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Rubber Diaghragm Forming Simulation Based on Macro Template Technology
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[ABSTRACT]

very important manufacture method in aircraft fabrication.

Rubber diaghragm forming is a

Finite element numerical simulation technology has been
increasingly used in the analysis of possible problems in
the process of sheet metal forming, for most of the finite
element software doesn't have modules for the rubber dia-
phragm forming, based on the rubber diaghragm forming
process, using PAM-STAMP 2G the function of develop-
ment of macro template, the rubber diaghragm forming
simulation technology of the titanium sheet metal parts is
researched with a typical titanium alloy sheet metal parts.
The simulation results are analyzed, which provides the
basis for the design and production of rubber diaphragm
forming of aircraft titanium sheet diaphragm metal parts.
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Fig.1 Rubber diahragm forming process
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Fig.2 Rubber diaphragm forming schematic diagram
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Fig.4 Volume flow rate curve
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Fig.5 Maximum fluid pressure curve
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Fig.6 Maximum velocity curve
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Fig.7 Part geometric model
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Fig.8 Rubber diaphragm forming finite element model
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Fig.9 Rubber diaphragm forming finite element model with cover
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