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º 1  TU�?@AB�Eº 

Fig.1  Bending principle diagram of magnesium alloy tube 

 

 

 

 

 

 

 

 

 

 

 

 

 

 

 

 

 

 

 

º 2  350 ����»d_Vu»r-»dB¼ 

Fig.2  Stress-strain curves of AZ31B alloy under condition of 350 

 and different strain rates� : (a) tensile and (b) compressive 

 

 

 

 

 

 

 

 

º 3  TU�?@dD½»r»d¾¿º 

Fig.3  Stress and strain diagram for bending of magnesium 

alloy tube 
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Table 1  Chemical composition of AZ31B magnesium 

alloy (ω/%)

[15]

 

Al Mn Fe Zn Si Cu Ni Mg 

3.37 0.29 0.04 0.86 0.1 0.002 0.005 Bal. 
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Table 2  Simulation parameters of large curvature and 

no-mandrel bending process for AZ31B magne- 

sium alloy tube 

Parameter Value 

Room temperature/� 20 

Specific heat/kJ·(kg·�)

-1

 1.17 

Thermal conductivity/W·(m·�)

-1

 110 

Convective heat-transfer coefficient/W·m

-2

·�

-1

 11 
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Fig.4  Finite element geometrical model of large curvature and 

no-mandrel bending process for magnesium alloy tube  
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Table 3  Process parameters of bending for magnesium 

alloy tube 

Parameter Value Remark 

Relative bending radius, R

0

/D 1.3  

Bend die rotational speed, 

n

W

/r·min

-1

 

2.0  

Bending tangential velocity, 

V

w

/mm·s

-1

 

2.7  

Pressure die velocity, V

P

/mm·s

-1

 2.0~4.0  

Aid-push die (A) velocity, 

V

A

/mm·s

-1

 

2.0~4.0  

Aid-push die (B) velocity, 

V

B

/mm·s

-1

 

–2.0~4.0  

0.1 

Tube/bend die, 

wiper die 

50 

Tube/clamp die, 

die insert 

Friction factor, u 

0.2 

Tube/pressure 

die, 

aid-push die 

Bending angle, β/(°) 180  

0.1 

Tube/bend die, 

pressure die, 

aid-push die, 

wiper die 

Clearance between tube and 

dies, C/mm 

0 

Tube/clamp die, 

die insert 

 

������� ��)��-�����f=-�`

abc9 ��}~��B����z{|��� 

g���fX=-�J�z{|}��12��

�12�*p� 5 ����� 5 �����fX=-

� 200  W 350  xy��z|��12��¡fX

=-¢£¤�¥�=-¦§¢£W 400  ���12

��� 350  B¨F���¤z|��12�*�*

?©ª«¬12��*?©ª3®��¯��C°


�f=-¢£�9:�±²³-´µ�F¶·¸¹

ºT»�¼½�º¾VW¿?�`ab�45�³� 



� 8�                            �����������	
��	���� !"#$                        %2425% 

 

 

 

 

 

 

 

 

 

 

 

 

 

 

 

 

 

 

� 5  &'()*+,-.��/01��/0! 

Fig.5  Maximum equivalent stress (a) and strain (b) for outer wall 

at different initial bending temperatures 
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Fig.6  Damage value at different initial bending temperatures: (a) 200 �, (b) 250 �, (c) 300 �, (d) 350 �, and (e) 400 � 
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Table 4  Maximum damage value of large curvature and 

no-mandrel bending process for AZ31B magnesium 

alloy tube  

Initial bending temperature/� Maximum damage value 

200 0.452 

250 0.405 

300 0.394 

350 0.336 

400 0.382 
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Fig.7  Relationship between stress triaxiality and fracture strain 
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Fig.8  Maximum wall thinning rate for outer wall at different 

initial bending temperatures 
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Fig.9  Wall thickness under different aid-pushing and pressing 

conditions 

 

W�ü;2�.#z��!�,�!�='¨�·f

X�8-�����!��¯LM18®�D½'5�

B�N·'1��J�z{|��6OP$W�¥�'5�

����!18®�D½B()Ã��|�,A*

Ê�3��¯u:����z|}~è3-�û�`

abc9OfX��QR�z{|}~��6��

|}~�~6è¡õfX�-��¤�á�fX�-

O 50°STBLMè$W����¦§��fX�-�

z{|}~��6é�©·U(���|}~�~6

�¥V-(W�´©ª��z|}~*?6èOXf

YZ[\B�´��¯Ç]��C°
��fXQR

^·_5QR�fX*Ê������A�*Ê��

��#fXR`x_5*ÊQRa^\45*ÊQR�

¡õfX�-¦§���ÀB9:îWásÓ?��

fX*Vbc� 

��������

1) ��fX=-�fX ��������fX

=-g�fXxy��� ��g���� ��è

�ÇOc9z{|����fX=-�µB`ab*

Êà��ð� ����ñò��fXóô�¡õ�

f=-¢£ß45VWÃ�
ö£� �y-´µ�

350  B�µ 0.336�=-x£'400  �B�÷ø 

�y-�µ=Bµ�ù3� 350  BF��V-�

á�g¶·`abc9�X6defXoÊ��û�

�fX=-
 350  � 

2) ��fX=-�z{|}~��6�����

9:�f=-�µB�45*Êà��d�¡�f=

-¢£�`ab±²&G�´���ãäB�74

5*Êb%���()Ãz{|}~��y-���

�f=-� 200  W 350  xy��̀ cz|}~�

�6��´µ�350  B$W�µ 8.36%'d���

� 6.62%'F����¦§¢£��fX=-$W 400 

 BfXxy�Þ��`cËÌI?�}~� 350  

B��y-e��N´µcJ�Ì�î,à��´µ

ß��-G� 

3) fxaüÂI`abc9fXxy���!

