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Effects of process parameters in ultrasonic vibration assisted incremental sheet
metal forming

Hamed Deilami Azodi", Abbas Pak®, Mehdi Mahmoudi

Department of Mechanical Engineering, Arak University of Technology, Arak, Iran
* P.0.B. 41167-38181 Arak, Iran, hdazodi@arakut.ac.ir

Keywords Abstract

Ultrasonic vibration assisted Incremental sheet forming process (ISF) is a dieless forming method capable to produce small-batch of
incremental sheet metal forming sheet metal components economically. This makes ISF attention-grabbing for research and
Forming force development. Use of ultrasonic vibration is a modern approach implemented to improve ISF process. In
Fracture depth this article, the effects of process parameters of ultrasonic vibration assisted incremental sheet forming
Response surface method (USVAISF) such as tool diameter, pitch size and vibration amplitude on forming force, fracture depth

and percent reduction of forming force is investigated experimentally through response surface method.
Results indicate that decreasing tool diameter and increasing ultrasonic vibration amplitude decrease the
forming force and make the ultrasonic vibration more effective (increase the percent reduction of
forming force) in USVAISF process. Fracture depth decreases with increasing pitch size and vibration
amplitude. The influences of tool diameter on fracture depth and pitch size on forming force are
complicated and different effects are seen in various conditions. Results show 33% to 63% reduction in
forming force and 2% to 29% reduction in fracture depth in ultrasonic vibration assisted incremental
sheet forming (USVAISF) compared with conventional ISF (without ultrasonic vibration). Eventually,
optimal process parameters are predicted for ultrasonic vibration assisted incremental sheet forming and
validated experimentally.

a5 Gl 5 3 suzme B 5 Sl 4 5L Vgens doadio -1
53 tello fy 08T anse g ade o8 slass ol g b bkl as ISE tngi slaghsy 5l (S ol eo S anl b
@ ks Ygame o obj ge bl o a4 L5l sl Jle (i (2O glaanld B aS cl o3 sle,s
Please cite this article using: T lod odliiwl b @ yle jl Allie ol 4 gla )l gl

H. Deilami Azodi, A. Pak, M. Mahmoudi, Effects of process parameters in ultrasonic vibration assisted incremental sheet metal forming, Iranian
Journal of Manufacturing Engineering, Vol. 2, No. 3, pp. 24-36, 2015 (in Persian)



Ol 9 (s3ude Solsd by

FPolrd Dlilwgs SoS 4y 558 Sl BIY SN RIS HS il xS sl il K3l

[12] (ul,San 5 (p5 fowgs oas ool slo gy Gl
(b 635 o5 Ologs axals b gl T lilugs 51 ool
oy Hl s ondy USSRl cel pas anlp o
aols b Sllugs 5l oolainl &g o Sdg 1090 oo (Sip s
Y VCRC R D SV L ) EYC O N | P U K PR P
S5 59 Bame RS sl j3 oo S T (s e IS5
[13] cul ous cvmliv Olwg asels I en 55U
Syolyp bl 5l ol b wizuily [14] iz s 155150
A 1006 1) a8 ce g Mo e JRES ahl
W il

SlS el Dol DLl ,| 55 e eST Azl o
Soxd RS cge b dxh g JB o Sl
Gl Oliee Glugh aels [l boas 00,5 o a0 S
[18] o5t o it 5

|y Sl AT Jsb Sl Juael [16] 50 5 s
Ol @S lesses () ) 6 85, anld e ke
215400 g5 b Sloles | 51 oolisasl 45 Coul ools SLis saios
Ll S3ete 5 iz &0 (il | Sk g5 55 5eeis |
I i I o R O
O Sl (5585 G 5l g e el w0 YL ol b olales )
ookl (00,5 o ol mdaw (55 calilai 09z g J ke g dnlad
9 =flad g (omlon slog s Rall el VLl b olals )l
DLkl )o 1 cnl a5 05l e wnl B gy5me S5 GRIF)
el Guganali (215 400) o5 g5 b ool

