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ABSTRACT

Tube bending is one of the conventional
manufacturing process. Recently, tube bending
was highlighted in automotive industry by
hydroforming. Tube hydroforming process is
divided into
hydroforming process. It's initial state is very
important in die cavity of first hydroforming
process. So tube bending is important factor of
the hydroforming process.

pre-bending  process and

In this paper, two pre-bending simulations,
by a rotary draw bending machine and a bend
die. This paper presents the simulation results
in pre-bending process that is used to form an
automotive part, tie-bar.
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Fig.2 Tie-bar CAD Model
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Fig. 5 Specimen of pipe
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Young’s modulus 206.0 GPa
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