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Multi-Filament Hydrostatic Extrusion and Fine Wire Dieless
Stretching Technology

Hoon-Jae Park*, Chang-Hoon Kim*

ABSTRACT

Multi-filament hydrostatic extrusion was developed as a fine wire manufacturing process and wire forming
experiments were conducted. Also, single wire stretch forming process was proposed in the possibility of
obtaining long wire with constant cross-section. In the multi filament extrusion since the workpiece, die and
forming facility are in the macro forming circumstance, fine wire and fine hole structure with less than a few
micrometer can be easily obtained. Although stretch forming does not use a die in order to avoid the friction
problem between the workpiece and the die, it is necessary to have high level of technology to maintain
cross-sectional shape and measure in longitudinal direction

Key Words : Muti-filament, Fine wire, Wire stretching, Hydrostatic extrusion
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