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AT {spinning)

EL}0f Z(roll die forming)
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H 1. Summary of general models

Dynamic Explicit Ring-rolling and Pilgering [3—-10]
Arbitrary Lagrangian-Eulerian (ALE)| Ring-rolling [11-16]
Hybrid Mesh Ring-rolling and multipass forging [17-24]
Multigrid Methods Ring-rolling and incremental forging [25]
Super-Elements Orbital forging [26]
Self-Similarity Ring-rolling, flow-forming and rotary swaging [27, 28]

F4 9 944 (Dynamic Explicit Method)-& AJ4FA|7ko] wi$- wh27] whE-el] =] 22 249 (Pilgering) T4l
2] o= 2 Yk SR AR AU Aub of uls) Ao 228747 ARG A whEchs ¥y e glehe,
a#u, S QAL F3u| 24 (Mass Scahng) o] Q37| Wi AFSYE As] 5 ¢ gl B
o] Q13L AR 25%7HA] el Zpo] 7} LY E &elgh u) gt

ALEY2 Y o] AA| 2Ax 5ol v)s) 2 o 2R-2AL oher) A-g upg o2 A8 9} AAbg o %'F:El
g2 e g 3o gy Mo u]/q]tﬂ- 24 (Fine mesh) 7} t}& & & 2 4 (Coarse mesh) 7} A-22
REF HF, F 2% TR AP PRI, H o= AL 22 AE . 2ol AR uPE AA ?'fi—-i
# 24 AHE QA FA = Q=5 HUES HYAshe cloket wh o] A=,

0

sfo]HE|= 22 (Hybrid Mesh) < ALES} 28] 2719 ©}& 247} A=) o] A2 47} A4kLo 7 A=)
AMS (Actually Rotating Mesh System) 2+ SMS(Spatially Fixed Mesh System) & 28 29} 7h& moke s}y 9l
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£ ARk ) A e 2 24

yehdel SMSeF AMSE W8
Joll A e F LA A= 2 Wby
o dgelA Asgsteza o
R R DEL L
& 3 295 vk whxol A4
omm-M AMSE 7|313HA H|4) 18 2. Hybrid mesh appr(')achil(a) Actually Rotating Mesh System,
2 SMSE: AL AA2 AA (b) Spatially Fixed Mesh System

ojuf solB e wH: T el 72%
7HA o whE sjAe] Vel 2el, AMS
W o= ojwdt 2 4 AF-A Remeshing)
o] o] o) A]x] ki H¥FYFY o]9feA= &
S5 22 WFES gho] weo] W3l=x| ¢
7] wigef sholnels gane) Aulwe
go] masigin,

HE] 13 = (Multi—grid) ¥ (13 3)& uHg
HA7 e aRAQ o8 Fag 47 4
3 Ao AEA 2E)e ) AJ2wl uA
AL =X Ao 7|2 e} & 4 Q) 18 3. Basic idea of multi—grid technique.

JEE g e 0 2 A sk 19 45] 2] ERY 4 e

oot fo of o m

RS SRR E] ]

(<

conventional multh-mesh

AlJi =f Au i*1= f
grid size fine grid equations fine grid correction
h v, iterations v, iterations

restriction interpolation

sh v, iterations v, iterations

restriction interpoiation

4h
solve on coarsest grid

4h _4h  ~4h
Au =f

& 4. Basic idea of mutti—grid technique ™

574 AT A £7A Q] xS 758 AE0] LR IERA E 60l HERIITE

A
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E 2. Summary of special models

~ Method

Pseudo Plane Strain ] Ring-rolling [20-35]

Steady State Partial Models Ring-rolling [36-39]

Transient Partial Models Ring-rolling {40, 41]

Automatic Expansion of Domain Method Radial Forging [42]

Linearization Method Orbital Forging [43]

R & A SEE AAK | ot ATl nele R 3 22l A4y £ S 2ot A
ofoltjole AFHF HIE S5 5] WA R AR E 239 A FPe2T AL 2 B Pk ge
wdgolr). 27bAQl WM} v Wb uaF o ARMS o s B, o] WAl ghA] 234 Ajte] o] F o)

