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Abstract

:

Continuous roll forming (CRF) is a new method for the rapid forming of three-dimensional (3D) surfaces developed in recent years, and the significant advantage of CRF compared with traditional die forming is that the longitudinal dimension of the sheet metal is not limited. By controlling the curvature radius and gap shape of upper and lower bending rolls, three-dimensional parts with different shapes and sizes can be precisely formed. When the elastic deformation is ignored during the forming process, the transversal curvature radius of the three-dimensional surface is consistent with the radius of the roll gap centerline. Therefore, the calculation of longitudinal curvature radius is the key to improve the accuracy of the 3D surface in CRF. In this paper, the basic principle of CRF is described. The modified formulas for calculating the longitudinal curvature radius of convex and saddle surfaces based on the quadratic relationship between the strain and coordinates are deduced in detail, and the corresponding design method of the roll gap is derived. Furthermore, the mathematical equations of convex and saddle surfaces are given. Through numerical simulation and theoretical analysis, it is found that the relative errors of the longitudinal centerline radius are reduced from 13.67% before modification to 4.35% after modification for a convex surface and 6.81% to 0.41% for a saddle surface when the transversal curvature radius is 800 mm and the compression ratio is 5%. The experimental and measured results indicate that the shapes of formed parts are more consistent with the target parts after modification, which further proves the applicability of the modified formulas.
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1. Introduction


With the rapid development of manufacturing industry, the market demand for three-dimensional sheet metal is increasing. Automotive skins, hull outer panels, human skull prostheses, building plates and so forth are all composed of three-dimensional sheet metals with different shapes and sizes [1,2,3,4]. Single piece and small batch production is the current popular production mode. Obviously, due to the long manufacturing cycle, high maintenance cost and single production type, the application of traditional production is greatly limited. Instead, flexible forming has received more attention. The idea of multi-point flexible forming was proposed by Japanese scholars in the 20th century. In this process, the die surface with the same shape as the target surface is formed by controlling the closely arranged and height-adjustable basic units, and then the sheet is formed into a three-dimensional surface under the pressure of the die surface. Li et al. successfully applied multi-point technology to actual production and combined it with traditional methods such as stretch forming [5,6,7]. However, when the size of the target part is large, more basic units are needed and this will lead to great processing cost. The continuous forming method is introduced so as to solve this problem. In the continuous forming process, a simple tool is used to gradually form the sheet into a desired shape. Rolling [8] and roll bending [9] are typical processes of continuous forming and are widely used at present. Yoon and Yang [10] tried to combine the idea of flexible forming and continuous forming in the early stage. They put forward the method of flexible incremental roll forming (FIRF), which uses the adjustable roll set including one upper center roll and two pairs of lower support rolls to form a three-dimensional curved surface. In order to improve the low efficiency of the FIRF process, Shim et al. [11] proposed a new technology called the line array roll set (LARS) process. This process uses three pairs of controllable rolls as forming tools, and each working roll is composed of several discrete small rolls. A doubly curved surface can be formed by one pass under the action of friction. Cai et al. [12,13,14] subsequently developed a continuous flexible forming (CFF) method, which greatly improved the forming quality of 3D curved surfaces.



In the last few years, Li et al. [15,16] advanced the CRF method to form 3D curved surfaces by applying flexible forming to rolling technology. The transversal bending of sheet metal is due to bending rolls, while the longitudinal bending is caused by the uneven thinning principle of rolling. The theory and formability of CRF have been studied deeply by researchers. Li et al. [17] studied the influence of different parameters such as reduction, forming velocity and friction on the shape of formed parts. Ku et al. [18] proposed the NURBS control method to determine the roll gap distribution. Liu et al. [19] suggested that adding two auxiliary rolls to the original two work rolls would make the forming process more stable. Park et al. [20] established a regression model and an artificial neural network model to predict the longitudinal curvature radius, and it was found that the regression model is more suitable for the prediction of convex parts, and the artificial neural network model is more suitable for the prediction of saddle parts. Ghiabakloo et al. [21] used the finite element method and genetic algorithm to calculate the longitudinal curvature radius. Cai et al. [22,23,24] analyzed the mechanism of the longitudinal bending deformation of the sheet metal from a mechanics perspective, and put forward the necessary condition of CRF; that is, the longitudinal strain is the first-order function of coordinates. Based on this condition, the calculation formula of the longitudinal curvature was derived. In order to improve the prediction accuracy and facilitate practical application, a new method for predicting the longitudinal curvature radius of 3D surface based on the quadratic relationship between the strain and coordinates is proposed in this paper.



