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Pass Design of Wet-Drawing with Ultra High Speed
for Steel Cord

W. H. Hwang, S. G. Lee, B. M. Kim, W. S. Ko

Abstract
Improving the productivity of steel cord is required due to the increase in demand for it, even though steel cord being
used as a reinforcement of a tire has been produced at multi-pass wet wire drawing process over 1000m/min. To improve
the productivity, if just increase drawing speed, it causes temperature rise, fracture arisen by embrittlement during drawing

process. To increase drawing speed affecting productivity, the variation of wire temperature during multi-pass wet wire
drawing process is investigated in this study. In result, the multi-pass wet wire drawing process is redesigned. The
redesigned wet drawing process with 27 passes efficiently controls wire temperature during drawing process. It, therefore,

enables drawing process to be possible at ultra high

speed with 2000m/min. It becomes possible to improve the

productivity of steel cord in this paper because the increase in drawing speed could be achieved.

Key Words : Wet Drawing(%2) A1), Steel Cord(=2 3 E), Embrittlement(3 31), Wire Temperature(1 A &%),
Multi-pass Wire Drawing Process(tHet 214 3 73), Pass Schedule(3) = A7)
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Fig. 2 Dies reduction and Machine reduction on
21dies machine
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Fig. 3 Wire temperature on 21dies machine at Wire
speed 1100m/min
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Fig. 4 Wire temperature on 21dies machine at Wire
speed 2000m/min
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redesigned pass
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Fig. 6 Wire temperature of redesigned pass at Wire
speed 2000m/min

Table 1 Comparison between existing and redesigned
pass schedule

Item Present pass | Redesigned pass
Diameter( mm ) 0.192 0.192
TS(kg/ mm®) 286 288
Twisting 72 74

Roughness( tm ) 0.22 0.36
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