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Abstract

The purpose of this project is to produce wire drawing testing machine focusing on graphite.
The main objective of this work is to decrease die wear and to increase the accuracy of finished
wire diameter. The experiments of skin pass drawing had been carried out using stainless steel
wire (SUS 304) of 2.40 mm diameter as a raw material. The diameter of the wire is reduced to
2.30 mm (or the reduction ratio of the process is 9.0 percent). Drawing speed determined to be
0.12 m/s. Drawing die inserts, which their shapes were formed according to JIS B4111 W103, are

made of tungsten carbide. An approach angle of the dies is 12°.

I



=y oy
ananssudsema

YY) =1 Py d‘l Yo o a a 3 9o a A:y
suauusnmiiedsdulanazdinivensivvounsgaudannsmadugniuia Besg
@ v = Yo a ar T A d' o =
pusudegou Timsdny1 aaeasuldmdslwasaivayusiamaenmseslumsvindSyan
= < sl«;) <
anusatuidusa ludred
o & PN - - P
YONSIWVBUNTEAY 3. AUty usesug lany omsdndinudsyaniinusiman
9 o o o o ~ ~ ¢ o dy dy
nyanlduufatazduusilumsinfSygniiwusatvd aaeavuFtuzuamaud lvilam
° =y a ¢ dy a a ¢ @ d’lo <4 v Y =
aaoaszeznmlumtilSyanidwusatul swlSyaniinusatiuiduSegarludqed
do A d w o " P
YBNTIVYDUNITANDIVITIRIIH TUNTHAIGN TA.ATINAD WINANA L5 UTUUAAINTHN
kY s 3 o < a wa 4 1 ANy a =
TWunfauazduuni@ q aoudfifau uazaannsoyanu ddsz@nslszamin
Vv Y ] = Yo o o =2 o = = 4
anujuazmamnganldaiuremaeldanuuzsihuazmilFaslumshilsyanimusu
o o '
d1uSvgarldaed

v
@ & o w oA

- A Ao d a 9 g dy a £
VONTTUVBUWISAUNT] NUITEN fTEJ'liJ‘l’Ji DUATNT 210A WiﬁﬂﬁWN!ﬂ@tW@ﬁﬂTuﬂﬁlﬁ

£ 3

B =2 P o o =4 = = =Y d o dy ¥
WhaunszUIumMsAealni 153 uazduuzii q heldnsiilSyaninusativiigie
2
P

woupunas W inus (indnyn 1. Tn) AuuzihaeulildnSomadounsdeazvenls
& & & - & & a A& doave o
Wounn 9 AU Nuiew 9 Madmnssuaiosnauaziioy q lumalsndy Nlvihasluas

' A A
ﬂ?TﬂJﬂf?ﬂ!Wﬁﬂiunﬂﬁﬂﬂ
a 4 dy
I DAUNAYI

TR R To k-

= o )
W unndilszasy

IIX



a151ey

unfngen1utlne

UNAAGONIHIBINGY

Aaanssulseme

GRERILY

szl

MIVYNIN

oM Ideydnuel

s1eMIMfmTiagAtte

undi 1 umh
11 aawddnuesfisnveslnsems
12 Sagilszasdueslnsanis
1.3 wouavpelaTIns

1.4 IBMSANTUIU

un? 2 nguinede
2.1 NYHHNISVIUMIAIDIN
A =
2.1.1 1A39999879
2.1.2 AZUIUNIIAIAIN
2.1.2.1 AnNUSUURUAASAIN
A A Yy o a =
2.1.2.2 ngufiinidestuanudsanulunszuiunsnman
¥ 9
2.2.3 usslFlumsfsiiuglada
2.2 AMNAULAZANUIAS BA
2.2.1 aNuAY (Stress)
2.2.2 ANUATEA (Strain)
2.3 ngpfnnenulasueled
2.3.1 a1svaedu
2.32 MIANNTD

dd‘ d' 9/ LY - a
2.4 NOHPYNNYIUBINUNITIAGOUN

v

II
III
v

VII
IX

0w =N S

11
12
12
14
14
19
21



a151ey (A0)

T Vv ¥
N 3 NOUMIMUINTUAINATOITNING
2 g P2
3.1 ANUSINIERg

14
= =R

32 memuramsanlFlumsdstugain
LY 9y o
3.2.1 9ATIMIAAVUIANIIAAYBNDIA
1 L a Q( =
3.2.2 aduilszansanuasaniy
o d' FU =2 13
3.2.3 msaanmussnlslumsasuzldadn
3.3 N3DONLULINAT
3.3.1 Yanan
3.3.2 YUIAUDUNAT
3.3.3 msnasalunsesnuuy
3.3.4 M3ila
3.4 @y
3.4.1 ylAuazIagaIoNIY
3.4.2 dnYalEMITUA BT WL
3.5 Apaoniu
] b
3.6 1ATDIANAIALDUTUIRY? (Single Stepped Wire Drawing)
oy Aq 9 = 3 A
3.7 ginsaiate q nldlunshadunies
e ]
3.8 LUHUNAIAIN
< A A
3.9 avamannar lfadunldlunsnaass

v oA A )
3.10 @1svasdauNIFIUNINAaeY

UNN 4 NINARDY
4.1 33NINAADY

o =< ] YNy = A A r A o

4.1.1 msasaramannd i3 adiu lasdariuaeniiansvasaunst nm
<! o voA
Wudmasau

= = wa [~ =
4.12 anulSeudvuaaauiannaveunannd 1§aiin SUS 304

4.2 17399 Universal Testing Machine (UTM)

27
27
27
27
28
28
29
30
30
30
31
32
32
33
34
36
38
41
42
42

43
43

43
43
43



M58y (M10)

4.3 WONINADDY

P a 4
Ui 5 unInseluazagl
£ o
5.1 Insaluazaginansneasg
5.2 fayminwuy

5.3 BUINNMTAAUL

1BNA1I919DY

AMANUIN
f ﬂmfmﬁﬁmamﬂmwuazmqﬂaﬂmﬁﬁ@ﬁ"l%“lmmmam
¥ MIAsFIINUARYAIALAZ AT DONLLL
A amilszneuinsasivarnLEMIBeNIIY

1 unanulseneuir lasenis

)
e
=)

ilseiamaeou

VI

44

57
57
57
58

59

61
64
67
78

79



71
2.1
22
2.3
24
25
2.6
2.7
2.8
2.9
2.10
2.11
2.12
2.13
2.14
2.15
2.16
2.17

a (3
2.18 ﬂﬁ$1J'J‘L!ﬂ'15ﬂ']ﬁlﬂﬁ'f]‘ﬂN?ﬁﬁﬂﬂﬁuﬂ’]gﬂﬂu%ﬂ'gﬁﬂlwsﬁﬁ (DLC)

3.1
3.2
33
34
3.5
3.6
3.7
3.8

a3

=h.

A = 3
N3 03IAAIAATBITIU
d' =1 q’;’ 2
I3 8IANAIALLUTUADUIRL
) v
1A3DIAIAIAUL LN AT
=2 1] T =1
AFA@IAFUUUNINAIAIA
s ] 18 =R
mwaaglsveiRuRaIalanay
Y A e R 3
yu'lnahimunz auve waiRuiasaaman
vsnamslasuglaisnssuaumsasvugyl
D
ANHAUZVoINITATEIINUTARDUS AULAUR
v w  d ] o
aNnuFuRUFIEnIANuAITUAMNAS 8a
Iy o £V A g (fl’ &
A55U8590a EP vt usuiansunse
9 ] d‘!
an1e 13a1svaedu
T d' o d'
ANILMTHADAVLULIINAS
1] d' é -4
MSNABAUUDUNITUYT Al
AsHAeAULLLANYSEl

=2 o ‘e =
AMTANTVIULNWUNAIAIN

AszUIUMIIAAUR828 Jatall (VD) Tasldnasainlnil

AszUIuMsAdeUAla1g lenenw (PVD) Tagldwdsaiu i

AnyAEMITUAIeAINIY
Foaewu
A = S a
11599A9AALLLTUIRED

A = 2 & o
JUMmATEIRIEIALUUMSATURY?
@ Y A YR
wanmMsaus i léasana

da o w
YDA VUNAS
LFANA

¥y v Q o 9 P}
ADNWIUATUTVUIUAIAIA

ViI

¢
@
]

1

T NN

9]

10
13
16
18
18
18
18
21
23
23
24
34
35
36
37
37
38
39
39



a3l (9)

&
=h.

1l

] o @ A q’: =2 ra o’ 1 ey s 1 A
3.9 andmsudaadaulRunAsaauazldiiuvaeay
3.10 1N ALTIAS - 115997 (Push-Pull Gage)
3.11 AdauRuAIaIe

e o T o s
3.12 LNRASEIAANAIIH W 103 liimsiadeuia
o o a a
3.13 anamannd1 13aiiu SUS 304 ¢2.40 daamas
4.1 19394 Universal Testing Machine (UTM)
Ay v 9 9 Y v = A

4.2 waaani i ldanmnaastaltamanndl 13 aiuneunsAINAIBe UTM

sy v g Y By = o = A
4.3 uﬁmm‘nﬂ*n"lﬂinﬂmivmammﬂmaﬂﬂ'm"lsfmuﬁmmimmﬂmsm UTM

VIII

40
40
41
41
42
44
46
52



15Uy

A1519N
LY a Qd =t =< dg, o ‘3 Qy
3.1 mdulszansanudeamulunuadugilues audaiuglFuau
3.2 YUINTTYVOUNAIMUNIATT W ISO/R 775 — 196944
] 4
3.3 WA UAUgUINAEo e R IUILUMNAATIIU ISO 99 — 1975 (E)
wa <1 =N
4.1 guauiantnaveunannd 13aiy SUS 304 11nmInaaes
< =Y 1 4
42 HAAIRANMINAABIAAMANNAT I3 AN UMIAIINIATEI UTM

43 UANIHANISNABBIIANANNET IS AiuNaIN1SAIINAT B UTM

28
30
35
44
45
51



%R
%EL

2a

Q>

U

w d
INYNIaUaANYHM

Y

FaTINMIaAvUIANTISARIA
d a A W

1losFuNIEAa

v e I'4
yu lvadvoainum

&4 9 1 4

A5y lnadueaingm
tano

a S a a dy
yuYoABAUANINANM T TAIie

y 4 =
anuuIulinge

14
& 1 =2

Vv [
ﬂ’nmﬂuﬂlug‘ﬂﬂlm’mﬂﬂﬂu

9

N (N/mmz)

f
Yang (N/nnz)

y £ o
anuuuglvesiaands

4 2
A Tuiauny (N /mm?)
AMMIALUATIN (Yield Strength) | (N /mm? )
AUIATOAGY (True Strain)

QJ

duilszansanudganiy

ad a =2
guuunaluNsfIadn

Q a

ANUNUIMUUY DI TR

1
=

dy Y o " =4
NUNNINAANOUMTAY
nﬂy d' Y [ =
AURANTAANAINITAS
amsiihnnudouvesiag
CHUAN 1AD
Y ] o )
ANV IR AT HAL
AITSUUITINA

¥ }4 o ’ 2 b1 o
useh I lumsugilTagiutwile@endiu
HTUTIAMIUVUBIAIADIIUDIATY

A s o '3
HIURDOUSAULAUN

8 A A o =2
LHIIAINIATDIIALLIIAY



Abrasive Wear
Adhesive Wear
Anti Wear Additives
Approach Angles
Back Relief
Bearing Length

Bell Radius

Cold Drawing

CVD

Dead Metal Zone
Die Case

Die Insert
Distortion of Element
Draw Bench
Drawing Die
Drawing Force

DLC

Elongation

Entrance Angle
Extreme Pressure
Fatigue Strength
Fine Wire

Friction Force

Hot Extrusion

Hot Rolling
Hydrostatic Pressure
Ideal Deformation Force
Ironing Wave

Multiple Pass Wire Drawing

o W d °
SEINMIMANNLaz ML

msdnnseuvudag
= d’ =y
MSANYIOUUUNIHOUAR
% =S
mstlestumsdnnse
;3 1a I'4
yu lnadhveauainumg
1 ta o,
AIUNDDALINUNAIAIN
o tAa .
528 THUAVIALUNUNAIR 29
@ A g d'd' 1a R
sef TN nuRynaIaIn
< 4 o
NIEUIUNIANIN DY
A a9 =
AsZUIUMIIAdouRIAe Tawnd]
) ay o =) 1] L7
vsnatetagmanis 1 lnada
1a d 1
LUNUNEIULON
1 a1
sunywaIn
¥
= 7= 4
msiadigrveusaua
A = g @
NS DIAIAIALUUAT DI WY
(= LR
LUNUNAIAIN

v v
usenlslumsasiugl

A a 9 a| 4 Y
N1SNDBURINWHAUMT UDUADIINYS

d o 4 A W

WesiFuan1sena 3
9 ra R
yuthnmansRuiaain
A155DU590A
<1 9 @

ANNUVIUIIAIVRIIAA

=] o
NIANAIAYUIABNNIN
U uFIANIU

Y 3 Y
MsoAdUsoU

g
M5IASOU

1590ANVDAUN A

dgl [ d' d’} a L
usslumstusifaafidluiiomenduy

Msoamau lunLa A NURUINESDS

b4
ﬂ'lﬁﬁ\ilﬁ.lﬂﬁﬁ'lﬂ‘ﬁﬂ

XI



o W d °
S1IMsAIANNLazmEa(AD)

Non Steady State Process
PEPVD

Plastic Deformation
PVD

Redundant Shearing
Semi Angle

Shaving

Single Stepped Wire Drawing
Skin Pass

Sliding Friction

Steady State Process
Strain Hardening

Sulphur

Surface Roughness
Tensile Strength
Viscosity

Viscosity Index

Warm Drawing

2 s
aszuumsiugl Tanzuuy liades
=y a 9 kY
AszuuMIndsuridle lonmeninlagldwareun
L} d' U
Fumalasugionisvesiag
AszUIUMIAdeURIae lanen I
2 o @ 4
UTUNDUTAULAUT
4 9/ o I'd
Az ey Tvadnvesulnumw
msilen
s Z\L
ASAMVUTUIAEN
=2 o )
MsaItUgaNIY
5 3
anudsamuuuudnloa
2 -
nszuaUMs UL Taneuuinados
A I~
ANUIAT HALAT
NUTHU
ANUISHUVOIAD
[~ =<
ANUTIUT AR
&
ANMUNTIA
=} A
AWUANUKIIA

MSANAIAUULIGY

XII



0 =
1.1 ﬂ')'lllﬁ'lﬁ@!m&’ﬂu‘ﬁlﬂﬁiﬂiﬂﬂ‘li
=2 o Yy Wy A P o ' o
Qﬂﬂ']ﬂﬂﬁiilﬂ'lﬁﬂ\?ﬁ'JﬂH"iﬁﬂﬂﬁ']"lﬁﬁuulﬂuﬁ}ﬁﬁ']ﬂﬂiﬁuﬂqlEJ"IEJGI'J@U'NTJ@\!TJ INIISDIN
o YNy a & o Aa o ' Y ~ v P
l'ﬂaﬂﬂﬁ’llliﬁu1]!1]u')ﬁﬂ‘VINﬂ"enllﬁ'JEN'UJ’Vluﬂ'lﬁﬂﬂﬂi@u]lﬂ’Q’Ql!ﬂzll'f]’]falﬂ'ﬁsl‘lfsﬂuﬂﬂ'nu']u
v [ v 3 2 Y o [ kY Y ar ° A w Lo
mﬂmqwamﬂmﬂuqmmmmmmam"lﬂmafmmaﬂﬂm"lﬁﬁumﬂma,@mwammmma
; ¢ P ¢ ?a g a o ~ P
LBU Qﬂnsmm\‘imﬂmﬂﬂ PFUAIUIDYUA Qﬂﬂimﬂkﬂﬂﬂi@uﬂﬁlta$ﬂ@1]w3lﬁﬂﬁ Lﬂu@]u 1uﬂ15
a A P o ta o {0 Ao 1 1a S o
Naﬂa'Jﬂ'VlNﬂ'nﬂJlﬂﬂ\iﬂﬁ\Tqqfﬂ'ﬂ{]ug\’ﬂ\?i%LLquWﬁqﬂ?ﬂﬁuﬂ'ﬁﬁﬂﬁiﬂ‘ﬂﬁ’] WU LUWNHNNM
VY Yy ¥ a A < o Y Y a o
FININYI llﬁﬂﬁﬂlﬁSﬂWaf"nuﬁuuuﬂ’]iﬂaﬂﬂqqu1ﬂ1uq¢‘lﬂ1ﬁﬂiﬁllﬂ\i'ﬁ')ﬂlﬂﬁﬂﬂa'\nlﬁﬁull‘ﬂ?hlll
= g 1A R ° Y o 1 ra R ° o do a
ﬁ]\ﬂ"]ﬂHJW?JWﬂ\Tﬁ'JﬂV]'ﬁ]'lﬂﬂ\‘]ﬁlﬂuﬂ'lﬂ‘Uﬂ LW]LUJW?JWﬂ\‘iﬁ'ﬁﬂVl'ITI']ﬂVNﬁmuﬂ']thﬂﬂ\uﬂﬂ‘ﬂﬂluVﬂ
= 1 1 o 1 & g & ¥
ﬁlmmiﬁﬂﬁiaﬂq’ﬁmNa‘lﬁ'ﬂ!mmﬁumuﬁuﬂﬂmﬂgﬂlmmwmNnJaUuttﬂa\wmﬂuﬂmmﬂma

Ay a W o A @ Y a A
NTﬂiuﬂimVIﬂ'ﬂﬁﬂ’lﬁNﬁﬂﬂﬂl“ﬂﬁ?ﬂﬂ?’lulﬂﬂﬁﬁiﬂq%LﬁzﬂﬁWUﬂﬂ]ﬁﬁ’lﬂ’luﬂmﬂ’]WNTVI‘HEJ']II

