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In-Line Lubrication Treatm

ent and Drawing Technology
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In the cold forging process, lubrication film on the surface

also severe cold forging after drawing. The lubrication treatment is therefore vitally important.
Conventionally lubrication has used a batch process, which has many problems, including the length of treatment time

(productivity) and uneven lubrication (quality). To solve these problems, we have successfully developed in-line lubrica-

tion treatment and drawing technology.
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of the wire rods must be able to withstand cold drawing and
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Fig.2 Batch type pretreatment for cold forging wire
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Fig.3 Contact parts of wires in batch treatment
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Table 2 Reaction formula for phosphoric zinc and
reaction type soap treatment
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Fig.4 Needed coating for cold forging wire
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Diameter of base wire | Projection density © 300 kg/m” Drawing speed
8 ¢ ~35¢ | | Shot-blasting material Max 50 m/
minute

. - . : Extreme infrared
Grade | Rimmed-alloying steel Steel balls

raciation drying furnace

ﬁ {} Time @ Ten plus seconds ﬂ
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Shot-blasting  Preheating Phosphoric zinc W*ftt'f' D:“}fing unit: Drawing mill
treatment cleaning " Reaction type soap treatment
Coating © 8 g/m* or more Reacton layer coating .
Time © Average 15 sec. I g/m® or more
Temperature © 80T Time . Ten plus seconds
Temperature . 80C
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Fig.5 In-line lubrication treatment and drawing equipment
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Photo 1 In-line lubrication treatment and drawing
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