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Economic Realization of Multifunctional Parts with Very
Complex Geometries and Good Surface Quality

Promising Solution: Hydroforming, High Speed
Hydroforming or a Combination of Both

|dentification of Process-Specific Advantages and
Disadvantages is Necessary
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Conclusion

Electrohydraulic Processes are Suitable for the Manufacturing of Sharply
Contoured Workpieces

Possibility for Influencing the Pressure Distribution
Realization of Strong Local Deformation

Lower Locking Forces

Outlook
Improvement of Geometrical Accuracy Necessary

Forming of Semi Finished Parts
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