1
=

A A a 5 ] Yy Ny A 1a  dao Y s A A 1
199910015 FoNAA (Adhesion) "'UENﬁ’Jﬂmaﬂﬂa1nl‘iﬁuuﬂiLLNW?JW‘VIﬂﬁﬁ'Jﬂ‘VILﬂﬁ'E)H‘VIN'mgﬂ

U

< 1 % o o [~ 2 o Y e
‘1.!@11‘1.‘1!5@Elcluﬂ'lﬁ‘?ﬁﬂuLL“IﬁJ%3@'\60‘”q@ﬂﬁ%‘u’.luﬂ']iuﬂ%'ﬂ'lﬂ"li“llﬂﬂ"lﬂl‘ﬂl!‘i$ﬂ$ mwﬂwﬂuu

U
v

a A 1 P 1a SR o Yy = 3 AL o @ A Y
G\Ju']ﬂwﬂﬂﬁ']ﬂulﬂﬁiﬂ@'ﬁ]ﬂa\ul‘ﬁﬂulLNWﬂJWﬂQﬁ?ﬂw'ﬂﬂﬂuﬂuﬂ'ﬁWﬁﬂq@‘\lu ﬂ\?ﬂ’llﬂuﬂ‘ﬂgﬁﬁ@q

q

Y
uft luileymnit

[ J
1.2 Ingilszaenvedlnsams

k4 3
A

v A < K 9= =< ta o

ﬂ@ﬂLLUULLﬁSﬁﬁNLﬂ‘jﬂﬂﬂﬂﬁ@Uﬂ\‘l‘lluz‘ﬂﬁ"}ﬂ LW’E’JGl‘IfﬁﬂB'Iﬂ'l‘Jﬁﬂﬂ'liﬁﬂﬁi’ﬂ‘lli’)\‘lLLiJWNWﬂQ
< 9 9y a = =R A =Y d’dcg 9 9} ] 4

ﬁ')ﬂlﬁﬁﬂﬂ'ﬁ')ulﬁ’duu mﬂﬂmumimuﬂmmww’mmu "lﬂ‘ummﬁumug{uﬂﬂmwmam

- Y 1o ° 2 5 Y MY a s
ﬁ’lliﬂﬂgﬂﬁﬂﬂuuu&’l TﬂEW]']ﬂ'lSﬂ\?ﬁ?ﬂlﬂﬁﬂﬂﬂ'l‘l'iﬁuﬂJW’luﬂTﬂﬂ‘V]

1.3 YoUIUAURIINTINT
o = I Y Yy - Y 9/ ] -4
1.3.1 Mmsnaassdsadamanndt 3adiu SUS 304 vihdanauviaduRIuguenae
¥ a a Y J @ s a o
a1aneuds 2.40 Tadwes anaurdsvinardumuguénalmanisie 2.30 Tadwas 13
v
Aatugaie (Skin Pass) U8AsIN1IaRUIIANIIIAADIA (Reduction Ratio of Cross Sectional
4 (4
Area) %R = 9.0 t1/o511UA
(=) o o a ad '
132 adraaiiviasalanthdanauuuumedudsn JYsmunasge w103 JIs
1 4 12 s oA :l 1 d
B4111) vinadurugudnangluveaniiud 230 fadwas  TyuInadhveaniiun

(Approach Angle; 2 &) = 122 (A3 ey Inaithue uifiu (Semi Angle, @ ) = 6°) 338 Mua



s oA 1 4 1A a
Y119 (Die Bearing) 1 Hadmuas v iaduduguUdna1suiNunauuen (Die Case) 30 x 15
a a 1 4 ~ ad ) °©
fiatwas tazvadurIUgUINa19aduEs N (Die Insert) 12 x 8 Uadwns Mnlane
4
WAL LA 13A K20 (ISO Code)
Y A = o & S a ) aﬂ Y o w o
1.3.3 afensestatauuufsiugldudeldssuuvemesitlugadunias anusalu
a oA 1o 3 4 1 ' a '3 o
M3 0.12 Hadwasaeduii nszuiumsiugl Tansleutnguaunsunszimsiney
v ~ t \ =) dg' =
HadITNDY 2 NYUAD ﬂszmumwugﬂiamuumﬁﬂﬂi (Steady State Process) Q¥
g ) =y d?
aszuun13Iugl Tanzuuy liaBes (Non Steady State Process) nszummivuglanzuyy
= [ ] =] - . o 2 N
@03 18uA NIZUIUMIAIRIN NTZUIUMSIIA (Rolling) UAZNTZUIMMIBAVUSL (Extrusion)
d'zg T N 21’ T {I j’
#uzalen damanlunguaszuaumstugdlansuuy hiwdesdunszurumsyugduuy
L] d' 1 @ . ddy 5 3
Tidoitiod 1wy nszUIUNSAA (Blanking) N3zUIUMIAYUIL (Forging) NITUIUMIANAY

=2 . 2 ' 2 A
5']_Iﬁﬂ (Deep Drawing) ﬂ‘)'$1J'Juﬂ']5ﬂﬂﬂ?ﬂlﬂuﬁ’]ur’ll\lﬂquﬂi$°1J'Juﬂ']5‘llu§ﬂiaﬁgl!ﬂ]‘ﬂlﬁﬂﬂﬁﬂ

L)

¥
a =

2 a4 A o
umi‘uugﬂ%mmwEmuawammmﬂ‘wfm

1.4 I5mMsANHNIY
¥ d' =< 3 =
1. 7319195 999aIALUU IR
2. Saadeuinuw

3. HUHUN 1S NAaB9



= =
2.1 NHHHYNITUIUNIAIAIN
d? A [] v = 4 o 9 = ¥ L=
AszuIUNs YUl Tanslioulinguainn1sAnI1LHnITHINULA LY 2 NGUAD
£ a £ '
aszuaumMsiugil Tanzuuafos (Steady State Process) taznssuaumsaugil Tanguuyls
= d? = 9 v =
1e0Y5 (Non Steady State Process) ﬂiz'IJ’mmﬁlug‘]ﬂaﬁzlwm’dﬂﬂi 1'lm!,f’l ATZUIUNTAIAIN
~ . o & . A4 1 '
ASZUIUNISIA (Rolling) UALATEUIUAIIEATUFY (Extrusion) NUUFUo1 dunulungy
2 1A ﬂ & vy A 1
aszuaumstugd Tanguu iadosdlunszuaumstugduuylidenies i nszuiums

3 v
@ (Blanking) N32VIUNIATUFY (Forging)  N3zuIUN1381NTUFUAN (Deep Drawing)

U

S =] v 42’ =t =1 g ny =t
ﬂizmumsmmmﬂmmiuﬂqmmzmumiwgﬂiamzmmﬁaﬂimumimmﬂwmmmn

O

A a
UASHBLUBDININNEA

A =
2.1.1 1AIDIA9AIN
v d' 1 ] 9 o @ - d' o
NS 2N NYDUATBIANAIAILULIAINIT S LUAUATAINTTAIVDUNT BILAL TTAVMS
g/ [ 4 =& A =3 1 o3
anviavedurUguina1aada Fulssmnveuniosivadnannsouteeniu 2 alszian
fa[1]
A = & S0
1. 1A50AANAIALUVIATOIATOLTIUY (Draw Bench)
Y o w A < O\e ¥ a d 2 4y =
srundusIasreuniosnseaiusezldizuy leasetnd awisndslanimsasadauag
2 1 A 9o ' Y Y o < At
msasieaTuaINIaveunIsszlftasmumsaanige lagaazninznun1sasalIahil
< a Y]
YaanLazABINIANUTNLIAIIGe A3 2.1
Y g 3y o w =<
2. sy lduewediduauidelumsas
(] Fd ) F
f. 19599AIAIAUVUVUIRET (Single Stepped Wire Drawing) 1139989020 U TUADUIAYY

~ 1 o =3 1 ra =] A @ A Y o
\15‘]_'1’1 2.2 ﬁ')ull'lﬂ‘t]g‘ﬂ'lﬂ']iﬂﬁﬁ?ﬂNTHLLNWNWﬂQﬂ?ﬂLWﬂﬂﬂ')!ﬂﬂ’ulﬁg%31‘5@9’15'”\']5%1?\

U

Se

e

v
@

s ¥ ° Yy ¥ 2 d A s Y o w A o a
UNUHUINANEAT Tﬂﬂﬂ@ﬂﬁluﬂ\‘]lﬂ'ﬂﬁ]gllil’ﬂLﬁﬂiiﬂu@]uﬂ']ﬁﬂl‘l'\lﬂﬂﬂ'llﬂﬂﬁ

p=))!



2 o

A
[stattpaitspeic) JHaRURN

vay oA
BUNUNAINIR

A A = o
31]71 2.3 AT 0NANALIUU D 18UY [2]



W

b

T k4 14
¥, 1ASPIAIAIALDLNAI8TY (Multiple Pass Wire Drawing) M3asalnnaisdunauasgii

U

A 1A IR o EY Ay 'Y ' Y o v
2.3 SUUHUNUNAIDIANATYUIAVAIYANY 1%1“7\33&7‘ﬁﬂ\?ﬂqﬁﬂﬂﬁ']ﬁ'JUﬂ']iaﬂﬂu']ﬁﬂmqq fns‘l"]f

o o Y o w a A ° o < < A 1w o A Ada o
ll'f)mﬂilil1!9']1!ﬂ"lﬁ\?@'I’JLﬂfJ'J‘I]3'VI'I11’709\51!5'Jcluﬂ'ﬁﬂﬂﬂ\‘l‘ﬂlﬂ']ﬂunﬂﬁﬁ ﬂﬁﬂiuﬂimﬂﬂu@mﬂﬁ
8 o w o ~ g 2 Y v Y =2 @
Lﬂuﬂuﬂ’lﬁ\‘lﬂiﬂﬂ(”l'J‘ﬂ%ilﬂ']iﬂ'J‘lJﬂllﬂTllJ!i'ﬂHﬂ'ﬁﬂﬂﬂWl']ﬂunﬂﬁ’l Gluﬂ'lﬁﬂx‘lﬁﬂﬂﬂﬁ'l

4 4 v o d a Y 2 1a o =2 Y A v d
Wuﬂﬁu’]ﬂﬂﬂqq"l]glﬂﬂﬂ'ﬂﬂﬁﬂuﬁgﬁﬂ‘ﬂutluﬁ?ﬂllﬂgllNWNWﬂﬂﬁﬁlﬂﬂQﬁﬂﬂuigﬂﬂﬂ'ﬁﬁﬁ'ﬂwu

P A Aa A Y 9 ° Y a = 4 da
HAazHITHavaUNA lW@ﬂ@\‘iﬂuWﬁﬂigﬂ'ﬂﬂ‘lﬂﬂq']uﬁﬂui]u’f]'ﬁ]ﬂ']iﬁ!ﬂﬂﬂ']iﬁﬂﬁjaﬂlu'V]N’J

v dR s
wiRunALaa 18

2.1.2 NZLIUNIAIAINA

] =

@ o = =2 dy Y LY 1 1 Y
ﬁaﬂmsm"lﬂmmmsmmmmzmm%zuwugmﬂmﬂﬂu umzmmueaﬂ‘lﬂmwum

waz31lsendimsas nguumsAsaasunnmnh iagiilludeursoatandenindiums

k4 =

4? 2 1 1a o2 Y ~ a w 4 =] A
ﬁluiﬂﬁ@u‘lﬂﬂﬂﬁﬂ‘llu']ﬂiﬂEJﬂ']i@NN'luuilWﬁJWﬂﬂﬁ'Jﬂ ﬂ\‘i'g','ﬂﬂ 2.4 BAaANUNITINNITAIAIAISY

v

' ;3 @ 1Ta IR 9y s A
sUrananuaiuegiugUnseg luminundsasn Tdun jinsedmaoy gUnsenaw ganse

n:' d‘ d' ar 9 d? Tt o ar d' .:3 Y a cg Vo
vamasy uagginssdug idudeudn uadaditavosgnssiicimsatugilldesauagiy
auaulinvesTaquaazyila nssudEmsiadnisunnmsthaanihnnurzIaeuInia
A a o1 2 A Aa 4 o Y =t 2w A 1A =R
ifaeen lyanou FevaRannaeeon lsangasenszi lifansideadnH LI NLAIRIn
wazdwalfitamsdnnse mspusudulaglAusadsiaedunilesandiugaduiis

i o £ 1a o o 1 a
U5 19v09nIAzgR muadovuIaz Tuve R Wumshaulugumsnldeugilons
@ a 4 3 ] 4
4897009 (Plastic Deformation) s2#UvaeMsAsadniiontismmviiavauduiuguinnIsves
v
a9 [3] wiidaudnsfninadnuinialug) D, = 4.2 89 16 Hadmas M3AIEAYUIANAN D, =
a a =1 a a [
1.6 B94.2 Tadwns MIA@IAvUIAEA D, = 0.7 B9 1.6 Tadwas NMsA@IAvIAGEALIN
1 a a [~} <
(Fine Wire) D, 1100011 0.7 TadunsMsAaadnunaanyin (Fine Wire) enxnsods Ididngea

a A ldt;l 1o s < (4 A o g 4 v A
0.03 Tadwnas uandusgiunlosidudnistadiueeiag (Elongation) nsndedulu
ASTUIUNSAS

l‘h =3 +
HifRIAIRE BN

ta S '
e manaulu

=
HIIN

[ 5
AIARBUNITAY aIandaamIas

- -~ i rTa =3
gﬂ‘ﬂ 2.4 MIPNAIARTUUUNBNAINIA



3 [ 1 :J o VA 1 1 A 3
%Zﬁﬂﬂﬂlﬂﬂlﬁa'ﬂllﬁzﬂ]@ﬂtlﬂlﬂ mmmm"lﬁ'uﬂ umu'ﬁaaﬁumm ﬁ?uﬁ'ﬁﬂﬁﬂﬁullﬂﬂﬂlﬂﬂlﬁlﬁ

Y 1 [ R VA = g i 1t d v A
18un 7519 (Graphite) szUUMIHABAUTNINIIHEA MIWL RN lumIvaeny
a T A =3 T . o aa & o
HAAIAIWUENTHADAU MSAIIAUUUGY (Warm Drawing)[4] (Junssudinilangaelu
= & Aa o 2 & o = 2 )
asasiuglarailinnuudannuazdstugden iWunszuiunisamin lasuanusou
Vo o A 1ta =3 a A 9 9 a A 3 1
TRfuTaqusominunasarnsuaalfeunisinlfeunaslnseadne Ieungliiugsiuey
#iszanas 200-500 seraiFvauddniigamsnaninlnivesiag MldEameusnves
< ' s < ~ 1 ) a I~
arndianuudsanadnelualafudenufueg aaiHIUNISANIZAANNINATIALTY
. . dgl ~ < Y @ . dy A o
(Strain Hardening) #NUYULASUANULUINULTIANUDINDG (Fatigue Strength) FIUU UNNING
£ T wy a sa & a @ ¢ A A s A dy 2
Juglgulaun adaeilse ginssidiannseilnd gunsalinseslounnd njealaninesnsing
¥ v
anautiamanalfgetiu daunsguiumsasaintugaine (Skin Pass Wire Drawing) 11y
< 1 9 A Y a o Po 3 et =) a A = o dy =t oo
mspsaavmaluggaioiie landasauadus sndnnuiseund msdednyagiiasiions

Y o ° A o /o
N19AAYHINAVAIDIAAN NI IDININU 10 L‘l]f]'il“]fl!ﬁ

2.1.2.1 SnyaEmiiuifngaln
[ 1A 'L 1 =
AnyULAYRAIAIANAUAMNINATIIY IS B4111 [5] 2z1lsenoudie 2 d3u Av Aedy

ad ya  Jd @ { v 1 ar dy
(@5n (Die Insert) LtaziniNuiaIULON (Steel Case) Aez1lN 2.5 9z15zNRUAILE UM Aell

@ 9

a = d A 1a COR ) ~ 1A & A o
1. anepwdsn fe uufunaulunasadn 1 luuiRuiduuen Tagna llazhinioin

Y

d o 4 A - A &
Tamwﬁumﬂuﬂﬂ%mmmwm (Diamond Die) hluﬂﬁillﬂ’]iﬁ\iﬁ?ﬂﬂﬁﬂ'ﬂﬁi&%ﬂﬂﬁ"lﬂ 53

o ad A Ty ar dy
ﬂ']ﬂﬂu!fd'iﬂ‘ﬂgllﬁ')u‘llﬁzﬂﬂﬂﬂgﬁ']ﬂ‘]ﬂﬁu

[ ~ 1 i a [} 1 L= %Y Q@ 1
n. $ailAefan1e (Bell Radius) iiudwmdiasaSudhduiiundidnynzadioseds 9y

v

9 = ' Y a Sldd? o/ @ A g A Y [] Y a [
Haradulaadhgnisaanihda lddsy dnyas iadldsniinatsdagislinausedann

. [] ] Y T & g 1 e o’d‘ 1 -ﬁ )
¥oa11a7 (Hydrostatic Pressure) dewatioldarsnaoiu Inadduuifiniienisnaoaulda

/////,,

&£
YU

Bell Radius
Entrance-Angile

% Appioach Angle
/ v//// 5’//

.
/

Tungsten Carbide Nib
Steel Casing

- r ///
AN

\N\ i
Die¢ Bearing
Back Relief
d' [y U e =]
ETJ‘VI 2.5 ﬂ'lWﬁﬂle§TQﬂJGQLL3JW3JWﬂQﬁ'Jﬂﬂﬁ3J [3]



I~ [} ~ o Y
1. yuthamadh (Entrance Angle) Hudumadiiangnaiugulaemisdiudreaulan
R Y o 9 v o~ v A g s A Aa
Whgmsaanthdandeutulissnaeduiuiauaaeuhiivesada
£ Y I ' A A o Y o f] a
a. 59y Inad @ (Approach Angle) iluduusnimasuinsaanidaas wWuyui
aa A ] d’l dy{l = fa o o o =1
#oninadems InaveuileTang yuiltlumslweshiddgunlumssmuauselunisas
79
3. dauaauuIa (Die Bearing) Wudiunaavuiavesadaldlivinammsuvuiadonis
o o 3 U - { dy ] ] a
yasarad sy Wudundanudsamumauazmsdnusefidiuilezdinadejinsuazii
o o cu
§159UB9AANAINITAY
1 . ¥ ] 9 A T a =]
2. dIUN1900n (Back Relief) Hudruglnlialndiuloassninuinunaaia azaz
v o 9 Y 9
e ldarasnuanudluduasa
1a g [l P ] ] ;ﬂ' o Y] - 1]
2. iimun e uuen Wudmdszaeni luaniuiedss Towilumssuussnmn uazdie

