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Fig.1 Concept of ISF and DS-MPF.
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Fig.2 Research contents and sequence.
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Fig. 3 Schematic diagrams of DS-MPF.
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Fig. 4 Spherical surface target with a radius of 1000 mm.
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Fig. 5 Finite element analyzing model.

Table 1 Material properties of SS400 with thickness 8 mm.
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Fig. 6 True stress-strain curve of SS400 used in FE analysis.
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Fig. 7a) Stroke positions for a 2D section model; b) The maximum

deviation changes with total stroke number
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Fig.8b) B-B section profile comparison between the formed shape and

target after the 1st loop with R=75mm
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Fig. 8c) Relationship between the 1% loop stroke position R and
DS-MPF deviation
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Fig. 9c¢) DS-MPF shape by OUT/IN stroke sequence
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Fig. 12 a) Experimental photo of DS-MPF plate, b) A-A section profile
comparison among simulation, experiment and designed
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