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Abstract
173587
This special case study had studied about wire drawing process of stainless steel SUS 304 by
considering the tensile stress. The effect of process parameters such as drawing speed, reduction
area and semi-die angle had been observed. The drawing speed was varied form 1 to 200 mm./min.,
while semi-die angles were varied form 3 to 27 degree. The reduction area of wire had been reduced
from 9.48 mm. to 6 mm. From the result, the drawing speed at 100 mm./min. produced higher
tensile stress in wire than the others. The reduction area of wire diameter from 9.48 mm. to 6 mm.
would required 3 steps for wire drawing process. The reduction area of wire diameter had been
studied from 26.09, 26.22 and 26.53 percent. By using finite element program MSC.MARC 2003 in
the analysis of wire drawing process, the optimum semi-die angle at 3 degree produced highest
tensile stress and produced effective plastic strain lower than the failure strain. The tensile stress in
wire during the final reduction found that the tensile stress increased 23.52 percent when compare to

the previous process.
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