lo s Jolow Sz (Lot oloos 5 b togh (S0
ol 5o losgas al| liles )l b Ligldl _mo IS anld o
g pBosll lpl yls bl (Ll (aily, lagiags,
DR G 4 GOges (i Cud gl Slals )l sla S
ol Cewddy gl a4y azgi bl ool a3lyl 5,9 0 oo ol
L mene sy o 35500 Lt (il Ly,
IS gl (oIS Gl g S g e Ak Jloe
(0:/T0) by A5 & 9g0e (i s plugiaiels
ool st Vb GlomilS 3 o Sl onl a5 ale Ll
A 20Ss (59, (Rl 5 g0 (3luans [1817]
[19] amo s las 1) ,m 100 b 30 Luils 3 L olols!
adie yrals Silis g2 Sldlas o odel Cews 4 s
Lls 40 00,0 635 b 33 s a0 Ko (9 (g0
als 5 [20] Log5es s o omo Ss sl iale)] cilisre
@ BOUSE (59 ($O9ee adlhe (s, 2613 5w ys 23/5

25

2S5 sl (Bl DY gazme ag g e (3Ludiged
Gan b 595 Slalllas 5 48,5 )3 ol 55 950 2l
[2.4] ol ons ool )T Somte 5 550 slo el cslis

S e 5o aliBl as U5 anl)d o ilive Jolse
5 oyl el 48 I s 0550 e Slalllas o
A8 (S agly By Culs S pmyn b [3] ) Sen
Slp ose slalaly (oSt 59,8 p5 ol 5 1
50 Glasllas jo Lailos gl cavdy 23 IS (5958 (simien
sl yialh 31 goae gile 4l ¢ o28 glo 5l ol
(BOSE sy p ankd JSB g IS agl) (39 Suls
[ ol oas gy ol aaksd cudlies 5 1S sy
S sl 5] plS ol 515 (4] i S 5 ol
wld 50 (o USE o 2 1) ISy, d92y 5 5,5 el
A% ol o glesls 1,8 asllas 5)50 (oiol3dl oo JS
o 2 IRl B8 5 pl ojlul (asST Al (59 Culs
»opdle ygalr laslhas ;o 5 [B] sl ons (w205
9 5y p NS bl S plge a5 SISy, o)lge ()l
Jlo 5o [7] llsen 5 J 6] cond osds sy 55
or B 9 p 1y el ojlail g aaS gl 312014
30 Omizmen lesls Wl gy0 piuion lp (e 00ges
b g, 3 eolatwl b el ouls ploxil S56 4y aST Jimgs
Do A5 S sl (Byp St slo il Sl Gl
Sl 00335 (owyp 95 loadlie o5 ojluil gl e
[8]

S el (2o S8 ] B sgne sln Al slahs)
(gl T) g 3g8le Dllugs 51 ooliiwl ol ooy 4185
Sl g Baa b (Fib 4 o5 Sl (cug slagty, 5 (S
Jloel sl sads 43,5 0,0 o 51 ald onl 4o po S
Sy 9 SKasl als cely Wil co Do G58le Dlilugs
50,5 0l et A5 s S 35ugy s S

oanld ool 51 end bl Slalllas 4 axg b
AL wilige oz 5 (s 51 D50 90 4 (RIS
Oon SBhael bulph Sl 56 4 byye (odaw
Ply> Slpis 4 bgrje (o> Sy SBlaol 69,0 9 zolaw
SialS el Sgold Slalai )l 51 s o] Dl 5 5 Jlge
el b 9¥5b 5 pputiosll oy SIShaol (53, sk 50
Ao esle e 15 als 5 [10] Ssual 2T lilss
Sl 5l ead oyl ol aises [11] Sosml T lilsgs
Al Spo Gdle SLELS | ez 5 b

3 o )leiis 2 )93 1394 Sl byl 3ded 5 el waie



Ol 9 (s3ude Solsd by

FPolrd Dlilwgs SoS 4y 558 Sl BIY SN RIS HS il xS sl il K3l

sads ool lis Kioled g 08 Wae cgriwg s « S gl T
SYgd iz 5l 5 (59,5 e Djgot (S8l a0 ISl

Lé)j Lglbddj.od )‘ ‘LQL)M.:LA)] r:l}u‘ 6‘).: | 009 ).:&..\.:
el ool colaiul e e 130x130 sle! L GasmﬁJT