�,�!��8-�3grÆ����VfXa�`

abc9�z}~è3-VWFG�#z��!�,

�!�='¨�·fX�8-�����!��¯L

M18®�D½B��z|}~è3-�û� 

4) fxhia4���fX=-��X6de

fXstÈÉ�àAâ��a�j>5àk¬�`a

bfc� 

 

����    References  

[1] Chen Zhenhua(*+,). Wrought Magnesium Alloy(�-�	


)[M]. Beijing: Chemical Industry Press, 2005: 102 

[2] Friedrich H, Schumann S. Journal of Materials Processing 

Technology[J], 2001, 117(3): 276  

[3] Iwanaga K, Tashiro H, Okamoto H et al. Journal of Materials 

Processing Technology[J], 2004, 155-156: 1313  

[4] Lee S, Chen Y H, Wang J Y et al. Journal of Materials 

Processing Technology[J], 2002, 124(1-2): 19  

[5] Li Xinkai(./0), Zhang Zhimin(123), Zhao Yali(45

6). Hot Working Technology(7899:)[J], 2011, 40(24): 

54  

[6] Luo A A, Sachdev A K. Materials Science Forum[J], 2005, 

488-489: 477  

[7] Luo A A, Sachdev A K. Hydroforming for Advanced Manu- 

facturing[M]. Boca Raton: CRC Press, 2008: 238  

[8] Luo A A, Sachdev A K. Magnesium Technology 2005[C]. 

Warrendale, PA: TMS, 2005: 145  

[9] Takahashi H, Oishi Y, Wakamatsu K et al. Materials Science 

Forum[J], 2003, 419: 345  

[10] Yang He(; 	), Sun Zhichao(<=>), Zhan Mei(? @) et 

al. Journal of Plasticity Engineering(AB9CDE )[J], 

2008, 15(2): 6  

[11] Wu Wenyun(FGH). Thesis for Doctorate(IJKG)[D]. 

Shanghai: Shanghai Jiao Tong University, 2010  

[12] Wang Qi(L M). Thesis for Master(NJKG)[D]. Shenyang: 

Shenyang Ligong University, 2009 

[13] E Daxin(OP), Zhou Dajun(QR). Metal Tube Bending: 

Theory and Forming Defects Analysis(
S����TK�

U-VWXY)[M]. Beijing: Beijing Institute of Technology 

0 40 80 120 160 200

2

4

6

8

10

12

14

16

 

  

Bend Angle/(°)

W
a
l
l
 
V

a
r
i
e
t
y
/
%

 V

A

=V

B

=V

P

=1.3V

W

 V

A

=V

B

=V

P

=0.8V

W

 V

A

=V

B

=1.3V

W

, V

P

=0.8V

W

 V

A

=V

B

=0.8V

W

, V

P

=1.3V

W

 V

A

=V

P

=1.3V

W

,  V

B

=�1.3V

W

Hollow�Outer wall thinning rate

Solid�Inner wall thickening rate

                     R/D=1.3



�2428�                                          Z[
S�\"9C                                           � 47] 

Press, 2016: 223 

[14] Johnson G R, Cook W H. Engineering Fracture Mechanics[J], 

1985, 21(1): 31 

[15] Gou Yujun(���), Shuang Yuanhua(^_,), Zhou Yan(Q 

�) et al. Rare Metal Materials and Engineering(Z[
S�

\"9C)[J], 2017, 46(11): 3326 

[16] Zhou Mengcheng(Q`U), Feng Fei(a b), Hu Jianhua(c

d, ) et al. China Mechanical Engineering(efgh9

C)[J], 2015, 26(5): 694  

[17] Chen Jien(*ij). Thesis for Master(NJKG)[D]. Wuhan: 

Huazhong University of Science and Technology, 2012 

 

 

 

Damage and Wall Thickness Variation of Magnesium Alloy Tube 

in Large Curvature and No-Mandrel Bending Process 

 

Gou Yujun, Shuang Yuanhua, Zhou Yan, Cai Wei, Dai Jia, Mao Feilong, Ding Xiaofeng, Zhao Chunjiang

 

(Taiyuan University of Science and Technology, Taiyuan 030024, China) 

 

Abstract: Based on the tube bending forming mechanism and Johnson-Cook damage theory, the influence of initial bending temperature, 

aid-push speed and aid-push mode of magnesium alloy tube bending process, with large curvature and no-mandrel, on the damage and wall 

thickness variation was analyzed by the Deform-3D finite element method. The results show that when the aid-push die and pressure die 

exert a certain effect on the tube, the too high or too low initial bending temperature is detrimental to the bending of the magnesium alloy 

tube, and the optimum initial bending temperature is 350 °C. At the optimum initial bending temperature, when the aid-push die moves 

synchronously with the pressure die, only the unilateral wall thickness variation degree can be improved, and the overall wall thickness 

variations cannot be improved simultaneously, so the wall thickness non-uniformity of the tube is severe. When the aid-push die and 

pressure die are not synchronized, the axial tension or compression deformation degree of the tube-bending can be changed with 

reasonably matching the axial velocity between the aid-push die and the pressure die at the feed stage; thus the wall thickness uniformity 

can achieve a rather good effect. When the external aid-push die moves synchronously with the pressure die, and the internal aid-push die 

moves at a velocity of the same magnitude but in opposite direction with the above two dies, the wall thickness uniformity is optimal; thus 

the bending quality of magnesium alloy tube with good comprehensive properties is obtained.  

Key words: AZ31B magnesium alloy tube; large curvature; no-mandrel bending; damage; wall thickness variation 
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