Tumsdenthuilomamsdnyse

dd’ d' ¥ %4 = =]
2.1.2.2 ‘qu'tlQﬂ!ﬂﬂ’)“llE]Qﬂ‘ﬂﬂ'J13»1!ﬂﬂﬂﬂ]‘tﬂﬂﬂizﬂ’)ﬂﬂ'ﬁﬂﬂﬁ?ﬂ

anudeamulunszuiumsasaaduanudeanuiyuuiyloa (Sliding Friction) 92

=

4 a o @ w v T e 4 a
mﬂﬁumnmﬁauWﬁﬂuizwmmmmzuuwuw ﬂ’)'lill’s?ﬂﬂﬂ']ﬂiﬂﬂ‘i%ﬂ’luﬂ’l'iﬁ\‘lﬁ’)ﬂi]mﬂﬂ

v ] ] ¥

2 v o 9 o a A Y g v 4 ad A
mu@gﬂﬂuﬂqﬂﬁlﬂn (Cl) Lﬂuﬁ’lﬂﬂ] HJ'ﬂllﬂJ‘lﬂaLGU’UJ‘Uu“ﬂﬂlaﬂﬂ'ﬂﬂutﬂﬂ’]gﬂNﬂﬂgﬂJWUW

F4
GtV uﬁiJ'lﬂL'ld.]uNﬁi‘ﬁﬂ’)'lllL’dﬁlﬂ‘ﬂ'l‘uiwﬁ’ﬂﬂﬂﬂﬁilN’dll'lﬂ@'l'lll mwa“lﬁ“lmsﬂumiﬂﬁu 1%

Ql
4

’QN%‘H Llﬂmﬂﬂullﬂﬁﬂlnﬁlu'lﬂﬂ’JNﬂ’J']iliJVlLﬂiJ'luﬁiJ%“ﬂﬁﬁWHNiJﬁlJNfTUE]fJﬂ'J'IJJLﬁEJﬂ‘V]"IH
o

Fooudns Iaganaiudnnsudaualiianfiansiia (Dead Zone) uazlunsdfiyylnad
14 1
aannaziianilonusaia (Shaving) fuiudezliymmnzauii lfifaanudeanu

~ ] e o dy A [ 1 1o a
ﬁaawqmzmnmmmzuuwuwﬁamﬂ uﬁ]ﬂ‘i]']ﬂ‘Hﬂ’NﬂJLﬁﬂﬂ‘ﬂ'Iuﬂﬂﬁu@ﬂﬂﬂﬂ'ﬂllﬁﬂﬂw’ﬂlﬂﬂ

G

ta o 1a  Jdaa 1 a =) ~ [
LLMWIJW??]"JEJ LuJ‘WllW'ﬂiJﬂ’J'liJ‘ViEJ'I‘lJiI'Iﬂ%%ﬁQNﬁﬁlﬁ’mﬂﬂ’nllLﬁﬁlﬂ‘ﬂ'm‘ﬂq\u"]fuﬂu

<]
kil

INCREASING FRICTION
MCREASING REDUCTION

0
>

e e TOTAL G4 = 0.0%2
- TOTALE v BOX)

&

=

i SOMOGEN!
azb- DEFORMATION

Osllepcololde

OPTIMUM.

o 1 i ’! 4 1 1 L 5
€ o EY E:3 W0 2 4 I8
OIE HALF ANGLE o , degree

d' 9 A e =] [
510 2.6 yu wadhimnz auveaiNunasaInman(e]



2.2.3 wsanlFlumsasvugiain
a o = d? o & Y a ] dy
mi'smswwLmﬁlumiﬂwugﬂmﬂiamm;ﬂummmm‘wqmﬂiiumaqmmmaiamuaz
Pl A a et A . . y I
pendszneudu lunSnaiiinisulaousila13s (Plastic Deformation) Taun mansznun
= 1 o @ T a I'd ' ¥ ~ T
AT IAMIUTEHINAIRIARLLUALRAIAIA NITHABAY Qmﬂgmmzmﬁmﬂmmm%’au
9/ s <1 A @ Y v P=]
MINIzRIEANUIRULRzANNATEA ANuEwesmslasugl anududenvegdiiensas
v 3 ] ¥ v
mauazussildlumsitugy faguiiz.g ussnlFlumsiugleedeaiifuniegananudu
W ] ] a o Y] & @ s o
30 (Yield Strength) Y83 iaquades linnaufugauantinuesiag Tasna ldanuduwus
P v 9 1 = s Ag Y a =
yoausaazmsulfougdves lansazdugouun ualumsinsierazauyd AU IS

vinasniaslld

.

e

4
araneay

= 3
VHIMITURUID

H v 3
51 2.7 uSHmmsnlfeugdansnssuaumsadugy [7]
WisuglasSaaauiamenamilousuynfianane mssaslunszuiumsaaiail

v
dasie hlil

o A A v o
1. 8AIMTAAVHIANUNHHIAAVBIAIN (%)

%R =-A—°;TAI>< 100(%) @.1)

&y d' Y o T = 2.
A = AUNHUUIAANOUNITAY [mm]

3 o [ =

A = WUANTNAAYEINISAY [mm’]



¥
2f =K

2. u5309uglaI0 (F

D,tot)
v

2 & a ' 2 v 4
Lmﬂwugﬂmm}:w'inmnmﬂwm'smmmﬂumumu cmﬂizﬂaumauiﬂumwugﬂ

]
[ [l

kg
Saafuiluiilodeafu (Ideal Deformation Force) H3UHEANIY (Friction Force) Wazisuaoy

q

2 -

P ¢ ) 2 & o vy
NIDUTINOUTAUUAUN (Redundant Shearmg) ﬁl‘ﬂ'ﬁGllﬂ\ﬂﬁ\?ﬂ\imugﬂﬁ'liniﬂﬂ']uqm“lﬂﬂ’lﬂ

Siebel’s Method

Fpwi =Fqp+Feps+F,

=) 3 el R
Lliﬁﬂﬁmugﬂﬂl’ﬂﬁﬂiin?ﬁﬂﬂﬂ?ﬂ

F

Hq @ £ v .sfﬂ R Y
Fop = uiehldlunsiugiiagmiluiionyany

= 1 9} T R
Frs = Windsanmuuuyaau lvadhvesinuiasain
F

A S o 4
= UNNRDUTAULAUN

v
o =

2.1 usanlflumsTugzTagidhuie@eaiu

a

Fap= Alaf,m¢mﬂ

=1
130
g 5 P 2
G = ANUAIUIUFUREY (Flow Stress) [N/mm ']
@ = PNWATEA (True Strain)
Taeh
O_f ” 'y Gm,n—l + Gm,n
d 2
&
1310
[~ = Y ¥ 2 2
o, = ANULYUIINIGITAVDIIARNOUNIIAL [N/mm ]
< = [y o &R 2
C,, = ANULYWIIRIGIGAVDIINGNAIA [N/mm']
Tagh
?, =1ni
= 1 9 A dg
2.2 usamﬂﬂmuuumasgu"lﬂawwmamwuwmmﬂ
F — 20—f,m¢max/'041
FR.S sin2a
A
)
=t ] Y LY =R
Fps = uj\uﬁﬂﬂmuuummu"lﬂawwmuuwuwmmﬂ

7 = duidsz@nsanudeaniu Coulomb’s Coefficient of Friction

(2.2)

(2.3)

2.4)

(2.5)

(2.6)



10

£ g/ 1a R
o = ﬂi\‘]izlllvl“l’iﬁlﬂl']‘llf]\'iLL?JWﬁJWﬂ\?ﬁ'Jﬂ [94711]

=) ~ o d
2.3 USUNDUIAHUAUN
A e a P =Y ¢ & ° 9 A a =
dlommsinnegiieamudniisvesadn laotmualiiflugins stindeon Tuvaizgnis
1 1 1 e o a §
Fuglrumiiunasalndegy 2.8 ziinanuAuiRon (Shearing  Stress)  NFINANS
P Y Py 2 o Y a Jd a o dy . . ﬂ A
L‘ﬂﬂﬂuLLﬂﬁQﬁUTﬁﬂﬁJﬂ\iﬁ?ﬂVlﬁﬂﬁQ%QﬂTiﬂl@ﬂlnuﬂlﬂﬂﬂ'ﬁ‘Uﬂl'iJfJ'J (Distortion) (HUlUIRDU =
a z:y a (S 3 a w o 1a ~ S
(7] ﬂ'lfl"iJﬂL']JfJ'J‘U@\?l@ﬂLﬂJl!ﬁuuﬁ]&ﬂﬂl“ﬂuﬁﬂﬁQUﬂUHNIlﬂﬂl‘ﬁ”l"’l]@\'iuuwuwaﬂﬁaﬂ BAUUUAN
= =Y zsy 3 Q2 v 9 = A ,3 A o Y a Sl dy < v
Lﬂﬂﬂ'lﬁﬂﬂlﬂﬂ'lnlﬂuutluﬂ']'iﬂﬂﬁ'ﬂ‘i]xﬁﬂﬂuu‘i\‘]‘ﬂﬂ"lﬂsllulWE]VI'ﬂﬂlﬂﬁluuﬂﬂﬂﬂlﬂﬂjgﬂﬂ\‘lN'll!
o ‘4 @ o3 a A a a =y R A 9 A
LUHAWUN Llﬁzﬂzﬂﬁﬂlﬂugﬂﬂﬁﬂlﬂu‘ﬂUﬁl')mﬂ']\i'ﬂﬂﬂﬁinmlﬂﬁ!ﬂuﬂi]\ilﬂﬂﬂ')'ll”;ﬂﬂlﬂﬂﬂiu

) P = 1 [ 4 Y d 1
USmaige Senhusudandauiauy usuiouiiuuauilsznoudioussaeds i Ao 1se

; 2
Sramudntanisiadie?

a @ Y ot = = aw 4

31l 2.8 dpvazveIMTUATiEINNUIARBUTAULAUTN [8]
<] a 4 1 a 1Ta o v A A
uiin 1A34%839 (Macro-Shearing) ‘nagmrmmaﬁ’fwmuuwwwﬁaam UAZUIIDULFYT

£ "o 1a - v aA T Vv W <

(Unshearing) cm'e)g‘ummmmaﬂmmuuwu‘wﬁamﬂ WSuradudesziawmdutuuiala
a A a <1 A A = Py ° = 4 s [ Y
Fr39 mafauialandesalulSnaiigazduaunailife louioTag lu lvads (Dead-

a a .é’ 9 £ b4 o A b [} = :g 1
Metal Zone) tAan1sARveuiloIdndiad1edunIsuITOU ¥ NMIAIUNIUND (Tube

a 4 % a [
Drawing) tazmstiandulumsaannunuIniaue (froning Wave) dluwaninmsifauiia

A A A a 9) 1 ) 9 = a .ﬂy Y =2 9/ A d? [ 3 Y]

TnsFeTenusnamudveuinuii lfitamsAnveuiioTagaelaus unugeu Anuiudd

i 1 1 A W 4 [ '
wsndanadsusudousdunauifsvuiavesyulnadnazdasidiunisanvuia

H
=y

2 Y o
NWUNTUIAA

¥
@

= 4 °
UsuRBUSAuLAaUNTINTaa1LIn 1daail



11
Fy = _23—A()0-f,m @ 2.7

Y I'd
F, = UsaRousauuaumn

A

o= tan @
k4 ¥
fariu usslumsfeaanaialszaeudloussluaudan fe useslumsiugliag2.3) usudua

Y 4 & o
MU (2.6) HAZUTIRDUTHULAUN (2.7) FIm w9 TaBauNS Siebel’s Method

2u 27
F, =Axo, x[|1+ +—-a 2.8
Dot =4 X0 p [( sn 20{)%’“ 3 j| (2.8)
3. gamgiininalumsiann
AT =0, ln—A—O(LJ (2.9
1 \ CP

=Y

nfalunisfeana [peruaiied]

AT = guuqnu

Cpm = mmzﬁ'wﬁ’ugﬂsﬁﬂ [N/mm’]

c = amshanuieuvesivs kgl
p = ANUMUNLUYEITAR [kg/m')

¥ =

2.2 ANMAUKAZANNATEA

A g g2 v = ¥ o w 1

dioladnyaaaudamnisam mund uazninavesJauzuda luddueellesuans

’ 1 ¥ 3 4 E4
wazBsamuAnisfuauauiannavesTane Netliilesarnnsiny s TangInoniy
= ' A v 9 Y8 Y @ ' VA o
fiyagenmaiiodosms 1AdAnyud ladnyaizee veelans Taummigodadednysenieng
LV 4 o @ 1 o a g
nSonaauansnaveslang methanuidenanluidlsslenilumadnnssu uazineld
[ 4 3 ] k4 ]
Fannudh hassuneduussinsgide lansuasdewa I langiudanmsuldoundas
4

Tudnuazvesniauan ¥in da 9o nisviasenaniu anujmadweiludeyadinglums
daduludonldlangnIolSuilysnuaniaveslans ldmunzduanusazyssian

auautifvesTanzlumsasuaussdensaniena Welusanisuenuinseide lans

3 = g A a dgl A ' o S & [y
Tangriuaeiionmaings fefaussiuneluienouaussdoussnssiniu Faflumstlesiu
A 9 Y a - 1 9 dyd 1 9 - v

aupune liliifanmsnldounasgdss ussdmmuilGendn “UsuAUNIoANUAYT (Stress)
uaziile langdinddasenusenad udimuuuinssinszii fie usede wazuseda amdAy

o [ T c?d 1 qs.;l = a P A @ dy
Gluaﬂymsmﬂanuﬂ WA NN Iﬁﬁ%uu!ﬂﬂﬂ’ﬂiﬂﬂiﬂﬂ Iﬂﬂ‘ll'i'lﬂﬁ%!ﬁ]ﬂﬂﬂ\‘lﬂﬂ‘lﬂu



12

2.2.1 ANMAU (Stress)

ARSI I eNenTinssae Tansunznszvet e e L AL AN EA
voaTangiu ‘vmzzﬁmﬁuma‘lun‘%ﬂTamﬁ%zLﬁﬂusqcsiaé‘huusaméﬁueéwﬁﬁnﬁm nag
T Y% KAV A SRR PP MASTMARUSMPRIE 200 L1 V5, OF SO PR

Ao 3 =2 9 o dy
mmmmﬂueﬂuuTﬂﬂwﬂmfluqm"lﬂmu

P
Stress =— (2.10)
A
4
)
3
Stress = ANULAU
P = usensIMm
A 4 o do
A =  AUNNMAAANTLLLTY

2.2.2 ANMIATEA (Strain)
= a d? a T ﬂ v g .
anuassanaduananudsuulasveslane linseiiunisnadudi (Contraction)

2 A w - A 3 ¥ k4 (9 . =<
N19N150A7A1900 (Elongation) maTawzuuagmﬂ"lmwaaﬂ (Compressive)  UATHIIAY

(Tensile) MUAIAY
) L—L
Strain = 2 2.11)
LO

A

13/

Strain = fANAeA

L = AMUNMNAINT lansgnusanasi

L = anusnay

(/]

@ o ' o A Ay a A o W
ﬂ'J'I?Jﬁll'wuﬁﬁ$ﬂ310ﬂ31ulﬁuﬂﬂﬂ’nﬂmiﬂﬂ ﬂm’dllﬂﬂﬂ']ﬂ‘]ﬂlﬂﬂ?ﬁﬂlﬂﬂﬁ\‘iﬁ'lﬂﬂﬂuﬂ'ﬁ

<

o

donldTangiszum lassadiems su guantiagnavesiaq lasmwizMaavesdag

@ a o @ a é A 3 = u Ao = ]
NINATDUITANTIAYITHUIND ﬂ’lﬂ’lﬂﬁ’f)‘]JTﬂElsl‘iﬂ!,’iﬂﬂﬂIﬂﬂm‘W'lz’JﬁﬂﬂﬂJﬂ’J’mLﬁuU’J LYY

o 1A 9 I~ = o =3 & v A ] dy
man senuniianudussilulfmalasasduanuniealussezniie udieriugsini
v w dao v [} a 1 A )
Tudranuduiuiaenaes lidludina lasasede luon meansahundounsivudas
a

v o o 1 Y KX w = o 9] Ay Y
ANVAUNUTIZHIINANUAUAINUAIIUATYAATDATSYTIUNITNVIAINNU ﬂﬂ‘l/‘l‘ﬂ"lﬂilz

LY 3 =2 o =
anvzAMeaafagln 2.9



13

anafmusmning

P L]
L ’
ANUAU = — v « ;
A grumusdaleges -
C‘ ‘ v o
WATA C / 2 AT €
\ -
[~ Gasrfinanudarius
- ox W S
Fadrwimamuludadia
i uTanmiio
o

anARIen

= @ w & 1 Y o =
g‘lh'l 2.9 ANUTUNHUBICTHINAIIUAINUAIULATYR

d' - 1 A o @ dy

nnnslugiln 2.9 Hgaae Adngesi
=2 b ' [~] o @ 1 A 2
-9 o Dla ﬂi'ﬁ/‘l%L‘]’Julﬁuﬂiﬂuﬁﬂﬂ’ﬂuix‘ll‘lJ‘LliJ{]ﬂ']ﬂiﬂﬂ@li\‘iﬂﬂﬁ’luﬂﬂﬂ@’ﬂﬂ nio
9 o [ =
anuAutiulgnin lasasnuanuiases

o @ o i

& = oA b Y [~ Y ~
- 10 a dutlugagegaionda nsidadadau (Proportional Limit) iilugaganoiing ez
¥
[ T a @ Tl
fluduase ndwinaiuds anudusy bilgaelasasiuasunien fensivlag lidy
9
duns aiues
a1 T A o w A 1 R S 3 g A a
- 9 b Sun11 Aadiianduliangu (Blastic Limit) ilugagaiisiinnuenvesingasna
(Y 1A Yt
adumud 1don
- 99 ¢ 397791 9AAINUY (Upper Yield Point) 11az3A ¢’ (3801199510819 (Lower Yield
Point)
=2 - a Vv A @ A ) ¥
- 2109 ¢ 09 e IWuntsulfeugasuuuwanafin (Plastic) uhe Ingiineenadien1ds o1

daesussingez hinednaumnedluanmandn

¥
210 0 H13 d MITARATUNNTIUATDAANNITIVBUTNNATDU (Gauge Length)

a g ' < = ~ o o 3 3
N d 5\‘1 € ﬂ'ﬁgﬂlﬂﬂﬁuﬂﬂ'ﬁiﬁﬂﬁ’l LﬂW'I&"]JiL'Jm‘VI%glﬂﬂﬂ'ﬁ‘ﬁﬂﬂg'ﬂ‘lﬂﬂ!‘ﬂ'luu