75 ozl )45 eolitul 390 5y (SlSe olss
el 00l 08,51 1 Jgam 10 el saslcansa

oads bl e o)lg0 asgly b bg e S 4y Sdalad
Sl e R St 4S5 dalad oyl (2 JSW:) o
d.j‘)‘ ‘sdegm A> oy 6‘).: WL.A &)L_x.o S OﬁL)
30 a5 Sl dlign gasle Dhgods Il ES o s 20 0
ol 00l o0ls ULM.J 2 Ji“:

50 5 b okl ol B8 pglie ég) 5l (o ST, sl
@ Sgwl T Sllog e 5 Seigul T Sy L el
0,8 oolaiwl LSS e

Ty 3l oolaiul b Il 50 0)ly (6950 (59, (5 S0l
Ce a3 P owghS B0 s b L SEWHA-SLAL0 )Lz g5
5G9 o &S Al ges 250 Forals a4 ledol Jlas!
RS UL JX g ECH TGO PV TN L COWR S VO

Sl oad spSoilail oy Jlogai 3l slaiges 3 S 5o
Sagal T Sy b g Sogal T Slblog s slacdl>
a5 jsbolen (cosl a0 S (59, F) ol oad ools yLis
g a8l il lal Il 10 05l (gogas (59, gl g0 0dmline
3% B S9y (o p 9 dlie Sl 09h o0 S
I logad 10 a5 4,0 ol oogasme (Sl calizee Lol
NI P W w)f )Ja) RS ools QL...J 3

Sllogs b cdls g0 50 5 ool ool slediges (5L Ges
edsS 5l eolaiwl b Sogul T Sllogs g 9 Sl 21
ouls (5 S ol iges mhaw U S, ol Je 5l g jloasly

oolital 0,50 potragll G5 ol 1 Jgur
Table 1 Material properties of aluminum alloy Al1100

AI1100 i
70 (GPa) Saias¥! Jgoe
073 Osmle o pd

2700 (kg/m?) J&=

SRS bl
0/33 (mm) G,5 cwles

3 o )lesis 2 )93 1394 Sl byl 3ded 5 el waie

b Gtalejl 5o il (Bl g gogee CS > (b o i
[21] ool pseingll 355 pritons

oo St il & Sgul T Sllogi el L allie ol o
5 el Glpl ks ST LAl es Sl wnlp e
Aol g askad (S)L Ges ((BUSE G950 p lugiaials
o (oS oy ol woy0) Seigul AT Sllgs
e ol5 o5l g 3 b sla o e 1555
Srere (cialdl 2o KL anls o (FHb Ges g (ROJSS
S 55 50 @l 00,8 (g (Seigml T Sliliogi (15)
30 Ll A Sogul pI Glilugs Jlesl 00,5 o anslas oo b
asle SIS acgaze 1 oolasl b cagliél o IS0 a8
plxl (gone S 558 olliws (59, p ceal Sl L oo
9y 4 Ghale] (Fhb bl es slagsal il ons
Sl ame Bt eizmen ol ons S el gl gl
9 S Bee b (2SS (69m peS RAL
Lol (podSs anld jo gy GhalS wo s (n i
oolaiwl 8590 Jow I solwl L Sogul I Sllug Jlesl
)l 050 275 D)ge a4 oad plail gy 0dd (S
DS 0,13

& oge3l -2

Sl T bl Jlos! LS ~1-2

Sblugs Jlosl (SIS asgorms 5l 025 slagsesl sl ol
il 4 Jeb wllugs JEl o obml coll L Sgul 21
oot aitle g b Bty bawg a5 [20] e S
Gy 2 el b degemmo pl il 0au0 8 oolaiul
L oialidl o Ss ald alxl oSl CNC 5,3 olSiias
Sy00 Jome Sjlece pald | Sl T Slleg Jleel
SlyskS 3 ols s oSy g5 £58 5 (SIS ol o enlinul
il se 5,5l 20 (uils 3

bl byl pd 9 lyaeend (o pmo -2-2
a Seisl T cllags Jlosl (SIS o slagges! 5o
eS8 5o clo FPAMB o900 4w CNC 356 cpile Jliws
Jate ploren jome aw o8> ClB L s silecile
Sigl T Sllugs SaS L oialidl ao Ko anl,d wond
o oolitwl blwg g Olgas 1 JSs o ool oo plel
Sllog Jlesl (SIS B Jols o iale] sl cqs

! Response Surface Method (RSM)

