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Fig. 1 The eight-node hexahedral element degradation

to be a four-node shell element
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Table 1 Material mechanical property parameter
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Fig. 2 The company’s formed dimension
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Fig. 3 The finite element model in the first step processes
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Fig.4 The schematic diagram of wrinkle simulation in

the first step processes
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Fig. 5 The physical drawing of wrinkle in

the first step processes
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Fig. 6 The finite element model in

the second step processes
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Fig.7 The Maximum stress distribution of crack in
the second step processes
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Fig. 8 The physical drawing of crack in

the second step processes
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Fig. 9 The forming limit diagram after revised processt
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Fig. 10 The thickness distribution after revised process
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Stamping simulation and optimization of satellite antenna pot

XIAO Yao .ZHENG Xian —zhong ,ZHOU Ning —bo
(School of Mechanical and Electrical Engineering, Wuhan Institute of Technology, Wuhan 430074, China)

Abstract: The traditional design process of satellite antenna pot has caused relatively high rejection rate
in production process. To carry on the simulation computation to the satellite antenna pot in Stamping
process, the finite element method was used. The traditional stamping processes was simulated to
identify resulting reasons from wrinkling and cracking for the higher rejection rate, and one-time
forming optimization plan through optimized computation was proposed. The plan reduces the product
rejection rate and simplifies the craft through simulation results. Moreover, it makes the satellite

antenna pot obtain a better economic efficiency under the premise of guaranteeing quality.
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Calculation and experimental investigation of roller hemming
pressure in a power steering oil tank cap of automobile

TAN Wen - xin ,LIAO Yi —de ,GUO Min ,CHEN Fang ,ZOU Jun — jun
(School of Mechanical &. Electrical Engineering, Wuhan Institute of Technology, Wuhan 430074, China)

Abstract: The groove processing of the power steering oil tank cap often takes the method of cold rolling.
whose products are used to install seal circles. There is no mature formula to calculate the solutions of the
rolling pressure at present, so the empirical formula method and experimental method are always used. An
academic calculation is in accordance with mathematical model, which is based on the deformation characteristics
when the oil tank cap is rolled was established. The results from the corresponding experiments show that it
solves some problems such as lack of accurate calculation, long calculation cycle, high cost and so on when the
empirical formula method and experimental method are used.

Key words: cold rolling; oil tank cap; rolling pressure; mathematical model
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