~ ' o
9 d ienn ﬂﬂﬂ?'ﬂJ!ﬂNLﬁ\‘i@ﬂﬁﬂ (Ultimate Strength)

39 ¢ (36011 9AUANYN (Rupture Point or Breaking Point) ugaiiiaguasenindy
o [ Py ] [~ v v 9 =Y a 3
dwsulans i zumannas nsansznIaNuAULazANUAIsazHa T nman

=) [~ 1 3 =1 wa s o TN P | 4 j’
witlen mﬂzmaﬂﬁaauuuﬂmaummﬂiwuammﬂwﬂ"lmw TarunguveInisuen e
o 2 o qy o v 2 oA < o q ¥ A o 8 o 4 on 1 o
mEnun s i snraeiuiianuudauildnstadiveunanyiiaiiag 1d luunidn

1 ~ [~ dy v o 3 g ¥ J A @ d’lsl
NOUNIHANUISUINDDADINNU 'E)ﬂVNﬂi'W‘l]lil]lﬂllﬁﬂﬂiﬂlﬁuﬂﬂﬁlﬂﬁ?uﬂ?ﬂ



14

M
=y

2.3 nguiihenulasuelad

2.3.1 @13Kaeau [9]

1A 1 4 v = A o & 3 .
fmﬂaﬂauummmamuzfﬂzumeeﬂ"lﬂﬁ‘luﬁﬁmuz £ N1Y VBN 1INV (Semi-

< v A A o $

Solid) wazveuds msnasaufiduveavalszldfunniigamsizanuansalumsvae
A 9 3 4 & a o w @ sq v o oA Y oy
Aunazadreduiduiionsniaduiasonnndu veunarfi ldiiluaisnaeduldun i

g °sl oy @ :’ o o & oy o v . . g’ o
@1502a190UUT (Aqueous Solution) Wiy dudad 10uis (Mineral Oil) waziliy
o 4 a L4 L4 :’ @ o @y
Juns129 (Synthetic oil) Tumsdinnzrse Tonfveauhfuiuiludemsutguauifves

AsvaoduLaEAATIUYBITITINNAMAN

QLD :’ e v ﬁ'
1. AMANUAVIMINUYIADAU

wa :’u P A A wg A slévw vd'nﬂojcjd'
mﬁuummumuﬂaaaumgﬁmaﬂizms muuiumsmaﬂ%umuﬁaaaummt UN

a0l

Vv Y2 wa g’ Qs v A a4 9 ~A wva

mm;aaﬂmﬁuummumuﬁaﬂauuaz‘lumiwamﬂﬂwamn1§ﬂ’;uﬂuﬂmﬂunmm
:’ a A& Iy ¥ 59 o as wa c.y &Y VA 3 Y a ¢ prpsi
I ﬁ@ﬁuiﬁvlﬂﬂ'lllﬂﬂ\?ﬂ'ﬁ mmuﬂmanummumuﬂaaaummamuﬂﬁﬂmmzmnﬂ

3
dey Tngnnluil
- ; ¢ i'] SR Y % o TR < o Ao
- AUNUA (Viscosity) IHANTULANTIAYNGAVBIUIUUNABAU Wissnniuilesenim
Y a o 3' Y J a @ W A 1 9 A a 4?, 1 s w @ Y
TN AUV NI UT T HINHITUA LA INANDMTAAA NI OUNINAVUIS N INNITUNTAY

a J o ﬂ wa A o ) ' A
ANV UAUTUUL uﬂmﬁlll]9]‘U'ENSl]f’)\?ulﬁﬁ“]N'Jﬂ1u§ﬂm33ﬂ31n9]1uﬂ1uﬂ15ulﬁa AU UA

@ @

3 [ H T
vouiundeauaz linsfindszudsfumuaanzns 1oy Taammzediegsesulsiuiy
v 3 T v
gamginazanudulunslfauanunilaveniiundeduszanauiiogungiigeiu

U
3 ¥

A =] dg’ LY 2 A v 3’ Y A o~oa &R

mmmﬂmmﬁumzﬂmangu,:Nfmmumﬁzmnimaqammmnu LIYUNJUINTVYY
Ed ¥ v

f-ummm%zﬂmwﬁ'ﬂmaqammﬁmu%zmﬁauaaﬂﬁNﬂuﬁﬂﬁ'uﬁqﬁﬂmﬁmiz‘n’nﬂmaqa

¥ =) b4 ] Y A a ~ ]
antl Llﬁzl‘ﬂuWﬁﬁlﬂﬂ’]'lll‘ﬂuﬂﬁﬂﬁ\iﬂ')ﬂﬂﬂ’)ﬂ’)ﬂﬂ')'lll‘ﬁuﬂi%i]ﬂﬁ’lﬂﬁ (WURNTN) UKUIBAIY

[

= o . d' 2 P )
niimiurufaTan (Centistoke; cSt) Taaf 1 ¢St= 1 mm’/s NYUNYUNTIA 40 LAY 100 09F
isared

@ A =] . . :l o/ ' d' ' ~ [ = o d'
- ATPUANUKUA (Viscosity Index) umuﬂaamm1wuﬂﬂuwmmmmﬂaauuﬂmmm

A A et P w2 ° P oA a2 A ey o
ﬂuﬂlu@ngﬂqmﬂauﬂuﬂﬂﬁqﬂﬂu WHMTNMHUUAAATUANUTIUAUU LW@i“]fﬁluﬂ'ﬁl!ﬁﬂ\'iﬂﬁjnl

£ 4

asidoundasanuniatilosninguugifoundas shifundedunlinnunila

[
W [=3

d' Q a - - A d' l; L) 3’ = d‘ [-9}
wWasundasduguugiuinssliarsiianuniandg uaiiunauniaasundasny

= 9 N v oA = P
PUNNUUDYITUATUATIUNUANGN

a G



15

- ANUAUHULAZAIINE IS AW (Density and Gravity) ANUHUWUY HU18D9 479

\J é T = { ) o 1 1 L]
eumﬁ’mmfmuwu’wﬂsmmﬁqmﬁgnmmgmmﬁuﬂ AIUAINUDWIUNIS (AU

@ w

4 ¥
RUUUUTUWNT) “HJJ'IEJﬁQ 5mmauszmwmm“ﬂumuusumﬁmmmzmmwumummm

v Vv 14 ¥
foamgiiReadu danuardumziwdudimelunsaseaesuihiundedulasawe

o
] []

oycv v A0 (d'slﬁlésldl Y o = |doyudya

muuﬁaaaumsawuﬂﬂwm FIDTUAIAITUN NI UNITRAAAINDNIUAAINTUUINULFDINA
o :’ Y v A a 1 o a 4 < 1 a ]

L%’I?J'lﬂﬁﬂﬂ'ﬂﬂ'lill!ﬁﬁﬂau Llﬁ?,is]}’lllﬂ']ﬂ'J'lllﬂ'N‘1]']L‘W']gL‘Wllﬁuﬂllﬁﬂ\i’ﬂfﬂﬁﬂuﬂﬂﬂﬂﬁﬂu (HU

H v 2
wihmsemsfitianamssudiusendinunduegiuihiurasiu

k4
) Y

- 9au unzyada 1 (Flash and Fire Points) gaanu Il nuneds gainginiuiuszme
4 Vet ady [ 1]
ameoidulosazansogn ludldiie Taunaa I udfigumgiiimsssmonaaiiulosli
= = o kY £l 12 A o LY @ Al 3
ifsanefinein limsgn ludfaseddelisnyazidunlar Iuazduausslasiuiidond yanu
14 Fd H
Il yamninsidanudeuuniiune ligunaive gevusudsgangiiinissemaiiule
a nd‘ = vy v 1 J d‘ qdya 1 =Y 3’ &Y 1 d'
fvsneiinziingn lnil1detdeiios gavgiiflisondt yada v ganu Tivenhiuvdeau

v o - 2L v A Ao A = 9
ﬂzllﬂﬁﬂuﬂﬂﬂ'ﬂm‘ﬁuﬂ Iﬂﬂu'llluﬂﬁ@ﬁucﬂilﬂq']llﬂuWQQ%zﬂJ?‘ﬂT]‘Ullﬂﬁvﬂﬂjﬂ

E4 ]
=

- 90 lviatn (Pour Point) 9@ lvam vneds gamgidmgamihniuvaea

wazisy lnaneld
) Y
¥ = o

Ao 2 g‘ ) =1 1 P 9 v -2
NITNNINUA mmuu‘ﬂa'lﬂilxu"lmmuﬁmazmaaams maumuwu‘lmmﬂNaﬂuazsmz

U
v

@ ﬁ Yy A d A = \1 o ‘3‘ o @ dul ] 11 o 11191 o

UL uIﬂiﬁﬁiN‘ﬂLLﬁNuiQ LUDHANUDI LUNAVYUUINUINUD LUTINITO LHART La AdTIaIng
4? "o k4

"U’E'N?‘ﬂll‘ﬁ’dmﬁ]%ﬂluﬁ]gﬂﬂﬂﬂ'l')&’ﬂ"lii‘]ﬁ']u

[ c;y £ 1 4 q': =1 [~
- frauanuiilunats (Neutralization Number) ¥13unaeauna 1aglianmanuiunsa

13 9

& I~ dy o a ~ o
agiantios GaanmanuidunsadiziadlulSnavsuuauiasgmidedidlunisila

U

v
o QA

s & g o q ¥ a @ ' S 4 A ch Y =2
ifufanmidunat anmanutiunsationildinanistanseusudiuiiiulans 14 39
fomduarnnvguamiifuaiudr el e siunsafianimunai ilei

°y Y 1A ¥ w 3 A ~ ‘i‘_] 1 g ﬂ Y dynﬁ £
iiundeau T ¥ numsasnaeudanasdumlesasiiludadediudzdeegmsls

Y [
Nuusniiurasiu

A s Qs J

v ¥ v T ¥

- & (Color) AvouhsiunasAuniduilalugaiiuineina1eiu anuuanaeniuod

3 ) s ] ¥ ¥ ¥
voaiunaeawdunamnnriaveuiiusutinaadluiniuinde fuunna1adune
a, M ot a =Y a @ 3 3‘ Y 1 4 0o @ ]
Sensndu nssudimanan uaziavesmsinuguan dnfudveninfunaeduduiedely
~ o o CY 9 9 S oA ;’ LY v A Ag 9
fianuddainludwmslFaou sndudunsdiiduiviundeaunldlugaamnssuemis

1skAR



16

2. MINNAMNIN

O

= sy T

v v

Tasma lthiiudunse mznqmawmmmmuus F uadmsums lsnuusdszinndes
Q r o a o g1 1 o g) o (] o
mmsﬂiuﬂgmmmwmmumummswzﬁnau Taomsldmsivgumwd ) ludadaud
mnzaunums auluudazssion

@ = . .. d' T ~ =~
- a15tloafumsdnnse (Anti Wear Additives) (Jumsiitrsaannudoamutagnisdn
¥ 4 1 4 4 -
nsemelanInasAuMLUAN1IZMINAANIUVILIHATS (Boundary Lubrication) Aoen1izi
o oy Y ] 1 a o w 1 = v @

Haminiuliawnsonsanimed 18 uaziithdudaurednufamsdudaiuannse ms

o = ' dq ¥ =
flosfumsdnnsoszgautisenniluasilszian Ussanusaifluasildannnudeaniu

] E 4 v
uazMIdnusedmiuannzmshinuiin arstunNaFusen MaNuguaNdmiuMs
v A d U o oy o o . {

naeduLUDINIATS Jaun nsa'luiiy (Fatty Acids) waziidu ludu (Fatty Oils) Uszinnidos
< a [ 1 @
dumsaaanuiisamutiazmsdousemeldanizarudugann i5o091 4135045900

- AN35U590A (Extreme Pressure (EP) Additive) Raduiaaesianiiansnasiuey tiesu

a la o o v 4 o o3 @

usINATINALTINALATUT IRDUNAIFURAYBsEITHaRaN d155uusInaaziTludlrielunis
A @ ° aaa Ao a ° Y A 3 Jd A Aa
Mugaunmmssuusing lagszinlgnsommaatinum lavsiliinesudduaeuin lany

o o e [ ~ [ @ =~/ @ o
Hosdumsdudalasase Aegin 2.10 arssunsanana llesiluaisdsznevvesdames

= & ar Q ar d! = % @
naosu niowoavasa Alaaanilvenaisdlsauny

- IRUAIRFHANUNTIA (Viscosity Index Improvers) ansiiumdsiinnuniiaiingiin

¥ ] v 1 v
g0 hildanunilaveshiiuldsundas linndieRagumgiin)asuuilas arsimumail
= o 3 PRy Y A = U a; & = g :’ Y =

anuviiazindin ldaiiogamgigunnneavgian wegungiigeuu lanariiuesta

o ana Y T o Y A a zg
ponuazinlgnsenuszn luanad lianuniamuau

2
%’R*fv g
Avatiniaie
ey

51/ 2.10 4155005 9nA EP At Sy a 0133005909 (EP) b. L‘H’fﬂa‘ﬂu[lO]
_ a3l umsiianes (Defoamants) 3desfumsianesimihiidleesunisiia

P 1o gl LY A & :’ @ = 4 dy o s
Wosomennanegiihtunasiiu erhdugnryuienlslussuy mstemvluena
4

a o o 4 a v o g { '
yosasidh lGaduresoime i ldvesemendnagnamssiudmiuduneseinmeinlngiu

o

¥ v
avsugRLazunnoen lufiga



ﬁ?ﬁﬂﬁﬂﬁi{ﬂﬂmq NISTONLUIQIBNTOUN 17

1
= a

] v
- ﬁ’lﬁ‘ﬂ’ﬂ\iﬂu@ﬂﬂ“ﬁlﬂ‘ff’u (Oxidation Inhibitors) Lﬁﬂﬂ“lﬂuﬂaaaumﬂﬂam?auuazﬁnwﬁﬂu

] 4
=

v ]
omelasase wfalfisorsenhainiuvasiuuazeondnunGsniesnFiatuiu naves

a a @ q’;’ o Y = Yy 9 a a : @ oA
msfesendiadutiusz i ldmanunilauazanududuvesnsadunidlurihiuvasdu
Q' d? & o 9 a 1 7 a v =K o 9 d' [ a
Wududai ldfifanzneu msldarsdesdusendinduisihimiinfesdunisiia

a @ 9y 9
pondatulvitiosas

Q U U 1 d' L4 \ ld' a 13’

- m3tlesfiumsAnnIou (Corrosion Inhibitors) luszuunaeaUMIAAnTeUAATY lAY
qu/ 1 A oA a 1d o o A = A 34 o 1 A a a add
Wniundedulivassilauandragngalidesriianaenisnanisuiiiannnsasunson
a & v LY v oo A § o4 o o @
Aavuludvesiiues uagmsfansouduilosnnnasiudeounignimi 1y Tagii
o L] [ [ 1 t:i 3 o c:/ Qe [ [ a 1%
dmsumsilesiumsdanseuildfuidlldiuasdaufosuasflesiueondiady

v v E4
- q150A7A 1Mam (Pour Point Depressants) iHuaisiiugunmitiglumsduginmaialy

Y a A as % 3 dy ] 9 :‘ @ VoA o o 9 Y A
1‘”&1‘7@17\ UWHHUA ?Nuuﬁ’]ﬁu%z‘lf')ﬂllﬂﬂﬂqﬂﬁlﬂﬂlﬂﬁu'lu‘llﬂﬁﬂﬁu%']aﬁ VIWiﬂﬁ'\iJ']ﬁﬂcl‘]N'\u‘ﬂ

qeing)
ao WY F I o T A A A > d2 @ = R ao
Qmﬁgijmulﬂiﬂmlu u']lluﬂaﬂﬁull’ﬂlﬂuﬂ15aﬂi}ﬂ"h’ial‘ﬂﬂz‘ﬂ'ﬂﬂu’luuLﬂﬂqmﬂqmﬂguﬂ']ﬁq

dszina 11 69 17 sernizaiios
v a 2 Y A Yy A
- As¥EA NN IZeaAsanlIn (Detergents and Dispersants) ldnosedndsdnilinoan

A ny 1q Y v W f] A 2 ﬁ A o il o @
ﬂ'lﬂN'J‘lf'u\i'lullazﬂﬁgﬂ']ﬂiJiﬁi?Nﬂ'Jﬂul UIﬂauﬁiﬂfﬂgﬂﬂu FUUHAIINVUAINITY

14 ]
CY 1A

o Aq Yo @ A L4 g A 19 Y A iy g 1
Wiunaeaun lsd i vmsessuam lud s Ll Inaunsoaznaumnayuizgaroania
v ¥

iiunaeny

- g5 fleeiuaiiy (Rust Inhibiter)  laenallezifluaisdsgneuniinsiafanunves

Y ¥ v v
Tang 188 naluduidumzdaturunedodu lulidmseanuiuin/gnssdunalane

3. ﬂl@ﬂ!ﬂlﬂﬂlﬂﬂﬁ]‘iﬂdﬁau [10]

y
v CY v v v

-angl¥asndedn (Non Lubrication) @A122 13 @15 nasaudrduiansgazdurTny
v

s  0A

Tauasa waziinash 1finanisdnnseeieguus swnAmdurd uazfemsgadoiioTag

o

1 4 4 4 U 4 4 {
- 0172MINADAUUUULIIIATT (Boundary Lubrication) #0122 NS NA0AULLIULIINATT