This work reports on the further investigation for prediction of longitudinal curvature radius after the previous research [22,23,24] studied by Cai et al. In this study, the principle of CRF is explained, and the cause of longitudinal bending of sheet metal is further analyzed. The previous argument that the longitudinal strain is a linear function of coordinates is extended to the argument of this paper that the longitudinal strain is a quadratic function of coordinates. Based on this point of view, the original formula for calculating the longitudinal curvature radius of sheet metal is modified in the range of transversal curvature radii of 800~1000 mm and compression ratios of 3~7%. The design method of the roll gap for a three-dimensional surface is proposed according to the new formulas. In addition, the mathematical equations for convex and saddle surfaces are given. Through numerical simulation and experimental analysis, it is found that the prediction accuracy of longitudinal curvature radius is greatly improved after the formula is modified.




2. Forming Theory of CRF Based on Two Bending Rolls


2.1. Continuous Roll Forming Process


The most important tool for CRF is a pair of small diameter work rolls with low bending rigidity and high torsional rigidity. They are straight in their free state and can be slightly bent by external force [17]. Under the control of shape-adjusting and supporting assembly, the work rolls can maintain the bending state and rotate around their own axes. In the CRF process, the flat sheet metal is turned into a three-dimensional sheet with certain curvatures in both transversal and longitudinal directions by controlling the bending profiles of upper and lower work rolls and the roll gap size. In order to form an uneven gap which is the key to the three-dimensional surface forming, the bending profiles of the two rolls should be a little different. Due to the large plastic deformation during the rolling process, the effect of elastic deformation can be ignored. Therefore, the curvature radius of the roll gap centerline is the same as the transversal curvature radius of the target. The longitudinal curvature is formed by the non-uniform roll gap. When the roll gap is small in the middle and large on both sides, the sheet metal is bent upward to form a convex part with positive Gaussian curvature [19]. When the roll gap is uniform, the deformation process degenerates into a normal rolling process and a cylindrical part with zero Gaussian curvature (2D surface) is formed. Furthermore, when the roll gap is small on both sides and large in the middle, a saddle part with negative Gaussian curvature is formed, as shown in Figure 1.



Figure 2 shows the process of continuous roll forming. First, the bending radii of upper and lower rolls are adjusted according to the transversal curvature radius of the target surface, and the sheet to be formed is placed between the two rolls. Then, the upper roll moves vertically downward, and the lower roll remains stationary, thereby forming an uneven roll gap. Next, the two work rolls rotate reversely around their own bending axes at the same angular speed. The sheet metal is continuously formed under the effect of rolling force and friction, and finally becomes a three-dimensional surface with double curvatures.




2.2. Theoretical Model and Formulas Derivation of CRF


The theoretical model and formulas derived in this paper are based on the following conditions: (1) because of the large plastic deformation in the rolling process, the influence of elastic deformation is ignored; (2) the thickness of the sheet is much smaller than the width, so the strain in the width direction is ignored, and the strain in the thickness direction is thought to be uniformly distributed. Therefore, the continuous roll forming can be treated as a plane strain problem [16]; (3) it is considered that the deformation process no longer follows the plane assumption, that is, the plane cross section becomes a curved surface after deformation. Figure 3 is the illustration of roll gap at the exit section. The size of the roll gap (   Ω g   ) at different positions is expressed in   h ( v )  , where v is the parameter coordinate in the transversal direction. In order to facilitate the analysis, the centerline of the roll gap described by   z = g ( v )   is simplified as an arc, and the radius of the arc is indicated by    ρ T   . The longitudinal curvature of three-dimensional sheet metal at different position is denoted by    ρ l     − 1   ( v )  , and    ρ L  =  ρ l  ( v )  |     v = 0      . Furthermore,    ρ T    and    ρ L    are the principal curvature radii in the transversal and longitudinal directions, respectively.



The previous formulas are derived based on plane assumption [16,23], and the longitudinal strain is divided into membrane strain and bending strain. The longitudinal strain    ε l    can be denoted as


   ε l  =  a 0  +  a 1  y +  a 2  z           ( y , z ∈  Ω g  )  



(1)







From Equation (1),    a 0   ,    a 1    and    a 2    can be easily found [23,24], that is


   {     a 0  =  ε m  −  a 1   y 0  −  a 2   z 0       a 1  =  ρ l     − 1   sin α      a 2  =  ρ l     − 1   cos α      



(2)




where    y 0  =    ∫   Ω g     y d A    /    ∫   Ω g     d A     ,    z 0  =    ∫   Ω g     z d A    /    ∫   Ω g     d A     , and  α  is the angle between the bending neutral axis and the y-axis.



