488 : ' 8%k o oW Eaeom (1963) #8535

Quter fa:e.

B= tani£-

Imer face
Fig. 2.

" Fig. 3. Circumferential shear deformation.
CORINEFERDARINE HS—H T 5.
® BHOMES WYL '
RPGEACERCERQIEBE Y Ly 28I L
THWD U2 ©2* Fig. 3 Th 3. GHIEESRIC
b REDHHER RS S. LM EEIE Y S O ©
Yy FRRATZEZOEIBELLORY b OWE T
CHEOTEIHEBEELAS-HT MBS L THbA
B. MBI TEXHBOMEE UTRIBOEZOMNE
T ZHREBMORDE R RPEIRE O T AR
—ETH 3. UhUEROLILOEE IR0 08
HFEDPUC LR BERBADTL 3729, ¢ OA/EEE
CERCB—ELZLT, EROMNBRIIDUENTS.

REDTHREEOUEITIX Fig. 3 O F 5 28 AEAGREECo

BT T 2 X 5 2P 00T r 2H5E L1z,

B VEMAOR S VB ACHBH R OEELETE b
L gy, WEX, 77 JT&%, ¥ vy I\ﬁbzﬂﬁgﬂ UTHE
BEEKRTE. UL 4 FEBBKE WSS L 07

T TREOLI VAL AT S, '

@ @icvy browm v

MEPEETHTOME vy Mk 2 WEMAKLT
EROBNAa, BFRHAEEAL, MEHWUNS

O BEOEBPHELIIECA, LOERERLE. EicH
- EBROHERI I —B LU TRy, BRHEHEE
B % Plasticine OFBRRERNAREL B3 L5 CTh
S AP, ERHCIO—HEBRLUTNS. :

CIV. OB E

N HSFTAREETH < > & 2 < Y EAHD 1/3 O
A2 8IE L, plasticine B v vy bz k b 2T
CBBECETIHEO X % v 7w - R2EIRL, REEE

S EEFUT, EEMRBE T ATEREHEE co%et:
B2z 2P o sH@BE2ZRUESCE 2P
Uiz, :

— 238 —

 BEO DOk HEIR KEM» L 1%Mo-2%Cr 4

T

TN 0TS T
<~10,7>é lquy t— 7h + -—%EIE(:/ Zé 3
DFHE, BREBEEA (3 /7

R o IR T 36 4 L s i
4 AHEER - B OB fn g

7 HWBHEER OF B oM B

 Effect .of Rotary Straightening on the
Size and Hardness of Tubes. AN 4PD

S Shinsaku Mise, Kazuo FuiitTa \ b
Sadao SHIRAFUJI,
I # B

APVt~ BBEROHMEDOTEEBEDOL

%<@%ﬁm;ofﬁmsm5é®azi6m5.cw]
LOR—BICBERRZED L 5 2% ¥ % b 2 B s

BT EREHTED SN, RHEOERKC > X B 4243

¥, HECRENSREHERF SO L) 528
ﬁ®§ﬁ®%@ﬁé%%ﬁ?%Ctﬁf%6.it%%
OBEEE T, T R % ok UTIEE 21T

LB D B.

SEORBITER 41/, 2 v~ b F —DHT 2-2-2
HOBEEOWT, REOMNE, HETCHEDOES M
BOWToe = VlD 59y a0, 7%y b, RV E
B2ZMAsE, Chel2BEROMNE, B, BED
e HE L. \ . .

- I i EBKUBRED

PR AE 50°8mm, 76*2mm,. 114°*3mm, RE

R A=t/d 13 A=5%, B=7%, C=8%, C=10%

ETCOSEEPH V. $ERE LTI
i) crush=F8NBEELTr —~VERE D% mm
ii) off-set=r2 %> % —xWd5s No. 2 v—lx
Y& ~DFhE mm ‘ '
iii) bending £=No.3 Fu —VE I 5 No.4F
RVEDE Y2 ~h b OEEOFTHE mm
iv) roll =0 2% v & —THWET 3 = —~ VEIDE X

V) pass [E¥=FE— D% 2EIEMEL % 8E 3 E

BRATHRBEZIToN. Fig.l@ae~vd2y FOREE
LB BHET 3 E 2@, :
oL =2 B’ # §

A) 52 &

Wl 2 M3 fet

s
Fss center i @ETJ(\ £ rolt
7;,7;7—.———, - S 2809
304
740~ 70 ~51 ~ZH- 41
. E ot
M.l 2oll . Wozioit phgsou Bending rorl

Fig. 1. Schematic roll arrangement and
dimensions.




