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Straightening Process of Micro Wires

Woong-Kyum Kim, Nam-Pyo Hong, Byeong-Hee Kim and Heon-Young Kim
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Abstract

This paper deals with the effect of the direct heating method(DHM) for straightening the micro wire.
Straightened micro wires have been widely used in the fields of the medicine and the semi-conductor.
We have developed a micro wire straightening system by using the direct wire heating method. To
controling the tension of the micro wire during the heating and straightening process, a precision
tension sensor was set up. In order to avoid the surface oxidation during the heating process, the argon
inert gas was supplied to the vicinity of the wire. And, this paper shows the correlation between the
tension and the current when argon gas suppplied to the tungsten wire. Through several experiments,
the optimal tension and current were found. Also, higher straightness(=14m/1000/m) and roundness(<d
+2/m/1004m) founded when 500~600gf tension and 1.5 ampere.
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Fig. 3 Components for tension controller
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Table 1 The straightness results of tungsten wires
according to the tension and current

current(A)
0.5 1.0 1.5 2.0 25
tension(gf)

300 0.011895[0.007035]0.003219| 0.00341 | 0.0036

burnt

400 0.012779{0.008974]0.003021| 0.0016 out

burnt burnt

500 0.006237| 0.0018 | 0.001 out out

burmnt burnt

600 0.0036 {0.001413{ 0.001 out out

bumnt burnt bumnt burnt

700 0.0038 out out out out
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Fig. 10 Straightness results of the 100im W-wire
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