R R AR E A ol A Agk) slgrghc)ie-

o] Al
2 ohg 29 9 E94 4999 $2 24 GFEo) FEA 0% HA Yoo gicke ZRE o8k Aol

o e g 27 TUolA 324 o] S 2 e o4 Aep o,

2 1A B T8 2do] ¥ 9802 2ol Qe 2714 Ao MY QY 29 F 99L&
AA FBAR Ago] Lol 5 vk Ao a3 5% A £ BdS ASAe F24 9 2dE AN

ek, o) Aol Wk e A A AAD LT 1 AZe) BHYL, o zde BT 9

i<

Ay3
[

(Warping) & E0175 2] Aol AHEITE(IF 6) d714, B4 AASEC) £29) & Bt F2u 43
o] FPsaheg she melol FA9TH. SAF 2ol tfal ARALE B§ PCAN AA F 2 uls) 2007k

A 427} 37kl

Rigid surfaces

RigidSurfaces

y lasticRegion

& 6. Partial ring method with oscillating elastic boundary surfaces
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"% (Radial Forging) & 2
A 7o) mrejsit). AR 7R Fo)7] $)3t &7]A Q] uphy o
Expansion Method) o] $ith*?, 18] 7oA &
Al di3l Hgs sHQlel AARALEL v A &
AR ZRE 3~497kA] A 4= Qi)

32 Als 3 ”"39“% 74 (Automat1c Domain
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Line of critical
effective strain rate

Tool

Tool

|_Additional Domain | + [ Analysis Domain |

= [Expanded Domain |

J& 7. Automatic domain expansion method for radial forging process
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Al Ti % Nigh2A7LA] wil-¢- cloksie). & AESe) 4t
5 £ 19 8ol ViER 9l nje} o) whed) oF

o 72& F5E5 7k dEAA AFE /vl $2A4 Flange Bottom, Middle, Top)F, BJHILA
Diaphragm (Inner web, Outer ring), Gear Rim2} Lock PlateS-0] 9.0 ZSHZNE L Pressure Vessel, A}

bRl oAl ]

o]
QA - =
o YAATE ST B AT F AFE

DA 718 48] 53 ol 201Y W5 gk

®

3.8 &8 330l 2ol M z5= REE

ASR AR F

Automobile Relations

Driving Gear, Bevel Gear, Transmission parts, Ball Bearing Race
Taper Bearing, Race Roller, Bearing Race, Spherical Bearing Race

SH YN 73

Tower flange for wind energy

Wind energy Inner ring & Outer ring for pitch bearing
HAIIAF .
Gear, Coupl
Industrial Machinery car, Louping

SHE ES M IAR
Engineering & Plant Construction
Machinery

Bulidozer Planetary Wheel, Slow Bearing Ring, Wheel Tire, Driving
‘Wheel, Tower Flange

REEEE
Railroad Relations

Railroad Wheel, Wheel Bearing

Mt RS E

Ship(Marme)& Piping Relations

Neak Flange, Shaft, Piston Rod, Oil Well Pipe Coupling

MRIUARE
Petrochemical Relations

Large Flange, Nozzle Flange, Tower Flange

27| BALE

Aircraft Relations

Case Turbine, Case Compressor, Fan Case
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A 4EE7} 24 (Workpiece) & 3| A A7) =
SHYFE o} o] A x)E

& 25 T4l tigh ofolr]ol= 19801t L )tA] (Hitachi) Aloll A H =258 thafgh Al Fol oi$-317] 913
A Qo o3 F-rfji= o] ofo|t]o] & o)-g-5he] ulkAulek A A =)eke (Radial Incremental Ring Rolling) 7144
Nstgl omle s 22a) vigubeks 9 R Alojshs Adr)e 23 sl 13 10@ &
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AEE Aoz IRl s sk
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42 ek )

(a) HEH A

A4 Upper axial roll

il Lower axial roll

J89. 8 E

@ o]

u i) go] dojur}. 1
(Main roll), 3% & (Mandrel, Idler Roll), %(Roundmg, Roll, Axial Rol) & 4= o] glow,

g} w3k o B 552 47 9 ‘:71]9}
& S7bekA =t

L o3

R R e

e =N

[e]