The expression of membrane strain is


   ε m  =    ∫ A    ε l     d A / A  



(3)




where A is the area of the roll gap.



When the roll gap is symmetrical about the z-axis,   α = 0  . Thus, Equation (1) can be written as


   ε l  =  a 0  +  ρ l     − 1   z ( y , z ∈  Ω g  )  



(4)







According to Equation (4), the longitudinal strain is a linear function of height coordinate z. The constant term is the membrane strain, which represents the overall translation of the cross section. The first-order term is the bending strain representing the overall rotation of the cross section around the neutral axis. The slope of    ε l  − z   line is the longitudinal curvature of the three-dimensional surface. It can be seen that the longitudinal curvature calculated by Equation (4) is a fixed value. However, for a three-dimensional surface formed by continuous roll forming, the longitudinal curvature varies at different positions of the cross section, so the formula derived in view of plane assumption has a large error in most cases. On this basis, the formula is modified in this paper. The longitudinal curvature is assumed to be a linear function varying with the coordinates rather than a constant, and then more practical formulas are deduced.




2.3. Modification of the Formula for Calculating the Longitudinal Curvature Radius of Convex Surface


For convex surface before modification, the longitudinal strain is a linear subtraction function of the height coordinate, as shown in the black dotted line in Figure 4. Subscript e represents a convex surface. Thus, Equation (4) can be written as


   ε  l e   =  ε  m a x   −  1   ρ l    z  



(5)







Suppose that the longitudinal curvature is a linear function of the height coordinate, that is


   ρ  l e      − 1   ( v ) = b z + c  



(6)







Taking Equation (6) into Equation (5), the expression of longitudinal strain can be denoted by


   ε  l e   = − b  z 2  − c z +  ε  m a x    



(7)







The relationship between the longitudinal curvature and the longitudinal strain can be expressed as


   ρ  l e      − 1   ( v ) = −  1 2   ε  l e     ′  +  1 2  c  



(8)







It can be seen from Equation (7) that the longitudinal strain is a quadratic function of the height coordinate, which shows that the plane assumption is not tenable. The longitudinal strain can not only be divided into membrane strain and bending strain, but also includes a secondary compensation strain, which together with the first-order bending strain determines the longitudinal bending of surfaces. The    ε  l e   − z   curve is shown as a black solid line in Figure 4. On the cross section of sheet metal, the maximum strain difference and the maximum height difference are given by


   {     ε d  =  ε  m a x   −  ε  m i n        z d  =  z  m a x   −  z  m i n        



(9)




where    ε  m a x     and    ε  m i n     are the maximum and minimum values of longitudinal strain on the cross section, respectively.



The point on the symmetry axis of quadratic function curve is a characteristic point. The symmetry axis of the    ε  l e   − z   curve is represented by   z = n  z d  ( n < 0 )  .



For convex surfaces, the longitudinal curvature radius at the center of the sheet metal is the largest, and the closer to the edge, the smaller the longitudinal curvature radius. Therefore, b > 0 and c > 0 can be inferred. The longitudinal strain at the center and edge are expressed as


   {     ε  l e   =  ε  m a x   ,        z =  z  m i n   = 0          ε  l e   =  ε  m i n   ,        z =  z  m a x   =  ρ T  ( 1 − cos  θ 0  )          



(10)




where    θ 0    is the longitudinal bending angle.



From Equation (7) to Equation (10), the parameters b and c can be solved as follows:


   {    b = −    ε d     (  2 n − 1  )   z d    2        c =   2 n  ε d     (  2 n − 1  )   z d         



(11)







Substituting Equation (11) into Equation (7), the longitudinal strain can be written as


   ε  l e   =    ε d     (  2 n − 1  )   z d    2     z 2  −   2 n  ε d     (  2 n − 1  )   z d    z +  ε  m a x    



(12)







At the same time, the longitudinal curvature radius can be obtained by


   ρ  l e   ( v ) =   2 n  z d  −  z d    2 n  z d  − z    ρ l    *   



(13)




where    ρ l    *  =  z d  /  ε d    is the expression of the longitudinal curvature radius before correction.



