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1 Hydro-Mechanical Deep Drawing (HMDD)
2 Hydro-Dynamic Deep Drawing by radial pressure (HDDD)
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Fig. 3. Universal machine with computer unit
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Fig. 1. Schematic of hydro-mechanic deep drawing process
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Fig. 2. Schematic of hydrodynamic deep drawing process assisted by
radial pressure
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Table 1. Properties of used sheets
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Fig. 6. Mechanical thickness gauge
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Fig. 4. Hydraulic system
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Fig. 5. Pressure control system
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Fig. 9. Process model in finite element simulation
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Fig. 10. a) Different regions on the formed part, b) part cut
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Fig. 11. Produced part by experiment and simulation
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Fig. 12. Thickness distribution curve
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Table 3. Plastic strain ratios and yield stress ratios
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Table 4. Friction coefficients of die and sheets surfaces
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Fig. 13. Force-displacement curve
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Fig. 16. Thickness distribution curves in different pressures in hydro-
dynamic deep drawing process
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Fig. 17. Thickness distribution curve in different pressures in hydro-
mechanic deep drawing process
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Fig. 14. a) Produced parts, b) thickness distribution of formed parts in
different gaps
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aluminum layer, b) steel layer
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Fig. 21. Thickness distribution curve of a) aluminum layer, b) steel
layer, in two different alignments of layers
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