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Fig.7 Variations of side spaces of preformed tube in
hydroforming die cavity with initial inside wall
clearance in preforming die cavity.
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Fig.8 Variations of width of tubes after preforming and
after applying internal pressure of 556MPa with initial
inside wall clearance in preforming die cavity.
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Fig.9 Variations of thickness strains of preformed and
hydroformed tubes with initial inside wall clearance in
preforming die cavity.
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Fig.10 Variations of thinning of outside and inside
walls during hydroforming with side space of
preformed tube in hydroforming die cavity.
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