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Fig. 2. Analyses of cross-section perimeters along the half symmetry
part, (unit: mm).

Table 1 Mechanical properties of tube material.

Elastic Yield
Modulus  Strength

Tensile Uniform Tensile
Strength  Elongation Elongation

210 GPa 365 MPa 473 MPa 16.3% 31.4% 0.15
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Fig. 3. Initial mesh of hydroforming die cavity and tube.
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Fig. 4. Predicted geometry and distribution of thinning after hydro-
forming process without axial feeding.
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Fig. 5. Predicted distribution of thinning after hydroforming process
with axial feeding (45 mm).
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Table 2. Expenimentally measured thickness.

Position  a b C o e f g h

1 ZB3 ZVs ZB4 ZB 236 257 ZB3 ZEV
2 257 ZB0 2858 26 279 253 235 ZG60
3 273 Z2B0 270 28B4 282 272 261 273
4 27 ZVE 267 281 280 ZB3 257 25
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