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Fig. 11. Thickness distribution of initial sheet and four stage optimization
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Fig. 12. (a) Formed part by simulation method, (b) Formed part by
experimental method
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Fig. 10. (a) Pre-optimization stage, (b) The first stage of optimization,

(¢) The second stage of optimization, (d) The third stage of optimiza-
tion, (e) The forth stage of optimization
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Fig. 14. Wrinkles in the wall and vertical corners radius, (a) Simula-
tion, (b) Experiment
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Fig. 13. (a) Thickness distribution in transverse direction, (b) Thickness
distribution in longitudinal direction
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Fig. 15. (a) Applied pressure paths, (b) Thickness distribution of four

paths, (¢) Changes of minimum thickness in terms of maximum pres-
sure
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Fig. 16. Formed part with a maximum pressure of 150 bar, (a) Simula- s Colied o oS 3l s () ]
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Fig. 18. Thickness distribution in the bulge region with three maximum
pressures of 500, 650 and 800 bar
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