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A Study on the Fine Wire Drawing Process Design to Improve
the Productivity
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Abstract
The control of wire temperature is very important in the fine wire drawing process. The wire speed should be increased,

and the wire temperature should be dropped as much as possible. Up to now, the process design of wire drawing process
depends on the experiences of experts. In this study, a wire drawing process design method was proposed to increase the
productivity. The proposed method of this study includes the pass schedule and the design of a multi pass wire drawing
machine. A pass schedule was performed based on the calculation of the wire temperature. Also, a new multi pass wire
drawing machine was manufactured to apply the designed pass schedule. Through the wire drawing experiment, the
effectiveness of the proposed process design method was evaluated. The final drawing speed was increased from
1,100m/min to 2,000m/min without deterioration of final drawn wire.
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Fig. 1 Heat generation and cooling
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Fig. 6 Wire temperature (velocity' : 2,000 m/min)
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Fig. 9 New drawing machine
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Table 1 Result of drawing experiment

Iterms Current process | Redesign process
(1,100 m/min) (2,000 m/min)

Diameter[mm] 0.175 0.175
TS[MPal] 2,697 2,765

Twist No. 63 63~65
Delamination No No
SR[um] 0.26 0.21
WBR[times] 0 0
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