= 4 3‘ o 1 [ 9 @ g ¥ 1 a v @ W
Wuaazafduiniuldawnsesomanmldasdieg lduazusdmufams fudany

a aaa ‘o a 3 4 -4 -4 { '
Taoass szifalfasouniinemsganivesaeniih ldifasudauauindnaquivuin lasdu

E4
v @ 1

v 4 Y v
Tnay datuszninmsauloarumariivzgadagunuiiedag iissnnmanudiuniudens

T Y
g T o

= o Ao voA o a a ;’f vcg a Y a ‘i‘_]
MOUAINAINIUUDITANTUNT uaz%:mﬂm%u‘l‘ﬂmunmmmumwmmﬂm HITYI

U

103132



18

'

LS
R SR
s S
DA A%
DXy
At

51 2.14 msnaeAuLLEIYSEl [10]



19

v
CYRY o o =

o 9 1 SR o Vv a & Vo Y A A '
\‘luuN'J‘Vlu']!‘ﬁﬁ'lu%Qﬂ'lﬂu']ﬂﬂﬂﬂﬂﬂlu@’]ﬂﬂﬂﬁuNﬁ'%']ﬂﬂ'l'iﬂﬂﬂiﬂ‘lﬂ ﬂiﬂiuﬂiﬂ!ﬂﬁ'ﬁﬂa'ﬂ
A T a A 3 '8 v dyd? "W 9
ﬁu"lllLWEl\‘lW’E')‘i]‘éﬁlﬂﬂN?%UW@NL‘VI'@TH‘UNN'&HM“?}

A £ ¢ . . .. v oA £ ¢
- MINADAULUUNITNUIM (Mixed Film Lubrication) fﬂﬂiﬂﬂﬁﬂﬁﬂﬁu&mﬂﬂﬂﬁﬂﬂgm%z

@

J 3’ Y 4 [y v ~ T ~ 1
Tauiniuuenitiofageeniisansdiutazlinsdiuniie Jaguenau lagnse nszuIums

q

|d'nuwd

A A o qVa o s < v A v o A
mandnsemamemwaziinldnaruidy lvunRIduRalinuul s wensNoua a1 s
o 3 [} P -] 4 :’ s ] =Y -4 @ :é
fusenszhaminuiediuiignsessu Taedawihniunazinsdiu lasiuiie Tag Faanwas

T 3 l;‘ (-3 L] [-"3 o=y QJ ;
napauuuutveh i dulszansanudoamuuazmsdnrsed
T 4 o { iy d' v 4
- MINAOAUULL WYL (Full Fluid Film Lubrication) iuanizmsuaeduiiaisnasauy
o e’: 4 :‘ a - a @ g @ Aa 4 { 3 =) 1
AauiamhuvumeiueniaTagideseenvinduluvasiiimaadeui ueasauFend
= [~ o 9 v oA :2’ o v 9 1A
msannsailugud neldaariznmsndedunuuiiusinsziezgnsesiudlsmsnasau
Taeassrneananiudulse@nsanudsaniunmarunivnyadelmmzdulsedninny

s A ] q’;, = L4 a g o w '
Hoamuvesmsnasaummiu mivasauuauysssnaiulaomsldnsiudaasnde

Al
-4
2.3.2 MIANKID

1. nalamisanwse [11]

o A A

o { a @ g A Ao =
ﬂ15éﬂﬁ‘i’ﬂ!ﬂuﬂ’ﬂulﬁﬂﬂ'Iﬁlﬁlﬂﬂ‘ﬂ'lﬂﬂ'liﬂlﬂﬁil'ﬂﬁﬁuN'Jﬂﬁilﬂﬁ HIBLUDIVINNIITAUNA

U

o 4 d' Qr R 4 ~ o= A % L] =
ﬂ']ﬁW'Qﬂfl]'lﬂﬂ']ﬁiq]ﬂui\‘lﬂﬁzﬂ'ﬁlm&’!ﬂﬁ@uTIﬁﬂJNﬁﬂU@ﬂN'J‘HuQ gﬁﬂgﬁQWﬁiﬁ’!ﬂﬂﬂTi
' ¥ v

wlasulasgilsanSemsgapduileuSnauidudaiy nganssumsdnuselianududany
A a ) a g s a Y ' =

L‘Ll’f]\‘l"l]']ﬂllﬂ'ﬁ'\flﬂ"ﬂﬁlﬂL‘U'lN']Lﬂﬂ')ilf’JQ ﬂ'ﬁﬁﬂﬁﬁﬂlﬂﬂllﬂﬁﬁ'lﬂzﬂll‘ﬂﬂ BU ﬂ'lﬁﬂﬂ'ﬁi'ﬂ"l]'lﬂﬂ']i‘lﬂﬁ

v
T A @ a oW < @ a

TEHINA ﬂ'ﬁ"llﬂQ"’llENN'JﬁiJNﬁ mﬂm"ummgmﬂﬂlmﬂmﬂ ﬁ?ﬂﬂ'ﬁ‘]fﬂ“l]ﬂﬂ“l]ﬂﬁlﬁﬁ')ﬂﬂﬁuﬂﬁ

v ¥
Y 1 o 4 ) =
uazuenMMiuMsAnrserziustiuesnlsznounieniulnsiai199an1nveIn siaves

U

Y

Yaq Anvurmandeuiivesiag dnynzvesuss Ugnseinandl uazgungll msfinused

8
nusinvzinnuduseutazivatena lnmandeusu asiunisiinisnaasiniensey

na lamsdnnseionistleosdunazud lvisdeudnlagluuunalnmsdnuseuasdaulsi
4 9 -2 2 - A A .

Hedoe nalnmsdnnseuuuidiu 4 na'ln Ao msdansouuiyoudin (Adhesive Wear) 113
Fansouuudag (Abrasive Wear) M3 FnHsouUUMIAANTOU (Erosive Wear) 1agMsdnnse
LAY (Surface Fatigue Wear)

- MIANHIOUUUMTIFOUAR (Adhesive Wear) SANBIZANUTINIDIINNTITONARDL

k4
LYY a @ o Qs

3 ) v
NavuiainmsduRaiuresRITuRe taziiusinszMnunnweILgBARITURaNIgBelin 1Y

[ [
o1 '

14 o 9 o a 2 & o A Ao o d1 ~
Lﬂuq\ul'lﬂ‘V]ﬂ.‘ﬁ'J'LWWIﬂﬂuﬂ’ﬂlﬁﬂ;ﬂuazlﬂﬂﬂ’liL‘ﬁﬂu!ﬂuiuﬂ'ﬁlﬂﬁ@u‘ﬂﬁﬁﬂﬂ‘ﬁﬂ Il‘l]"l‘]‘ﬂ‘ﬂ

L]



20

v
= ~

F4
Aafuaziianisinviangasen msannsoutuivziidSuauinniedesiuediy

v
A oo

J X% Ao o o g @ A g ¥ s oA
penlseneuvesginandudady uaziunndudaveslans lunsaintluTangaerilanui
A 3 a 1ala o 1 a 3 T v [y 4 a
voelanefiveuniengalidneghAmdeniouimass luamsouanaisiu msiouda
~ a 4? g1 A L] £ = R a ']d_l 3 v M A
vosrunadulddiionaiiiuldszeznilsuazinssadads auiusunisvasauini
a a 3 v W a =] a J dy
YszanEamannsadumsduiavesda langheifensdnndeuuuil ldies
- M3AnNIBUUUTAY (Abrasive Wear) Anymizanumdsmanuidesiumsfanismon

vosirTaq Tasmsyaveseymaiudeandmieliveuavsui IdTagnoeuniniamsgade

v
==

{ o a 2 { ' @ [ ~
iiefaq nivernnafunuivgaseniumsdadauoymandeiuninna lnvesnnuason
<] & da @ I A Aaa a e o W
11949 (Strain Hardening) 13voyniaudenaamduaisndeduniiduisduyauuididude e

A < ~ a 2 vy
ianundegessii TemaRamsfnvsouuui 1oy

=y

- I ANNTOUUUAANIBY (Corrosion Wear) MSAANIOLUUNITNANTBUEIUNINILIAA
3
ann v s <] s o as
1n1§AsounllsenIamIvedaz Y8 11 (Tribo-Chemical - Reaction)  AI¥043091e
Qy T d w = g o a & 9 =< 1
FunuuaziRuwinegiTuinagveseen lanlanquii Gadmnumuivesus wame luge
~ P A A e q Y = Ao w o 2 e
wo § TomanazuanvenviogisadinidnmsannsenmaesinayulnNusuus s Yennnil
9 & A =y = 1.8 VoA v Ao Y a 9 o 4
anudouiifavinmadsaduuy luimsvdeausziiniledsni ldnansadesldueen loa
1199 UDNUURIF Iz UAnDBABIRAN TgaTIY ANiUMIgaaeIaqe Il NI
ATZUIUMINIUATILAZINNANT DAY
9 E1)
- MIANNITBULVANNAAD (Fatigue Wear) na Intiazifialuannedosiuniszdng (Cyclic
Stress) ¥ IifinsotLanvesAaluszdugamanielada lan: sesnesziiamsunigdimeld
1Y) v I A =< o =S A 1 1 ) = 3 3
MUzt Ndaiies sudsdmtIngaRvesevee lilsuiu ifanmsuanseniiumnia

H - 2 A o)
W3 oTuveil lang FLNNGen1 NIFNNIDUUVLEATY (Delamination Wear)

= Aa X =2
2. miﬁﬂ‘ﬂiﬂmﬂﬂ‘uuiuﬂizu?uﬂ1iﬂaa3ﬂ [6]

@ 1

[ ¥ 1 )
Shuazmsannseinalunszurunisasaiaszine ldneanmnrRIdudaiinisnasau

A A

(=} T d‘ £ = 1 % £y g} T
waz'lufinisvaoau Msdnusaoinfasaudu lanatsuuy msl¥arsnasdauimuizauae
freanmsannselauinmsz i ldnsdudda lasassduAlanas uadresvasdunanisndl
Y = d' 9 U A t o T d' o Y = [} o
gaviseszuunlFlunmsnaedu luiinuminals seildmi lanzuuufanuaneiunanis
.ﬂ' = 9 d’lw d‘ d' v v = Y 1 g} d'
wonda 14 uenndifulsdundinanemsdnvse laun anudouninmsulasugiluazuss
= 1 i ] 4 dy 1]
duan1u o1guesasvanau w5l lAgudnand (Out — off Center Loading) Honv1nilnisliy
1 a a’, Y A 4 o vo& Y3 I A ag &L A
A1 ureIDvesAITuU I s auemstRusny1a1snasdu 1a ntiludnitvilen

A115009mMs AN 0 lUNTZUIUNTAIIA AU Y



21

Py = ¥
1. MIANNIBVNYBNIIN

”"'M""

Aounsfaan

= w ] :
%, A ANNIBURINIIAS a. fﬂ?ﬁﬂ'ﬁ?%}ﬁ?’f’)ﬁﬁﬂ

fapslnadh
{ YR
N
fou nda A Aoy g néa
22650 3. 45000 3. 22400 3. 44700 1.

A & =1
31]7] 2.15 MTANAUUNUNAINIA
2 e =]
a. gﬂuﬁuumsﬁﬂmmmwuwmmﬂ [6]

= 1a o2 ar =<
b. msanlununaaNnUTZeE N1 1UN1563 [3]

¥ [ Y
A, MIANNIONSANIAINUINAIY (Bell Radius) AATUINNITATTLUNIAVBIAIANY
e =] =1 ~ 1 Y A @ T o Yo =
wiRuWAIaa MIdnvselmnneydwalddaaianis lnad i lddaaanansien
=2 o & ) ﬂ y 2 ] A 2 ' -
u. msaansefiasayylnadi o uwaldasweIvadt o Wivdupyuimunzay
¥ o v =K Ay
asa lusslumsasalauinau
v v Vv
. MyAnusefidIuantwIa (Die Bearing) Maannsvzfiadumnusnstimssiiudu
o o a i dy 1 ¥ ) - ] Py
MrUaUUIAF NI miﬁﬂmeﬁmumzmwammﬂﬂaamsﬁamﬂmqmwawgﬂumuw

o [ ) o o
fMruavua 3UnsaRAnaInIsie uazmaladuss

v
A A ;'S L I

2.4 ﬂﬁ]Hgﬂ!ﬂﬂ'J‘Ui’Nﬂﬂﬂ'ﬁ!ﬂﬂﬂUﬁ’J

a g P oy a [ -~
msndsvAuilumsvanauidvesiiutdsems1iduTag uazsmuanuansaly

q

9 =3 9 o 2!’ a A ¥ =2 A a o 3 o w A
ﬂ'liﬂ']uVHUﬂ'ﬁﬁﬂ‘ﬂﬁﬂiﬂﬂﬁwuﬂﬂﬂﬂ']ﬂﬂﬂﬂ'lﬁﬁﬂﬁiﬂ ﬂ']ilﬂa@‘ﬂW'JL‘IJUGUUGI'E]uﬂ'lﬂiUUWfIﬂ

3 é = Qy v Qy o %] P Y
FupeunilslumsudadudiunsoFuniumainanssy luilegiiuma Tulagmsguindoudn

a9 N

P} =y Aé v asy =S g s a d' 9/ ]
UNATYIT BIUNASNTTIUITILUUDA UDLTY LLﬁxlIﬂ’J'lﬁJLﬂiJ’l%ﬁﬁJV]%Zi“lf\??ullﬁﬂﬂ'lﬁﬂu

k4
A a

Sy ¥ ° ' s o 3
Usz Tomin ldnamsdimsimdevi $redfulgsanzmsihanldlianuansondin

1 (1 k4 1
iasninmsndeurunsesieuay Saaduanazsiediuanymhanldmnzaunagiig



22

F4 T
99188 11U IMNUAILAIINNATU 11 AANIITIAMIUIZTH TNHITUNT ANV

[
a

o { ar < Q' o { ' o
msmauisassqauasiiuanummsamsihauiigungiige Faldegmsiamves

U

A - yy ¥ 1 a 9 = P
Lﬂﬁ@\iuﬂiﬂf"lﬂﬂ'lﬂu'luﬂlu IﬂﬂlWﬁJﬂ’)'liJﬁWll"lSﬂiuﬂ'lﬁﬁ']u‘l’l'luﬂ'liﬁﬂﬁﬁ'f] UASINY

anuawisalumsdriumumsdanseuldd $re1svdgequantifmmizuicedie wu
° < o 1 & 4
anuannselumsih fhvsedunuuanuamuisalumsidunimanTrdh uaziwenny

¥
mmmmmﬁum‘lmmﬂszﬁmmmq

Uszinnusamsafeun

- - 1

ad A a ta R o =9 () ] d’l =
nssudsmandevi luiiuiasaladinsiidesiiaeguin sz luuinuiasalaiui
v A a <3| dy A a 1 IR e =3

Foamsindevmzidluiuiunaglu wityidsaianiigludnnnzlssavilamlums
| a A ] A Y ] 1A &R A < A = U
wAeuAnnnwieon isnsamien'ld ualuuifiuddsataiiizlulafgnnsanieniald

v aaa = A A 9 o v T o 9 Y ;é T 9
1o p3suTEmsyundevinf g fustaumnmonazin ldes Sluilegiudeenaudaldii 2

J v a < a
ﬂquclﬁﬂy]ﬁa MIANDUAI (Surface Coating) HAZN 1T YULUARWIZAD (Surface Hardening)

1. M3INABUA?
=) o = s 2 =} a woAa Qy A P sy P
MsndouAl nIneds M iaaouuuniovaaduEIBuNNIe Il s Taawh
g 1 2 a g = Y — A Y
#9en13 19U Msiade RN letndl (Chemical Vapour Deposition, CVD) 13tAadlAINIY
o L4 T
Fduasueundiemss (DLC) [13] MsnundauRasiaina1uion (Thermal Spray)
A a g a N 7 A a v ~
A, MitnAeuiiaiolenil (Chemical Vapour Deposition, CVD) mMsiniouiafie lowi
funssudimaaievin laeldugnsommaniivesasluaauz iy louda Ugasovesms
g vy K o .ﬁ' Vv Y ¥ o o A A
TuaouzufaasunniinluilodagiumelannuisuuasadsFur undounusuIuMs
£ 3 d v a o Ay 2 = < ' lt]:'] '
imzdavesuildufuiafaaiiuldianuudwss ansouiieenitluraisdssinnaunas
@ A o a aaa 1 4 4
wisefin ldfaU§isemant mu T nene ueziames 1ingud 2.16 Wumaiadoy
firdelomii TalF Indh lumsldinmaunszasalfiservesasilimssudves
43 @ P .3 =’ 911:’] 3 S A Ag @ 1 A A a Y
uRalusasfuniuial@iduduiduiinuau dnvazduvesnssuitmandeudinisle
~ = o 5 ¢ A 3 X M -2
wiivzfianuaivaue luduidud aunsonruguanunuivesiuiay ldhonazmsvams
3 d v a o 4 12 s -~ dy 4 T
vosduRausuAITaqiuA uaRaRani 1dnnnssudtlweduilduuelaifiu 10 gm uagms
k4
TgangivesnszuaumsguiuszeznanulainfamsdadvesFunuinn nains
A a o v o s a g ¥ 2 3
waevmsuiudesiinmsliudjnunmiadlisanuieudnais
v
a adg A g adg
v. mimdeuAdelemenin (Physical Vapour Deposition, PVD) nssuAsHITuNTs L5
A o Vo = A A P [ 1 A Y ~ 9
A ldtTagRundoumediulenferdeuaonzunmsinnou Feesadudasuuianin

