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A Digital Tryout on Effects of Internal Pressure for
Manufacturing a Tubular Part by Hydroforming
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ABSTRACT

Currently, automobile parts industry is a very important sector to Thailand’s economy. Within those parts

produced, many parts are tubular structures. In manufacturing process design of these parts to maintain the
competitiveness of the industrial sector in the market, a digital tryout through a construction of computer
simulations needs to be properly implemented to replace physical tryouts requiring much time, resource and
cost. This research conducts a digital test on internal pressure effects via a nonlinear finite element method to
simulate a Hydroforming process. In addition, since the tubular parts are thin-walled structures, forming limit
diagram (FLD) and thickness distribution of a section of interest are used in the failure analysis from the
forming. This study found that the control of the forming pressure plays an important role to the formability

of the hydroforming process and the digital tryout can well accelerate the design and development phase.

Keywords: Hydroforming; Digital Tryout; Nonlinear Finite Element Analysis

26



1. ynin

4
v A

a A Y A Y1 I @ a
mmﬁm1m1umawamﬁuﬂma"lmnﬂummwn

¥ W

Ja (Key Performance Index 3o KPI) fididnyen

o
9

A A 993 = a v 9 &
Wuﬁ“ﬂﬂ%iﬁlﬁuﬂﬁﬂ'ﬂnmiiyﬂ13ﬁu1ﬂ]ﬂﬁﬂizl‘ﬂﬁuu‘v]

22 2 p .
MUMAgATIMNIsSUFUaINeIUEUa  (Automobile

Part Industry) lunilslumagaamnssuidiey

voulszmea Inatluograun aamoz i

magaavinssuiinaana (Productivity) fige d1uilu

oA A Yy A = Y
@fﬂ\iﬂ\ﬁﬂfllgﬁE]Qlll‘ﬂﬂiuiaﬂﬂq\jﬂjuﬂ’ﬁﬂaﬂuuﬂuag

A dao

A Y)Y a o s
HAANNANYNTINEG LWE)Gl,ﬁllﬂwaﬁﬂm“VlﬂMﬂﬂ!ﬂWW uag

a

Y = 1w @ 4 v?/l d"
mu‘wu‘wmmmumwuiuamammﬂﬂ%‘uu"lﬂ MU

q 3
Y

nszIUMIHaanldnem g lumsnaaruaIueIY
s £ A S o

PUALUUNII o MyvugUievouriad
9 4 £

(Hydroforming v3e HF) sisiizlswduaueuoud

i 4 v

Mmmnzauaemstiier HF wilszgnaly fe sudiui
= T, 2

figUsailuvie (Tubular Parts) gsgudiulaseadn

g0 o Lot o 1A
muﬂummmmniu‘i’]%fquuﬂmﬂymzxﬂummﬂ

]
~

Tasaademianns dudasdiedalugln 1 &9 Hartl
(2005)

o J @
Wwer HF wlszgndldlugaamnisy vmzi@edtu

4 1
a A

9
‘VI“LI‘VI’J‘L!f‘ﬂﬁNﬁ@]“ﬁua”)uﬁa’lﬂ‘“]‘]fuﬂﬂﬁﬁiﬂﬂ

Oh et al. (2006) lanfuivauemsszynaldlu

k4
gAmMUNTTUFUAIUOIUOUA

(b)
27

Engng.J.CMU.[2007] 14 (2-3)

it 1 §udauﬁﬁ1mmwSMm%%ma%ugﬂﬁ’w
vouriad 31 (a) — (b) 910 Hart (2005) 31/ (c) 910
Oh et al. (2006)

A v
Wail Oh et al. (2006) a1 HF fideldnlsey
v o T S 1 ad
NRAUAWLTWTIVOIFUAIUNGIUY  AuAWATY

e w v A A ra Y
HIMUNAAAN ag AUNUIATOINDUUNNINUDYAN

Dohmann and Hartl (1996) tauei1 HF iflu3inii

'
aA o o Y

v
Tumswaagudruniiminios uaﬁmnﬂu

' 9
maluladndaliongiesluvaziiu - nszurumsnanil
yasjarnelugaunavany og 2 Usems e (1) lanen
a 1 1 1 1a 4 Y
lgdsuamwresinevewiiul taz (2) laanumin

v 4
veaneminawe wenvind Koc et al. (2000) 4
o a d a 4
Wuemsiases W ludeanud (FEA) uaz m3
ponuuUuMInaaed (Design of Experiment) wiu
(Quadratic

ulFlszaeuausuuINIIMIHaA

HUVIABINHUINAIAITDY
Polynomials)
Fudndodedii (T)lagnszuaums HF yenIINg
Xia (2001) rnauenuusiaeudadnsziununii
éhw%”umﬁmiwﬁmmé’umaﬂumigfilug_ﬂ(’?yudau

