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A Study on the Formulation of Line Heating for Forming of Curved Plate
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Table 1 Variables used for FEA

Plate, t [mm] Heating speed, v Flame length [cm]
[mm/min]
Thickness Width . Ri Rz
12 - 20 500 - 3000 200 - 1250 477 23.8
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Fig. 2 Variations of angular distortion by line heating with internal restraints
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Table 2 Line Heating condition for experimental model

Plate [mm] Heating speed, v ) )
[mm/min] No. of Heating Line
Thickness W x L mm/min
16 2000 x 3000 270 8
Framel |

(a) Curved plate

700

(c) Heating Line

Fig. 2 Experimental model for automatic marking system of line heating
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Fig. 3 Curvature profiles at the 1% and 5™ frame of the curved plate after line heating
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