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Analysis of Wet Wire Drawing Process and Pass Redesign to Reduce Wire Breakage

S.K. Lee, M. A Kim(Precision Mecha. Eng. Dept. PNU), B. M. Kim(ERC for NSDM, PNU)

ABSTRACT

Wet wire drawing process is used to produce fine wire in the industrial field. The production of fine wire by using wet
wire drawing process with appropriate dies pass schedule would be impossible without understanding of relationship between
process parameters such as material properties, dies reduction, friction conditions, drawing speed etc. However, up to now,
dies pass schedule of wet wire drawing process has performed by trial and error of expert. Therefore, this study investigates
the relationship between process parameters quantitatively and analyzes a conventional wet wire drawing process. Using the
results, the conventional pass schedule can be redesigned to reduce the wire breakage during wet wire drawing. To verify the
tesult of this study, the wet wire drawing experiment was performed. And the results between conventional process and
redesigned pass schedule were compared. As the comparison of results, the wire breakage was considerably reduced in the
redesigned pass schedule more than conventional pass schedule.
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Fig. 4 Multi pass wet wire drawing machine
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Fig. 9 Reduction of dies and machine of redesigned pass
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