Flash e =t

—_

T 0

& (Ring Rolling) 38 7€

2l £3(Ring Rolling)
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25, A% 9 YA 2 Alx¥ 4 gl 34 8 £ (Profile ring rolling) 27 /-2 AR o488 10% o4
B £ Qe AR o R ARWLE FAAF T 2 0hge) $499 8 EHE 2L 5 gtk ofs) 2o} Fab
B2 3L oY AT YEE o189 g £3E(Sab)E o] -3t AlxEE 7‘1]15‘4 4= Fd3 59
T 2€ 4 Ak 18U AY | Eu AT 2 34 8 SRR 71EE Yok g £7) Wil Anle] 2
932 37)9 F8-Mandrel, H3] € Main Roll) S-— Al thg CAD/CAM 7]&¢] £ s_a}u}.

3 A FRE Y AS 3 A FEY A5l v)s) 2E23 D Erd WY 59 7
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A » 22| E HICHE 4 =
A 12, SEAMOTA BioiE F4 H 23 i

g 8 AYTAd A AL WA AU (Implicit Method) < ¢]€8} ALE(Arbitary Lagrangian
Eulerian) W& o]&-3}4 3|4 dubd o)), gl Aof cigt M2 g A7bo] A= ukg Ak
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A (Upsetting) ¥ 213 (Punching) 8F 27} (Blank) & g AFL- 1k57) A DA7HA] 14
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—a— Mandrel side - Upper
T T T - QOut side - Upper
—=— Mandrel side - Lower
—A- Out side - Lower

Effective strain

-4 J
-5 J

0 2 4 ) 6 8 10 1'2 1.4 16
Width of ring[mm]

J818. 8y B £ SF0IM FY B U RavEE X

HE

(@) MIHN LB EYEHE

3.2 =St XI5

3218y
g 27

X
o

A (Radial Forging)
bz A] AMSEE= 71 Ql A5 A (Press) o 2] £A1E wWEo s

FolA F1eg sk AelE o140 NS o83 o] BHo2A 1Y RE 2o 29
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(Rotary Swaging)# ALt -4 olck 28 20& dldd A9 /IS Yehlle 28024 249 3147 #
28] 7ske] AL} FAol A& AR o] R0} = ukE AR Q) MY o] A|o)s) Lx Aolof) FI AL 7k
ok wWEbA, £x ol Mg Sxol] 2HQ 249 2AMPe) AT TH 2K Fel ofd F)ile] B
Arefe} & 4 glch

Radial Forging 37 el 4] S4 W7} A8 el | G3S B4 7] S5k, TAHGSEA o] BE Cased] 3|4
= FH3G L, o]F vl #4 5131} Radial Forging 24 Aol 932 vxE W2 27 2419 o144,
4%, 399 49201% 2ol 2 4 glok 29 212 2R A S B2AAEA 2HE 2L - At
A AR A S M 22 B AR 249 32 A 4 EAG 402 v 4

O3 20. oY Y HH| AR

%7) 2419 27)%= 150(d) * 1800()mm ©] L HE 2A|2] 222 70mmE ZE & st gk 28] m7)=
65(w) % 235()mm ©]%, 40mm/s2 A& 2= 9k, AAe] 2785 = 950To|n 2
Astglet. sy &4 o) e (Manipulator) = 27)¢) o3& Bhe A A3lx gl om AAE 3%

ool thol & 49} 2ol 2 2782 AL SIS 9714 T 2409 o472), RE 2418 7y,
=299 49 2013 77 ofv g,

E4 3PH> Q5 BME ot 2F 2 M
CASE T _ R D
1 50 30 10(5)
2 100 30 10(5)
3 150 30 10(5)
4 200 30 10(5)
5 50 10 10(5)
6 50 20 10(5)
7 50 30 5(2.5)
8 50 30 15(7.5)

B A AR 2422 A4S 588 o2 v S $8te] 23 220 AHE] 18 240 A AHS Uehgigich
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(5 &0 Fey 48T 4K Al