The longitudinal curvature radius at z = 0 can be expressed as


   ρ L  = ( 1 −  1  2 n   )  ρ l    *   



(14)







To determine the value of n, a large number of numerical simulations have been carried out on convex surfaces. The transversal curvature radii are taken as 800~1000 mm, and the compression ratios are taken as 3~7%. The curvature radius of the longitudinal centerline    ρ L    is measured and the longitudinal radius before correction    ρ l    *    is calculated. It is found that the ratio of the two is close to a constant under the condition of different compression ratios and transversal curvature radii. Let    k e    be the ratio, then    k e  = 1.110   is determined through numerical simulation and calculation, as shown in the black solid line in Figure 5. The compression ratio is expressed as  δ . Thus, the value of n is determined as −4.55. Substituting n into Equations (12) and (13), the calculation formulas of longitudinal strain and longitudinal curvature radius under the condition of transversal curvature radii of 800~1000 mm and compression ratios of 3~7% are as follows:


   ε  l e   = − 0.099    ε d     z d    2     z 2  − 0.901    ε d     z d    z +  ε  m a x    



(15)






   ρ  l e   ( v ) =    z d    0  . 901   z d   + 0   . 099  z    ρ l    *   



(16)







Neglecting the strain in the width direction and elastic deformation, together combining with the volume invariance law of plastic deformation, the roll gap can be expressed as


  h ( v ) = H exp ( −  ε l  )  



(17)




where H is the original thickness of the sheet.



Taking Equation (15) into Equation (17), the expression of the roll gap for convex surface is as follows:


   h e  ( v ) = H exp ( 0  . 099     ε d     z d    2     z 2  + 0  . 901     ε d     z d    z −  ε  m a x   )  



(18)








2.4. Modification of the Formula for Calculating the Longitudinal Curvature Radius of Saddle Surface


Before modification, the longitudinal strain of a saddle surface is a linear increasing function of the height coordinate, as shown by the red dotted line in Figure 4. Subscript s represents the saddle surface. Thus, Equation (4) can be rewritten as


   ε  l s   =  ε  m i n   +  1   ρ l    z  



(19)







It is still assumed that the longitudinal curvature of saddle surface is a linear function of the z coordinate, which can be denoted by


   ρ  l s      − 1   ( v ) = p z + q  



(20)







Therefore, the expression of longitudinal strain is


   ε  l s   = p  z 2  + q z +  ε  m i n    



(21)







For saddle-shaped surfaces, the relationship between the longitudinal strain and the longitudinal curvature can be expressed as


   ρ  l s      − 1   ( v ) =  1 2   ε  l s     ′  +  1 2  q  



(22)







The actual    ε  l s   − z   curve is shown as a red solid line in Figure 4. Let the symmetry axis of    ε  l s   − z   curve be   z = m  z d  ( m > 0 )  .



The longitudinal curvature radius at the center of saddle surface is the smallest, and the closer to the edge of the sheet, the greater the longitudinal curvature radius. Hence, it can be inferred that p < 0 and q > 0. The longitudinal strain at the center and edge of the sheet metal is given as


   {     ε  l s   =  ε  m i n   ,        z =  z  m i n   = 0          ε  l s   =  ε  m a x   ,        z =  z  m a x   =  ρ T  ( 1 − cos  θ 0  )          



(23)







From Equation (21) to Equation (23), it is found that the expressions of p and q can be written as follows:


   {    p = −    ε d     (  2 m − 1  )   z d    2        q =   2 m  ε d     (  2 m − 1  )   z d         



(24)







Thus, the longitudinal strain and curvature radius can be given by


   ε  l s   = −    ε d     (  2 m − 1  )   z d    2     z 2  +   2 m  ε d     (  2 m − 1  )   z d    z +  ε  m i n    



(25)






   ρ  l s   ( v ) =   2 m  z d  −  z d    2 m  z d  − z    ρ l    *   



(26)







The longitudinal curvature radius at z = 0 for saddle surface can be expressed as


   ρ L  = = ( 1 −  1  2 m   )  ρ l    *   



(27)







A lot of numerical simulations are carried out by setting the transversal curvature radii of saddle surface as 800~1000 mm and the compression ratios as 3~7%. The radius of the longitudinal centerline    ρ L    is measured and the theoretical value    ρ l    *    is calculated using the formula before modification. Let    k s    be the ratio of    ρ L    and    ρ l    *   , and it is found that    k s    is close to a constant of 0.913 under different transversal curvature radii and compression ratios, as shown in the red solid line in Figure 5. Thus, it can be inferred that m = 5.75. Therefore, the final expressions of longitudinal strain and longitudinal curvature radius for saddle surface under the condition of transversal curvature radii of 800~1000 mm and compression ratios of 3~7% can be expressed as


