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Study on Incremental Forming Principle of Sheet Metal

Liu Jie
(' Shenzhen Polytechnic, Shenzhen Guangdong 518055, China)

Abstract : A new sheet metal incremental forming technology is introduced and the forming principle is aslo re-

searched at the basis of manufacturing principle of fast mode. The research on the forming principle provides theoretical

foundation for the practical application by establishing a distortion mode and analyzing the stress condition in its forming

process.
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Fig. 1 The diagram of sheet metal

incremental forming principle
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Fig. 2 The deformation processing model of
the first layer of Incremental forming
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Fig. 3 The deformation processing model of
the second layer of Incremental forming
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Fig. 4 Contact force of tool and sheet metal
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Fig.5 Map of deformation analysis
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Fig. 6 Incremental forming machine
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