217 220 241 ol47dolel w2 0ele) gl YA slmelen, 19 23 2] SRS HE 0ol v
o Y2 vstglon], 19 24 392 4F Zold B Ll Bl @ Ao]hge] F4E 47} wlaste] 4
A gRRANAN TR ek 229 A9E SN B, 84 4w 30 0)3, 2 o1F o))
150mm )3, 4% 2017} 5mmed w) ele] Gare] 714 943 o 4 ek
CASE EEED) doigg 84
1
2
3
4
8 22, AR2f ofSZojof mE WEl ChH F4 H| W
CASE | cema Loigg 8y
5
6
1
CASE ) Lolyg 8y
7
1
8
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3.2.2 2EI2| A0/ E (Rotary Swaging)

Feb] 29014 BAU FR A TS WgiA) 7] AR 2% Fa-2T Ao o8] EAA YA A
AFEQ) PHEL 28-S 2a47)= A AL FA s 74__E T3t} 548 AlE (Drive Shaft) 2 €
U9 A2} 2 4 2mmlo] A4 519] vhe S AEE) slon] ol AfbHE $AE ek ook
£ 7]o] A5} 0 ASA IR FEEe] AR o] BHoR A8ST giek B3 712 3
I FEE] TRPL ¥4 917 SR 49L T 5 9 ARE TAo) ALEz gk 52
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RS EOREET

33 AL DM AR|GHM
3.3.1 21]'d (Spinning)
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231d 3ol SFoRg, 290092708 TP /1 2A 02 AR $F oY DAES S 2L 25 A
£0] 7h5elet, 2314 AFL e o1l 2 £ A 15 ST FBsich 2419 AL 440l ¥
& A% 240% FTE Hdshe 97 294 24) o457 B
AEA 270 E AF Spoon) o[ B2 2771 445G 01 JA LA o ol 374
& SoE enh ozl ZRARAE YA Q9 B T QAR A g o £, AU
A5eIE AN 374 A2 E FAANY ik o832 3)
2914 349 AR TTARE WANYO2A Shobt 40 AEE 471 FHL 5 el Yok UE F
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3.3.2 ECto| 4E(Roll Die Forming)

TGl 255k £ Aske AAE IS 1o WAl AFF FE AR Pr1H e AL £
S 71€E 54 Beieroll &3 /pEsl A olv). FE7xE Lt 94 Y 2 °l §3 st o2 74" A
Hu1&te] Mandrel, Die, Roller® 74 o] gich 71& oA 43 Zalx 437} 9% S o 43 4 e A
°l ot 23g9] AA g AlFo] ul - o2} e FA 7|0l 7] &l BT +7lﬂl7h—a o]g-3to] AR F-E
= WY Zes 3A 02 Axe we dag A (GF, 24 A7 DR glo] A3 AR Az
B Azl FEjEbe DxE A48 71E FA Uit A FAE T VAN T4 2 Bl YA
_%3_7_“ g]:}\].}\]yl P 0151_[54]

3|7k, Roll Die Forming?] -9 3419 A4S s8] thetol] 4R Adef uje S—wlc e 7170 B 2|4
AUE Ao}, & £ P4 59 oI 7HA) 714 dAlo) EAlste] olArlA] PAAFE YA 5 Q= A4
7iee] SHlelM e A=A g gl AR eld £ FYakgo] A AAIA L8kl Roll Die Forming 4332}
Fles Fusiglon AR FYAEo] 7jedd YAz gtk

< Roll Die>

<Roller >

<Punch>

18 27. Roll die forming 7Hd & 28 2%
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Side view ‘ Side view Side view : Side view

12 28. Roll die forming A& ®ZE

3.3.3 222 EZU(Flow Forming)

