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Abstract ; For energy waste and serious oxidation of sheet metal existing during the current sheet thermoforming process,

the research of mold heating program was discuss. ANSYS-Icepack was used to analysis the mould heating for sheet

metal forming. Simulation results show that while heating the upper and lower mold by using heat source of 1 000 W

simultaneously, the maximum temperature on the mould can reach about 400 °C. The sheet can be heated to ahove

300 C, and the process of cooling and heating reaches equilibrium about ten minutes later. Temperature distribution of

the actual heating system designed according to the model is close to the simulation results. The design of heating module

in mould is simulated and experimented preliminary, which will help the development of the sheet hot forming technology.
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Figure 1

Meshing impression drawing of

simplified model
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Table 1  Plate’s and mold’s temperature
changes over time
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500 228 196 225
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Figure 2 Heat distribution chart of plate and mold with varying time
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Figure 3 Heat distribution chart of plate and mold with varying time
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Figure 4 Plate’s and mold's temperature
changes over time
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Table 2 Plate’s and mold’s temperature

changes over time
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Figure 5 Plate’s and mold's

temperature changes over time
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Figure 6 Temperature records during commissioning

process and temperature schematic diagram of hot-block
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