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[ABSTRACT] Rubber fluid forming is one of the main methods of sheet metal forming, there are a large number of sheet

metal parts with rubber fluid forming in plane. By improving the manufacturing level of the rubber fluid forming, the sur-

face quality and fatigue life of sheet metal parts can be greatly improved, which greatly improves the overall performance

of the aircraft. In this paper, the development of rubber fluid forming technology at home and abroad is researched, the pro-

cess characteristics and application status of rubber fluid forming technology are introduced, the relevant research results

about forming performance, process parameters, forming defects, finite element simulation model of rubber fluid forming

process are introduced in detail to provide guidance for the future research of the rubber fluid forming technology.
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Fig.1 Schematic diagram of machine tool
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Fig.2 Springback of the parts under different pressure with
the same material
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Fig.3 Relationship between the springback angle

and the hydraulic pressure of 2524 aluminum alloy
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Fig.5 Numerical simulation of rubber fluid forming process
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