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ABSTRACT

A manufacturing process for the axle-housing is analyzed by the rigid-plastic
finite element method. The process contains five stages for the final product. During
the simulation, remeshings are done four times due to severe mesh distributions. FE
Analysis is performed mainly for strain distributions and load-stroke relationships.
Those results are to be an useful design criteria for designing a new process

sequence in future.

LM B

H2o AFat APe] ez st I dx BHL A9 wHIY tEY
FH-23 A4S st Uk AAgE Y A dFEES F8 VARFY YL
GxFoeRy AREY, A4S AEFS vund 9 dhe FHo 5 HFer)
7t A st7] o] AR EokellM 2AshE vlF o] thde] Eolutn gl o] jt
FAlol wet AarHoln AAHY ZIeHHA a7 Ve FYel BA3] a7 n
Atk @xidge] MR fAMe LAVIe, dAVIE, XENE, FHARVE, A
A71E Fol A gAstdol g a2y Il dxFTA AAVIEL HARZRER
b BRI Ve g 3 @70 wEAAY HHo) vdte MR AME Hol gl

...48_.



B} Rofo) st G so] AUtk MaA oled EARTL AU AHE Are
o} gw gule) HPP =9 Sol Wash Y WEH A 2 AP S 7
safoF #}.
AT ol g wlg, AT B AW T FPeawoldt Ber AEHM 7
£02e] ot IBY 5 Aok HTEO] ol FPA2YS VEEEY YAFTH
<

Holl o] 8% B =EEC] TEHUD Al-SeneddFL HE=IXWFH

G HEFHE AR, Hwangd5 L 7€ FFasyel da e HEE
AE MAdsr] st BAFLY FEFLLUE ALstd I TR/ HH Y 47
A AEHoz HESA

B =RdAe 7129 ARTHS A7 AT dAARE 27 H8le A3
%7 (Axle-Housing)oll W& 7]1&9 AzFHE 13t o] &3¢ AFx ¥
o stz FEF Feldrofg dnAdr|olrt FAEHo Jom, Mo L=
g8t 5, AFWY FFA 9T wF RAE] GgiRES weh a3, 4L s
o a2 FEaLME AHESIRS

2. s Aty

237+ BAC 43843E A8E de AuHA A¥Ye)o) wa S /3
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Fig. 1 Production of an axle—housing in five operations
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Fig. 2 Deformation patterns for
the first step operation
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Fig. 3 Deformation patterns for
the second step operation
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Fig. 4 Deformation patterns for Fig. 5 Deformation patterns for
the third step operation the fourth step operation

Fig. 6 Deformation patterns for final step operation
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Fig. 10 Load-stroke relationships for final step operation
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