R T T ; ’ 489

@
4
006
g —tz
s 000F =TT
%9 A, i <
5 < B B
S - { ,/"ﬁa pg
S 00— N ‘///
S L
3 108 T A °
B \\/r : ,/X/< D
Sus -
S ot //\ L7
= onl—- | e
S 2l
ant / V4
06 W
w1/
'
® \
. 50 60 70 &0 90 w0 Nd
‘ A=%

Fig. 2. Relation of schedule, 2, and variety of
outside diameter after one pass
straightening.

T

+005,

Sy =

L

S-ons— 2 gs ;

~ 0// /
& /

S

S

RN b

§-0i5 AF

N 0}

-020

5 3 7 8 A

. =f/0 %
Fig. 3. Variation of tube length. after

straightening.
(Mean value after one: pass)

BB OHEARETRIELT Lol hOIREB 2R T
UBOTIRICE DT &%, SES emm OB & 2 Fig.
2 XRTH, DOOEMTebL off-set 2L
crush 2R X {TNESMNERNE LS. ® O BRI
b b off-set 2R TSR () f Cf;%{ﬁ[‘j
»H5. UL UZELFEE max. 0°2% Tdh 5.

B Ex &4 :

BOE X3 off-set AT 5 13E, BRIEPL
7%, BRADBHEIZYAEHKIVIEEZ OB R
v A=12% BBTEBERMCHEMTE IO TH S,
crush BRI EELMCIKRD P L. Fig. 3 1T1%
L EAEOBEROEELIZE O BRI

COBmEE M

BEHOBEEZEMIT ZEROBEIMC X W EERE L

BACERMRTH B, TOWEZEIEF1ESCAT

'1&&0(Hw,4@Axf%Ew;b 2%@0%<

EOFE LUV ER

80

79t . /
78 : ’

77 / /4 v

7 .
-l ’////‘,/7%ﬁ
Ly . Dz

1 H-J///igj/;yé,/x

e

72— <
—— 7

I f—t——= ‘

After.7 pass Agter 4 pass

6
Beore pass
) Number of pass

Fig. 4. Relation between hardness before and

after straightening. (O. D.=50°mm)

Roll Setting
Max. crush
Using the vamous offset

/44 ‘ '
© MarE——
[x {;:::

I ) ‘ | Y Min., crush

. \\ ® (D x=-~=X | Max. bend

~

]

g

N

gw \ A-——-a | Roll angle incleasé
§ ) ’ \ Qfset ‘ v
<8 N \ N

~

Y
o
T
2

. XG) )
Ny7/ R O set [
N (5mm)
a6 N Orfset
050 \\ \\ ~a(7mm)
) b Q'\ \\\ \A

S S
)
I

\l (b’/ﬂfﬂ)"
o0l , \
g
Before pass ] 2 3 4

Number of pass

Fig. 5. Straightening effect according to the
various roll settings.

roTng. BB TIE@0 crush E2AREULIZED
PHAEX BB TS, Fig.4Lx DIREB 2RI .

D) HEEZEMN

ﬁgsm%&mt@bmﬂnéﬁﬁ%ﬁbtémﬁ%
5.

i) crush B3 AAbVv— M7~ TREEI LKL,
iz Cr-Mo #7s ¥ O REIDRRIEC S HEEBREE & InT
Eﬂ%@‘*’fiﬁ”%%“@k% SFRETH5.

ii) off-set B ERAMTRED Eﬁfxﬁ“ﬁlfﬁ) h,
k@%f%ﬂh /\%'ch%

iii) &2 rv—+F F—0Dn '—-Jvmﬁ@%@ ¢ % No. _

— 239 —




490 | » : ) g% | 5 49 4E (1963) §§57%%v

2 km—ovik *No. 4 @ bending roll 0)%3’,4;5 RE YA

CHEETHHYPROKE N EDH 5.
'.w)u~w@ﬁﬁ®£mmizﬁﬁu#%mm@m
@b%u~wﬁ§uwa®%m%%ﬁ§<%0iomﬁ
BETNETHA S,