26



OblSan 9 sJube alsd Jubs

ol )d Slilwgs oS s 5318 LG9 A8l HRIJSb ) Jdalpd sl pielyly Hil

CNC controller

Ultrasonic power
supply

Load cell
display

Fig .1 Experimental set-up assembled on CNC milling machine

Incremental sheet
forming (ISF) head with
Ultrasonic

Load recorder software

Ultrasonic vibration

Ultrasonic power
supply tuning Software

Die (blank holder)

direction

Load cell

@7 slagialesl el qz ONC 558 eile (59, p oad el Slinges 1 S0

4307 — Withoutultrasoniz vibretion (I5F,

200 4 — Withultrasonic wibration (USVAISF
£~150 | |
T
B o100 - A

Varm an?r
07 Measuring_~
0 ZonE
1

T

Fig. 3 Force variations during forming process
al8 e 3 (BIUSE (698 Sl Jloged 3 YK

sl ool ol oot Sl *Sar Sy s, 56 el
5 Szl Sllugi b el gl mhas s 50 5 2l 4w
polie a5l osd ohb Segul T Slblog g
oud 03)51 2 Jouzr o lagialel Il 5 (53555 slojeiiie
S S5 Gan (BaSE i lagilel ples o
sl 00gr aiBs e Jue 1200 ggiin ey g ooy
Ay bl (b gl Glsiear o5 bptlesl (2s,5
Sl p ©)ge a4 Sl ol w18 S
Aloson st 4 (B0 SE S98 Gogee adlie -
Locdl o oo dSs o 2 3959 sleyally
Sl T g 9 SSgul 1
2 6399 slyehl S gy jobie 4 (S)L Ges -
O3 5 Seisml AT 2oy (s pdy JK2) (S Gee
Segl 21

® Box-Behnken

27

Pitch size ( «

_______________ v

Start
point

Spiral tool path

Fig. 2 Geometry and dimensions of workpiece and tool path used in
experiments

3l &8 o pne g Gimlos] diged slal g IS5 2 S

Ol g bylyd el (Glalosl (2lb gy -3
ool ol

Design-Expert 7.0.0 ,l;8ls 5 51 ool b b jiole;] )b
oinlesl (b el sla g, Hl58le 5 ol il s plol
Al el / wela 1a )

ansge S, 255 5 el s | L9558 b el |
zobe 5 byl olawd 4 4z b Jo)eSB Jgb (g, 50
9 Ay Bro eilias a5 oul ol L«aui;il.cﬂ Slass ‘ui».g.Lo)'T
laiolosl slaxs (256 (hg) ;00 s 1 cenl 0L o
a1y b blite ol Ll aes o mals e )
Flie Sl oo oS ol gwlaw g, calple [22] 5,8 oo
Gials 1) bagiles] ol ma 5 958 00 Sl o 1) byl
rhw Glize gla g, ol jocwl oul 48,5 1K wes o

Full factorial
2 Taguchi



OblSan 9 sJube alsd Jubs

ol )d Slilwgs oS s 5318 LG9 A8l HRIJSb ) Jdalpd sl pielyly Hil

o

Fig. 4 Some formed specimens and tearing accrued during'tests
2 S 59 s @7 Osesl o end eols JS lalad wigei 4 JSB
Slalad

Sigeol 7l Slilogi b 2l (s il el gl 2 Jgor
Table 3 ANOVA for USVAISF

O Al gl lagygal plul Ll 5 63559 slojeiio polie 1 Jgur

Sl T liales ) Jlosl el g Seigal 2T i) JLas]

Table2 Test plan designed for experiments

Sl 2T bl

g SRl oy Sk Ges PSS Gy &b
P> 42 )3 P> 42 )3 P> 42 )3 Filn Je
- ovgSee ovgSee Jus!
RS P ,lade P ,lade
0.0003 <0.0001 <0.0001 Joe
<0.0001 <0.0001 <0.0001
0.1043 <0.0001 0.1805
0.0172 0.0190 0.0458
0.0374 0.0037 0.0238
- - 0.0121
- 0.0008 0.0048
- 0.0027 -
- - 0.0218

Sl A Saisel I o
Slugiaels  alEoslail I3l lad elSoslal 5 ,Las °') ]
() om) o) () (om)
20 o8 8 B 8 1
15 10 8 mw 8 2
25 10 8 mw 8 3
20 12 8 2 8 4
15 08 10 08 10 5
25 08 10 08 10 6
20 10 10 w 10 7
15 12 10 1 10 8
25 12 10 1 10 9
25 08 12 08 12 10
15 1/0 12 1/0 12 11
25 10 12 0w 12 12
20 12 12 12 12 13

