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©  METHOD  OF  MANUFACTURING  WIRE. 
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©  A  half-finished  product  for  wire  drawing  is  ob- 
tained  by  cutting  ribbon-like  material  into  narrow 
rectangular  strips,  welding  the  strips  together  and 
rounding  the  edges. 
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Technical  Field 

The  present  invention  relates  to  wire  produc- 
tion  practice. 

Background  Art 

Known  in  the  present  state  of  the  art  is  a 
method  for  producing  a  long-length  wire  rod  by 
drawing  a  bar  through  drawing  dies  until  a  preset 
size  is  obtained  (cf.  British  Patent  #  1  ,400,872,  Int. 
CI.  B  21  C  37/04,  1975). 

The  process  in  question  is  a  labor-consuming 
one,  since  it  involves  special  equipment  for  wire 
drawing  through  drawing  dies  for  a  number  of 
passes. 

According  to  USSR  Patent  #  683,606,  Int.CI.  B 
21  C  37/04,  1979,  a  less  number  of  a  bar  drawing 
passes  are  required  to  obtain  a  required  rod  di- 
mension,  since  the  bar  is  preliminarily  given  a 
polyhedral  cross-sectional  shape  having  the  dimen- 
sions  to  a  maximum  extent  approximating  the 
preset  wire  rod  dimensions. 

Disclosure  of  the  Invention 

The  present  invention  has  for  its  principal  ob- 
ject  to  provide  a  higher  output  of  the  wire  produc- 
tion  process  and  a  lower  power  and  material  con- 
sumption. 

The  foregoing  object  is  accomplished  due  to 
producing  a  a  wire  bar  by  cutting  a  strip  rolled 
stock  into  narrow  strips,  rounding-off  the  edges  of 
the  strips  using  the  etching  process  or  mechani- 
cally,  and  drawing  the  resultant  wire  bar  through 
drawing  dies  until  a  preset  dimension  is  obtained. 
Preparatory  to  drawing  the  wire  bars  are  butt-weld- 
ed  together. 

Embodiments  of  the  Invention 

The  herein-proposed  method  is  carried  into 
effect  as  follows. 

To  produce  dia.1  mm  copper  wire  (from  M-3 
alloy),  a  1  .5-mm-thick  strip  rolled  stock  is  produced 
on  double-stand  rolling  mills,  the  rolling  process 
occurring  for  five  passes  at  a  speed  of  2  -  3.5  m/s 
and  a  20%  reduction  per  pass. 

Then  the  strip  rolled  stock  is  cut  into  1.5-mm- 
wide  strips  to  obtain  a  square  wire  bar  having  a  1  .5 
x  1.5  mm  cross-section. 

Next  the  ends  of  the  resultant  wire  bars  are 
butt-welded  together,  whereupon  the  edges  of  the 
resultant  long-length  bar  are  rounded  off  by  the 
edging  process. 

The  final  operation,  i.e.,  drawing  is  performed 
for  three  passes  at  a  drawing  speed  of  0.5  m/s  and 
a  17%  reduction  per  pass. 

To  produce  dia.0.75  mm  brass  wire  a  strip 
stock  is  rolled  for  six  passes  to  a  thickness  of  1 
mm,  the  rolling  conditions  being  the  same  as  in 
producing  copper  wire. 

5  The  strip  stock  is  cut  into  1-mm-wide  strips, 
which  are  then  welded  together,  the  edges  are 
rounded  off,  and  the  strips  are  drawn  to  a  diameter 
of  0.75  mm  for  three  passes,  the  reduction  per 
pass  being  8%. 

10 
Claims 

1.  A  method  for  wire  producing,  consisting  in  that 
wire  bars  are  obtained  and  then  drawn  to  a 

75  required  dimension,  CHARACTERIZED  in  that 
said  wire  bars  are  produced  by  cutting  strip 
rolled  stock  into  rectangular-cross-section 
strips  and  rounding-off  the  edges  thereof. 

20  2.  A  method  according  to  Claim  1  ,  CHARACTER- 
IZED  in  that  preparatory  to  rounding-off  the 
edges  of  the  rectangular-cross-section  strips 
they  are  butt-welded  together. 

25  3.  A  method  according  to  Claims  1  and  2,  CHAR- 
ACTERIZED  in  that  the  edges  are  rounded  off 
by  the  etching  process. 
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