP EMPLOYING THE FOLLOWING

OPERATIONS:

( ) 2.02 SET UP MACHINE
( ) 2.03 °MOUNT WORK
.( ) 2.04 VERTICAL MEASURE
( 2.05 RADIUS MEASURE
( ) 2.06 THREAD MEASURE

3.00 EXTENT

GENERAL STATEMENT OF EXTENT AND EXTENT OF RESULTING OUTCOME
( ) 3.01 DEFECT,IS LOCATED TO APPROVAL OF BOARD OF EXPERT

RATERS. TO BE COMPLETED WITHIN 20 MINUTES WITH EACH
OPERATION JUDGED AS SATISFACTORY OR UNSATISFACTORY.

( ) 3.02 ALL SETTING CORRECT
( ) 3.03 PROPERLY ALIGNED, SECURELY IN PLACE
( ) 3.04 TO ± .0001
( ) 3.05 TO ± 00 it

( ) 3.06 TO ± .0001



PROGRAM MACHINE SHOP
USOE CODE NO(S)

1.00 CONDITION

2.00 PERFORMANCE

DIVISION 04 INSPECTION

UNIT 01 COMPARATOR

TERMOB NO. 16-0p

GENERAL STATEMENT OF, PERFORMANCE AND RESULTING-OUTCOME

3.00 EXTENT

GENERAL STATEMENT OF EXTENT AND EXTENT OF RESULTING OUTCOME



MISOE NO.

PROGRAM MACHINE SHOP DIVISION 04 INSPECTION

UNIT 02 HARDNESS TESTER

TERICB NO. 167053

1.00 CONDITION

C ) 1.01 HARDENED ANGLE PLATE
( ) 1.02 ROCKWELL HARDNESS TESTER

2.00 PERFORMANCE

GENERAL STATEMENT OF PERFORMANCE AND RESULTING OUTCOME

( ) 2.01 MEASURE HARDNESS OF ANGLE PLATE EMPLOYING THE
FOLLOWING OPERATIONS:

C)
C)
C)
C)

2.02
2.03
2.04
2.0

3.00 EXTENT

CLEAN ANVIL AND WORK
APPLY SMALL LOAD
APPLY LARGE LOAD
READ HARDNESS NUMBER

GENERAL STATEMENT OF EXTENT AND EXTENT OF RESULTING OUTCOME

( ) 3.01 HARDNESS IS MEASURED TO APPROVAL OF BOARD OF EXPERT
RATERS. TO BE COMPLETED WITHIN 20 MINUTES WITH
EACH OPERATION JUDGED AS SATISFACTORY OR
UNSATISFACTORY.

C ) -3,-01 THOROUGHLY
( ) 3.03
( ) 3.04
( ) .3.05

SMALL POINTER IS AT ZERO
LARGE POINTER IS AT ZERO
EXACTLY



4

MISOE NO.,

PROGRAM

DE NO IS)
MACHINE SHOP DIVISION 04 INSPECTION

USOE CO
UNIT 02 HARDNESS TESTER

1.00 CONDITION

2-A0 PERFORMANCE

TERMOB NO. 16-053

GENERAL STATEMENT OF PERFORMANCE,AND RESULTING OUTCOME'

5.00 EXTENT

GENERAL $TATEMENT OF EXTENT AND EXTENT or RESULTING OUTCOME

2



M1SOE

PROGRAM Mp,CHINE SHOP DIVISION 04 INSPECTION

UNIT 02 HARDNESS TESTER

TERM NO. 16-0

1.00 CONDITION

( ) 1.01 TEMPERED CENTER PUNCH
( ) 1.02 ROCKWELL HARDNESS TESTER

2.00 PERFORMANCE

GENERAL STATEMENT OF PERFORMANCE AND RESULTING OUTCOME

( ) 2.01 MEASURE HARDNESS OF CENTER PUNCH TIP EMPLOYING
THE FOLLOWING OPERATIONS:

( ) 2.02 CLEAN ANVIL AND WORK
( ) 2.03 APPLY SMALL LOAD
( ) 2.04 APPLY LARGE LOAD
( ) 2.05 READ HARDNESS NUMBER

3.00 EXTENT

GENERAL. STATEMENT OF EXTENT AND EXTENT OF RESULTING OUTCOME

( ) 3.01 HARDNESS IS MEASURED TO APPROVAL OF BOARD OF EXPERT

RATERS. TO BE COMPLETED WITHIN 20 MINUTES WITH
EACH OPERATION JUDGED AS SATISFACTORY OR
UNSATISFACTORY.

