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We are looking for the new manufacturing technology
by the Bulge-Forming
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Our core technology is hydraulic bulge forming (hydroforming)
of metal pipes, plates, and other materials, which has enabled
us to form three-dimensional shapes that were difficult to form
using conventional casting and press technologies alone.

Our efforts in bulge forming started in 1963 with the use of an
invention patented by the MITI. Cur plastic forming technology has
been independently developed in terms of both hardware and
software based on our long years of experience and abundant
achieverments.

By adopting bulge forming, which leads to a change in thinking, we
propose to users in various fields the possibility of cost reduction
through improved safety and quality, weight reduction, and a
drastic reduction in man-hours, which cannot be achieved by the
current conventional processes.

We will continue to make further efforts to realize products that
meet your expectations.

Founded June 8, 1850
Capital 20,000,000 Yen
Head office No.14-23, 4 Chome, Katsushika-Ku,
Tokyo, 125-0063, JAPAN
Phone +81-3-3601-4166 Fax +81-3-3690-7616
Fukushima 3928 Ishida Dohmeki Nakano Konan-machi,

Factory Kohriyama City, Fukushima, 963-1521, JAPAN
Phone +81-24-982-2788 Fax +81-24-982-2787
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K HR—LN—=H5 Website access
https://www.nikko-bulgeform.co.jp
*EXA—JLHS E-mail address
nikko-sangyo@nikko-bulgeform.co.jp
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TEL. 03-3601-4166 FAX. 03-3690-7616
Y Phone - Facsimile
Phone +81-3-3601-4166 Fax +81-3-3690-7616
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The basic principle in Bulgeforming is to insert a tubing into a mold, then introducing fluid under extremely high
pressure to compress the tube ends towards the center of the mold while forcing the tubing wall to expand into
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EDRAENIRRIC—FICNT T SRE/ A TOPRZERET NI RO7A—IV T EbFENRFRE. SUS. the mold cavity all in one motion. This process is being applied to low carbon, stainless steel, copper, brass,
ZILZ . ERRVBZESEO/NAT2RmM ELCEBENTITY, 4 aluminum and other variety of alloy tubings.
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Tube inserted into a split mold with recess The upper mold is lowered and EHUREE/ A TRERICEA. zLF. RIESE THEHRR. o XL TREET. Then the upper mold is raised, pistons retract
shaped to the external shape of the product. clamps the tubing. As the fluid under pressure is fed into As the internal pressure is raised, the As internal pressure continues to be increased, and the cycle is completed.
the inside of the tubing, left and right tubing starts to bulge. the pistons are forced towards the center, ‘
pistons move to seal off the tube ends. compressing and bulging the tubing until it is
. expanded into the mold cavity.
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Bulge-Forming Dimensional Limitation (Reference only)
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T — i g*giax?ggjéf(%o 3mm, &% =150mm 1) Tube O.D. : 15mm ~ 100mm B Example #1 : D=60mm, T=3mm, L-150mm
2)ME : 0.8mm~4mn 27,000<30,000 — AEFIEEHEE g ral Thickness : 0.8mm ~ 4mm 27,000 < 30,000 - Practio
NEDNDEX : 40mm~700mm | roduct Length : 40mm ~ mm

BRI fI2 : 4142 =30mm. PIE =2mm. €& =400mm Stes] | 720 BAECTIRTRR S Lea0Houn
N2 AE.RECTOHFSEBINTIRFROMSE I ER 30x2x400=24,000 g B Applying Above Limit to Formula Below 24,000 < 30,000 : Practical
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D xTx L < C (_E) 24,000<30,000 EEFIRERH D * T * L < C (Constant) #3 : D-100mm, T=2,5mm, L=200mm
13 1 442 =100mm. PSE =2.5mm. £ =200mm 100 * 2,5 ¥ 200 = 50,000 _
DiBME  Cigh oorieeeiinnns 30 000 100x2,5x200=50,000 D:Tube OD T:Tubewall L:Tube length B Note: 50,000 > 30,000 : Impractical
T: gi %J/Sgﬁ/_, v 32888 50,000>30,000 — 4EAE]HE C 1) The above processing has general limitation but it is possible to process
L Gl i ’ Steel (equivalent SAE1008) | 30,000 any product beyond the above formula, all depend on the shape, so we
Stainl romen 5 5’0 00 lock forward to receiving you enquiries.
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LU TS AP BUETOTEREE A, EBFHLE{ MUEIF GV EBEIRLBELEMETT, Copper, Brass & Aluminum | 35,000 Low Elongation, and others with High Hardness/Low Elongation.




