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Study on experimental method of measuring forming limit diagram in incremental sheet forming
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Technology, Wuhan 430047, China)

Abstract: Forming limit diagram (FLD) is an effective method to estimate sheet crack in sheet forming. There are obvi-
ously differences between the conventional FLD and incremental sheet forming (ISF) FLD. The method of measuring
the conventional FLLD of sheet has been standardized. But there is inconsistent on measuring the ISF FLD until now. A
new experiment method of measuring the ISF FLLD was proposed. An arc groove and a cross arc groove on a sheet met-
al were formed to crack respectively, and major and minor strain at the crack location were measured to establish the
ISF FLD. Numerical simulation was employed to learn the strain states in forming the two grooves, and the results
show that the new method is feasible. Based on the method, the ISF FLD of an industrial pure aluminum 1060 with the
thickness of 0. 9 mm was obtained.
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Fig 3 Impact of material orientation to formability
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