I 4 14 kY [
oz luilsdasluilefag afafluduiduiunmudunumeldtou lvanegaanag



23

@ aa [~ {a Y v
anuduuasguuaiimngay Wuitdsusuedendnuinslunugaamnssy uennnms
A A Y gy o o ' Y o o A A q yvaa 2
!ﬂaﬂﬂ!Wﬂﬁﬁ’]ﬂNﬂiﬂWTll'IZﬂllﬂ137}13]ulﬂw1$ﬂﬂ1\3!1ﬁ33\1ﬂ1ﬂTﬁlﬂa@ULWﬂiﬁﬁJﬁﬁ'ﬂUﬂ’lﬂJ@ﬂ

9 A =y T acg A 9 a [ = = 9
A8 NIIAGDY N’)LL‘]J‘]J"l’rJﬂ'IEJﬂ'IW mmmummmﬁmiﬂ%‘lu ﬂ']iL‘lJﬁEJH’J’CTQN’JLﬂﬁ 'E]‘]JGl‘Vi

d 3 o £ N
URBIHOMIUYATE ey 222

yaadn ITh

4
PUITU

511 2.16 nszvrummnasuidae lowil (cvp) Tagldwdanulnih [10]

- P~ B z;
HOHITHAHAN
Cathode Electrode gy e —

L
FUITU

510 217 nsznumamdeniadae lemeniw VD) Taoldndsanmluih (10]
[ A A 9 as o ] ] 9 ~ <] A a
amudu'le Ao 33neanudeu uazdsh lulsarwdou vngii 2.17 dumsndouiduuy

P
Temeanwishn



24

] A4 { ' 31' o @ o

Tl¥anudeusaiunfenluaugaaivnssy TasteWdraudrfuvesndsiaqaiey
ay ] Y a '3 Y]

(Cathode Electrode) Haz19Funuung e luaiinedumedu floumaeisneudieanuau
o ¥ o o a v & A 3 o
dudnmeluaazgyyins Mxorsneunamsuandudulessu (+) Teruveuvidog

A a ﬂ 3 9 < o 9 A o Qy
naeuMT Ui uA8A I miwamaugﬂnimmmqusaaaﬂmaa”lﬂsmzﬂmuqm

3 A ﬂ a -
a TaduSeoaaunatauiinaoy
A a 9 4 I 9 A o g/ o -~
. MImasuRIR e auMS UeUARIYS (DLC) MstndeuAuY DLC 92 15 aqiaa
o ) & '

dsznevvssmsueulumswaon Taeialillasesad19vealdy DLC aelidunauuoinss

o ~

(4 1 @ 1 { T 1 1
) n311Wd (sp?) waz c-H n3eegludanaslodugmiizlswmdni luuniveuniveu

E<]
4

o Aa o 2w a e a o ' a
pLc WuRdunfinnuuiegs uazlimdudsz@nianumdsaniudind 0.1 fm 2w
v - P Ly a A dAgy A A 2
dumumsannselda uenuinfiudrAundeni ldain DLC amsnnaouasuuiuhvug
Tna) 187 uaz LineldifmlgRsomaniifumsdisgToildlinmeih lddedinheene

a d a o Qy ) 4 (Y ¥ - o o
MIAABUAIUUTIIAREN W3 DFUAIUVDUATOITINTNAAI) MINTBUNAY DLC 8101590

I=) ad ast ' ast 2 o o @ A
w3en1d1asl#ns5u3% CVD uarns T3t PVD usnssuat PVD deordewaranniuiui

v
S

a ) a g a g7 v o o 1 ' :II g Hq ¥
uElllll'lﬂﬂ'n!u@\‘li]']ﬂ‘l’\lﬁllfl]3’;Lﬂﬂﬂ']ﬁlslf”lﬂ'J'l?JﬂugnuﬁZQﬂ!ﬂﬂll’ﬂﬂ'lﬂ']'] aaumimmuﬂﬂu

a4

o

=} o 3 @ a 9 2 & @ A A o
msieasuilduiusnidoy ¥ lundalalasasveunauduuna lalasiou (ofan1suana

[ I'4 ° Y a d = =y q’l 4 YAk o Y s
ﬂli’)\iltﬂﬁ"l8Iﬂ‘§ﬂﬁﬂﬁ]u‘ﬂ$ﬂﬂﬂlﬂﬂ7‘1’d‘u DLC 18 UUUHNIFTUITU %QWﬁﬂﬂﬂﬂﬂlﬂﬂﬂﬁLLﬂﬂﬂ’J

Raw Material Gas

Anode Electrode
High Frequency
Cathode Electrode \ Power Supply
{13.56 M1z

To Vacuum g

= A a oy ¢ ¢ Y
jin 2.18 ATTUIUMIMIINTEUANIENANMTUBUAMBINTS (DLC) [13]

o d' a a a 3 J
gnaman Ifhnszuaasanse luTasnidsgud 2.18 malsednsmwuesduildan DLC
a Qy ) Iy o a A <3 3 ;’i '

TWannsamsBafagsua 18a lasldidundovsiadudludadunats wu sic udis

s
1AAUAIAI8 DLC DATI



25

' A v v = & 4 aa a
1. Mmsnuadeudeinlain2uiou (Thermal Spray) InunuIaaus 50 Um 3111350155
1 s b
namsIdanudouduiraiithuunien TaeTaqndsusziifadnyuznuazaia 1ntiuly

kY 74 o a = 2 o A R a w o Qy
ﬂ')’]ui'ﬂuﬁ]’]ﬂllﬂﬁﬁ]uﬂﬁg‘ﬂ\uiNlﬂafJuﬁﬂ’lugﬂ']ﬂ“u'ﬂﬂll"u\uﬂu“U'ﬂﬁlﬁﬁ?!ﬂa'ﬂﬂﬂﬂ@]ﬂﬂﬂW'J‘Ifuq']u

2. MSFUUTURWIZA?

1 ¥
e A s

I a =2 o Yy <4 4?'
MSPUUTURNIZA oD Mmydsuljsnaauianavesrunulnianuudawiniy
& Y ' 2 A A A ey 3 £
Tasmwiz lunulanziwe Idnudemsinnse madeaduaziielvilegms ldnus iy
@ Y=t ﬂ a4 3 a o W Slﬂ = =y & Y
FnvazveenssuiTosilumsuldsusuiidudaldiduaisonsianits Tnveraagly
ATTUIUMINIANNT oY nIzauAIINIe TaneInet uaznsIdaunauniuniives
a Qy 3 a ) 1 = 1 dy 9 1 <1 4 A
Arruauuana llnndy dedreveunaluladnguil 1duad msguudenisyleda
. < S & A 4 e
(Carburizing) M15yuNaelu lashe (Nitriding)  M3gULUTIA15 10 T1A3 18RS (Carbonitriding)
3
nssudswanaut e lnsAs (Plasma Nitriding) 1udu
ac a s A 7 Y a & o w ] ¥
a. n3sNIEMsyguAmTYylsds (Carburizing) Wunsyuaumsadnmudedmsumannd
o o &2 o Yy A s /A Y} @ L[S a o EAr
msuoud Foi ld Taomsiums veufisuranihyesiae FuHITanIzlnsUBUI VLI
] 4 A oty P = oY '
ANULTINNTY erIUATZUINMIHFU Uzl Reundaslesunnsu ludiuse
[ [~} 1 a =Y A =Y A o 4 o
Funaiu lauaorvnanisdaselupsaiaununuaz ldganglgs msmivlSnaasveni
% d' e

an <4 4 A ) 1 @ 1 @ A o
18Tar3Emsuiinnisy lsdslasmsiiTaghaziunszurumsidndasufuiagniams vey

9

A

aeneuuazIianudoulumiiwdu disdunszuaumsmanadiariueussinisvou
T 0.6 12 %

v. nssutansguiandelulnshs (Nirding) Hunssuiinsguindanmesiingsuis
nila «'fiaT%ﬁ’uethm‘wéﬁma“lmqmsqmamﬂﬁné'ud'mm?m%"ﬂiﬂa Fudrusooud
insosile iWos wiuiTane uasuifninaradn Taovinld lulasmuuwsnszanedh iy

v k4
Ao Tangiy Tulasnuezdiliid§sodulansiunadluaisdssneumanly

v
Al A

b A ey 1 = = S Aa 4? T A 9
ATYAGIUAUTNUANUADNITANNT D UASUANMUUINAITIVUNINAY Tﬂﬂﬂﬁﬁuﬁﬁuqﬂgﬂ

¥
&

o 3 v A Py ° s EY 1 dy <
walduuesaaiiionaz i i luTasnmwd luninszneasluitiomanuniuuas
a ann ¢ o 1 addyd a o Y P
MAadFAsemunauysel dnyuzAuvenssuItl Ao ausagurwda ldmmzi anummn
3 L4 = v o < =) T
yosFulauAnTe 125 Um ewrsaguRwdsiuSaqumanynyiia uazsieaannudoaniy
k4
vasituia ldilued1ed drudediia Ao msldgamgiilugae 480-590°C sz lderufanis
k4
fadvesFunundinsyu 1 vazldszezna lumsguuuiannzdumsiiaudTuns
110
st a < " iy JU as ¥ ad
A. nysudsmsguAudens Tuluaseas (Carbonitriding) 1Hu3Twansznitanssuiinms

a J a ad a 3 Qy ay
guamsy IsFuaznssuBmsguindalulasds Tasldanuioususu 800-870°C nyld



26

4 @ o
yssmerlalasasveuuazuen Tufladunamaredr Tuslugaene uaziinisan

a < o a Y ay T a =Y 4
QﬂlﬂQ‘ll’EJEJ"Ni’JﬂLi'JG\'\ﬂJﬁ'Jﬂﬂ'liﬂ‘Uﬁuﬁ’] ﬂ'lTlJﬂLﬁﬂ’.]‘l]ﬁ]\?"]ﬂ!\‘]'lﬂﬁ@ﬂﬂ')"lﬂiin'J%ﬂ']i“lg‘lm']ﬂ'li

1
= QU '

a Vo J < 1
U‘lﬁclf ﬁﬂ1ﬂ&$mui]'lﬂﬂiill’)%ﬁNﬁﬁﬁlﬁ]%’;ﬁﬂ'ﬂlﬂﬁ]\?lﬂ'lﬂ y1nNI1 70 HRC ﬁmmmmafﬂu

U

9 =2 ar 1 9 Y <] Ay ¥ R A I3
ﬂ'liﬂ'lu‘ﬂ'luﬂ'lﬁﬁﬂﬂiﬂlla%ﬂ'ﬁﬂﬂﬂiﬂuqﬂq\i fT'lll'lﬁﬂ‘]gllN'JLLSINLQW'ISWIlﬂﬂ'ﬂllﬁﬂﬂ')ﬂﬁll

° = o o A 1 Q/ = Q( ~
12.5-50 Um uaziinnuainaued Jediiavenssuds Ae mdudszdnianudsaniugs
A a Ayy b =) ] O a s W Y 4
iiesnnfah ldvey Idgungiigalusae 500-1150°C ewvazinanmsiiadandeyu lAun uag
1 9/ 3 ] o < o Qy
algelumsgumnahimsguiudens Tu'lunsisds
by b4
1. nysudtnaaulu'lasfe (Plasma Nitriding) nssudswaraun lulashsesimsuns
3 v ]
519 luTasnuasuuiuivesiuau Tasldussomanaauniunszua Idhiamelszy
o Qy { o o [ { T o
ponu Tasthsunuihmsguiudeaslumyuznllszy Ifhdeanudrednd lndh 300-

J Y 24 @ o
1500 T'Jaﬂ LmZﬂ’nnﬂuﬂizmm 0.1-10 torr Lm’dilzlmnmtﬂuvlaiﬂimmmx‘luimmu

E4 ¥ k4 k4 1 k4
ANYULIAUVOINTZIUNTH Ao mst,ﬁﬂﬁmmmﬁmﬁuﬁwmnuﬁuﬁmmuam



a
UNN 3

nguiMIANATUaINATEIININA

i et
3.1 anuisanleas
d‘dy 9 =1 =< 1 a P=% A = <
TnildanuEalumsaeain 012 wasaeiudd  ilesninlumsfsataanus wily

4 o s a 3 9 3 = ° Yo 1 g/
asndlszneudifnvesiiaia srldnnusa lunstsgeezinldimataseudeney

LY
SR £

3.2 mamuamsanlglumsasiusilala

B

° = & o < P Yy A o Ay Y
ﬂ'liﬂ'IU’JmLLﬁQGluﬂ']iﬂ\‘]"UuiﬂuLWﬂ%ZWiTUlLiQﬂQiUﬂ’NﬂQHQ Llﬁzcl“]fﬂ'l\iﬂﬂﬂ‘]_miﬂ‘ﬂ‘lﬂ

U

' 1 ] ar 1) é IS 4 = -
"lnﬂfniﬂﬂﬂﬂ\?')'lﬁﬂ']lmﬂﬂ"l\‘lﬂuﬂﬂ'm115 °]5\ﬁ]']ﬂwaﬂ']57|ﬂﬁ@ﬂ%gllﬂ'llﬁﬂﬁﬁlﬂglﬂﬂﬂﬂuﬂﬂl%u
ad a 4 v 2 A ¥ S Y uy =
ﬂiﬂl‘ﬂlﬂﬂﬂ']il‘]ﬁ’)lllﬂu%Zi%Llﬁﬂﬂﬂﬂqqu']ﬂ 1‘Hﬂ'l‘5ﬂﬂﬁﬂﬁ%zﬁl‘ﬁﬁ?ﬂ!ﬂﬁﬂﬂa'l‘lﬁﬁuu AISI 304
1 [ 4
AN Ultimate Tensile Strength = 419.7 N/mm? ﬁagu‘lﬁa%'nmmuuwnw (Approach Angle) Qo)

= 12°, Semi Angle (e )= 6°

3.2.1 951N AAMNANINAAUDIAIN [1]

%R =2 =4 100 3.1)
Al
4, feo Auiinthdaneumsfa fmm’

4 e W

Y @ 2

NTNAANAINITAI [mm’]

YLIAFURIIE

a, =)o

NAN9UDIAIAADUAY 2.40 mm

o,

PNAFURTUEHINANYBIAIANE IR 2.30 mm

aid

b4

A A ¥ o =<
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7[1)2
4== (3.2)
72.40%
A, =—4—
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A= D (3.3)
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72.30
4 =
4
A =4.154Tmm’
SN IMIAAVUIANTIAAUDIRIN
-4
%Rr="2"%4 100 (3.4)
1
4.5239-4.1547
%R = x100
4.5239
%R=8.16=9
3.2.2 mdulszansanudaany
4. 44 —) 5 ey =t 2

m319h 3.1 MfvdseanTanudeamulunuasiiugiuesnudavuglsuau [3]
Process Solid Hollow Drawing of Drawing of

Forward Forward Bar and Ironing Hollow

Extrusion Extrusion Tubes Bodies

duilszand
ANUToA 0.04-0.08 0.1-0.125 0.02-0.05 0.02-0.07 0.02-0.08
mu (1)
323 msAnnanEsIiiTlumstuglan
usanlFlunisdeana l9mssuiat1ae Siebel’s Method [2]
(3.5)

F Dot — Ffd,D +F st F,

2 2~
Foaw =A% s [(1 i singa )¢m " 3 a}

gl, P Y o 1 =2 2
A0 = WUNHUINANOUNITAY [mm']
A 4 9w 1% =2 2
WUNHINANANNITAS [mm’]

SN
3
Il {

®
[

anuduluuununy anuduveIns Iamay [N/mm’]

4
ﬁuﬂﬁzﬁﬂﬁﬂ’smﬁﬂﬂﬂ"lu Coulomb’s coefficient-of friction
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( u =~ 0.035)
2 v T 4
a = asauivadunum
o = tan @
il
@ = 0.1051
P, = ANUATYA
=1ni 3.6
Prnax 4 (3.6)
4.5239
@ =10
4.1547
o, =0.08513
1o
o, = avwiduyesnsTramae amduluain (V]
1
P 7 283 E(O'f,o P> f,s) 3.7
1
T =5(344.8+365.2)
o, =355N/m’
usalunisasiiugy
21 2 |
F, =A4x0 1+ +—= 3.8
D, tot 1 f,ml:( A J(”max 3 :I (3.9
0.08 2
F,,, =4.1547x355|1+(2)— [(0.08513)+—(0.1051
(1+@ 2% Yoossta) 20101
F, . =325487

D, tot
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Aa1519n 3.2 VHIATTLVOUNAININNIATIIU ISO/R 775 — 1969

wiadurugudnatadly mm

6 25 70 130 240
7 30 75 140 260
8 35 80 9) 150 280
9 40 85 160 300
10 45 90 170 320
12 50 95 180 340
14 55 100 190 360
18 60 110 200 380
20 65 120 220
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YUIAILY v lunna
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40 1.6 39.5 40.5 1.56 1.60
45 1.8 44 4 45.6 1.75 1.80
50 2 494 50.6 1.95 2.00
56 2.24 55.2 56.8 o 8 o ! 2.24
63 2.5 62.2 63.8 2.45 2.51
71 2.8 70 72 2.76 2.84
80 3.15 79 81 3.11 3.19
90 3.55 88.8 91.2 3.50 3.59
100 4 08.8 101.2 3.88 3.98
112 4.5 110.8 113.2 4.36 4.46
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710 28 705 715 27.75 28.15




YUINTLY Wi Tunne

wngaA Tvgiga 1anga Ingqa
mm in mm mm in in
800 315 793.7 806.3 31.25 31.74
900 355 893.7 906.3 35.18 35.68
1000 40 993.7 1006.3 39.12 39.62
1120 45 1112 1128 43.78 4441
1250 50 1242 1258 48.90 49.53
1400 56 1392 1408 54.80 55.43
1600 63 1590 1610 62.60 63.39
1800 71 1790 1810 70.48 71.26
2000 80 1990 2010 78.35 79.13

F4
s iFmenulumsdesasiuegiuvinauazmsdansdemonnuiuetiauin

Ed 1
ﬁquumiLﬁeﬂsl.%'mﬂwmamammsﬁu%mﬁm%’mﬁ’uf-umﬂ YUR LLﬁZﬁ’Jﬁﬁ'ﬁJ@\i ﬁ”@ﬁ’lﬂW'm

3.6 1AF04AIAIAULUTIALT (Single Stepped Wire Drawing)

m3epAuULIATeseTeRnuULMU LR IndiResn s luaugasmassuaaig

d oy
manna 13aiiy
¥ < RS o«
SHDAUNRUR
RN . 4 :
snldarsnasau feana
Y o BN o~
- 23 \
) 43 P
TR
= ——— 1),/
v o fiemenishsann| ' OF
‘ Ta o
— QBnuMIA L iRUNAIRIR {
GEGEEEY A, ]
wand—" | T
| | F
B LY L
i
Homn " fadhudanuain

d' _ 3 = P 9
31 3.3 InesAsaanUUTHRALIN 1T lumInanes




37

A » of oA N\2
31] 34 Eﬂ'l‘wLﬂ'if]\‘lﬂx‘lﬁ'c]ﬂ!&ﬂﬂﬂ'liﬂﬂq]ulﬂﬂ?

