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Numerical Analysis and Validation for Large Curvature Plate Forming Process
using Flexible Forming Technology
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Fig. 1 Schematic view of flexible die equivalent to matched die
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Fig. 2 Analysis models for simply curved plate forming : (a)
conventional die forming - simply curved and (c)

spherically curved surface, and (b) flexible forming process
(FFP) — simply curved and (d) spherically curved surface.
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Fig. 3 Determination of vertical punch locations for spherically
curved surface using geometrical relationship.
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(c) die forming (spherical) (d) flexible forming (spherical)
Fig. 4 Strain distributions of simply and spherically curved surfaces
for flexible and conventional die forming methods

(a) die forming (simple)
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Fig. 5 Plate forming test using flexible press forming apparatus

(a) simply curved plate
Fig. 6 Deformed plates through flexible forming process

(b) spherically curved plate
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