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Overview of '""Multi-Stranded Wires'" Group Standards
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Abstract: Multi-stranded wire is a kind of metal material with a new structure. Due to its special physical structure, it has a
unique heat and mass transfer and force transfer mechanism, which has attracted wide attention from scholars at home and
abroad. However, the lack of relevant standards limits its wide dissemination. Therefore, it is urgent to standardize the rel-
evant technical requirements of multi-stranded wires products. The group standard of "multi-stranded wires" stipulates the
terms and definitions, model classification, main structure, production process flow, technical requirements, test methods,
test rules, supply conditions, packaging, marks and quality certificates of multi-stranded wires. In order to further facilitate
the relevant users to understand the standard. In this paper some examples and related research results are introduced to ex-
plain the standard, which is convenient for multi-stranded wires production enterprises, users and relevant testing institutions
to better apply the standard. At the same time, the research status of multi-stranded wires at home and abroad are also sum-
marized, and the future development direction is looked forward.
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Fig. 1 Comparison of welded joint porosity



55 3 ) i

B, A (BB 22) AR ok 3

MIG XHEMRE T 2098, I 515 5o 522 TIG FR4%45 3k
L SURI I REIEA T X HE , TR XT He A B ke 4 3k 19
sk R ARSI . LR 22 MIG K48 P 35 an -] 2 i
TNo AR, TH%EﬂmbzzsA SR 19 VA

JREEHUEE 0.35 m/min IR ESECT BB S8R
22 MIG 15 BB B IR H2 0 A, Al Ak o, B AIR
MIG %4223k h Mg JC R BRI AR DT R ), $2
Feknm B, HAR AR

[FEALX

2 |E

SRR L MIG 1REER IR

Fig.2 MIG weld appearance by Al-alloy multi-stranded wires
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Fig.3 Effect law of introduction of laser on multi-stranded wires
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Fig.5 Surfacing sample of stainless steel multi-stranded wires
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Fig. 6 Potential distribution of multi-stranded wires with different compositions
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