@ g 9 A =2
szugadausanlyluniosasadn

E
: [ @ ‘ Aq Y=
31 3.5 nannmsausinlsaeaia
I'sF

110 T = UFIAINIALLSIAS (N)

Aq vy
usanlefeaie

F
A =2 = 0’1’ a @ < =2 ' A 9 o w
ATDNPNAIALUUNITAIUVULAY amﬂmmwﬂumsmmﬂ 0.12 WUOIADUIN ﬂumaﬂuma

= v I3 Y o v 1 A vy 3 ¥ oy
mmﬂ“ldviwummasgﬂum!mmmuﬂgmﬂmmmawm@ﬂ‘nmaq LLﬁ&’ﬁ’Jﬂ%%QﬂLﬂ‘Uﬂlﬂﬁﬂ



38

9 =2 = v 3 9) < 9y Yy 9 =2 4 =) Y 24

UIUAN 11!51]ﬂlzLﬂﬂ’)ﬂuﬂ%zu’)ulﬂﬂa:]ﬂulﬂﬂjﬂ a@ll’Juﬂﬁlﬂua’mmmWQLﬁuW1uﬁuUﬂaN 175
A A = ° vy a 1A Y Y 1 1A JdR

mm. iz‘]J‘]JﬂﬁﬁﬁEJﬁu‘Ui’NLﬂi@Qmﬁ3@]%%ﬂ1ﬂﬂﬂ1‘ﬂﬁ3ﬂ’NNTL!miﬁaﬂauLLﬂ’JL“\ﬂunWMWﬂd

A A v ' A 1 o o = va  d=R 3 '
ARUNDAAVUIN ‘Eﬂﬁa@auﬂzﬂﬁgﬂﬂﬂﬂﬂﬂﬂﬂﬂﬁqu A9 DINANNIVYALUNUNAIAIA L‘]Juﬁ']u

'
v A o g

Aq Y= Ta  JR Y £ Y = 1A J=R A °
ﬂi‘ﬁﬂﬂtluWNWﬂﬂﬁﬁﬂiﬁ@gﬂﬂ‘ﬂ GIN%gi‘ﬁﬁﬂiﬁﬁ’i‘i‘ﬂEJﬂ!LlIWﬂJWﬂQa'JﬂLW'E)ﬁHJﬁﬂ“l’l']ﬂ']‘iﬂ@ﬂ

U
I

A

~ Y = 1 A 1 ) Y] I:’ o 1 I dy lg‘ Y A Y 3 1
L‘]_]ﬁﬂu‘lﬂ HaganaiIu Ao mmwmﬂaumwnaaau 1uﬁ3uu%ﬂﬁumuﬁaaauﬁlmmmﬂ
A o A A a a o 2 g ' J o A v
LW@‘VHﬂTiWﬁE]ﬁH@EJNlIﬂ53@'7]‘55]']1"1 ﬂlmxmmﬁmmummzagiuumuﬂa’aauuaz"lﬂamn
1 9 1Ta g2 9 [ A 9o =2 A [V =2 [
FNNVUVANNNAIAIANTDUNY Qﬂﬁﬂl‘ﬂi‘lﬂﬂlliﬁﬂﬁﬁ?ﬂ A9 (NVIALTIAL- 1L599A (Push-Pull

Gage) 31 NK-500 a11303aus e 1auinga 500 1aau

d o o A
3.7 gl q ldlunishiadunses
A 9 4 9 a | | &L Sy 3 1 a g o
LﬁWLaﬂﬂi‘iﬁJﬂL@]ﬂi‘Uu’]ﬂ 2 13331 (1.5 ﬂiﬁ'}]@ﬁ) UANNLSITOY 1400 FDUABDUIN 1Wue
o A o w v A o < A J
ﬂ'l!fl«!ﬂﬂ']ﬁ\?\‘l'lultﬁzcl‘ﬁ“l!ﬂWﬂlﬂ@ﬁﬁu@uuﬂﬁi’]‘ﬂﬂ 30:1 Gluﬂ']iﬂﬂﬂ')'lllli')'iE]TJ‘V]?J'I%']ﬂll@L@@ﬁ

3 A
“lﬁﬁmmms@um@m

Jdo o w
31.] 3.6 YaIMBIVUNIDY



39

L

51 3.7 gana

G

_.
m
-
w
.,m
_

8 dorudmsuiiuasaia

9/

Y

31 3.



40

/

v QQ\\\
/éfsf RS

4 ) @ o R 1a  Jd=XR 1 g’ g 1 A
31] 3.9 mammummammwnwmaaﬂtnaziﬂu1uuﬂaawau

31 3.10 1093115983 — 115999 (Push-Pull Gage)



41

a ¢ =R
3.8 HUNUNAIAIN

230
?12
12®
1345¢
0
o
i I 7 ~
i
@
= \_R3
AL LA Pa
/ V N «
S==7 ] N
/ \ 22.340.04

Sy N AUBUESN @12 x 8 TaAwns
UURUNAIUUWON 30 x 15 Haduias

d’ @ 1a R
31““ 3.11 MIWAAUUNUWAIAIN
A 1% Ao 1a 4 o _Fof 28 = Wl 9 1 Y

ﬂ'ﬁmﬁﬂ?ﬂﬂVI‘VI'ILLSJWNW‘D%W]UQQQ‘]J?%ETVIﬁﬂ']WLm%ﬂ'ﬁﬁl%\ﬂﬂf)EJNﬂ'J'N‘U’JNGhJ

- 4 v
gadmnIINdmsuMsnaassilimuaglseamasge wios aldluaugadimnssuas
o 1a J Y 1 1 A a a . 1 A
aana 11l uinuezilszneoudie 2 a1 d@IuUsnAD MEdNESN (Die Insert) dIUEDIAD

ra d a a i ) A d o

HUWUNTIUUDN (Die Case) m&raumimzmuﬁﬂmﬂi’h"lﬂﬁluu.mwuwmuuaﬂmmilmamu

o 1A d [~ 1 o 19 o
ﬂﬁ‘l‘Uﬂ K20 (ISO Code) L!JJ‘W?JWﬂ?ﬁﬂﬁ]ﬂlﬂuﬁﬁuﬂﬁzﬂﬂﬂh‘lﬂﬁi‘ULLNE)gﬂTHuE]ﬂ‘VHMﬂ
Jarg) JIS SKD11

ra 1 1 o a
513.12 wiuAIaIMINIIATEIN W 103 Tiihmsindeura



42

3.9 myanannar lsatunlilumsnaaes
aamannd1 3aiuriineeamuilan (Austenitic Stainless Steel) IN3A SUS 304 [31] Y119
asaneumsasiivuaduruguinas 2.40 Tadwes vnadurmhuguinaisesaandans

4 2.30 UaAWAT OATIMIAANTIEAUDIAIATIINY 9.0%

31 313 mamanndr 15 aiiu SUS 304 ¢2.40 dadimms

A A
3.10 msﬁaaauﬁﬂli’flumsnﬂam

=

99 . \ ¢ = v =2 v
Tumsnaneeiily Graphite Lubricant (U035 XL27 fiuenldlugamvnssunsasalama

anan 15adiu



=
Unn 4

N1IINAAON

4.1 95mIinaaea

a =] =1 YV Y a < 1] d':i ¥ 4'! ¢ o Y v a‘
4.1.1 ’npisaeadamannar Batiulasasinumeniaisnasannit inilufvaeau
o < =Y U 4 o o LY 1 4
4.1.1.1%msaeaananna ¥ aiuTasldasnasaunst vidudmaeau
a v 3 I Y a o o Y o 2 A v v FY
Sudulasanvuiatasaramannan idaivdienmsitess iy udaihinmsausudualsgany

i1

[ =3

S8 e iR samade LRI RUTaavIa 2.17 STaaunas e ldaanens 1 was

4.1.1.2 haIneennuNALIRaRvIIA 217 fiawms eszneuiunsesiaain
TasAauifuifiivuaglu 2.30 fadmas dwgaduidilumsfdasvenes

4.1.13 f1M3AsaI9UAINgATUNNAIAT 9 N0 9 5 1Was T 20 WATLINLAZNA 9

@ =i
10 LuAS Ghﬂ! 30 luﬁiﬁﬁﬂi?ulﬂui?’;ﬂZWTQ 50 N9 61uﬂ'l§‘ﬂﬂﬁﬂ\‘]

4.1.2 manfSaufeunaeuiamenave unanam i3adia SUS 304
o =3 Y Yy = 1 -2 w 2 was 4
4.1.2.18haamannd afiuneudazndsaanmaaeunaauiang dou
: : > : i 3,
Tag1¥1n509 Universal Testing Machine (UTM) 1911131330119 )

a 4
4:1.2.2 UNTITVIHADINNTITNATDY

4.2 19309 Universal Testing Machine (UTM)

1A504 Universal Testing Machine insoslddmsunageuqguauiansluvesiag

1 v A a d o s =t
AN 9 Iﬂﬂﬂ1ﬁllﬁﬂ\‘lﬂﬂﬂ1]'lﬂggﬂﬂiguﬂﬁwﬁjﬂﬂﬂﬂuwmﬁﬂi TV TUANTIUITOULTANBDNUT
St 1 ¥ . . I 9 A dy
Tatnuievaen 1Y stress , strain , elongation , modulus Wuau leanwies UTM U

] 1< 1 @ 1 o & 1 a 4 1
ﬁ’lﬁJTﬁﬂLl‘UQ'f‘)@ﬂqﬁlﬂu 3 aauvian ﬁﬂ TIUNAYL TIUABUWAADIAIUAY FIUNAT



4.3 #aN1INAN0Y

31] 4.1 19599 Universal Testing Machine (UTM)
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AMANLIANIING o
AIANBUMIAY Tensile Strength , Ultimate (MPa) 552.914 N/mm’
Yield Strength (MPa) 414.908N/mm’
AIANAINITA Tensile Strength , Ultimate (MPa) 660.039 N/mm’

Yield Strength (MPa

618.836 N/mm’
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Test : Diameter 2.40 mm.
Test Type :  Tensile

Test Speed T

Sample Length : 30.0 mm.

Sample Type : Circular

A5197 4.2 LaaIHansNaasIaINHAaAnna1 1S aiuNeUMSAIINIATEY UTM

Test v Force | Strain Stress Elong | Force Stress Strain | Elong
No. | (mm/min) | Peak Peak Peak Peak | Yield Yield Yield | Yield
(N) | (%) | (Nanm®) | (mm) | (N) | (N/mm") | (%) | (mm)

1 10 2649 | 179.28 | 585.557 | 53.784 | 1213 | 268.132 | 5.807 | 1.742
2 20 2631 | 173.753 | 581.579 | 52.126 | 1916 | 423.529 | 38.200 | 11.460
3 30 2515 |155.263 | 555.937 | 46.579 | 1579 | 349.036 | 22.023 | 6.607
4 40 2464 | 153.030 | 544.664 | 45.909 | 1990 | 439.887 | 56.440 | 16.932
5 50 2686 | 135.837 | 393.736 | 40.751 | 2114 | 467.297 | 41.667 | 12.500
6 60 2695 | 139.743 | 595.726 | 41.923 | 2580 | 570.305 | 91.790 | 27.537
7 70 2454 | 149340 | 542.453 | 44.802 | 1648 | 364.288 |27.157 | 8.147
8 80 2560 | 147.727 | 565.884 | 44.318 | 1662 | 367.383 | 22.537 | 6.761
9 90 2505 | 144.623 | 553.727 | 43.387 | 2159 | 477.244 | 61.770 | 18.531
10 100 2759 | 144.970 | 609.873 | 43.497 | 1909 | 421.982 |22.827 | 6.848
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Test:5
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Test: 9
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Test :  Diameter 2.30 mm.
Test Type :  Tensile

Test Speed : 0.12m/s

Sample Length : 30.0 mm.

Sample Type :  Circular

y < = o 4
ﬂ]i'lﬁﬁ 4.3 ll'ﬁ’ﬂ\‘iﬂﬁﬂ'ﬁ'ﬂﬂaﬂ\ia')ﬂlﬂﬁﬂﬂé"]ul%ﬁuil'ﬂﬁ\?ﬂ'ﬁﬁ\i‘inﬂlﬂgf)\? UT™M

Test v Force | Strain Stress Elong | Force Stress Strain | Elong
No. | (mm/min) | Peak Peak Peak Peak | Yield Yield Yield | Yield
(N) | (%) | (Nimm®) | (mm) | (N) | (Nmm").[ (%) | (mm)

1 10 2887 | 92.827 | 694.866 | 27.848 | 2512 | 604.608 | 7.977 | 2.393
2 20 2767 | 74.250 | 665.984 | 22.275 | 2535 | 610.144 | 8.480 | 2.544
3 30 2639 | 74/057 | 635.176 | 22.217 | 2414 | 581.021 } 12.543 | 3.763
4 40 2735 | 75353 | 658.282 | 22.906 | 2625 | 631.806 | 30.617 | 9.185
5 50 2682 | 69.147 | 645.525 | 20.744 | 2472 | 594.981 | 13.397 | 4.019
6 60 2727 | 74137 | 656356 | 22241 t 2646 | 636.86 | 34.883 | 10.465
7 70 2884 | 63.727 | 694.144 | 19.118 | 2662 | 640.74 | 12.183 | 3.655
8 80 2838 | 66.597 | 683.073 | 19.979 | 2751 | 662.133 | 28.867 | 8.660
9 90 2627 | 66.557 | 632.287 | 19.967 | 2487 | 598.591 | 20.133 | 6.040
10 100 2637 | 66.943 | 634.694 | 20.083 | 2607 | 627.474 | 44.750 | 13.425
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Force (N)
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Force (N) Test: 5
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n. 1 aaEuiifana q veundnnd113adiu SUS 304

§ U = [~ =Y = oo =
M51en 1.1 daunaumaniveanannat Railuriiaesmmuilan SUS 304 91989910

o o a o a o o . .
umwé’wawmwmanné’ﬂ%’auu VIHYN Mamam Stainless Wire Company [17]

FIUHTUMBAI
C Si Mn P S Ni Cr N Other
0.08 1.0 2.0 0.045 0.03 | 8.0-10.5 | 18.0-20.0 - 0.1

a wa =] Y Yy a
AN 0.2 Qmﬁnmmaﬂammmaﬂﬂm"lsaun SUS 304 [18],[19]

AMENUANIING M
Hardness , Vickers 129
Strain hardening exponent 0.45
Strength coefficient 1275
Modulus of Elasticity 193-200 Gpa
Poisson’s Ratio 0.29

y v 3 o
A1314N 0.3 Qmﬁnmmaﬂammmﬁmumﬂm[20]

Ay
AUANUANNING 1

Modulus of Elasticity 400 Gpa

Poisson’s Ratio 0.28
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244 183 7
puandAnIng Al
Tensile Strength , Ultimate (MPa) 419.7 N/mm’
AANBUMIAS Yield Strength (MPa) 344.8 N/mm’
Elongation at Break 71.3%
Tensile Strength , Ultimate (MPa) 441 N/mm’
AIANBINITAY Yield Strength (MPa) 365.2 N/mm’
Elongation at Break 33.3%
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YRS UH L Steel Case Carbide Nib

BUA audnaeglu X 2 'S i

D 1. . . Y. 1.
W 102 0.7-1.5 24 12 9 6
W 103 1.5-2.5 30 15 12 8
W 104 2.5-4 42 20 15 1
W 105 4-6 55 24 20 14
W 106 6-8 60 28 25 18
W 107 8-10 70 35 30 22
W 108 10-13 85 40 35 25
W 109" 11-16 100 45 40 27
W 110 16-20 125 50 50 30
W 111 20-26 145 60 60 35
W 112 26-32 175 70 70 40
W 113 32-36 195 80 80 45
W 114 38-46 215 96 90 50
W 115 46-54 230 90 100 50
W 116 54-64 240 90 110 50
W 117 64-74 260 100 120 50
W 118 74-84 280 100 130 50
W 119 84-94 300 100 140 50
W 120 94-1004 300 100 150 50




66

wa ?=q 9 o 1A 4
M3 . 2 garautiavesans luah ldihusiRuilumsnagey amuunasgiums lud inse
a - o ] (3 4 J
K20 (ISO Code) $1989munnasgiu u38n g luda e uoua laweua

o W R . a e I'd
1@ (United Tungsten & Diamon Co., LTD) HAauNnuNAIa9

guaNDin A
Hardness (HRA) 91.5-92.4
TRA (KPIS) >240
T.R.S Kg/mm’ 200
Density (g/cc) 14.80-15.10
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1 S1ENNS YUIA Jaq U
1. Wire drawing dies ¢ 2.30 © 2.30 mm. WC K20 16
2. Wire drawing dies @ 2.17 @ 2.17mm. WC K20 16
3. I T (R ©A45>243mm. JIS s45C 1 94
4. snlddmsuansvasau 600>280mm. JIS 810C 190
5. Push-Pull Gage iu NK-500 500 N. - 16
6. Bearing 2.5 in. - 58
7. Roller @A50mm.x150mm. - 16
8. gmmémﬁﬁmﬂ 560x1010x890mm. JIS S10C 16
9. gmm?mﬁmﬁ’uﬁﬁam?m 560x1010x890mm. JIS S10C 167
10. 5’633’3“5033@ ?175mm. JIS S10C 1 ?3’?)
11. VRO R RN @3 in. - 190
12. Gear Box 30:1 - 1 %@
13. WA Z:Hp, = 167
14. wain 93 in. - 16
16. #10NU 103 69 - 11U




70

! 230
212 ¢
2
12°
€y
[ve
o)
~t
22.3010.04
vl

';Skinpa's-sed wire drgawing

Before 92.40 mm. -
After ©£2.30 mm. - . -'¢) I
- | Beating Leagth 7 _tmm, :

Approach-Angle - |12 . A\
02 | DieCase . SKD11- | 93015 10PCS : g i . : i
o1 | De Carbide Nib K20 | @12:8 10PCS | 4 = iiu
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Skinpassed vire drawing
Before ©2.40 mm. ,
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"1 Bearing Length WA Lo, /70

ApproachAngle} . = 2 1 I\

02 | ‘DieCase SKD11 230x15 1PCS . »
01 | Die Carbide: Nib K20} O12x8. 1PCS : ‘ 01 1004
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' %
\SaengaauAslugaIa!

