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A Study on fittest pressurization condition setting up of straightening device
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Photo 1 The shape of wire
straightening device

(a) Parallel (b) Excess (c) Excess
pressurization pressurization [I] pressurization [II]

Fig 1 The pressurization shape of wire straightening device
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Fig 2 Average wire feed velocity by Fig 3 Feed stability for wire feed

pressurization conditions [I] velocity
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Fig 4 Fluctuations coefficient of wire Fig 5 Average current pass through
feed velocity motor
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