   ε  l s   = − 0  . 095     ε d     z d    2     z 2  + 1  . 095     ε d     z d    z +  ε  m i n    



(28)






   ρ  l s   ( v ) =    z d    1  . 095   z d  − 0  . 095  z    ρ l    *   



(29)







Taking Equation (28) into Equation (17), the formula of roll gap for saddle surface can be given as follows:


   h s  ( v ) = H exp ( 0  . 095     ε d     z d    2     z 2  − 1  . 095     ε d     z d    z −  ε  m i n   )  



(30)









3. Numerical Simulations for Convex and Saddle Surfaces


3.1. Finite Element Model


In order to verify the applicability of the modified formulas of longitudinal curvature radius, the finite element models of convex and saddle surfaces are established by ABAQUS/explicit software, and the relevant explicit dynamic analysis is carried out. It can be seen from Figure 6 that the upper and lower work rolls are composed of segmented small rigid rolls, and a local coordinate system is established for each rigid roll to ensure that the bending rolls can rotate around their own axes. Each small roll with a radius of 7.5 mm and a width of 6 mm is meshed using bilinear quadrilateral three-dimensional rigid element with four nodes, and the size of each unit is 0.5 mm × 0.5 mm. The length, width and thickness of the sheet to be formed are 300, 270, and 2 mm, respectively, and the material used in the simulation is 08 AL. The mechanical properties of 08 AL shown in Table 1 are determined by the uniaxial tensile test. It is considered that the material follows Mises yield criterion and conforms to the elastoplastic constitutive relationship with isotropic hardening. The friction coefficient is taken as 0.2. For the purpose of making the results more accurate, the C3D8R element is used to mesh the sheet metal. A large number of simulation results show that although the sheet metal is a deformable body, the forming effect is better when its element size is larger than that of the rigid work roll, so the element size of the sheet metal is set as 1.5 mm × 1.5 mm × 1 mm. Since the thickness of the sheet is small, the strain value of each point in the cross section can be accurately captured by using two elements in the thickness direction. In order to save computing resources, considering the symmetry of the model, only 1/2 of the finite element model is established for calculation and analysis.



The difference between the finite element models of convex surface and saddle surface is only that the roll gap is not the same. As mentioned before, the roll gap is small in the middle and large on both sides for a convex surface, while the distribution of the roll gap for a saddle surface is the opposite. Before and after the modification of the calculation formula of the longitudinal curvature radius, the size of the roll gap changes slightly, as shown in Figure 7. Cases 1–3 are for convex surfaces and Case 4 is for saddle surfaces.




3.2. Simulation Results and Analysis for Convex Surface


In this study, the forming results of convex surfaces with a transversal curvature radius of    ρ T    = 800 mm and compression ratios of 5%, 6% and 7% are analyzed. The equation of the formed convex surface can be expressed as


   S e  ( u , v ) =  {     {   ρ L  −  ρ T   [  ( 1 − cos (  v   ρ T    )  ]   }  sin (  u   ρ L    )      ρ T  sin (  v   ρ T    )      ρ L  −  {   ρ L  −  ρ T   [  ( 1 − cos (  v   ρ T    )  ]   }  cos (  u   ρ L    )    }   



(31)




where u is the parameter coordinate in the longitudinal direction.



The theoretical values of longitudinal curvature radius are calculated by the formula before and after correction, respectively, and compared with the actual forming results. The results are shown in Table 2.



It can be seen from Table 2 that the relative error after correction is significantly reduced compared with that before correction, and the error of each position of the surface is controlled within 9%, which indicates that the corrected formula is more in line with the actual forming results. Figure 8 shows the error nephograms under different compression ratios ( δ ). Both before and after the correction, the error at the end region of the convex surface formed by continuous roll forming is significantly greater than that at the middle region, which is caused by the straight edge effect. Specifically, the longitudinal bending of sheet metal is the result of the interaction of longitudinal stresses with different magnitude in the transversal direction. At the beginning and end of forming, due to the law of minimum resistance, the metal in the stressed area flows to the respective adjacent end, so that the interaction of longitudinal stresses is not enough to make both ends of sheet metal reach the bending degree of the middle region.



