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Die Design for Tube Hydroforming Process Considering
Preforming Effect
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Fig. 1 Hydroformed parts for automotive body

o

A%t BEE, ()84 A 44, (e
3 dder A% Ax g2 AAEY FUT,
T7HE A% HE BAY FA FL, (2) 3
Ao FA oz AT FFs T w2 AP #

l“—E]— (2~5)

2. SfO|IEEXQY9 FEF

uet A4 3 7HAE BFE + U A
BH(tube)E o] gdtE HH slolmzEwoltt
(Fig. 2) B2 &elmzxae o] A8l

!_TF'_
ik
1

Lower dj

(a) Loading into the hydroforming die

:_l’;‘/__'“‘\:|r
_JL\—/ IL

(b) Closing of the hydroforming die

FAMII2EEX/A 12 A M 55,2003 d/433



Axial Avial
force toree

=
LT Y L

(¢) Hydroforming

Fig. 2 Tube hydroforming process

[1_[1

—

[T—

(a) Loading into the hydroforming die

P 0N

i 1

(b) Closing of the hydroforming die

N0

T 1 0

(¢) Hydroforming
Fig. 3 Sheet hydroforming process

Nmr die

hlank

Lowcr die

(a) Loading into the hydroforming die

——

(b) Closing of the hydroforming die

43452 A7 BEER/AH 12 A H 55,2003

s
o

of

a2
o
il

(T

(¢) Hydroforming

Fig. 4 Welded blank hydroforming process

FHAE BAE olg3E AE So|mREd
(sheet hydroforming)®lth.(Fig. 3) AlE 3fo|=
2 e #Ag 58 I Abeld ¢HE 7

H

T S Az 2y Y3k NS d= W
Holrt.

A WAE g BAE o83k &3 VA
slol =2 X (welded blank hydroforming)oltt.
(Fig. 4) &4 @A sfel=zxy e 7 7fe] &4

e S 243 F BA Abold] neke FAE

Hojuo] 9t A4S dv Witk IwtHo
2 2%z AQelME Fr solmgxwe] 7
Wo| o] &H Y AFA & ol ME slo]ERE

Wiz o] &¥ L vt

FH gol=nyye F¥ste iy hHol AL
ololil Atolukel] uwhel ¢k stol=zEWa A
ot sojmrEgor FEE F Ak 2% ol
wayge oA wol Abgsta oliz el
W Agt el gl nFeA FR AMEHIL
e wyelry, g2 7 HE So|nEAE
A8 Wi gade dste] L

3.1 02 stol=E2 =Y (HPH : High
Pressure Hydroforming)

guryog HHi 3 *}0101] a7t 49
=AY EEe “JX]oM e Az FEY 9H
B} 5-15% & 4F dolg Zi: A& AHEEH
Fig. 5(a)3 % H¥rR% F3o st&A7a 48 3
o wowlx ougdde FPch FPo] &4l
3 23W FUEEL HF AF ¥R d9e
A AgE Aelb obdel. (Fig. 5(b)) whebA

go| vy F =UYs} dusA 4¥Y & A=

LY

= BEd o gRd g fAE Hojyel £
t} (Fig. 5(c),(d)) ol HH ol 7isfA|:=
Az HELe BE 140MPa & dolA ™ FH690Mpa



£
3
o,
ofl
fo
)
oo
A
=t
S
e
X}
O
2
I
|
5
od
i
o
o
oA
2

oY fTPIE @tk oNH ¥ Yoz 4
) Wel =R YA Fr W FAv) g
FA: AFE A TRAQ shge] B4 7}
5490 Utk wae] gt s sxe v

2 398 Su

3.2X¢e stO|=E2®Q] (PSH : Pressure
Seqguence Hydroforming)

Fig. 6(a)x g #8o] REHoxw gal= 4y
Z7l0 HHE Y ddo o8 AFF. ofr-
A 73 2o 2o} Frust 33 ok i3
o2 W (Fig. 6(b)) Fr9 Wrd FEL Ealo]
Askel FA7E FE R AE5xA @t o)

A FE el A o] fA® AdEielA
Ad 9 2ol s dgdct. FHe] &
b FAZE MG FHE F4e rEe A
22 myel ds F¥ ¥PE w 4d¥d
o (Fig. 6(c)) 4 3 93] &3 &34a #
Bz o ok o Zel muRel njgRge 49
of A=l A AF A4} Ao WA B
o FU St wAREe) n g3 e Bealy) g
FHeE o & Afhe SANA HYE HF
gt Aok, A steluRyye Wg ey
o ose dEoR BRY d4E 48 4 Add
£ 4o 9rh. 9wdez de M d8WPa
ofstolct. ®& F¥ ©yo] Fuwy Mol Yx
DL The) F7) uhEe] IR Aust U
AN AgEol FH He] B grepdo] AslA
ol -l vohe] WA JHsAE g} sholn
23l visfA Aot
ek gelERyYe 23 ¥ 5 Ao
FHE T oA, AY slojmzywe w3 A
EE AR e ol Au AR FHE FAG.
olAF WY Aol AR FH e|mm i
A~
e

/

(a) Before press die open

(b) Before press die closed

(c) Press being applied die closed

(d) A Maximum pressure die closed
Fig. 5 High-pressure hydroforming process®

(a) Before press die open

(b) Before press die closing

(¢) 1st pressure die closed

A
(d) 2nd pressure die closed
Fig. 6 Pressure sequence hydroforming process®
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(b) Finite element model
Fig. 11 Tools set for hydroforming simulation
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(b) Tryout
Fig. 12 The end form of tube after hydroforming
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