<--)----T;-TZ--T-HOROUGHLY
( ) 3,03
( ) 3.04
( ) 3.05

SMALL POINTER IS A'c ZERO
LARGE POINTER IS Ai ZERO
EXACTLY

2 1 3



PROGRAM MACHTUF SHOP DIVISION 04 INSPECTION
USOE CODE NO(S)

UNIT

1.00 CONDITION

2.00 PERAIANCE

GENERAL STATEMENT OF PERFORMANCE AND RESULTING OUTCOME

TERMOB NO.

02 HARDNESS TESTFR

16-054

3.00 EXTENT

GENERAL STATEMENT OF EXTENT AND EXTENT OF RESULTING OUTCOME



11SOE NO.

PAM MACHINE SHOP

1.00 CONDITION

C ) 1.01 BLUEPRINT OF A WASHER
C ) 1.02 VERNIER CALIPER
C ) 1.03 MACHINED WASHER

2.00 PERFORMANCE

411

DIVISION 04

UNIT 03 HAND MEASUREMENT

TERMOB NO.

GENERAL STATEMENT OF PERFORMANCE AND RESULTING OUTCOME
C ) 2.01 INSPECT SIZE OF WASHER EMPLOYING THE FOLLOWING

OPERATIONS:

( ) 2.02 MEASURE INTERIOR DIAMETER
C ) 2.03 MEASURE EXTERIOR DIAMETER
C ) 2.04 MEASURE THICKNESS

3.00 EXTENT

GENERAL STATEMENT OF EXTENT AND EXTENT OF RESULTING OUTCOME
C ) 3.01 SIZE OF WASHER IS INSPECTED TO APPROVAL OF BOARD OF

EXPERT RATERS. TO BE COMPLETED WITHIN 15 MINUTES WITH
EACH OPERATION JUDGED AS SATIS.KACfORY OR UNSATISFACTORY.

) 3.02 TO t .001
C ) 3,03 TO .001

3,Q4 TO ± .001

2 fl



PROGRAM MACHINE SHOP
USOE CODE NO(S)

1,00 CONDITION

2.00 PERFORMANCE

DIVISION

MISOE NO.

04 .INSPECTION

UNIT 03 HANG MEASUREMENT

TERMOB NO.

GENERAL STATEMENT OF PERFORMANCE AND RESULTING OUTCOME

3.00 EXTENT

GENERAL STATEMENT OF EXTENT AND EXTENT OF RESULTING OUTCOME



ISOE NO.

'ROCRAM MACHINE SHOP

1,00 CONDITION

DIVISION 04 INSPECTION

UNIT' 03 HAND mtkJumE tNi

TERMOB NO.

( ) 1.01 BLUEPRINT OF A GAUGE BLOCK
( ) 1.02 MACHINED AND GROUND GAUGE BLOCK
(..) 1.03 VERNIER MICROMETER
C ) 1.04 DIAL INDICATOR MICROMETER
( ) 1.05 TEMPERATURE CONTROLLED ROOM

2.00 PERFORMANCE

16-056

GENERAL STATEMENT OF PERFORMANCE AND RESULTING OUTCOME
( ) 2.01 MAEllajaillituatiss2fciasztalQca EMPLOYING THE

FOLLOWING OPERATIONS:

( ) 2.02 MEASURE HEIGHT
) 2.03 MEASURE WIDTH

( ) 2.04 MEASURE DEPTH

3.00 EXTENT
ior

GENERAL STATEMENT OF PERFORMANCE AND RESULTING OUTCOME
c 5 3.01 DIMENSIONS ARE MEASURED TO APPROVAL OF BOARD OF EXPERT

RATERS. TO BE COMPLETED WITHIN 20 MINUTES WITH EACH
OPERATION JUDGED AS SATISFACTORY OR UNSATISFACTORY.

C ) 3.02 TO t .00'01 INCH
( ) 3.03 TO t .0001 INCH
( ) 3.04 TO t .0001 FINCH

2 r;



PROGRAM MACHINE SHOP-'
_USOE CODE NOW

I

1.00 CONDITION

()2.00 PERFORMANCE

DIVISION

UNIT

TERMOB NO.

MI SOE NO.

