HEBEMRAEICK B THRERTIVI ZU L2 > 7 DR

REEMERAZEIC K B
“WERAVIVIZULRBE 2 YU DR

Development of Aluminum Fuel Tank by Superplastic Forming
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ABSTRACT

Aluminum fuel tanks are generally produced by
press forming method to reduce the motorcycle
weight, however, the press forming has a limitation
of weight reduction and long production process
because a lot of partitions in fuel tank are required.

It is known that aluminum alloys have a
superplasticity at high temperatures. It has been
desired for fuel tanks to produce by a unified forming
method applying characteristics of superplasticity.
Although this superplasticity greatly improves the
formability, at the same time, minute cavitation
created in the process makes the characteristics of
material to change for the worse, and prolongs the
forming time.

The authors have attempted to clarify the forming
limitation confirming the relation between the
cavitation and the characteristics of material, and the
Aluminum Hot Blow Forming (ABF) method has
completed.

The light and low cost fuel tank applied ABF
method has been installed on the production road-
racer since September 1994.
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Fig. 1 RS125R with ABF Fuel Tank
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Fig. 2 Making Process of Fuel Tank
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Mg Mn Cr Fe Si Al
4.5 0.7 0.1 0.1 0.1 Bal.
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Fig. 8 Influence of Cavitation Ratio for Tensile
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Fig. 10 Penetration Test Equipment for
Fuel Tank Sheet
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Fig. 11 Influence of Cavitation Ratio for
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Fig. 13 Comparison of Fuel Tank Sheets Surface after 1000 hours Dipping in Various Fuels
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