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Numerical Analysis of Weld Zone Splitting During
Silencer Tube Hydroforming

LIU Liqun ~ WANG Yu

( School of Material Science and Engineering Harbin in University of Science and Technology Harbin 150080 China)

Abstract: In this paper the process of silencer tube hydroforming was studied through methods combining of
numerical simulation and experimental basing on the problem of splitting near the weld area during inner hydroform-
ing of silencer tube. In the experiment silencer tube hydroforming was finished with HF1000 hydroforming ma—
chine then we used dynaform to do numerical simulation of the experiment process mainly simulated the distribu—
tion of stress near the weld and wall thickness during inner hydroforming of silencer tube. Comparing with the ex—
periment results we can get quality pipe with least deformation stress and best distribution of wall thickness when
using concave linear load path within the hydroforming.
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