04' INSPECTION

03 HAND MEASUREMENT

16-'056

GENERAL STATEMENT OF PER.TANCE AND RESULTING OUTCOME

3.00 EXTENT

GENERAL STATEMENT OF EXTENT. AND E

\
TEN* OF RESULTING OUTCOME



,vIl SOE NO.

'ROGRAM MACH ty SHOP

1.00 CONDITION

DIVISION 014 INSPECTION

UNIT 03 HAND MEASUREMENT

TERMOB NO. 16-057

-( ) 1.01 WORK PIECE WITH 2 MACHINED HOLES
C-) 1.07 vERNTER CALIPER

2.00 PERFORMANCE

GENERAL STATEMENT OF PERFORMANCE AND RESULTING OUTCOME
( ) 2.01 DETERMINE DISTANCE BETWEEN HOLE CENTERS EMPLOYING

THE FOLLOWING OPERATIONS:

( ) 2.02 MEASURE DISTANCE BETWEEN OUTSIDE EDGES
( ) 2.03 MEASURE DISTANCE BETWEEN INSIDE EDGES
C ) 2.04 COMPUTE AVERAGE

3.00 EXTENT

GENERAL STATEMENT OF EXTENT AND EXTENT OF RESULTING OUTCOME
( ) 3.01 DISTANCE

RATERS.
OPERATION

rs DETERMINED TO APPROVAL OF BOARD OF EXPERT
TO BE COMPLETED WITHIN 15 MINUTES WITH EACH
JUDGED AS SATISFACTORY OR UNSATISFACTORY.

( ) 3.02 TO ± .001
( ) 3.03 TO ± .001
( ) 3.04 EXACTLY

215



MI SOE NO.

PROGRAM MACHINE. SHOP DIVISION
USOE CODE NOB)

UNIT

TEINDB NO.

I-.00 CONDITION

2.00 PERFORMANCE=

04 INSPECTION

03 HAND, 4EASUREMENT

16-057

GENERAL STATEMENT OF PERFORMANCE AND RESULTING OUTCOME

3.00 EXTENT

GENERAL STATEMENT OF EXTENT AND EXTENT OF RESULTING OUTCOME

220



1150E-NO.

7ROGRAM MACHINE SHOP

1.00 CONDITION

(

DIVISION 04. INSPECTION

UNIT 03 HAND MEASUREMENT

TERMOB NO. 16-Cfb6

) 1.01 10 GAUGE BLOCKS OF THE SAME SIZE
--I 11--DrAL tRufcAToR CO-1 INCR BY .0001)

) 1.0.3 BASE AND STAND FOR DIAL INDICATOR

2.00 PERFORMANCE

GENERAL STATEMENT OF PERFORMANCE AND RESULTING OUTCOME
) 2.01 DETERMINE RANGE OF ACCURACY OF GAUGE BLOCKS EMPLOYING

THE FOLLOWING OPERATIONS:

( ) 2.02 MEASURE GAUGE BLOCKS
) 2.03 DETERMINE RANGE

3.00 EXTENT

GENERAL STATEMENT OF EXTENT AND EXTENT OF RESULTING OUTCOME
C ) 3.01 RANGE OF ACCURACY DETERMINED TO APPROVAL OF BOARD OF

EXPERT RATERS. TO BE COMPLETED WITHIN 10 MINUTES WITH
EACH OPERATION JUDGED AS SATISFACTORY OR UNSATISFACTORY.

C ) 3.02 TO ± .0001
) 3.03 TO It .0001

22



PHOGRhM MACHINE SHOP
tJSOE CODECs

1.00 CONDITION

II

MISOE NO.

DIVISION 04' INSPECTION

UNIT

TERMOB NO

03 HAND MEASUREMENT

'16-066

2.00 PERFORMANCE

GENERAL STATEMENT OF PERFORMANCE AND RESULTING OUTCOME

3.00 EXTENT

GENERAL STATEMENT OF EXTENT AND EXTENT OF RESULTING OUTCOME

222



MISOE NO.

