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Experimental Research on Hot Granular Medium Forming of TA1 Titanium Alloy Sheet
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[ABSTRACT] Deep drawing process of cylinder-
shaped part of TA1 titanium alloy sheet is carried out by
hot medium forming technology. Compare study is also
conducted with numerical simulation. Results show that
the hot granular medium forming process applies to tita-
nium alloy sheet and can improve the forming quality of
titanium alloy thin-walled parts.
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Fig.1 Result of triaxial compression tests
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Fig.2 True stress—strain curves of TA1 sheet under different
conditions
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Fig.3 Diagram of experimental equipment for hot granular medim
forming
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Fig.4 TA1 parts by hot granular medium forming process at
500C
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Fig.5 Numerical model of hot granular medium forming process
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Fig.6 Results of numerical simulation
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Fig.7 Comparison of shape dimension and thickness distribution
between numerical simulation and experimental results
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