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Development of Hydrofor ming Technology
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Abstract

Recently hydroforming has been applied for auto parts however it has problem that forming condi-
tionisdifficult. In thisreport, hydroforming testsand FEM analysiswith simple shapewere carried out
and deforming behavior during hydroforming were observed. It was found that the loading path of
internal pressure and axial feeding has effect on hydrofor ming deformation. Next hydroforming allow-
ance evaluation method was developed. By this method, the effect of material propertieswas proved.
The conventional hydroforming machineislarge and expensive, but a compact machine was developed.

By theseresults, hydroforming market becomes lar ger.
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Experiment

Deforming shape during HF process
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Behavior of wall thickness strain and corner radius during HF
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Effect of n-value and r-value on HF allowance
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