2T ERE AAEE AR Ao A dat fARE FA ook shARE £25- I AFA T 7H °W
o] 0l 2 A YGsl5E 7Iete Rt ASA 2R 2A7H-E frE e Sl 4‘6‘7
+ A% 289 2% AlAE o83t FALANE AAH o2 Y= v|Eo|th ERF X
AR Aol Heigt 7P TS 4 glom 2 3 el A" 2 Al U 7FE A3E o3t 717413 %"é
AR =, s27ks, 39743 8 Y+ I AL 7Y 22 AT ek B E B A E
LAY EAS 22N Ado] 7Var) wRol Aupo) wla) Bk 2AE HAF Y 1% 24)e] A go] 7}
58 AL M o] #jd o) H2 S29 2R Agk 23y (Shear Spinning) 2 F £E]7) = ¥} TSWUP A4A

o2 YA WA $AZ QAP SATFeLH AU DAl BT AYES DAL Ao} gt ASE A
P RELE RS

7% 20 E2$ 25 249 o) nelFE 1902 B4 A XHSM RAA 0.2 330420 Y] 78
ok ARAR A HBAolek 4 59 2] ) B9 |5 AR E HYE TAUAY Y T2 2
Apolek, w8, 23] wjs) 2 sh5o] A7) Wl mpL AL A3] 71 H 3 E44 0 2 2] A g ek

2 30).
SEF EWE A 12‘7]’“"] HAAQ 8.40]c} LEIFELD(E9), WF(F), Autospin (7]5) 5] H223]
% dolr FUelME F27190] 9] 2802 AT el A3 A7)
o EEF ERoR 7‘1] 75?%} T M-‘E FEo2E vAY, AALAA|, FE57] T AR, 2SS9 A
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I8 31. Z22 EYUNE

34 EMEN SAI6HM
3.4.1 & ZU(Roll Forming)

U3 d&5 2 A A9 Eeo) d55 0 FEui(Coi) S EHAA $3A 02 A 71t HtolA
29 O Aoz ol Wk 24 71y o, a8 02 sy] el AEe] 9 9 Aes) o g
ko) FhestE e ARl ol sl oltt. & A%, W S, Yk E So2 s E9An g 7
& 7Fgse A%, diH LR ZHankE, By sl whEe] AR AT Ex9] AS AR A%

Sheel metal
Rover me \

Rok staypn w1

“ Rol: slalion #3
B

Roll stato~ a4 #

Roll station #5

& 32. Roll forming A& S| = @ c

rs
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>
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(Automation) 3} =] ¢, 24 A E (Sheet) 7} 221 AF7ol A4 0 2 we] Sojr}A 7129 AFEo| wha}e
Al ek g g, Ty 271 vE|A 7gas|sr) dr Ao 2 w2 A Hok
Y& 27 AFL AF, AeA, 2A, AAL 714 59 FHE A Eokol A F a8 AHEEE FE UYL
2 EEE 7T Y, An$ 2 Tof Zggl 5o FRARYE R} tokdl A o]P Ao 0| 2717}1R] ml$- o}
Fsict. W7k E A9 59 A AAH o7 13l “/l el b o] §to] lefé 7Fsdtehe A, 349
R, ZAFNA A3 Zi= 98 2 o) vhd o) AR AT} RS AES AAs)) 93 Au] WAn L
o] srtele BAE ) S Qi)

; uuiA»..

- Deformatwn Technology l\/lodule ; calculates, speedily, all major parameter
(Material Properties, Material Thickness, Roll Diameter)
— Program produces feedback about possible critical zones. & design check.
AFNLDANA A, 2HFFiA mE BA o) 82 DB3L
— AA AF L Z2A A AT AAA
- 3|4 2 3D Av}e] gake 7 AR,
—71ol= Y, QxS D 0] 2 5 o] o] Ax sissirhe AR, 34 1A, TA A A
2733 59}
oleld 2T TS AA AZ) A437) QoA = B Profile A7 HiAest 239 A, HHH A=
AZ AHA B ONC 7438 30 Aok 2399 7hgo] B9 3o £ SEY]0) Aska AFH A4
& A FEY719 3239, 240 ARE HAsp Hek
olefe] 17 34= HF AFo2EY 7h4L v =244 ¢] Bending Sequencess WA Aojw, RE o
=29 BHS 71Ee 2 Z2b9] A9 (Flow Design) & A& o). o) ©ale] Zety tAll 24 &=
ANA 74 HA Qg n 3] o3 2 A 2ol st Zeke Al 2AdelA 7o) g5 EAle]
o] Az ks olof Ak o) R ALR AP0 R o) F oA Y= TET TR BN 247 EFFe
Vhe Q75H AFel AEHE 27, 291 g EF3 Y 2AGYo) A3sHA dA= oA oF s 5L 7}
I gle} o o) 17 353 AR-ak W W) (Bump Beam) o] E0171= Fei2 29 ZAE o] &3] Aol 2 v
M2 za)2 h3ete) 29 F Skl Agsielch