Segusl 7T Slilags 90 Sl sl uilyls Jelos s 3 Jgur
Table 4 ANOVA for conventional ISF

Sigul 2T Sllgi (99

Sk Gee 25D 595 &b
Py 4z, Py 4z, A3l Joe
- orsSae Ju!
P ,lads p ,lade
0.0013 <0.0001 Joe
0.0098 <0.0001
0.0005 <0.0001
0.0326 0.0493
- 0.0265

syl Jlogiae Sl odle Jshar cnl @l ulul

RSB s bl cradels sl Sn 5o sl
Gl Loyl cnl (elss 31 S0las oS s )ls (oo
ooy 4l (5) b (1) w¥oleo jo ygumsS, Julow gl ol
wRe g dysyusr Fysvuse disp Frsp SYolee cpl po
S Bee «Sigml Al Sllugi (90 (RSS9 e
L omsJS s Seigl 1 Sllagi gy s o

O Sogwl il Gllog Jleel 3150 g pals aoye -

Sbleg Sl Gle 2 80959 slayia)b S cw)p jslate
S A1 L o (3 sl ) Sl

e g s -4
sl yge;l j0 oo ools JSi sla,g 5l olediges 4 JS o
ol 0o ools lis alides slages ;3 SOk 9 5 2
sobate 4y (2,25 sloeols g5l 5 b talesl plosl 51 g
O3S 5 5T o gine Jelse (ani 5 Loty Ll (oo
& g5 b Julos plodl e o el ot plnl’ by
ol ol 485 IS g a4z s (Biln Joe Bl 5 sleriny
oo JU! 5l g )55 Jelod 35 Sl Sl (pam 5o
oolainl b Jxe o sloadlie am al> o 10 g col 0uls oolaiul
delos by cwl sald Bis p5 4 pl5 Bd> 4 S
p p 00005 L) %95 loabl mha b loailse il
(ool asly 2 ol S 0951 Slosine (i)l sln a3 ls
o 4z 5 i 50 ((29,5) Gl 2 e slo el lsie &
llog Jlel bl 50 6y Guilly Jubos gl o
ouds 00yl 4 53 Jgaz jo iy 4 ol g 5 sl 2T

|

1. ANOVA
2. step-wise elimination

28



Ol 9 (s3ude Solsd by

FPolrd Dlilwgs SoS 4y 558 Sl BIY SN RIS HS il xS sl il K3l

Normal % probability Normal % probability Normal % probability Normal % probability

Normal % probability

Fisr (Without US vibration)

=

=]
o
=]
L=}

-
=

-3.00

T T T T T
-2.00 -1.00 0.00 1.00 200 3.00

Internally studentized residuals

d;sr (Without US vibration)

B0

T T T
-1.00 0.00 1.00 2.00

Internally studentized residuals

Fysvarse (With US vibration)

-3.00

-2.00

Internally studentized residuals

dysvaise (With US vibration)

=]

T T T T T
-1.00 0.00 1.00 2.00 3.00 4.00

Internally studentized residuals

Re (%)

-3.00

T T T T
-2.00 -1.00 0.00 1.00 2.00

Internally studentized residuals

Fig. 5 Normal probability plots

29

cho..x.%LoéLg &9 Lgl.cb)b}o.% 5 JS.w

oy b s 8 S Ger «Segulyd] oy
i 458z Dy g ol 5y alS aoys 5 sl ]

Bl go lwg asle g a5 o3lail o l5l 1ad
1/F;s = 0.02116 — 1.02724 x 1073D,
—0.01010Az + 1.50746 x 107*D,Az
+2.38560 % 107°D,% + 2.71851 x 1073Az2
1/d,sr = 0.10240 — 0.012873D, — 0.092472Az
+0.016633D,Az

1/Fysymsy = 0.082221 — 6.73794 x 103D,
—0.044115Az + 2.65325 x 10~*a + 3.99306
x 1073D,Az
1/dysyase = —0.014872 + 0.025848D,
—0.26254A7 + 0.010272D,Az — 1.64990
x 1073D,? + 0.13051A72 4
Re = 211.41608 — 19.45962D, — 119.82825A7
+0.90983a + 13.37369D,Az ()

oo sy 3l eslitul b leoe 1) Joe 35lp culS

(1)

