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A Study of Springback Action in Semi-Circle Shape Bending of Ferritic Stainless Steel

Plate SUS 409 by Finite Element Method Compare with Experiment Method
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Abstract

The objective of this research is to compare the springback
behavior in semi-circle shape bending of ferritic stainless steel
plate SUS 409 analyzed by finite element method with
experiment. The workpiece for this research is a car damper
exhaust pipe. Its dimension is 105 x 120 x 10 mm, bending
radius 30.5 mm and tolerance * 0.5 mm. The parameter effecting
springback in forming process is radius of punch which are
included of 3 radius sizes 30.0, 30.5 and 31.0 mm. The 500 tons
hydraulic press machine was used to perform the forming

process. Meanwhile, the ABAQUS V.6.4-1 software was used for
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forming process such the simulation, and considered as plane
strain problem.

The results show that the springback action in semi-circle
shape bending of ferritic stainless steel plate SUS 409 by finite
element method conforms to experiments which the forming
forces are almost the same. In addition, there is no springback

effect and dimension of the workpiece deformed is in tolerance.
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5.3.2 usilumatugy
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