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(57) Abstract

‘The present invention relates to a method and appa-" . 10
ratus for forming an elongated tubular metal member from _ 5A '

a tubular metal blank. The method comprises: i) plac-
ing a tubular metal blank having a generally oval cross
section into a die cavity and orienting the tubular metal
blank such that a relatively larger cross—sectional dimen-
sion of the generally oval cross section extends generally
in a direction of the relatively larger cross-sectional di- -
mension of the die cavity and such that a relatively small
cross—sectional dimension of the generally oval cross sec-
tion extends generally in a direction of the relatively small
cross-sectional dimension of the die cavity; ii) engaging
and sealing opposite ends of the tubular metal blank; and
iii) injecting fiuid under pressure into the tubular metal
blank so as to expand the tubular metal blank into confor-
mity with the surfaces defining the die cavity and thereby
transform the tubular metal blank into the elongated tubu-
lar metal member.
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