259 3(Adj R?) 8L hass (s oy 22,8 (R?) s
S w‘ WL,.A (5]&"‘ Lg)l.aj )Ja) )l bj.o..: )y Lbod.:LA‘S‘BL:
Al hawd e upd 900 9 e iy hoyd (YL
ool 00 00ls Lis O Jgaz 0 a5 jebolen Lol ails |,
GO § e o Do y3 3 )l50 dad (0 dnlllas 3550 Joo 5o
sasolis a5 el (900) YU Loy adl Jows (s
ple % (a3LE D Jgaz o ailioe Jue w5 B3l
wals als ol o ol ous @) 55 (Ap) Teds culis
sl 5 Sle L) b bl o ool g polae
ol oyl 4 3 YL lacs a5 &S o dunlie o i
&l el oyl [23] el Jow s culas sasas lis
SV goae 8)lg0 o Gl p 4 Jgax 4 axgi b oot &l Jow
mls Somgia 5o Joe culio €l aS vao oo oyl |)4)'|
&y wb culin Joo G 0 Lmd.sLn‘s’élg &5 S oo Al
allne 550 oo (sl Woaila B 58 3, ol 5l Jloy
Sl 1y bowile L Jlo y ao g5 a5 Sl oo a3l 5 LR
w‘ osls J..J.?u 6‘).: Jd..o WL.A uL?b..)‘ )i)l.u 9 MQ‘SA

(el (S)b o d)

Sl jo (38l B S ualyd sla 29,5 Ol s -1-4
gl 7T Slilwgs Jlos! 9o

SPOUS (59545 3 (59939 syl §I-1-1-4

b loles sl il )y ol o3lail g 1l jla8 3 Jgax 4y azg L
Slleg e Sl 0 (oSS g9, » gz

! Adequate precision

3 o )leiis 2 )93 1394 Sl byl 3ded 5 el waie



Ol 9 (s3ude Solsd by

FPolrd Dlilwgs SoS 4y 558 Sl BIY SN RIS HS il xS sl il K3l

0.90

9
0.80 8.00

o(mm)

Fig. 6 Interactive effect of tool diameter and pitch size on forming force
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ultrasonic vibration assisted incremental sheet forming
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ultrasonic vibration assisted incremental sheet forming
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Table 6 The results of experiments for ultrasonic vibration assisted incremental sheet forming (USVAISF) and conventional ISF

I Seigd A1 5 Syl 1,
) .
= S
)ii’d OT Speesdsa O T s ’Jas ST Ll alSegla ’Jas .
0) Sopldl 7 mm) (N) (rmm) (mm)  (N) S )
= () Sgual 2T
-2/5 63/5 31/6 110 0/8 8 30/8 40 20 0/8 8 1
-11/6 62/5 25 120 1/0 8 22/1 48 15 1/0 8 2
-12/8 60 25 120 1/0 8 21/8 45 25 1/0 8 3
-24 61/5 20/4 130 1/2 8 15/41 50 20 1/2 8 4
-15/8 39 30 123 0/8 10 25/25 75 15 0/8 10 5
-27/5 55/2 30 123 0/8 10 21/75 55 25 0/8 10 6
-15/1 51/8 21/1 135 1/0 10 17/9 65 20 1/0 10 7
-2412 41/3 16/5 145 1/2 10 12/5 86 15 1/2 10 8
-29/6 58/6 16/5 145 1/2 10 11/6 60 25 1/2 10 9
-2 33/3 26/8 135 0/8 12 26125 90 20 0/8 12 10
-14/6 36/6 21/2 150 1/0 12 18/1 95 15 1/0 12 11
-11/8 38 21/2 150 1/0 12 1712 93 25 1/0 12 12
-6/5 50 12/3 160 1/2 12 11/5 80 20 1/2 12 13

@ o 20,0 2906 U 2 Sogul T Sllug Jles!
sl (alf Spigul 2l Sllogs oy sl alie Lulys
G ol ol ous 00)51 6 Joguz o QT i a5 ol
Cdl @ s Seigal il ool )l Jlee! cdl> 0 S0
Gl 5 e I Gl cle 4 lsige 1) Jgmns