'ROGRAM MACHINE SHOP

1.00 CONDITION

DIVISION 04 INSPECTION

UNIT 04 INDICAtORS

TERMOB NO. it-06g

( ) 1.01 10 MILLED HARDENED AND GROUND GAUGE BLOCKS

( ) 1.03 INDICATOR STAND
(') 1.04 BASIC MACHINIST'S HAND TOOLS (TABLE T-3)

2.00 PERFORMANCE

GENERAL STATEMENT'OF PERFORMANCE AND RESULTING OUTCOME
( ) 2.01 DETERMINE RANGE OF SIZE OF GAUGE BLOCKS EMPLOYING THE

FOLLOWING OPERATIONS:

( ) 2.02 MEASURE GAUGE BLOCKS
( ) 2.03 DETERMINE RANGE

3.00 EXTENT

GENERAL STATEMENT oFt EXTENT AND EXTENT OF RESULTING OUTCOME
( ) 3.01 RANGE OF SIZE OF GAUGE BLOCKS IS DETERMINED T.0 APPROVAL

OF BOARD OF EXPERT RATERS. TO BE COMPLETED WITHIN 30
MINUTES WITH EACH OPERATION JUDGED AS SATISFACTORY OR
UNSATISFACTORY.

( ) 3.02 TO ± .00005
( ) 3.03 TO ± 00005

22



PFCGRAM MOINE SF! OP-
USOE CODE(s)

INVAllYa.

1.00 CONDITION

2.00 PERFORMANCE

MI SOE NO.

DIVISION 04 INSPECTION

UNIT' 04, INDICATORS

TEWOBNO.- 16-068

GENERAL STATEMENT OF PERFORMANCE AND RESULTING OUTCOME,

3.00 EXTENT

GENERAL STATEMENT -OF EXTENT AND EXTENT OF RESULTING OUTCOME

224



_50E141.

"k0(RAM MACHINE SHOP

1.00 'CONDITION ,

( ) 1.01 THREADEb BOLT, ANY SIZE
C-) 1.02--THREADED-NUT7-ANY-SiZt
C ) 1.03 SCREW PITCH GAUGE
( ) 1,04 THREAD MICROMETER

2.00 PERFORMANCE

DIVISION 04 INSPECTION

UNIT 05 THREAD MEAsuKtmENI

TERMOB NO.

GENERAL STATEMENT OF PERFORMANCE. AND RESULTING OUTCOME
( ) 2.01 IDENTIFY THREAD SIZE EMPLOYING THE FOLLOWING OPEPATIONS:

( ) 2.02 MEASURE OUTSIDE DIAMETER
( ) 2.03 MEASURE ROOT DIAMETER
( ) 2.04 MEASURE PITCH
C) 2.05 CALCULATE PITCH DIAMETER

3.00 EXTENT

GENERAL STATEMENT OF EXTE AND EXTENT OF RESULTING OUTCOME .

( ) 3,01 THREAD SIZE ID NT IED TO APPROVAL_OF BOARD OF EXPERT-
RATERS. TO BE MPLETED WITHIN 20 MINUTES WITH EACH
OPERATION JUDGED AS SATISFACTORY OR-UNSATISFACTORY.

C 5 3.02 TO t .001
( ) 3.03 TO ± .001
( ) 3.04 EXACTLY

22



MACHINE SHOP
USOE CODECs)

1.00 CONDITION

DIVISION

UNIT

TERVB NO,
.t

MISOE NO

04_ INSPECTION

05- HAND MEASUREMENT

16-070

2.00 PERFORMANCE

GENERAL STATEMENT OF PERFORMANCE AND RESULTING OUTCOME

3.00 EXTENT

GENERAL STATEMENT OF EXTENT AND EXTENT OF RESULTING OUTCOME



me'

22;"

TABLE T-3

BASIC MACHINIST'S TOOLS

Hi\ND TOOLS

BALL PEEN HAMMER,
SOFT-HEADED HAMMER
SET OF SCREW DRIVERS
BENCH VISE
SET OF FILES
SET OF CHISELS

CHES
ADJUSTABLE WRENCHES
BOX WRENCHES
SOCKET WRENCHES
SET-SCREW WRENCHES
SPANNER WRENCHES
HAND TAP SETS
TAP WRENCHES
SETIMIF DRILLS
HAND REAMERS
HACK SAWS
COUNTERSINK SET

lAYOUT TOOLS.