(R

—_

afl R r.g =

>

67
AU E /233 K32



Al SA7IE

O3 34. 23X F9 ©HI Flow design process

o
3
8
CourCenter Strain

8 35. W 0|20 FH 2R HE 018F A ET0[49 of

AE 9] F2H Gl ZolaEz BAAY QAsGE | 7 sjad) DAse M3 AE ]°] 3}
AA = Flow Designg 253 & = itk o] Wby wht o) 23} A4 £24& £33 47 7H‘§—-E ekl
e, 72, °‘§ & o=l 4] Fel], 2o] o] (Tube, Trapezoidal, Shaped Tube, Wire) ZEe7}2] 2R3 A oA wkAsh= Zo]
Y ES w22 AR AL 5 Qlek o] AR Do F F2 A= AR, BATA, B 47,
29 Fel7} Fo Wapr) e,

AdEe) Yot A2 e DEeA e YA QAR E AAE HA3} & 5 Y=E sjoof sju, A7)
B3 A H Aol o ARE Tho} 8 5 glojof ghrk. o] Al FH| o] Aol Y3 AA| AFE Faksbr] Aol
RS AL sole £ Gok B FAANA B F 5 9l 2z uks msAY & WA AA6H 2a g
o8 27 (Down~Hil Fomnng) 71, 7t 37 W E (Strain) 3, 22 A A e 24 stz 2
FErE =23 U 4 9
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239 9 o oesle] A lL T2 A A A o] x| AA WP E A HAle i AAE
3HA E=dl, AAIARE Al ?ﬁ HJ“S% gAY ALY 249 Bo gl webd A8 45 Y F A
5 gl FoA 718, °l P, W—a38, A8, AlolA AFHE FolA Aty 22 AAA
T8 A5 AT = °‘E} l*’/ﬁ A A i o] oA 2E 71ed Hgghd ARt AAAE At

A Sk

PEDECE ERE Y DRFEPEE
9 wpHo 2 A% Feh) Tixile] 249
Aot A9 4 e 239 T8
e A9l s =asad 294
Halele AEHo R wEo]=y 29 44
E AAl dgt o2 A& ?5}71] %EP. Ztze) 3
Al o s A =93 9 5 g
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44 i FeHE A= E}% ® o
(Trapezoidal Section)$] vtz W2 4= oo
+ & A o= Jehd Aol

o2
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F99) A1) - 4 4 A= - 839 94 4] TRnh, ot WAl 39RRE wge s
WY FEe s S B TR B U, £2, 597 A5 A0 98 94l o 3499 A%
A GE AN S Slok AAR 19 38-3090 LR o] W T SR TA Ol & 4 glow, A
SFEdlol AZHET AR oldl AgAE Lo RE A8E ARo) AU 5 7 Bk 3% BT AR
o) 278 $43h3 )AL olgete] BE Hehe PColA 21 & 4 Uk Aoleh. Azke] Bol 27HE AT
Aol Azfer] eie 242 Ao BasiA sha A0 A BE7) AL vle) Sl £ 5 glck A =
o4 44T E29 2 2UAAL o83kl 9ug) Z2od @ 29 A4 F Z2AE A (Project
Manager) 914 A4 A= (CAD) 29 v wA% 4804 B2 gl 7Proid, 443 12 wAE43
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—f—, #2339 ~aw 24 zu BRI zu
2], ONC 71234 278 Zelol o|el717kA) e 2R A%
Yo Aol Aol ST AHES AT A AARE A B AL ol el 3

o 2ol AT gick. BE 2
2o 4 2ople Age
AFE ez 9. o)
S U Ao % pehE,

Closed profiles

Hat type
sections

Open profiles

I8 40. Flexible Roll Forming HIZ&(E3ME E2Q))

Aoligon Witk TS e 5P & Yt BH THY § ETER FA) D v TR
22 DAS A% 2 5 ek F9AR 25 ShAle) T Aol AH (2TEold AE V)% B
Fs}ed o] Aok s F.3 417145 sfielchad 41).

