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Copper Wire Drawing using High Precision Wire Drawing
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Abstract

Nowadays, Wire drawing process has been developed to
many purpose applications for various industries in the different
methods to improve the quality of wires

The purpose of this Research concerns about dimension

accuracy control of copper wires, by using copper wires diameter
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1.2 mm, 1.4 mm and 1.6 mm which drawn through Wire die
drawing by Universal testing machine, all dies have approach
angle 250 and 300 respectively, and using Laser Interferometer to
test for surface roughness of samples

From the result of this experiment, factors which take
effects to sample’s quality, drawing speeds and forces, approach
angles 250 and 300 have been use and test for mechanical
properties, and result of comparison between diameter of wire
coppers and dies show the deviation approximately 0.5-0.9 [l m
the results found for small angle obtained fine roughness more

than wide angles.
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