SCRIBER
PRICK PUNCH
CENTER PUNCH
AUTOMATIC CENTRAL PUNCH
DIVIDERS
STEEL BEAM TRAMMELS
KEYSEAT RULE
COMBINATION SQUARE SET
HERMAPHRODITE CALIPER
ANGLE" PLATES

MEASURING TOOLS

STEEL RULE
SHORT-LENGTH RULE AND HOLDERS,
NARROW RULE
TAPE RULE
HOOK RULE
RULE DEPTH GAUGE
SLIDE CALIPER RULE
COMBINATION SET
INSIDE AND OUTSIDE CALIPERS
MICROMETERS (0-1, 1-2, 2-3)
INSIDE MICROMETER CALIPER
INSIDE MICROMETER
MICROMETER DEPTH GAUGE
VERNIER MICROMETER
VERNIER CALIPER
VERNIER HEIGHT GAUGE
VERNIER BEVEL PROTRACTOR
DIAL INDICATOR
THREAD GAUGE
VEE BLOCK
SURFACE1GAUGE-
,f1=TIL,P.AUP-c



OPEN END WRENCHES
ADJUSTABLE WRENCHES
BOX WRENCHES
SOCKET WRENCHES
SET-SCREW WRENCHES
SPANNER WRENCHES
HAND TAP SETS
TAP WRENCHES--
SET OF DRILLS
HAND REAMERS
HACK SAWS
COUNTERSINK SET

,.AYOUT TOOLS

SCRIBER
PRICK PUNCH
CENTER PUNCH
AUTOMATIC CENTRAL PUNCH
DIVIDERS
STEEL BEAM TRAMMELS
KE SEAT RULE
COMBINATION SQUARE SET
HERMAPHRODITE CALIPER
ANGLE PLATES

MEASURING TOOLS

STEEL RULE
SHORT-LENGTH RULE AND HOLDERS
NARROW RULE
TAPE RULE
HOOK RULE
RULE DEPTH GAUGE
SLIDE CALIPER RULE
COMBINATION SET
INSIDE AND.OUTSIDE CALIPERS
MICROMETERS (0-1, 1-2, 2-4)
INSIDE MICROMETER CALIPER
INSIDE MICROMETER
MICROMETER DEPTH GAUGE
VERNIER MICROMETER
VERNIER CALIPER
VERNIER HEIGHT GAUGE

---VERNIER BEVEL-PROTRACTOR- '-

DIAL INDICATOR
THREAD GAUGE
VEE BLOCK
SURFACE GAUGE
DEPTH GAUGE

BOOKS

MACHINERY" HANDBOOK

ASRTED CUTTING TOOLS
INCLUDING BUT NOT LIMITED TO;

END MILLS
MILLING CUTTERS
BORING BARS
FLY CUTTERS
SLOTTING CUTTERS- 22(
SAW BLADES

T-170
7/74



TABLE T- 3A

WELDING HAND TOOLS

WIRE BRUSH

CHIPPING HAMMER-

HAMMER

WEDGES

CLAMPS

PLIERS

TONGS

GLOVES

SHIELD

APRON

22:1



TABLE T-3B

OXYGEN-4CETYLENE GAS WELDING EQUIPAENT,

CYLINDER OF OXYGEN

CYLINDER OF ACETYLENE

CONNECTING HOSES

REGULATORS

APPARTUS WRENCH

WELDING TIPS

TORCH

SPARK LIGHTER

WELDING RODS

23U



231
Table T-4 Additional TERMOB Performance Statements

This form is provided for the addition of TERMOB performance
statements to ensure more complete coverage of your program. Please
provide a comprehensive performance statement (coded 2.01 on each
TERMOB) for each area. of deficiency that you have identified.

The performance statement need only be listed identified by
the division and unit numbers of the deficient areas; the conditions
and extents will be incorporated later.

1. Division Performance Statement

2.

3.

4.

5.

6.

7.

Unit

Division Performance Statement

Unit

Division Performance Statement

Unit

Division Performance Statement

Unit

Division Performance Statement

Unit

Division Performance Statement

Unit

Division Performance Statement



vie on -PirformanCe Staieient

2.

3.

4.

5.

6.

U

Division Performance Statement

Unit

Division Performance 'Statement

Unit

Division Performance Statement.

Unit

Division Performance Statement

Unit C-\\

Division Performance Statement

Unit

Division

Unit

Nat

Performance Statement



23i
Table T-4 (Cont'd)'Additional TERMOB Performance Statementi

This form is provided for the addition of TERMOB performance
statements to ensure more complete coverage of your program. Please
provide a comprehensive performance statement (coded 2.01 on each
TERMOB) for each area of deficiency that you have identified.

The performance statement need only be listed identified by
the division and unit numbers of\the deficient areas; the conditions,
and extents will be incorporated later.