961341891035 HF d@2u Nyuyen et al. (2003) 'I&
WraueuuInmsine1Isdoundy (Inverse
Approach w3e 1A) Failudnvaziuuderiufilely
Buranathiti and Cao (2007) nl¥lumsinsies
nszinums HE  dmsusudiunielunsdidnned

\ 4!
WYLV UTUN

4
~

Y
unanwil ldinauemsiugidreveunar  (HF)

v A Hq v < A
ﬁ13Jﬂ'JfJﬂ5mﬂﬂH’]ﬂGlGlfGLu‘]Jﬂﬂ'Jﬁlllu LW@ﬂiSﬂf‘)‘UﬂWi



N.YIUTA

o a J a
UUTUD NE‘]ﬂ1§31ﬂ§1$1’1ﬂigﬂ’JUﬂTiNaﬁIﬂﬂi%

o a 4 a 9 9 a
HUVITADIABUNIAUNDT tanealsendseaz e

o 4
maaslinerdesiunszuiumsnaail

2 v
2. msmugﬂmﬂmmmm

4 i
ﬂszmumiwamumumuﬂuﬁw‘v‘hmﬂTammu

]
~

. 2 e oA .
Tngiuianmsvugiliagnuiaingilsanugiu wu
(Value-

added Configuration) #uilumsulsziedianiig

' R Yo I Aa A2
AU N Lﬂuﬁu GlﬂiJE‘]Jﬁ'l\TﬂiJllﬂﬂ'lLWll"’Uu

U

v Vv b4 £ v
(Permanent Deformation) nstinsyuglsudiung

1
~

@ <3| ' = 9 1 Qy 1 ~

anvazidune YANUNIMEUANAININTUTIUND
=<
U

4

' ! Y
dnvaziluTanzunuinll Seeusaldasmsiluvy
51 (Stamping) Fuiunszurumsniidszdniam
(Efficient)

Y

v
awnsothnilszgnd 14 1alunsnanFudiusie St

4

4 4
galumawda uadsmsiluyuguiily
. A £ 2 A o o
mslamsgnsswinemsvugUrudiuneniiag ¥ni
Haymimaiiasesdu (Wrinkling) 11nsingmssiIne
(Buckling) #auuimaud luvils e msldunuasa
13 d A

(Mandrel) w3ounulu uanfumsmudununied
4 a4 dyg "o ' a o <
A3 NABINITANNLUUSIZIVDIUAZHAAN VN

Yo PO 4 o o Y o qy
TAunszuIUMINaadnAenta detiy a1 Iy

I o A a o 1 [
wyaludagnlaunsoualsnlasuseadugzlnenieg

<] | o a o [}
18 Arziflumsiilinszuiumswaniaiudangu
annsaneuaussdonulasulasvesgiluuuves
2 P AR D o
Funuamannzaaia laiuedied auiudeldtingi
HuIANINAAUeILIIAUYeILtvad (Hydraulic
E4
Pressure)  111% Tagnszuaunswaaiiannioiu
4
59071 M3vugUdrevearad (Hydroforming w3e
HF) Taglduaaunudiaivilseneuvesmsnanyila
4 v v Y E4
tinoduvlugdi 2 TaenIsmsIugildreveunadil i
Y A Y o = = @ 42’
doanarelszmaile IdihwnlSemieuiunsdugl
- . . ; " g
aawsziiia (Explosive Forming) #sdeduilumsiiu
sUntins1¥daiwdeuge (High-energy  Rate

1] QU

Forming) HuDHil [Amstead et al., 1986]

