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Table 1 Classification of drawing process

Classification

1) Solid drawing

Material _ @ Hollow drawing
2) Tube drawing .
@ Mandrel drawing
Product | 1) Axisymmetric drawing

shape 2) Shape drawing

1) Drawing with dies

Dies
2) Drawing with rolls
Drawing | 1) Single pass drawing
machine | 2) Multi pass drawing
1) Dry drawing
Lubricant
2) Wet drawing
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