. Division Performance Statement

Unit

9. Division

Unit

Performance StateMent

4

10. Division Performance Statement

Unit

11. Division Performance Statement

Unit

12. Division Performance Statement

Unit

13. Division Performance Statement

Unit



an exten S W 1 be incorporated later.

8. Division Performance Statement

Unit

9. Division Performance Statement

Unit

10. Division Performance Statement

Unit

11. Division Performance Statement

Unit

12. Division

Unit

Performance Statement

13. Division Performance Statement

Unit

14. Division Performance Statement

Unit

23-i
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PROGRAM:

TERMOB NO.

23i
INDEX OF TERMOB STATEMENTS

MACHINE SHOP

PAGE

16-001 DEBURR EDGES OF CUBE T-10

16-002 DEBURR ANGLE PLATE T-12

16-003 POLISH GAUGE BLOCK T-14

16-063 LAP GAUGE BLOCK T-16

16-059 LAY OUT ANGLE IRON PLATE T-18

-16,-060 ASSEMBLE BENCH VISE T-20

16-061 ASSEMBLE TAP WRENCH T-22

16-064 TAP HOLE IN MACHINIST'S VISE JAW T-24

16 -065 DRILL HOLE IN MACHINIST'S VISE JAW T-26

16 -004 ANNEAL ANGLE PLATE T-28

16 -005 HARDEN CENTER PUNCH T-30

16-006 TEMPER HARDENED CENTER PUNCH T-32

16-007 MAKE A PARALLEL CLAMP SCREW T-34

16-008 MAKE 'A CENTER PUNCH T-36

16-009 MAKE AN HEXAGONAL NUT T-38

16-010 MAKE SALT AND PEPPER SHAKERS T-40

16011 MAKE A SCRIBER T-42

16-012 MAKE A MACHINIST'S HAMMER HEAD T-44

16-013 MAKE A TELESCOPING JACKSCREW T-46

16-014 MAKE A MACHINIST'S BIMETALLIC HAMMER T-48

16-015, MAKE AN ANGLE PLATE T-50

16 -016 MAKE A MACHINIST'S VISE T-52

16 -017 MAKE TWO PARALLEL CLAMP JAWS T-54

16 -018 MAKE A GAGE BLOCK T-56

16-019 MAKE A T-NUT T-58

16-020 MAKE A SKATE SHARPENER T-60

16-421 SHARPEN PI) MILL T-62



16-0003 POLISH GAUGE BLOCK

16-063 LAP-GAUGE BLOT 'T.-16

16-059 LAY OUT ANGLE IRON PLATE T-18

16-060 ASSEMBLE BENCH VISE T-20

16-061 ASSEMBLE TAP WRENCH T -22

16-064 TAP HOLE IN MACHINIST'S VISE JAW Sr-24

16-065 DRILL HOLE IN MACHINIST'S VISE JAW T-26

16 -0-04 ANNEAL ANGLE PLATE T-28

16-005 HARDEN CENTER PUNCH T-30

16-006 TEMPER HARDENED CENTER PUNCH T-32

16-007 MAKE A PARALLEL CLAMP SCREW T -34

16-008 MAKE A CENTER PUNCH T-36

16-009 MAKE AN HEXAGONAL NUT T -38

16 -010 MAKE SALT AND PEPPER SHAKERS T-40

16011 MAKE A SCRIBER T -42

16 -012 MAKE A MACHINIST'S HAMMER HEAD T-44

16-013 MAKE A TELESCOPING JACKSCREW T-46

16-014 MAKE A MACHINIST'S BIMETALLIC HAMMER T-48

16-015 MAKE AN ANGLE PLATE T-50

16-'016 MAKE A MACHINIST'S VISE T-52

16,-017 MAKE TWO PARALLEL CLAMP JAWS T-54

16 -018= MAKE A GAGE BLOCK T-56

16-019 MAKE A T-NUT T-58

16-020 MAKE A SKATE SHARPENER T-60

16 -021 SHARPEN END MILL T -62

16-022 GRIND JAWS ON MACHINIST'S VISE T-64

16-023 SURFACE GRIND ANGLE PLATE T-66

16-024 GRIND-A STRAIGHT TOOTH; SLOTTING CUTTER T-68

16.'025 GRIND A LATHE CENTER T-70

16-026 GRIND A TEST BAR T-72

16-027 MAKE A BOLT T-74
23)



23",'

INDEX OF TERMOB STATEMENTS (CONT'D)

PROGRAM: MACHINE SHOP.