28

4
malsgivesiaqlunsaiil  alddungdnssu

9 a o dy 9
aunanaanvedidg  Tasluunanuilsaunisves

Hollomon ugauidumslva (Flow Curve) vosiag
sail

o=Kg" (1

Tagit o fle maAueSe (True Stress) & Ao
AnuAseAvse (True Strain) K fe mduiszans

ANuLYause (Strength Coefficient) uaz n fie A1en

@

fdennuuda (Hardening Exponent)

Counter punch
Fe /

Tube |

Die
\ /

- P «—
-
Feeding punch

~ YR d? Y
51U 2 uwursdulseneuveamsyugalsve urad
(Hydroforming)

A v o , F o
msaenlFanuaumelune luesduainisai
msdszinald  Tagldaumsanuaugavesnnudu
"o oA
lune aail
PD
o=—
2t

{ I ' ' v
Taoh D Wuvmaduriguénatsvesie, P iiludn

@

o 1 [~ 1 1
mm@umﬂum, t dumanuruvesns ey o

4 i
=K A

Wumanudunmavyuneg 1dsi IS eumeufua

9 Ao o v
ﬂ??ulﬂuqqq@‘ﬂ'Jﬁfﬁ]ﬁ1ll1iﬂiﬂllﬂ

AR

3. NIVUANE
dyu =2 a Qy 1 Y

PNANYHINMIANYINTZUIUMIHAAFUAIUYD
aogUdai (Tee-shaped Joint) Nianvmzadiony
2 A ! Vo 2
yudwiuaadlugd  1(b)  Fedelduiusudiu
F v Fd
WuguinaannnszuIumMsTugldsvounad

) Aq v - s 3w

nolavelglumsAnul  wnmannauuy
azyusadou (Hot Rolled Mild Steel nio HRCQ)h

fisanuvuuniu (p) dlu 78500 kg/m®, weada



Sangu (E) dlu 2070 GPa, sasawmilwes (v) du
a P a Y

028,  WpAnTIHNRAUWIEAN T umuaumIveq

Hollomon Tuaumsi (1) s K dlu 543 MPa, s n iflu

021, adulsaamlidunama@enty  (Anisotropy

Ratio 30 R) flu 0.99 uazdensdsvesilandunin
(Yield Function) wes Barlat (m) 1111 6.0

' v 9 v

sUssuduneTanzi g umsnmil uaasluzla

o Y A g 4 o A
3 Awmualdlianuvuusudui 1.0 mm, salive 25.0
mm, vi9en3 200.0 mm wazianuaulszansanuden
1 9 Y
s (Friction Coefficient w3o 4 ) ag# 0.125 Naiiwiia
a Iaq Y o VoA a 2 v

wawuan 4 lumsdiaoane Ao wAWUA 1ATIAT 1LY

nlaen (Shell Element) auuuuves Belytschko et al.

(1984)  nudwIugamsduiingg (Number  of

1 4

Integration Points, NIP) 2¢ 5 9@ ({H199NAMINATIHH

Tilddriedanansznuainnmsalsadindy

(Springback) 34111814 7 9ad uiitnsaamuIAIIKIN

ganuuziinly M uazenald (2549) imualiaid

uisun luaumen (Shear Correction Factor) ogi

a

0833  S1muald UMl aeaUAMuaN1IZN5 0l
. . @ <
(Adaptive Meshing) légaga 3 s2dD visoinasduag
A A A2 9
15239l 1/8 U39 1/64 VBINUNS UAY
] Y

FTlsunsumsannamn 19 lumsdnmil Ao

LS-DYNA

14 v
Avwause lumsduga) (Formability) 4 az liiesan

Dynaform  uag Tasmsinszr

nansEnuNNMsalsasanay

Py e mo

29

Engng.J.CMU.[2007] 14 (2-3)

