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Process Design in Shell Nosing for Net-Shape Product by
the Backward Tracing Scheme of the Rigid-Plastic FEM

Sang-Hyun Kim’, Jin-Hee Lee™ and Beom-Soo Kang™
* KOREAN AIR
** ERC for Net Shape & Die Manufacturing, Pusan National Univ.

ABSTRACT

A process is designed by the backward tracing scheme of the rigid-plastic FEM
for net-shape shell nosing component without machining after forming. The
current process of the shell nosing in industry requires cost-consuming machining
to produce final product. The backward tracing scheme of the rigid-plastic FEM, a
novel method in preform design of metal forming processes, derives a sound
preform for net-shape shell nosing product. The current process is simulated to
check the metal flow involved in forming with a trial preform and its modified
preform. It is found that the two preforms are not suitable for net-shape shell
nosing product. Finally, a preform is designed by the backward tracing scheme,
which is suitable for net-shape manufacturing of the shell nosing component.
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Table 1. Cost estimation on various production methods
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Fig. 2 The suggested process of cold forming to form a shell.
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Fig.11 Simulation for shell nosing of current process.
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