The simulated convex surfaces deviate from the target to a large extent before modification, and the modified formula makes the shape and size of the formed surfaces more consistent with the target, as shown in Figure 8, in which the proportion of the green area of the surfaces increases obviously. In addition, it is found that the longitudinal curvature radius decreases with the increase in the compression ratio, which can be explained by the modified Formula (16). With the increase in compression ratio, the longitudinal strain difference    ε d    between the center and the edge of the sheet increases and a smaller    ρ l  *   is obtained, thus the longitudinal curvature radius decreases.



In order to verify the relationship between strain and coordinate, the z-coordinate and longitudinal strain values of each node on the transversal centerline of the convex surface before and after modification are extracted, as shown in Figure 9a. Since the roll gap has little change before and after correction, the strain before and after correction is very close when the compression ratio is the same. The strain points in the diagram are distributed near the blue quadratic curve, which proves that the strain is indeed a quadratic function of coordinates.




3.3. Simulation Results and Analysis for Saddle Surface


The formation of saddle surfaces with a compression ratio of 5% and transversal curvature radii of 800, 850 and 900 mm are studied. The equation for the target saddle surface can be written as


   S s  ( u , v ) =  {     {   ρ L  +  ρ T   [  ( 1 − cos (  v   ρ T    )  ]   }  sin (  u   ρ L    )      ρ T  sin (  v   ρ T    )      {   ρ L  +  ρ T   [  ( 1 − cos (  v   ρ T    )  ]   }  cos (  u   ρ L    ) −  ρ L     }   



(32)







The theoretical values of the longitudinal curvature radius of saddle surfaces before and after correction are calculated and compared with the values obtained from the simulation. The results are shown in Table 3.



Due to the slight difference in roll gap, the simulated longitudinal curvature radius of saddle surfaces after correction is different from that before correction, but the change is small. From Table 3, it can be seen that the relative error of the longitudinal curvature radius is evidently reduced after correction, from the original 6.30~13.53% to 0.28~7.31%. Figure 10 shows the error nephograms under different transversal curvature radii, indicating the error change more intuitively. As shown in Figure 10, saddle surfaces also have a straight edge effect. The modified saddle surface is closer to the target, and this can significantly increase the material utilization. With the increase in the transversal curvature radius, the longitudinal curvature radius decreases correspondingly, which can be explained by the modified Formula (29) as follows: the larger the transversal curvature radius is, the smaller the height difference    z d    between the center and the edge of the sheet metal is, thus the smaller the longitudinal curvature radius is. Figure 9b shows that the strain is a quadratic function of coordinates for saddle surface. Due to the small change in roll gap, the strain before and after modification is very close. The strain points under each transversal curvature radius are distributed near the blue quadratic curve. Therefore, there is a certain error in calculating the longitudinal curvature radius by using the linear relationship between strain and coordinates before modification.



The simulations of convex and saddle surfaces show that the modified formulas are more suitable for continuous roll forming. If the transversal curvature and longitudinal curvature of the three-dimensional surface are given for CRF, the ideal surface can be obtained by the following steps. First, adjust the centerline radius of the roll gap to the transversal curvature radius of the target surface, and then calculate the size of the roll gap according to the Equation (18) or Equation (30) to control the position of the upper and lower work rolls. Finally, continuous rolling is carried out in order to get the ideal surface.





4. Experimental Verifications


4.1. Experimental Equipment of CRF


The experimental equipment for continuous roll forming is shown in Figure 11. There are 31 shape adjusting units on the top and bottom of the equipment, respectively, which are used to adjust the bending shapes of the work rolls and keep the shapes unchanged during the process. The diameter of each roll is 10 mm. Such a small diameter allows the roll to rotate around its own bending axis. The power source is a three-phase asynchronous motor, which makes the work rolls rotate synchronously and reversely. The width of the sheet that can be formed with this equipment is more than 500 mm.



In order to verify the validity of the modified formulas, convex and saddle surfaces with a transversal curvature radius of 800 mm and a compression ratio of 5% are formed. The theoretical values of the longitudinal curvature radius are calculated by the formulas before and after modification, respectively, and compared with the actual forming results. The formed convex part and saddle part are shown in Figure 12. It can be seen that the forming effect of three-dimensional parts is good and there are no wrinkles, dimples or other defects.




