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Fig. 1. Metal flow in piercing process.
(Projected on the outer surface of

pierced shell)
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Fig. 2. Difference of metal flows of 4-pins
- buried in the same cross section.
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Fig. 3. Metal flow in folling direction.

T3 BRI, MEOHEE WS OFIESLEDEIC LD
THETZRRAETS S 5 03% ORI TR 5 05
Hhs., COXERRIERAEIEE L.

(4) WEFRBLRTsHEAMEERIERECS

BRRAREL, FRBAVEDLCONTAREL LS. T
Rk Fig. 4 CHIB X 5 BRI X 3 EORNISEILY
BUEEARSILIEOTVWR L EE—KLTEY, 875

BEACNT 2 77 VOEHBENT S LB d

DTH5 5.

(5) E—WHEHO4HECEDIZ Y OERE, -
BEELomEorry T, T VHEEERECEmZ 3
DTV B D, 90°C BTREYOBEREEDTVS. T
NITEAEANDOEAANMNBOTNIC LS D ThH, H
—ERRRE RTEE T2 REEDT VWS BT TH
3. : -

(6) ExoBRAY 2O TENZNDOY LD
EREREDEDOMBICL 202 HBEICHBEUEAE
HE L THIz (Fig. 5). BIMONABRBERIEI >

4
g 2777[n wall

' Twz‘sf[ny direction

~ N w A

0770 200 00 700500 505 70 500 00 1005 100 1200 F00 Al 00600
Direction of rollingimm

Fig. 4. Twist of pierced shell.
i Original length of pins

A

Direction
. ﬁevo

—
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Comparison of Cold Drawability of Low-. -
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Comparison of mechanical properties
of normalised wire rod.
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Fig. 2. Comparison of mechanical prcperties
of cold drawn wire.

— 401 —