[13.12] cesls Seigal T Sllugs 3150 oole (60,5

Slwaage -5
o7 Mo yshie a4 anld ane s ooyl ces w
axkd cBo p Wl oo 45) o b, JBlas 4 o5,
oeolS do e o is 4 gboaws ‘(ML Phe b oad Aoy
Dt 5 Seisel T Sl Jlos 51 po (285 (5550
5 leicos S55p0 3 pe <o il 5 etns L5 Goe
G e a5 dige layl ol dellas 0550 Jow 5l eolazul b gy oyl
9 98 UMl ey (n e (2SS (S (y%eS
8 Jlpl a8 j0 038 oo (Sl BB (Sl Ges i
G95we 25 lug anels g e beos [ alE o3lal e s
odd (b ase lpd Qb)) Cer Sl ond (ot
aS (285 el el Cawoas Lyl cow g sinlesl

Jgaz 50 Gialesl 51 eae] oty zulis § oo (i s

el 00l ool uL.MJ 7

3 o )lesis 2 ©)93 1394 Sl byl 3ded 5 el waie

Jloel b cdl> 93 53 (FHly Gos amalio 5 (ow)yp -2-3-4
Sl T S (338 5 Syl T b

Sgul T Sllog Jloel b el 90 slp (SHb Gos gl
] 00l o0ls lis 12 IS 50 o g

With US (USVAISF), a=15
With US ?USVAISF%, a=20
With US (USVAISF), a=25 um
Without US (ISF)

e ol

08

L "o
omm) 12 8 D, (mm)

Fig. 12 Comparison of fracture depths for conventional ISF and
ultrasonic vibration assisted incremental sheet forming (USVAISF)
with various vibration amplitudes

O Sl s SR (oSS wld o (Sl Ges anslie 12 JSCS
cloaels b sl T cllog Jlosl b el 5 gl T clilogs

e o (SHb Bes wad oo cdmline JSG ol 4y 4z b

34



Ol 9 (s3ude Solsd by

FPolrd Dlilwgs SoS 4y 558 Sl BIY SN RIS HS il xS sl il K3l

00 5y e G0lS el g asels 5 ol o3l ol
Sl il Shad golil (),.A‘_“J.,.n 1/2) oy a5 o3l jo ol
0/8) o5 o5 o3luil jo aSIl> yo ol 0y ()b oe ralS
3 S 05 (5 e ) 8 Gl (e s
el il a3l

Ol b Sogal T by S50 956 (2alS dusyo -
Oeizeed ol 48l 1 Ml HhE mals ey ansls
soys o5 ol il (esken 8) o5 30 L sl
L (asleo 12) 5y 3l S5 (sl Lol 6 oS 5,08 inlS
el a8l 201580 9505 ralS as e a8 slasl x5l

Sllog Jlsl b gle b o mbi awlie U -
Sllog Jleel J1j0 ab jaseie o] e g Sigul ]
5 333 (o s IS (g e Ll 5 Kl 1
2906 6 2 o (G5 pdy JS2) (S Ges 5 ao)0 633
el a3l ol s o

Sblwgs Jleel s jo oolaw! 0)50 Jow wlul » -
S Ol rieS GBS (gly atge lpd sl 1
9 BB do s (nytiar 5 (SOb Bes (ntie (@OUSD
aols g yie oo 0/8 Al ojuil ¢ o le 8 s Ll slp
w7 o3 bl b oS wh s Gl 09,5 29 s
Gos «BOUSE (595 Slp 0dd Gt @l WD e
ails woys 8 5l S ollas gy pals wops 5 (Sb

(M) pluog asls @
(mm) Il ks D,
Sohges d
(M) Soigml AT s o 5 5 s o
(MM) Sodgual ;T L 2l 0 S5k Goe
s S g F
O Sl 50 (2SS (59,5 (gg0s allhe
SSgml AL Sl o (2SS (6925 (s390e adlhe
(%) g, olS ooy Re
Sy o
(mm) r:lf o)'b.jl Az

dISF

dUSVAISF

FISF

FUSVAISF

Mpa) Jloy 25 0
(Mpa) oy il T
(Mpa) 5 o

G55 €

35

e Ll )0 oy @l b aglie 5 Jow 5le age mls 7 Jgao

Table 7 Optimized results compared with experimental ones
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