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On the Manufacturing of Square Cross-Sectioned
Tapered Wire with Roller Die ' '
(On the manufacturing of tapered wires— 1)
Dr. Isao Goryu, Yoshikiro Sarto
Satoru OGURA
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Fig. 1. The production method of the tapered
wire with square cross-section using the
type A-51 roller die.
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F1g 2. The pass schedule to produce the tapered‘.
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type A-51 roller die.
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Fig. 3. One example of the dimensions of the
product.
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Fig. 4. The drawing force required to produce
the tapered wire using the type A-51
roller die.

a HEH|mEA RAAFA=1/2r

fi 3R E R0 B TS

S2 @ Blik & 4% o MEHETE AR

b Mo FEHIE=(bi+5)/2

Fig. 4 X0 28r -5 -4 BT 5315kE AR
(BRI > THEIKHETESLLED2 S

4. =

uioﬁ%kxbxx%mwxotﬁmm bhic.
(1) EFEHET——F74¥E7Fy tr—3F
—2ETH2E R —~F~—FA ARV 2T
ST EXVREBMITHETE ST LAREEL .
(2) FLx->TlEEINLH4I mm7F — - F 7
A X FELOS mmUAOTEBELZE L TR, B
HERD IS ERNWITRTIHRTELLOTHOE.
(3) FERISPTEFREHET ——FvAva25
BTLBEOETAY Y=2—LREL, 2w —-5—0
BIEABDRERAVCAEMNICRET B ERTE, 2o
FEORBREBMOMEEREISVWILISHET A LN TS
3.

(4) 28o—~5 -1 AD54k %11 GeLgll 0 &
BERC X2 THEICHET A LN TES.

x . ®

1) I. Gokyu: J. Iron & Steel Inst. (U.K.), 4
(1964) 1, p. 44 -

2) A%, &H, ERN: BEXELBESHE, 26 (1962)
1, p. 39

3) i5: 4£BBEMTOHE(CT), p. 87, =0z
#

— 146 —





