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A study on the hydro-embedding technology
in the tube hydroforming process

D.K. Kim, K.S. Park, I.T. An, S.S. HAN, Y.S. Moon

Abstract

The productivity of hydroforming process can be increased by combining pre-forming
process and post-forming process such as the bending, piercing and the embedding process.
Therefore in this study, integrated studies on the hydro-embedding technology have been
performed by analyzing the deformed mode of the tubes and the optimal process parameters.
In the case of the embedding test the characteristics of the embedded parts, such as the
shape of the screw tip, screw thread and shape of thread were investigated at various
process conditions. To measure the clamping force between the embedded part and the tube,

special measuring device was used.
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Fig. 1 Tube hydro-forming machine

Fig. 2 hydro-embedding punch cylinder
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Fig. 8 No.3 flange shape at an hydro-embed
ding process experiment
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Table 1 Results of hydro-embedding on different
flange depth and load volume

Edge shape | flange(mm) depth | Load(KN)
clamping
element NTP TP | NTP | TP
No.1 44 4.1 20 2.5
No.2 3.6 34 1.5 2.0
No.3 4.6 43 3.5 40
No.4 3.1 2.8 015 | 02
No.5 44 40 2.0 2.5
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