>

r

ror

e 4 4
5107 4 uynuRn lueaeun

u

Counter Punch

N e

Feeding Punch

x

ey

=~ 1 I |
3191 5 drulszneumininndou lnd

TR A VIO O
SIEY TRN: DD0G00

s
ETAPOST g

v v
5101 6 Tasavreved W ludodmud luunanuil

L1}



N.YIUTA

nauailon  (Virtual Time) #14lumssians
s 2 JE AR a a 2,

aowmssimsvugliadddn 0040 i Fudiu
wiiena Mvualdifluiaquilunie (Rigid Body)
Fuwaaaifivin lindouilugun 4 Tael¥uifud
Hlowsh (Feeding Punch) maeuiidrsn1umia 500
mm/s fvualimiiuid iy (Counter Punch)
gnnadlense (Fc) 1,000 N Tauaauifinifindend
auidouludaduluglil 5 uasglit 6 weaslnsade
(Mesh)

o P Ed 4
fﬂﬁ‘ﬂ16’6\1ﬁ'i’l']uﬂ]imﬂl@ﬁﬂﬁ&’ﬂﬂuﬂ?isﬁuzﬂﬁ

vl ludodnuduetosnsnounanluy

Y ] 1
Tumsdnwil 1dUsulasudinlseenuuunlelu
4 ]
AsTUIUMIHART Taeidaullsudnie AANUAUYDY
3 dyo/ dd’lw d‘ o o A a
vounad MiuaxuIa (KPI) nainy Ao msnases
gu  (Wrinkling) msanvia  (Tearing) uazns

9
N3Z1AIVDIAMIUHUIVOITUIY

a d
4. HAN1TAUNIISH
AR v A 1 vy Y n’z’ o
vnnsaianiaannan Bisduiu - menasen
MyunTeraeds I ludeanmduuy liFudu o
< o
annsariuy mansgi/luseduumaia (Macro scale)
1 o . PN 4 { : g
aumsvda (Displacement) Mnadulugdd 7 Fuilu

Ed '
nsdidredamsvuginnuaunely 12.0 MPa

¥
\

=Sh. e Wt

' v 9
11 7 35 vvesdudiumendaninmsiugde HF
P =12.0 MPa
A a e o
UAIHB9INMTHAAINANIAATIZH TugMsuTa

4
wuenaemsi lamszuazmdeagdae’ly 3414

30

o w

9
Wuewwugiidadinamsyugl (Forming  Limit
] 3 9
Diagram w3e FLD) 33151 14duaauves Keeler
and Backofen (1964) Tasudasnruasoavian
- : a2
(Principal Strain) woaazPANUAVDIFUTIUNU
v i lddanaasnsdidredialugili 8 Taswniinsal
2 '
ganan lutiuud Tduhuanuazinua minmsinnie

Fd
awudegldiduiasinanisyugl (Forming  Limit
. < sy
Curve %38 FLC) aghalsnauiinua Tdunguauee
a [l d?l v o« Y1 a a do =
naseeduIy auiu ldniedwudsumnnianig

ANuIAIBArdnag 1y Quarter 71 2 voa FLD

T
AERAT TR mstssn

[ v v v
1 8 Anwamnsa lumsyugivesudiudie HF 2
P =12.0 MPa

d‘ o =1 a Aa [
weimsAnEaniwavesnnuaunelu (P) ves
1 = YA 1 d' 1 @
vouvaimelune 39lanmsisunlasuainnuauly
) Y
HuUTIaeIneNNIAes Tasdinaadinlsaus fianua
2 a ady ~
19113 Tasupunsunsieiisrusuansluaisiean 1
Uszneuduainnunuigeganazdigan 1dainnis
v
NAABINNAINDAAY FEA i
1 < Y qy ] ~ 9 A £
o819 5na I nFuaIui laandeu lunile
ve9 HF o199z ludnuia uansnszatedivesninu
Fa
WuvesFudIu Aeneziinansznuedniiied ey
. . pn 1 I3
(Significant  Impact)  seANUTIULTINIIAY
Ea
Taseadrs (Structural Integrity) msdnuildsdanih

o ST S | o =
AAATNLUINUNDATUFTUNYUUVUN muam“lug_ﬂ‘n 9



P

nasrar l

nssaim

Section PR

A

< Ammn

.r o ﬂy‘
»

= o Y o Ao
E‘IJ'VI 9 N1TNTTIYAIVOIANUHUIVOIVUIAANUINN
3

1n12W HE # P = 12.0 MPa

d‘ a ¢ £ & = o
AN 1 Wﬂ’JLﬂ'ﬂ%‘Viﬂﬁ‘llu?l‘lj!,llﬂl,ﬂﬁﬂuﬂ’ﬂllﬂu P)

