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Article Information Abstract
Original Research Paper The Incremental Sheet metal forming is one of the dieless forming processes. In this process, the ball nose
Received 10 March 2019 tool runs the predetermined path to form the sheet by applying the local pressure on the sheet. One of the

Accepted 18 May 2019

Available December 2019 disadvantages of the incremental forming process is the springback phenomenon. In this paper, the effect of

parameters on the springback in the two layear sheet Cu / Austenite St produced by the Single Point

Keywords: Incremental Sheet Forming has been investigated. The input parameters of this process include the tool
Incremental Forming diameter, vertical step, sheet thickness, depth of form, forward velocity, and arrangement of layers of the
Two layers sheet double layer sheet. Using the finite element simulation via Abaqus software and the Taguchi design of
Springback experiments method via Minitab software, the effect of input parameters on springback and forming force has
Copper-AusteniticStainless Steel been investigated. Also, the results of the simulation were validated by the empirical test and it was
Forming force determined that the finite element has an appropriate overlap in extraction of the final results. At the end, the

effect of each of the parameters mentioned on the springback and forming force was analyzed. It was
determined that the thickness of the sheet had the greatest effect on both springback and forming force.
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Fig. 6 Mesh sensitivity digram based on the springback.
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