L3¢l INaLNALe?, fm@uw A, Anen Lme‘ﬂﬁzLa%gz
Pl pid AY, M///\Jﬁ/\—/"’

dude walewglenud

unanga

A ' X & x ¥ . g
TasmsiiifaqUsadifeaunsamaaeufiupmaminnd Fafislaauiumsfuglmarusna i desailymedmmsan
a a2 X e P ¢ .«:n'n'éf‘[ " 2 G!l‘l!ln A 2
warauLiRNNAvIuIIMe uasanssiud e ugUInMIBImndIEINNAIU lasynmshmamannalsalin SUS 304 M08
Funaugavne (Skin pass) PWaEHEIUEUENANEUAIAENGU ©2.40 Tadias ANAINAD 82,30 NaANAT (TammMIanumanisiagas
mndasar 9.0) Wnssuaunmimauuuiudananuilumsd o.12 Aadassaiwi wiRsAMsAsmarhnYisEmauans lud S

s wmasnasg JIS B4111 w103 Spilnaddh (2 o ) wivitu 120

Abstract

The purpose of this project is to produce wire drawing testing machine focusing on lubrication. The main objective of this
work is to decrease die wear and to increase the accuracy of finished wire diameter. The experiments of skin pass drawing had
been carried out using stainless steel wire (SUS 304) of 2.40 mm diameter as a raw material. The diameter of the wire is
reduced t02.30 mm (or the reduction ratio of the process is 9.0 percent). Drawing speed determined to be 0.12 mm/s. Drawing
die inserts, which their shapes were formed according to JIS B4111 W103, are made of tungsten carbide. An approach angle
of the dies is 12°.

Keywords: Wire Drawing / wear / Approach Angle / Surface Quality
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wifiniiAsmasgaduliypmethann unsdiidamardaiariaaauiiaesgauasdmutiymimgumwicimeuiamnmsigon
&n (Adhesion) Tasmamdnnd Fafiufiguifaivhlimefindoufithugnaaduseslunsgesugsasdamyansznumauazinmsdiaas
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! %aé’\mqv "Wire drawing testing machine”
2R AnnmelniFnNTINeGaINA §3A. Y9 3Q/1,3Q/2 TV 49015498, 49015510 UAY 49015525 MAMAL

3 ramtsrhmedeisanTaeIana §aa., 3. 0849194989, B knosomch@kmitlac.th



£ I
2 1561 inaunden, @ 3ae Inen uwnen/suiay / madaTienTIIAEING §98. (2/2551)

Frydnwal
%R Sanmsanewnevtsinma
2/ a8
200 s vadhasusifian
X A4 v 2
A, fuiwhédanaunne
[
7 SHalseRvivamaniuanu
F,,  wilflunsiupieqfidwiadentu
A A as &
. F, usadonaduLaun
P d’ ¥
Cfom ansidurasmsivawdsesadilusnunm
o AT R THNAIR

A4 2 (A €
mo;gu\lﬂam‘um LLHWHN

o

D, urmsgudnansnnaaaiEneu

4 Hufmhdiamdemaii

Fp ussRIugIRINI A RIMIN
Frps usadaavnuuutanaimesawsifsnimn
Epmax AMMATER

2 g 2/ ' 2

Tro eI In T RN e GRRITN

a tana
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1.3 sauiaaradlasans

1.3.1. fnmavaaastamamannd 3aia sus 304 wihdanax
awnaduimguinaumaniouits 240 Indians anaamae
pnaLdurhuguinamimafs 2.30 Iadwas Fimsaas
gAY (Skin Pass) STAMIANINAMIFARIA (Reduction

Ratio of Cross Sectional Area) %R = 9.0 wosidua

1.3.2. auslfiniasmamhianasuuumeBudsm Ui
AT W 103 (IS B4111) maudurugudnaneg uges
wiRnd 230 fafums  dyalvadhasausifind (Approach
Angle, 2a) = 12° (siaaalvaiiiaassifisnd Semi Angle,
Q) = 6°) SLHLTMUAING (Die Bearing) 1 HaAAT AL
quuﬁnma@ﬁuﬁdmuan (Die Case) 30 x 15 Ja8aT WAy
gwaduruguinasenaBudin (Die nsert) 12 x 8 fadnias

FINIANZNENAS WA 1199 K20 (ISO Code)

o A A& a X o A 5[:1 ¢

1.3.3. shaesasiamauuuifsiug i [fvunnaimaiidu
gasuids anaalumsita 0.12 fafwassiadu?l nazwms
X A [ ' a (3 ° 2 A
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X 2 b - &
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: X A da XX
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usef i lunssnumsasalativ iunsfiiaainmsasiiane
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Force) UAAEAN (Friction Foree) Wagusifianuviiausaiaus
SUNAUTT (Redundant Shearing) SNMIIBILTIRAUSLEINTD
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289759 (Plastic Deformation) seLTaIMstemaEauLsena
anaraadurhugudnatssama [3] addusimafismnmn
AW D, = 4.2 T4 16 RaAwas MIAIMIAIUIANN D, =
1.6 8942 fdfuas MIMATNAEN D, = 0.7 D9 1.6
faBeT  NIPNAIAIUALEN (Fine Wire) D, Hagndl 0.7
aoa =3 (=3 S ¥ G
fafwas  Msteaanadninnaannaiaidinga 0.03
- a X s N F
finAues uaftvaefiunladiduansbadiuasiag (Elongation)
MsvEeAUlUNTELIUNI ALV adnAATIaINTS B9
12 J 2: g 1 AI ] ] ] dl (3 b 1
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3.1 ANHENRNAAIRIA

SRR IANANTNNATTIN JIS B4111 [5] 9%

Bell Radius
Entrance Angle

Y, Approach Angle

Die Bearing

Back Relief
1t 3.2 mndigharasusifisnifiemenan

Usznaudae 2 dm Ao muBwE (Die Insert) UavUNANW

dmuan (Steel case) Aegilii 3.2
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. A X L a
msemnus smsRstugLiiass s imengeg ums
nasasazlfmamannd|Safin AISI 304 1 Ultimate Tensile
Strength = 419.7 N/mm? Syiivadmaasusfiand (Approach
Angle) = 12°, Semi Angle (& ) = 6°

1. fammsansmavindiaaasana [1]

-4
wr= 2= 1100
Al
a - VI 2 5
A, @a  wuimbhdaiaumsts [mm’]
A fo Awirhéiandensii fmm?]
gnadwrhuguinmezamanoumsag 2.40 adiues

snadumegudnansramendinai 2.30 Safues

NumndianaumI

A, =4.5239

A v w &
PNUNPASONR/INTIO

2
4= 7D
4
2
4= 72.30
4
4, =4.1547

Fanmmnenihdnuaaa

%R =%"%4 100
Al
g o 523941547
41547
%R = 8.16 ~ 9%

100

3 } 4
e 1 enduhsednsenaduamulimideauguasoude

X X
ugalTnems [3]
£ =
Process HulsvAnsanudaemu( 1)
Solid Forward Extrusion 0.04 - 0.08
Hollow Forward Extrusion 0.10-0.125
Drawing of Bar and Tubes 0.02 - 0.05
Ironing 0.02-0.07
Drawing Hollow Bodies 0.02 - 0.08

4.1. madmnawnussi i lunsidugiane

LL‘Nﬁiﬂ%ﬂTﬁﬁda’m sl‘%miﬁ’M’JmIﬂﬂ Siebel’s Method

F F'd,D +Fpp s+ Fy,

D,tot — i

FD’M =4 % O fmX Kl + —2£—j£max + za}

sin2a 3
Wa
g Aﬂ' U ' =S 2
A, = NWIWEANEUMION [mm’]
4 = WwimhdemAmaRs (mm?]
o) = emmidibuounu ensidumeimstuande
[N/mm?]

'Y
u = dhalssBviananduemu Coulomb’s coefficient of
Friction ( £ ~0.08)

A Y A €

a = ehsmivadusifand

a = tana
Ha a = 0.1051
W £, = ANA6GEA
& =1ni

g dis239

6@ 4.1547

£, =0.08513

dia

Crm = ANNAUMNLHIUNY [N/mm?]

1
Ofm ZE(O-f,O '*'O'f,l)
e =%(344.8 +356.2)

O =355N/m’

usadelumsavigd
2u 27
F,  =4x0,, x||1+ €y T
D, tot 1 f.m l:( sin za\] max 3 :l
F,y o =4.1547x355x(0.151+0.070)
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et 2 quaniifimenatesmanni3aiia SUS 304 Mnmavaaed

AaandaAMeng fn
A2ANDUNIIA Tensile Strength , Ultimate (MPa) 552.914 N/mm’
Yield Strength (MPa) 414.908N/mm’
AIANAINTAL Tensile Strength , Ultimate (MPa) 660.039 N/mm’
Yield Strength (MPa 618.836 N/mm’

M9 3 LEAIHANIYIARIMAWANAE aiiNmaumIAeneas UTM

Test v Force | Strain Stress Elong | Force Stress Strain | Elong
No. | (mm/min) | Peak Peak Peak Peak | Yield Yield Yield | Yield
(N) [ (%) | (Nmm®) | (mm) | (N) | (Nimm') | (%) | (mm)
1 10 2649 | 179.28 | 585.557 | 53.784 | 1213 | 268.132 | 5.807 | 1.742
2 10 2631 | 173.753 | 581.579 | 52.126 | 1916 | 423.529 | 38.200 | 11.460
3 10 2515 | 155.263 | 555.937 | 46.579 | 1579 | 349.036 | 22.023 | 6.607
4 10 2464 | 153.030 | 544.664 | 45.909 | 1990 | 439.887 | 56.440 | 16.932
5 10 2686 | 135.837 | 393.736 | 40.751 | 2114 | 467.297 | 41.667 | 12.500
6 10 2695 | 139.743 | 595.726 | 41.923 | 2580 | 570.305 | 91.790 | 27.537
7 10 2454 | 149.340 | 542.453 | 44.802 | 1648 | 364.288 |27.157 | 8.147
8 10 2560 | 147.727 | 565.884 | 44.318 | 1662 | 367.383 | 22.537 | 6.761
9 10 2505 | 144.623 | 553.727 | 43.387 | 2159 | 477.244 | 61.770 | 18.531
10 10 2759 | 144.970 | 609.873 | 43.497 | 1909 | 421.982 | 22.827 | 6.848
Gl"l‘i'l\?ﬁ 4 LLﬂmNamimaada’mmﬁmé’ﬂ%ﬁﬁwé’amsﬁwmm’%l‘ad UTM
Test v Force | Strain Stress Elong | Force Stress Strain | Elong
No. | (mm/min) | Peak Peak Peak Peak | Yield Yield Yield | Yield
(N) | (%) |(Nmm") | (mm) | (N) | (Nmm')| (%) | (mm)
1 10 2887 | .92.827 | 694.866. | 27.848 | 2512 | 604.608 | 7.977 | 2.393
2 10 2767 | 74.250. | 665.984 | 22.275 | 2535 | 610.144 | 8.480 | 2.544
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MINH 4 LEAIHANINAAIMIAAANNAT FERunEINAMNAI0I UTM (6i9)

Test v Force Strain Stress Elong Force Stress Strain | Elong
No. | (mm/min) Peak Peak Peak Peak Yield Yield Yield Yield
(N) | (%) | @mm) | (mm) | (N) | ONmwm) | (%) | (mm)
3 10 2639 74.057 | 635.176 | 22.217 2414 581.021 | 12.543 | 3.763
4 10 2735 75.353 | 658.282 | 22.906 2625 631.806 | 30.617 | 9.185
5 10 2682 69.147 | 645.525 | 20.744 2472 594981 | 13.397 | 4.019
6 10 2727 74.137 | 656.356 | 22.241 2646 63.860 34.883 | 10.465
7 10 2884 63.727 | 694.144 | 19.118 2662 640.740 | 12.183 | 3.655
8 10 2838 66.597 | 638.073 | 19.979 2751 662.133 | 28.867 | 8.660
9 10 2627 66.557 632.287 19.967 2487 598.591 20.133 6.040
10 10 2637 66.943 | 634.694 | 20.083 2607 627474 | 44750 | 13.425
Test: 1
Force (N)
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1 6.1 nymuBeudieusswhassiuaueaanauhsaeng

Wiusugudnaain 2.4 fadams




A & A A a ¢ A a o
U561 INGUNAEN, eiNA Taner, Tven LLWVIEJi]i&s"ﬁj / MOATTININTINATINNG 798, (2/2551)

Force (N)

3500
3000
2500
2000
1500
1000
500
0

Test: 1

T T T T T T

5 10 15 20 25 30
Strain (%)

35

i 6.2 newuFeufaussrhausiuaauaiuaniinacmie

Ghshugudnaimn 2.3 fadimes

6. NAMINAARY
¥ o 2l 2
ANMINARBIANNLEU Fam5197 3 azeI919h 4 L6
shsniSuafautiuaanuidussni s neuiTUndInanTwna
lunsneaaanaglfanaudalums®s 10 mm/min - 21AM9
Whauarazsininaanudunasdsanuaaziasnnni
anadunaufsaneng GesRd 2 307 6.1 nuSeuibiey
' 9 a ' & =,
seniusstiuanuaiuanoudsanaiia JU 6.2 n3In

WU TSI A NN S LANSIRIRAIUIA

7851
7.1 fUnamaviaans
PNMIUSEUTLUNEMINARDIANHNOULRIRIN SUS 304
AAULATVAIRIaATWIA MATNELINSIRaaIATiAANNAY
NNt auAaATANINNAMANENUMIANTIIALGT A8
¥ 1 ‘d‘ [~ :; t v ° £
PRI UENENAS LarAafdITaRTIAWEaLYI I

A’ 1 g [~ ] =2 Al :’4’ b4 A‘ g b Y
Luﬂa'](ﬂLm%‘lluLﬂHMGﬂ‘lﬂNLL’NQQWN‘B‘L&LLQE@’)’]NLﬂuL‘WN‘ﬂuﬂ’)H

7.2 Ualemildsuanlasms
- desnstome Bamsunesaunasinmifieatulassedo
A o 2 \
gasmadiavhmanslusnshin
- adunmiumsfnnuasidolugaamnssinsnde

A6

- e MiAeanasanfieMiesenilemanenITuuas

MIFNLN

7.3 My newae
M fue s amEnné Baiin
- inmPTufeniugammassanuGaugafimamannm

13afin
witsdoaeds

[1] Avitzur, B.Z.L., 1968, Metal Forming, McGraw-Hill, New
York, pp. 219-246

[2] Rer. Nat. F. Endre, 1990, Wire Drawing Machines, [Online]
Available : i
http://www.imet.tuclausthal.de/en/techdienst/wwul.shtml,
[2005, June 30].

[3] Lange, K.,1985, Handbook of Metal forming, McGrawHill,
York, pp. (13.14-14.14).

[4] Skolyszewski, A., Packo, M., Luksza, J. and Ruminski, M.,
2002, “Warm Forming of Acid resistant Steel wires used for
Manufacturing of Springs”, Journal of Materials processing
Technology, Vol. 125-126, pp. 326-333.

[5] United Tungsten & Dianond Company Limited, 2546,
ARG IANAY JIS B4111 (@naawwsh

s EY £
AU), B 8.



sz IR e

4
=y

¥ v
wo uSe inaundes Aaud 1 amen 2528 Santavays Taelilszianmsfinyidedl
] g o Y] -~ =
WA 2543-2546 1%, T119190UA IMeduMALAYYYS
1 g a Y ~ =)
WA 2546-2548 1. @1019199UA M1ABNAUABAYS
WA 2549-2552 Senssusnaastaia anifnssunseana ansIrnssumans
) ~ Y as
go1uma Tu TaonszasunaINNUNMITAIANI SIS
@ A = = w d' = [ g =} ] ~ s = v dy
Wy finau Janst fadui 2 guneu 2513 Sandameslni Taellse amsanyinal
WA 2529-2532 1%, avgenaneas doiuma Tu ladssuenaInenvamarign
WAl 25322534 Ud. A1 enanas donimea 14 1085 19HeAaIng WIANANITN
WA, 2549-2552 AN TUAIAAS Uada @1¥1IA3NITUATEINA AULIAINTTUAIARAT

antiumalu ladwszvemndudnammismanseils

a o o a o { o as e
we Snen windilsziaSy AU 1 amaw 2527 S dangamng Taofitsz38msanin

¢
fatl

[} o =1 s A
WA 2544-2547 129, nnaiaeua 15aEeumaliaime

1 o = s =3 =N
WA 2547-2549 Ud. 1919198 US UH1INSaeNa 11 1ag T rNInanTSUAT INGUUANTS

=%
UATIHUD

WA, 2549-2552 IAINTIUAIEAASTIMTA a1¥1IAINTTULATOING AULIAINT SUAERS

aofumaluladwszeemndudnammsaiansels

79