4.2. Analysis of Experimental Results


The three-dimensional point cloud of the experimental part is obtained by a binocular stereo vision measurement device. The difference between the actual forming part and the target part can be compared by importing the point cloud into the reverse engineering software Geomagic Qualify. The profiles at different positions in the transversal and longitudinal directions are taken for analysis. Figure 13 shows the location of different profiles of convex and saddle surfaces. Among them, BB1, AA1, and CC1 correspond to x = 0 and x = ±100 mm, respectively, while DD1 and EE1 correspond to y = 0 and y = −90 mm, respectively. The normal absolute errors can be seen from Figure 14, in which AA1*~EE1* indicate the errors before modification, and AA1~EE1 show the errors after modification.



Figure 14 indicates that the normal absolute errors of longitudinal profiles DD1 and EE1 are significantly reduced after correction. The error range of DD1 for convex surface is reduced from 0.0583~7.9917 mm to −1.1956~2.9969 mm, and the error range of EE1 is changed from 0.9971~10.4136 mm to −0.2572~5.1413 mm. For saddle surface, the error range of DD1 is reduced from −0.1509~4.7866 mm to −2.2852~1.8914 mm, and that of EE1 is changed from 1.5844~5.6089 mm to 0.0699~3.2534 mm. The decrease in error fluctuation illustrates that the forming results are more stable. It can also be seen from the figure that the errors of the transversal profiles are prominently reduced, and the transversal error at each position after correction is controlled within 3.7260 mm for convex surfaces and 3.8668 mm for saddle surfaces. Similarly to the simulation results, the error in the end region is larger than that in the middle region. The above error sources may be the elastic deformation of the rolls and the imprecise adjustment of the roll gap.





5. Conclusions


CRF is a new technology for forming 3D curved surface in recent years. In order to predict the longitudinal curvature radius of the sheet in this process more accurately, the theoretical derivation is carried out, and the applicability of the formulas is verified by the numerical simulation and experimental analysis. The specific conclusions can be summarized as follows:




	(1)

	
The principle of CRF is discussed, and the mechanism of longitudinal bending of sheet metal in the forming process is explained. It is proposed that the longitudinal strain of sheet metal can be divided into not only membrane strain and first-order bending strain, but also a secondary-order compensation strain which together with bending strain determines the longitudinal curvature of the sheet.




	(2)

	
The formulas for calculating the longitudinal curvature radius of convex and saddle surfaces with the range of transversal curvature radii of 800~1000 mm and compression ratios of 3~7% are derived, and the mathematical equations of the convex and saddle surfaces to be formed are given.




	(3)

	
The roll gap is the key factor to determine the forming quality and precision of 3D surface in CRF. When the roll gap is small in the middle and large on both sides, the sheet metal is bent upward to form a convex surface, and a saddle surface will be formed if the distribution of the roll gap is the opposite. According to the new calculation formulas of longitudinal curvature radius, the design method of the roll gap for convex and saddle surfaces is deduced, and the roll gap dimensions at different positions are quantitatively given based on the new method.




	(4)

	
The superiority of the new formulas is verified by numerical simulation. From the numerical simulation results, it is found that for convex surfaces, the error of the longitudinal centerline is reduced from 13.67%, 13.26% and 11.11% to 4.35%, 5.50% and 3.49% when the transversal curvature radius is 800 mm and the compression ratios are 5%, 6% and 7%, respectively. For saddle-shaped parts, when the compression ratio is 5% and the transversal curvature radii are 800, 850 and 900 mm, respectively, the error of the longitudinal centerline is reduced from the original 6.81%, 7.02%, and 13.53% to 0.41%, 0.28% and 6.83%, respectively.




	(5)

	
The viewpoint of this paper is further verified by the CRF experiment. When the transversal curvature radius is 800 mm and the compression ratio is 5%, the normal absolute error ranges of the profile at 90 mm from longitudinal centerline (y = −90 mm) for convex and saddle surfaces are reduced from 0.9971~10.4136 mm and 1.5844~5.6089 mm before modification to −0.2572~5.1413 mm and 0.0699~3.2534 mm after modification, which shows that the new calculation formulas of longitudinal curvature radius are of great significance for continuous roll forming.
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Figure 1. Schematic diagram of continuous roll forming. 






Figure 1. Schematic diagram of continuous roll forming.
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Figure 2. Continuous roll forming process. 






Figure 2. Continuous roll forming process.
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Figure 3. Illustration of the roll gap. 
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Figure 4. Relationship between longitudinal strain and height coordinate. 
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Figure 5. Ratio of simulation values to uncorrected calculated values. 
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Figure 6. Finite element model. 






