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Abstract
Electrohydraulic forming(EHF), one of the high-speed forming method, can supplement the weak point of previous forming process such
as deep-drawing and electromagnetic forming. Indeed, EHF is time-consuming process during installing wire before experiment that hard
to apply to industry. In this research, applying wireless electrode, the formability of SUS430 sheet was compared through EHF experiments
using wire-installed electrode and the other, wireless. Although the power was a little lacking, the advantages of the experiment using
wireless electrode could be confirmed with checking the optimal location of electrodes where the plasma is generated and comparing free-
bulging height depending on former and later condition of electrodes with performing several single and multistage experiments for same

voltage, 6 kV.
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Fig. 6 Original and worn off tip of wireless electrode
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Fig. 8 Result of free bulging experiment with wire
electrode at 6kV
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Table 2 Bulging height and reduction of EGAP at 6kV
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Table 3 Bulging height of consecutive experiments (mm)

Iteration 1 2 | 3
Wire .
Electrode Bulgmg 25.4 -
Height
Wireless 22.9 25.8 26.0
Electrode Var" 22.9 2.9 0.2
- Gap 2.5 0.4 0.6

38|(uiple) D&oz 717 354 & owle] ddow

S7FeHA &= AS Rk A HH E2t
znp Afol o] A F7E Qs Al ZhejAl= A
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*Variation of height with previous sequence

30

27

24

Bulge Height (mm)

21

18

Maximum Bulging Height Comparison

Wire Single Experiment
—[ Wireless Consecutive Experiment

1st
Sequence

2nd
Sequence

3rd
Sequence

Fig. 12 Comparing maximum bulging height of wire
electrode and wireless electrode
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1

‘Wireless
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‘Wireless
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Fig. 13 Comparing maximum bulging height of wire
electrode and wireless electrode

‘Wire Electrode
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‘Wireless Electrode
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Fig. 14 Comparing bulging height of wireless electrode
with single experiment of wire electrode

Wireless
Tteration

Fig. 15 Experimental result at second sequence of
wireless electrode and wire electrode at 6 kV
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