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Application study on swaging special-shaped non-ferrous metal wire of lower plasticity

FANG Shu-ming, LEI Ting, ZHANG Yuw-ling, LI Hao, ZHOU Lin, ZHANG Jia-min
(Technical Center of Yunnan Metalluegical Group Ltd. , Kunming 650031, China)

Abstract. The stress characteristic of the main working methods for processing the special-shaped wire, such as draw-
ing, driven roller die and rolling was analyzed. Because the stress characteristics of drawing and driven roller die are
biaxial draw stress and uniaxial pressure stress, so drawing or driven roller die is favorable to the non-ferrous metal of
higher plasticity and is of disbennifit to that of lower plasticity. The production process become very difficult when
non-ferrous metal of lower plasticity is broken, Although the stress characteristic of rolling is a triaxial pressure stress,
rolling working is favorable both to the non-ferrous metal of higher or lower plasticity, but roller making and mainte-
nance of rolling machine are very expensive. So it is better to use the rolling method for high yield production. The
stress characteristic of swaging is the same as that of rolling. The production yield of swaging is lower. Swaging is
maybe applicable for producing the special-shaped non-ferrous metal wire of lower plasticity, lower yield and high
profit.
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Fig. 1 Drawing deformation mechanics
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Fig. 2 Swaging deformation mechanics
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Fig. 3 Principle of swaging equipment structure for special-shaped wire
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Fig. 4 Process flow and section envelope shape of PR156
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Fig. 5 Process flow and section envelope shape of PR216

5 Hi

WAL F AT RN sLE, AT AR, 7R
IMITARSEVEAS B2 R R RN, HeBk BAREM
F (D) RAMMNITEER RELZHNZER
B R TR ARSI () FRMARHY,
PORHAERAL T 3 AT 1 R SRS, A A 44
Mg AR TG A R 51 2 B RHE SR M RIREL, B+

B wgbkEMM; ) RLE/D, LA,
WARMHE; (O WERTHRESINEDN, RHD
TIRKBYUERN SR, B RAE.

BERRELEZBAAEZAL. —REAHERX,
CREMITAEEAKE . BEARRINE R RTLR
B|EIZAR . RATHLE B A [ 5 86 ] — B B
T, ATLARRMREE R A RCR. o & 7T LUR AT Sehe sk
JE TR g Ik o, B S BRI TH R A R R
W, FREIMMRTHER, FHRMEE, 55
% TR BE A BRI R K BE B ™ i

BE Lk

1] ZEHE, kEH, 8, % SERRERMSTSHA U
SR A RLESY, 2003, 29 (4): 15-20

(2] ok, FERH. BENRRHLGZRHR (J] &84
S, 1992, 18 (6): 12-14.

[3] &H&HE, BRE FEM4L4™ [J) &RBH &, 2001,
27 (4). 20-21,

T4 Hsk, £AE. BEREREARERHNA 1. €B8EL
2, 1996, 14 (1): 43-46,

57 ERR. AANRSFREMEERR T &8, 1991,
17 (3): 4-7.

61 Wk REESKERMMHEERYE UL skERs,
1998, 27 (H): 125-130

7] BEE. EHTZ Ul &BBUBILZ, 2000, 18 (6): 40-
42,

(8] Bk BB ARSRBRAMTEER U] WH
B4, 2001, (2); 12-24,

9] EEE BESBMENMTTZZE (ML KW: $RXESD
fR3L, 2003.

R EREIEE N E T

Hel, BEEIYEENBRENINERE R, &5
TRPIMAEI B, Tk, DRI A DA HRE
2 BB e i Jo ML R e B MR AR LR ML, RO — R R B i
BEBATG . BIEEILZET L — B R8T 2 & 80E B
A REBR, RMURFNESEWFE SR, mHERALEEN T
FERFRE AL

SENEEE S M HAE BT AT ORI A SR SR K B0 L R K
LA R AL RIS % LR K. R ARl B T X 8 T AR
BOREH, WP R, EREERRITEH I &MAT TR
BAEENEE, BAERARA. AT EERE L, B
BEm S S B, HIPRINGURIK, T B A K
e e R HIEFEEIR, AT REM 158 — N e BB A
I, FRESREE S W YLIR IR S e W IR AE RN, &
GRS N WA BN RES ), R BT
FERMET . KEEH, ERHREEEBERE - MTENE

BT R . AL S R IR ) DL S B R
BN W IER I heRs . B RAT. SRR A AL RE
B TARTE, M AR X REEE YL RE B 2%
Hike, WELHER, dTEATRERNDNERREAK
YL TR A B R A X e ) et ()R, RE R T TR
SERER A 1506 — 10062 (A2 4k, i L BB B A 7% I 1 BEAR
w T EAES RS EMITE . RN EREAET
BB H R R R 8 Oy AR T AL B B TR SN R B Fk
L.
RAFEENINEREE S VLB AR 5@ N AR AHEE
B JFR I EA SRR L E R R Pl
WRMEBE R B M T EENRE. REMALLE, FTH
PR PURBRES HHGE BN SC B ACE LK AKF .
ARG AR & R .

FoHFRBEIMRARNE KR