IV, % =

FigBe — 20 — - 2 b L—bF =& UTREED B2-1-

2w~ VEREEBELIZERSE S 5T bending
roll % % 5 —fEEE L1z b DFA N IRV §- Fot < did
CINFVRORRNTRERTH O, BRI ‘crush &
off-set 2SIV B CENTE S FBRD B DHE L

RO, COPMREERE L. BEREMBESAEEET

%%tm%??~&—®ﬁiw¢%%éw,K%ﬁ@@
ﬁ@%2&@%@%%ﬁ%éﬂn,» :
=P L 0/‘7 @ ‘
hz{’ RIS NG ,
“(108) %ﬁl“%l?ﬁi%ﬁ#ka‘o(jéﬁﬁ/ﬂ&
’ LE?%E%
H 2 8B Ao ég/ﬁ%
: H ET —;" OEW [

Study on the Metal Flow in Steel—

Tube Drawing. 490 ~ 4?{/
Toru MiMmiNno and Kazchzro MIYAUCHI
I % =

ﬁ?ﬂ%GD?‘*Fﬁ%i&%VE%K%H ZAENTa ——u:om*c
&, THET 2, 3 OWMENHBN, £4 2 T35 5
RICE B X 207 80 ~DBHCDONTHEE L 3 DD

VRSN, ZCTEZOREFELLARX - 757 .
BIROEFEZRD 2. REONHRE LI L4 X - P55

¥, M#Emhe (RF52) LEEL4 2 (S#42)

EREAET SO AERES (ST57) SMEs4 X
(R&4 2) @,ﬁé@f:é@& 2 BET, ComZIeD

WTHBLUIZE DTH 5.
IL 8/ & F &
?ﬁﬁﬂﬁ%ﬁﬁ&img 1OX e O&y UnEE»
HEBLD BHT U, Z OMMEIC 1X1mm OBE »E® X
ENBRERCERE UK, MEREBELERLIZ. 20

BFig. 20X 58 £4 2 - 75 7 OEEAET, BUBRE

R(20%) THE UTs. 7 ORBERW MG 2hkL,
HAZDLERERE Y REL S 2WRTI SOMEBE

DX REM LI REE LI

II. & 8 O K K

R DRPL 2 Fig. 3 /R 9. T80 L&D MICiXE
WIERHY, RITFTESFLRARERUIZEAIR

AR HBAE ARBICEPEETY)~HEF SREE 2
b, 775X HE BRI kA TREMIYTTRbNETE O
WEE 2. —FST55REAZDEEEZDORAZ
S BEETCRL, FARXE TSI SCEFBRERBIKYY, B
MEABRAFEOMIVERCTEbNS. B ERKER
ROBITH B b3, ﬁg@%%ﬁtou\fﬁf\%& R7
5 OB EET IV RBE BN TEOHNBIHI T3
DR URBEOHMONE—BEIRL, ThIUBEHBOIEEN
TS TIERH LA AU TREVT EZRUTOS.

LR LTS 75 S RABOENAE L, MO EN

B
22—

Untt mm-

A 1 Cutting line
B : Sample
C : Scrap
b Weld

R.die& 5. plug ’

S.die s Rplug

Fig. 2. - Drawing method.
S.die & R.plu ‘
THEAnPT B
T T * B *
I + ! = H H __=
i \ 1 ,* } ] =
R.dle & S.plugA 2 ‘
} S
’ ‘1‘ T P A A O B 1
C D

Fig. 3. Metal flow.

EA4 ABIB RSN ERRLUTIND

) IV B 7 # R
COREBRE 2 3 O WEHEMCHEET 12D B hitH %
BEUTERI VRAPMERROBER2 a0 — 2 —
I DUEL, BE % 100 FICHRER U, WEH%OE
REHBU Fig. 4 0k > CHHELTHE (log ), W
FHEE (logr), ¥EFHEEMH (log B), ngﬁﬁ
(tos) ZHH U, TRE2HEE, E2filict o275 71
ZTuyw bUN. ZO—F% Fig. 5 RS, Thidkmg

FHEOBHMZRLUIZSDTHBH, CCRITHEICE

— 240 —

.

Tl



