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Optima Design Method for Wire Drawing Die
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Abstract : Metal wires, such as the cables and wires for power transmission, and the bonding
wires for semi-conductor industry, play an important role in our daily life. They are typically
manufactured by wire drawing process, which is a kind of metal forming. The cross-section of the
wires is shaped by going through wire drawing die. The shaping process is significantly influenced
by die approaching zone, which could be characterized by size factors. In advance, the factors
are determined by the semi-die angle, which affects the scale of drawing stress. In order to help
increase the success rate of wire drawing, an optima die design method is proposed in this
research. Optima drawing stress equation is worked out firstly. Optima geometrical parameters
are then obtained based on the evaluation process. In the end, different boundary conditions of

wire drawing process based on the optima method are discussed.
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