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Effect of friction during drawing on cracking of brass tubes
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Fig. 1 Production process of brass pipe

2.2 FHERHE

K LRBEORBAICKT LT, MLE®%, 1 22H%, 220A%2E, REOREy, WERER, 5IERH, 1tk
SHT, BRXOREBEICLVIMETS. A FEB  MTE#% 288 1 2A% 3EE 220H% LT 5)

By — A SRR LI OTEREoNE, Wiz vy F o7 L, BEED L B 2H W5, By b — A5 SR R
1%, T O PR &AM 2T, RIEAIEIE 100gf TIT 5. SIERBRICIE, 200mm~230mm THIWT L 7255
FaERL, &1, £AMThENn2 BT 2179,

2025
254



HTFROFEMZ Table 1 (233, DTN T, FEIIIEROMN TEZ/RT. & TRIZ 2 A VR» S ERIRIC
BT 7-OBERZRETIEEMT (str LRI 5) ZMid.

Table 1 List of specimens for each process
0% 8% | 25% | 38% | 50% | 60% xa | 66% | 71% | 76% | 81% | 85% | 88% | 90% | 92%

D O O O O O O O O O O O O O O

X1: 60%JHiR TR D%, BEX/AFELEITH.

3. RERER-EE

By =2 SH BRI IV E o 1 ER, 2AE, 3EBOMEOFELERS L OEHEFAES Fig. 2 /79 fiblfif &
DS ZE TMIELIC L VEEEN EF LTS, EHEITZ1EAG 2 AELRBRECEEZRLTCWAEA, 3ERAIKCE
WTC, BEXRFELATO LR TIIMENE <, BEXAE LBIIMENMES RoTWa. £/, 2 FHD 50% LEMMITICE
WTHEFEIZ AN D& NS0, BERE L ITRUBIIEEDONT SEMTLA LR, MEERHELLL TS L
5. 3BBICELTIZEEMIZIES SENELTVWS. L, 1BERBDTNTOTRIZBWT AT DX RN
WILTRIZ RN Z &5, N TEICID B NIZEY 7202 &R T .

SIERBRIC I VB o1 ER, 2B, 3B ORKSIREE Fig. 3 ~"d. & LR, &EThEeITEE 2 [
DFERNPLEBEEZEHT D, By — A S &R, iz ikdZ s THR®BED LR LTRY, FEULE
7T RGOz, 50% LREMET T2, 3EAEOMENEL RoTWDN, MEaE U TREUMBZ 1 BB OMENE
KIpoTWD., WIS EICEBE R FHOALTHY, KHENO L S Il moETR L2 o7,

WIZIFAEIALIZ DWW TEE T 5. BEEIN & TN LRIC KK C— ERFMKE L, BERMMLEZITS> 2 LT
OB EIZRET HEHNTH DM, 12008, 20AKE LZRBEAIZSEWMEZ M THELER &R o b5
HEAELRMPoT-. L L—EREEIGE U2 &I IN LA ET & EnNAET S Z EnD, RIFFFETHW =R ITxt
T HEBIIN TR OET W ~D IS 1L, BHENICESE L THWRWI ERNbND. B, H#ROH M T 558
T, IMTEOBEMMEIO MEICKRE S EET LT TR, BREREFOEREZRY, HBIREDEC X A AEE
B, A S X BT I RHHLMESNATVNDO, 2z b, THEMBIERE OBEBENFHENO—K & 72
S TWBRTREMES E .

250

o 900
m1st
®$$ @88@$a®$ 800 m2nd
200 @ - m3rd
& < 700
> =3
Z 2' 600
@ 150 &
£ 0 3 500
E le ¢ :
» & 400
g 100 Olst =
E o2nd 2 300
03rd %
50 S 200
100
0 0
0% 8% 25% 42% 50% 60% HA 66% 71% 76% 81% 85% 88% 90% 92% str 0% 8% 25% 42% 50% 60% HA 66% 71% 76% 81% 85% 88% 90% 92% str
Fig. 2 Time comparison of each process of Vickers Hardness Fig. 3 Time comparison of each process of tensile test
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