P (MPa) | Min. t (mm) [Max. t (mm)| Status
1.0 1.008 1.629 Fail
4.0 0.992 1.389 Fail
7.0 0.97 1.406 Fail
10.0 0.953 1.2099 Fail
11.0 0.94 1.238 Pass
12.0 0.915 1.229 Pass
13.0 0.8714 1.225 Pass
15.0 0.678 1.22 Fail

17.0* 0.8096 1.222 Pass

* =2 A o VoA

nneieimsnuauanuauanal (linsi)
= A

1AA1519N 1 ANKNI8UD Status NI

(Pass)

(Tearing) wiemsinasesdu (Wrinkling) n1eld

A4 Ay - =
vsenawwad (Fail) ¥191nn1sanvia

4 <3 J o
@eulvves FLD amnsowiuladanuaumelu
=S Aa a T 1 ldg’
(P) ignFwasdrauinasauaiuisalunisiuygl

' Y
disui P = 17.0 MPa1iu imsaauquanuauld
v Y A o ra oA A
ADANEDINUNITIAABUAIVE YN Y MAAD Y 17
' Y Y
(TWashaaeanszuaunisdugl) s ldsudan
Fa v v
awsaiuglld danlunssidugiuldiimualdd

v ' 4
anuauaduayenIfinasanszuIUNMIVUZL

31

Engng.J.CMU.[2007] 14 (2-3)

gﬂ‘ﬁ' 10 HAAINITATLINIAIVBIANINHUIAADANII
@Tﬂﬁuaﬂﬂugﬂﬁ 9 lunsdianudui 10.0, 11.0,
12.0, uaz 13.0 MPa Feuaasliifiuiusnui
AUMUININIABIABNI5ITAT 008U YNLIAITY
vinaiianmmndesdesde ynimediuaiy

< Y
uVasavelnseasng

——P=10MPa
----P=12MPa

——P=11MPa
——P=13MPa

100
Arc-length (mm)

710 10 M3nszaedIvesnNunIILUMTIAAA

d d
gAY X Anaadlugli 9

A q9d = 2 A a v o
!W@iﬂlﬂua\1§ﬂﬁ1\1%u\ﬂu1ﬂWaﬁﬂ’]ﬂiﬁﬂ?’]uﬂu

u

]
~

aelundgunu'lyl 319

]

11 uag 12 1AAFuaIuR Iy
sUmeldanudu 1.0 uaz 2.0 MPa Faiu 183 uda
anudumaniesninaiuluii@deseinusana
(Compressive Instability) TugduvunisTna
(Buckling Mode) og1agaau Fufunmiseanuu
NTLUIUNMITHAATIAITANITHITAIUNIZANUAY

aseuaguilyminnadu



N.YIUTA

TR AR DS oG
ST P anme
COMPTAENT; Thcimens

s

s

SRy e osmr
COMPOMNT! ek

'

ETAPOET

2

i 4 4
707 12 s wvesBudIuMendnInmMsTugUde HF
7P =20MPa

5. 9l nemazviinamgagy
Tuau33i35 Il Tudoamuduuy ligaudu1d
gnindsegnald iiedszneuniseenuuy
AsEUILNIHARFUE MR T naz T ureds
uanslunsdidesraluunaudl vinwan1siinsizd
Faitlquaaslugddszney  wazmsndindnuiuds
i nu Jesomadiuanuduvesveamarluried
waTﬂfmswiaﬂmmwmm%yud'mﬁﬁmmiw?m 1
Wulil1darsiimsainauanusuvesvounal 1

Fd
doandosnuaniuznsvugllunaazgianal sz

32

] Y Slay A a 9 d?‘ =<
3292817 1B UIUNANIVAINADINITUINY Y ¥4
= Y} P A v
danfrzidunmisiiudunu 1flesindeanis
nszuIUMIntaNuuiui lunsAuguUIIIAAIIY
au vauzingInuanlsaadulalunisesnuuy

