550 %55 6 1 (2D TR /I AR | R NI N S ¢ Vol. 50 No. 6
2018 4 12 H Journal of Nanjing University of Aeronautics &. Astronautics Dec. 2018

DOI:10.16356/j. 1005-2615. 2018. 06. 019

NERTETRE SRR
= & H#s AN F4K EhK

i zs o752 CHL Lol (D A BR D424 7 L P % . 710089)

WE  hmk L FRTFAMAE SMUREGRBEE RET - TIRLSARM NG F k. @it JUIT X & B
THHTHF BRI FERARERATRFPRATHIERZINORRA AL T B THFRAORMAEEH, £
AARAL RHMESOFTXARLT RAMBETF RN ERERESFGH 0, 24 TRBTRFEHTHL
BABAGEHAE, REZIL BT HFEEEARREGREARFAD KB EIRFTHLASME LSS
W A AR 2R T MU

KBR:AZHERY ;T IR R B R 5 ; HALEE M

FESES:TG39 XERRERD A X EHS:1005-2615(2018)06-0860-06

Research on Bending-Bulging Compound Forming Technology of
Small Radius Tube
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(AVIC Xi’an Aircraft Industry (Group) Company LTD, Xi’an, 710089, China)

Abstract: To solve the forming defects of the inside wall of small-radius tube wrinkling and the outside
thinning, a bending-bulging compound forming has been put forward. The range of the initial bending
radius is determined by analyzing the geometrical relationship among the initial bending radius, the ini-
tial tube diameter, the final pipe diameter and the final bending radius. The influence of different initial
bending radius on the wall thickness distribution and bulging on the straight and deformation wall are
studied by FEM simulations and experiments. Finally, the results show that the larger initial bending
radius is, the smaller thinning of the parts is. At the same time, the uniform thinning appears at bend,
and thinning at the inside of the straight wall is obviously larger than that at the outside during the bul-
ging process.
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tion; FEM simulation
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Fig.2 Diagram of bending-bulging composite forming
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