g b33 20079% AL

=E3 pp. 314~317

USEHHES 0|83 ARo|F §E slo|lEREYS
stz = 23}

elsiel’. UYE. Usi

Loading Path Optimization in Aluminum Tube Hydroforming
using Response Surface Method

H. T. Lim, H. J. Kim, H. Y. Kim

Abstract
Automotive rear subframe of aluminum tube was developed by using hydroforming process, based on the numerical
analysis and physical tryouts. In the previous study, the effect of prebending was evaluated on the basis of forming limit
diagram which had been obtained from free bulging, T-shape forming and cross-shape forming, using the developed tube
hydroformability testing system. In order to get the sound products, appropriate internal pressure is to be imposed
corresponding to the axial feeding. In this study, the loading path, the combination of internal pressure and axial feeding
during the process, was optimized to ensure minimum thickness variation and dimensional accuracy, by using response

surface method.
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optimization
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