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The study of adopting the hydroforming method in the front

axle of the co

mmercial vehicle

D.H. Jeon!, Y.G. Kim', $,M, Na', D.S. Park”

Abstract. This study is concerned with adopting the hydroforming method in the front axle of the commercial vehicle.

Generally the front axle of the commercial vehicle is made by the several operations of press forging. This product

supports the big weight of the vehicle and load. The weight of the press forging parts is also so more than it of the press

parts of the passenger car. So, we have studied the hydroforming method to lessen the weight of the front axle of the

commercial vehicle. To apply the hydroforming method in the commercial vehicle, we had to use the operation of

reducing the diameter of the used tube prior to the hydorforming operation.

Keywords: Preforming operation, hydroforming operation, Reducing diameter operation, mechanical characteristic.
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Upper Tool

Figure. 2 Structure of forming die

(a) Result of operation

(b) Thickness change

Figure. 3 Results of forming simulation
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(a) Performing die

(b) Shape change

Figure. 4 Result of performing simulation

3.4 5l0|E2=%29 ZF

stol=2xn FAL ¥ T IS A9
st71 A FEAd TS oz | 4sE
olof et L ol gt AP FA
o},

F589 Fo]ZE AT I oF g¥S
Y e vk AF AAGANAMYYE FF9
FAE WEE SolE=xY BF AAT} o]F9
Mo 8w Zejxy FA X slol=R¥y ¥
ol BEe] HEE HAHE F s I
o] o]Fojx o gt}

7] selEzxd  §F9 @Y  ZAde
Figure.5 2| (b) Mg ZEZolja LAY o4
TE5 FHAA o lm A= FEo] LA

- 172 -

(a) Hydroforming die

(b) Initial result
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(¢) Final result

Figure. 5 Result of hydroforming simulation
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