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Fig. 1 Comparison of typical bending methods of aluminum extrusion ®.
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Table 1 Comparison of bending methods ?.
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Characteristics (good <~ A>B>C — poor)
Accuracy Wrinkles | Min. radius Bending form Works costs Equipment costs
(a) Draw bending B B 15D* 2 Dimensions B A
(b) Compression bending B B 3 D 2 Dimensions B A
(c) Roll bending B B 10 D 2 Dimensions B A
(d) Press bending C C 10 D 2 Dimensions A B
(e) Stretch bending A A 5 D 3 Dimensions C C
(f) Push-through bending C B 15D 3 Dimensions A B

*D: Diameter of extrusion mm
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Fig. 3 Aluminum space frames structures of HONDA
Insight 9.
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Fig. 4 Push-through bending on HONDA Insight9.
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Fig. 5 Variable-shape extrusion process ”.
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Fig. 6 Aluminum bumper reinforcement with a cross
section change.
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Fig. 7 Audi aluminum bumper reinforcement with a
cross section change (Press type).
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Fig. 9 Suspension member (Skyline RR).
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Fig.10 Hydro forming on HONDA Legend °.
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