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Springback Control of Mechanical Bulging Axle Housing
Based on Mold Compensation Method

WANG Jiu-lin, LI Ping, LI Ji-long, XUE Ke—min
(School of Materials Science and Engineering, Hefei University of Technology, Hefei 230009, China)

ABSTRACT: Objective To solve the inaccuracies in shapes and sizes of mechanical bulging axle caused by springback.
Methods The research was conducted by the combined method of Marc software platform and physical experiments, using a
compensation method to repair the mould to compensate the springback. Results The axle housing had a large springback,
and the unilateral value reached 6.06 mm which would seriously affect the accuracy in the shape and size of the axle hous-
ing. Conclusion The numerical simulation and experimental results showed that the forming effect was much better, and
the springback was better compensated, which met the requirements of the axle housing parts. Meanwhile, the theoretical
foundation of this process was further improved.
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Fig. 1 Bulging axle finite element model
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Fig. 4 Displacement curves before and after springback
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Fig. 5 Die size comparison before and after mold repair
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