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Abstract : Electrohydraulic forming is a high-speed forming process that deforms a blank using electric discharge in
liquid. When high voltage is discharged in the water, a shock wave is propagated from the tip of the electrodes to the
blank, causing the blank to be deformed into the die. Electrohydraulic forming has many advantages including
improved formability and reduced bouncing effect and springback. The objective of this paper was to conduct a
feasibility study to identify the electrohydraulic effect. An electrohydraulic forming apparatus was developed and
experiments were carried out. The results of the experiment showed that the developed apparatus had sufficient energy
to deform the blank into the die. Using the hole to emit residual air in the die was more effective than using the vacuum

pump in terms of saving on experiment time.
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Fig. 1 The scheme of electrohydraulic forming process
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Fig. 2 Specification of electrohydraulic forming apparatus
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Fig. 3 Dimensions of the conical die
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(b) Case 2 - without vacuum pump

Fig. 6 The upper side of the die
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Fig. 7 Comparison of the bulge height of the blank
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Fig. 8 Current waves at the different input voltage
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Fig. 9 Current and voltage wave at the 8 kV

(c) 8kV

Fig. 10 Deformation results of the blank at different input

voltage
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Fig. 11 The bulge height of the blank at 6, 7 and 8 kV
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