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Development of Formability Test for Tube
Hydroforming

S. S. Han and K. C. Park

Abstract

The tube hydroforming technology is new key production technologies, which contribute to a
light-weight car. Because the tubes are used for hydroforming instead of the sheet materials formability
test for tube is required to measure the formabhility of materials for hydroforming. In this paper, a kind of
formability test for tube, which can well represent the characteristics of tube hydroforming processes, is
developed. Developed formability test method can consider not only the influence of material properties
but also contact with die and material. Some investigation was carried out to verify the effectiveness of

developed formability test.
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Fig. 4 Deformed shape of tube after bulge test
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Fig. 5 Influence of tube length on bulge test results
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Table 2 Hydroformability test results

Mterial | TubcOD | Thickness | TestType | Dubricont | Expension Ratio
Bulge Test - 472%
Developod - 278%

Devdoped | RstProvert Ol | 278%
Devdoped | Diawing Gl A 20%
Dinelped | DrawingOil B 284%
Diveloped | Drawing Ol C 303%
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Fig. 9 Thickness strain distribution along the
circumferential direction after formability test
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