. .. . PR 4

(Design Decision Variables) nuauuinaiu'ly

Y o o

a8 Tasunuininaldvesanuauvesveuriarlu
& ' o 1 19 VY A

nszuums HF iy sggienganiiane 1d19du e

I ' 1a  oJa v ' °

1Wus088uINUTINANUUNNHNT DA Az

1 [ @ 1 1 ra s
Inovers U5 U uUIMITI%DII19U0 I NNR

msaedinanignlaglFuuuiineneuinesi

a a 1 o a l <3
52aNTNINUINNINMIIININAandasiedrariuld
Farau Tagialnsnaaesnsadealdnsneins
. 4 dqu . v 4
UIUNIN vazinarnlglumsmuiuninies

a o . ~ @
aaunumes PC  workstation #ialszuiana
Intel Xeon 3.2 GHz uaz RAM # 1 GB 14iawua

=3 o z csyo Y & =K Y
aznsaitlszna 1 % lue nedd ldsudauun Tdy
V9INTLVIUMIHAN 1119152 NDUMIDDALV VDN

a a

Uszaninm ﬂ”Iifﬂl’t‘)”ILL‘]J“]JﬁWﬁ’t‘Nﬂ@?Jﬁ’JMG{M”I

szana 14

a

Froaans 15ninensnilegediesing

Y] v J o A ] v
Wﬁ'f]iJﬂ'UL‘]Juﬂ']iﬂuiﬂﬂﬁﬁll’)ﬂaﬂﬂﬂ'lﬁ@ﬂﬂ TN

9

TUADUNITOONUUULAZWAIUINTZUIUNTNAAVD

magaamnssuiluededs  uazAemIAIV0Y
AnenImnNIsHanveslseina
ana
nanssudsema
VBUOUA Y Engineering Technology

Associates Inc. (ETA) 3n USA dmiums
atvayulidsunsy Dynaform wag LS-DYNA
HAZVDVDUAUNUITY VDT,

4

amldFaeu1edIuvesnuI el

fvFumsatduayy



(1]
(2]
(3]
[4]

(5]
(6]

[7]
(8]

[9]

Engng.J.CMU.[2007] 14 (2-3)

1PNA1391904

Amstead, B.H., Ostwald, P.F., and Begeman, M.L. Manufacturing Processes, Wiley, Singapore,
1986.

Belytschko, T., Lin, J.1., and Tsai, C.S. Explicit algorithms for one point quadrature shell element.
Computational Methods in Applied Mechanics and Engineering, 1984; 42: 225-251.

Buranathiti, T., and Cao, J. Inverse analysis to formability design in a deep drawing process.
JSME Journal of Solid Mechanics and Materials Engineering. 2007; 1, 6: 796-805.

Dohmann, F., and Hartl, C. Hydroforming - a method to manufacture light-weight parts. Journal of
Materials Processing Technology, 1996; 60: 669-676.

ETA. Dynaform: User’s Manual Version 5.5, 2006.

Hartl, C. Research and advances in fundamentals and industrial applications of Hydroforming.
Journal of Materials Processing Technology, 2005; 167: 383-392.

Keeler, S. P., and Backofen, W.A. Plastic Instability and fracture in sheets stretched over rigid
punches. ASM Transactions Quarterly, 1964; 56: 25-48.

Koc, M., Allen, T., Jiratheranat, S., and Altan, T. The use of FEA and design of experiments to
establish design guidelines for simple hydroformed parts. International Journal of Machine Tools
& Manufacture, 2000; 40: 2249-2266.

LSTC. LS-DYNA User’s Manual Version 960, 2005.

[10]Nguyen, B.N., Johnson, K.1., and Khaleel, M.A. Analysis of tube hydroforming by means of an

inverse approach. ASME Journal of Manufacturing Science and Engineering, 2003; 125: 369-377.

[11]10Oh, S.-1., Jeon, B.-H., Kim, H.-Y., and Yang, J.-B. Applications of hydroforming processes to

automobile parts, Journal of Materials Processing Technology, 2006; 174: 42-55.

[12] Xia, Z.C. Failure Analysis of Tubular Hydroforming. ASME Journal of Engineering Materials

and Technology, 2001; 123: 423-429.

Fd
[13]n3in5 yswBa vaz o1aid Tudadiwanl. msAnyauhvesdulsaensnensainmsalisiindulumsin

U5y, NITTITIMINHIZIeMNA INTEUATIMIIG, 2549; 16, 31 14-18.

33