Figure 6. Finite element model.
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Figure 7. Height of roll gap for convex and saddle surfaces. 
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Figure 8. Error nephograms under different compression ratios ( δ ) of convex surfaces: (a) Before modification; (b) After modification. 
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Figure 9. Relationship between longitudinal strain and z-coordinate obtained from numerical simulation: (a) convex surface; (b) saddle surface. 






Figure 9. Relationship between longitudinal strain and z-coordinate obtained from numerical simulation: (a) convex surface; (b) saddle surface.



[image: Metals 10 01249 g009]







[image: Metals 10 01249 g010 550] 





Figure 10. Error nephograms under different transversal radii of saddle surfaces: (a) before modification; (b) after modification. 
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Figure 11. Experimental equipment for continuous roll forming. 
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Figure 12. Formed parts by the continuous roll forming (CRF) equipment: (a) convex surface; (b) saddle surface. 
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Figure 13. Different measuring positions of 3D surfaces: (a) convex surface; (b) saddle surface. 
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Figure 14. Normal absolute errors for 3D surfaces (A superscript asterisk indicates before correction): (a) transversal profiles of convex surface; (b) longitudinal profiles of convex surface; (c) transversal profiles of saddle surface; (d) longitudinal profiles of saddle surface. 
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Table 1. Mechanical properties of 08 AL.






Table 1. Mechanical properties of 08 AL.





	Material
	Density (kg/m3)
	Poisson’s Ratio
	Elastic Modulus (GPa)
	Yield Strength (MPa)





	08 AL
	7845
	0.29
	207
	91.294
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Table 2. Error comparison of longitudinal curvature radius for convex surface.
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   δ   

	
z/mm

	
Before Modification

	
After Modification




	
Calculated Value/mm

	
Simulated Value/mm

	
Error

	
Calculated Value/mm

	
Simulated Value/mm

	
Error






	
0.05

	
0

	
227.46

	
263.48

	
13.67%

	
252.45

	
263.94

	
4.35%




	
0.05

	
5.74

	
221.73

	
256.78

	
13.65%

	
239.31

	
256.58

	
6.73%




	
0.05

	
11.47

	
215.99

	
252.41

	
14.43%

	
227.46

	
248.16

	
8.34%




	
0.06

	
0

	
189.21

	
218.13

	
13.26%

	
209.99

	
222.23

	
5.50%




	
0.06

	
5.74

	
183.47

	
211.60

	
13.29%

	
199.06

	
211.41

	
5.84%




	
0.06

	
11.47

	
177.74

	
208.32

	
14.68%

	
189.21

	
207.30

	
8.73%




	
0.07

	
0

	
161.88

	
182.12

	
11.11%

	
179.67

	
186.16

	
3.49%




	
0.07

	
5.74

	
156.15

	
179.36

	
12.94%

	
170.31

	
180.35

	
5.56%




	
0.07

	
11.47

	
150.41

	
176.18

	
14.63%

	
161.88

	
175.91

	
7.97%
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Table 3. Error comparison of longitudinal curvature radius for saddle surface.
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Transversal Radius/mm

	
z/mm

	
Before Modification

	
After Modification




	
Calculated Value/mm

	
Simulated Value/mm

	
Error

	
Calculated Value/mm

	
Simulated Value/mm

	
Error






	
800

	
0

	
227.46

	
212.97

	
6.81%

	
207.73

	
208.58

	
0.41%




	
800

	
5.74

	
233.20

	
219.00

	
6.48%

	
217.15

	
215.84

	
0.61%




	
800

	
11.47

	
238.93

	
224.78

	
6.30%

	
227.46

	
221.70

	
2.60%




	
850

	
0

	
213.91

	
199.89

	
7.02%

	
195.35

	
194.81

	
0.28%




	
850

	
5.39

	
219.30

	
205.51

	
6.71%

	
204.21

	
201.76

	
1.21%




	
850

	
10.79

	
224.70

	
210.79

	
6.60%

	
213.91

	
208.43

	
2.63%




	
900

	
0

	
201.89

	
177.83

	
13.53%

	
184.37

	
172.59

	
6.83%




	
900

	
5.09

	
206.98

	
183.69

	
12.68%

	
192.73

	
181.52

	
6.18%




	
900

	
10.18

	
212.07

	
188.06

	
12.76%

	
201.89

	
188.13

	
7.31%
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