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Pneumatic Control Unit Bracket Counterpressure Craft
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ABSTRACT: Counterpressure is a flow control forming technology which can control the plasticity flow of materials. The aim
of this paper is to study the feasibility of counterpressure craft in the forming process of pneumatic control unit bracket. Aiming
at the technology design proposal for the special construction of bracket and based on the FEM simulation technology, the
counterpressure process of bracket was analyzed by DEFORM-3D software. The changes of stress state and forming load were
obtained. Both of the simulated results and industrial test showed that the bottom thin-walled feet of parts were filled well with
same height and smooth plane. The feasibility of the counterpressure craft in the forming of bracket parts has been verified.
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Fig.1 The three-dimensional model of bracket
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Fig.2 The geometries of bracket
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Fig.3 The schematic diagram of counterpressure forming
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Fig.4 Assembly diagram of bracket counterpressure forming die
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Fig.6 Forming process of bracket counterpressure
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Fig.8 Load-time curve of punch during counterpressure process
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