TERMOB NO.

16-028 MAKE A NAIL SET BODY

16-029 MAKE A BORING TOOL

16 -030 MAKE AN ANGLE PLATE

16 -031 MAKE A NEEDLE POINT CLAMP SCREW

16-032 MAKE A REVEL WASHER

16-033 COPY CHESSMEN
0.

16-058 WELD A SEAM OR JOINT (TIG)

16-034 WELD A SEAM OR JOINT (MIG

16-069 WELD A SEAM OR JOINT (GAS WELDING)

16-062 EDM 3/4" HEX IN WRENCH BLANK

16-035 MAKE A PLUG GAUGE

16-036 MAKE A RING GAUGE

16-037 MAKE A LATHE DOG

16 -038 MAKE A YOKE AND SCREW

16-039 MAKE A MACHINIST'S SQUARE

16-040 MAKE A HEIGHT GAUGE

16-041 MAKE A SINE BAR

16-042 MAKE AN EDGE FINDER

16 -043 MAKE A DEPTH GAUGE

16-044 MAKE A "V" BLOCK

16-045 MAKE A MILLING CUTTER

16-046 MAKE A TAP WRENCH

16-047 MAKE A PRECISION TOOL MAKER'S VISE

16-048 MAKE A SINE PLATE

16-049 MARE A BENCH VISE

16-050 MAKE A PLANER GAUGE

16-067 'ROUGH OUT MACHINISTVISE JAW

11-051 TiancT scAPI_FP4 yD O*PTP__, _ _

ti

PAGE

T-76

T-78

T-80

T-92

T-84

T-86

T-88

T-90

T-94

T-96

T-98

T,400

T 104

T-106

T-108

T-112

T -116

T-120

T-122

T-124

T-I26

T-130

T-134

T-138

T-I42

T-146

T-148



16-031 MAKE A NEEDLE POINT CLAMP SCREW

16-032 MAKE A hEVEL WASHER T-84

16-03.1 COPY CHESSMEN T-86

16-058 WELD A SEAM OR JOINT (TIG) T-88

16-034 WELD A SEAM OR JOINT (MIG) T-90-

16-069 WELD A SEAM OR JOINT (GAS WELDING) T-94

16-062 EDM 3/4" HEX IN WRENCH BLANK T-96

16-035 MAKE A PLUG GAUGE. T-98

16-036 MAKE A RING GAUGE T-100

16-037 -MAKE A" LATHE DOG T-102

16-038- MAKE A,YOKE AND SCREW T-104

16-a39 MAKE A MACHINIST'S SQUARE T-106

16-040 MAKE A HEIGHT GAUGE T-108

IrN16,--041 MAKE A Silt BAR T-112

'16-042 MAKE AN EDGE FINDER T-116

16-043 MAKE A DEPTH GAUGE T-120

16-044 MAKE A "V" BLOCK T-122

16-045 MAKE A MILLING CUTTER T-124

16-046- MAKE A TAP WRENCH T-126

16 -047 MAKE A PRECISION TOOL MAKER'S VISE T-130

16-048 MAKE A SINE PLATE T-134

16-049 MAKE A BENCH VISE T-138

16-050 MAKE A PLANER GAUGE T-142

16-067 ROUGH OUT MACHINIST'S VISE JAW T-146

16-051 INSPECT SCREW FOR DEFECTS T-148

16-052 LOCATE DEFECT IN TAP T -150

16-053 'MEASURE HARDNESS OF ANGLE PLATE T-152

16-'054 MEASURE HARDNESS OF CENTER PUNCH TIP T-154

16-055 ,INSPECT SIZE OF WASHER T-156

16 -056 MEASURE DIMENSIONS OF GAUGE BLOCK T-158

16-057 DETERMINE DISTANCE BETWEEN HOLE CENTERS T-160

23o
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INDEX OF TERMOB STATEMENTS (CONT'D)

PROGRAM MACHINE SHOP

TERMOB NO. PAGE

16-066 DETERMINE RANGE OF ACCURACY OF GAUGE BLOCKS T-162

16-067 DETERMINE RANGE OF SIZE OF GAUGE BLOCKS T-164

16-070 ' IDENTIFY THREAD SIZE T-166
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