=
%

Patent registered

Kinematics:

v tooling

v control = : /
v collision control r .‘ '
v HMI, etc. - .

Mechanics and Control

2 41. Flexible Roll Forming 7{H &
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3.4.2 to|2| & ZU(Dieless Forming)

7], ATAE MR 4T $47)7)F BE E S Uk AIAES 99 TAE Az glo) =
29) (Drawing), 2~} (Stamping), £2-%%7) (Blow Forming), 30| =& 2= (Hydroforming) = ZAA 87142
ol-g& el U2 AMEH 1 it Fele) AP ELS Az AL AE YA 2P S Q= 3 g
8= o3t AFsh o] F2 o] g=of gt ol T ube FH A Y WA 5 7] ulfiete] glo
W, 4 340 FHEHA el @ AFE B 4 Jom 2 oA AT Fgue] gk
Y HZ 7, A AL Z2 R AL 987)7) 5 9EY B UEE 24 A E Ui 80} 34
3] ozt wie} 7189) Y& o143 AP 3ol 2o E D AN FHAR, AEAZIA A
37 FL) WSS A3l 59 A Yol AFFA N B Y2 A o] QT Qe

thol2lx 2RE T3 429 o) A 3 o) YL A ulA el 3 A upE e g 288
olg31A] ok, Fol F2 WIF, T BL A4S Hely T8 oj et 344 B4 AAE Wt o]k oz
W ARA o2 B9 Y& Fojsls A 71golh S BANE eI 2e) TS BQ T 3] o] W)
ol W2 27) SAS) FHAF 9 Aol g £ 0] folste] Tkt AARALTFE 588 5 P AA
o] glo] AAFE LA L vl8-2 715 02 5N &= gk =3 AlES] CADEHY B.g3lw 9 AL =
2ol ) S AFE £ Qlom g ASE T AnREL B58 Do) 92 w18 435 Zo] Tof
A =2 RE AR 9 25 AE AlF) A=E 1 9ok
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e E HNYYI|EL SRI6HA L r

[ 2

tholg| & 2l Aol wel 13 449} o] A 37pA1R g oFE 4 Qlek A, T A Q) FAlelA] £
T2 SHPWFEE o] F3lHA FAS o5k ui-E Positive A48 13}5}‘4, }“HE A 2] e R4 Sl
E, Ak 7 o] Esl A HAFS R ojsls WS Negative A3 o)z} s}, dubA 0 2 Negative 432 7
T 2AE FR T AR A A5 B2 AFe] AU} dojx]= b Positive A3 9] 5 HE AFE A 2
712 A AAHE o]-g-ste] AY3ho T AYAUE s} 943 EA o] 9lrh

Forming tool

—

Specific supporter | Unspecifie suwoﬂet

|
[ —
IR
\

(2) Positive forming with specific support tool (b) Positive forming with unspecific support tool (c) Negative forming with unspecific support tool

T8 44. clojg| & 2

aubAel AElY 29E o] 43 =2e) Ao A% A R D
23 _Q] ?'5]—701-0]] _ﬂ'H —76‘—/937"—9,] tﬁﬁgog]@'bﬂi 9,]-7;];3] _{,'\_XH deformation zone deformation
7} = wA A AT HaEE 5 g uka Tl

2l Z9)e 73 45649 o] AA Ay TAF WHY NN
Aule] Alaele] AgEA o). wjabA, Mg Al 7t} Xr—"
242 Frd A o) g3 slehika 7FsAo] AR T\

Bl e}, AAAE §4 5 257} 4 2A) AR 3 oiume

B9 4 b5 37k oS F el oyl 2008 4
H4, 379 Aot 2], $nAl £ 13 49 2o,
T olgdn, FUT 4, 379} £ AN w1 Fo] F28 TS A5,

T3 45 TolE| & 2O EEY

O ezt ehole)z %9

) Holelz £ e o ALolq SaAs oA Soll weh 4 4R 40) S48 A7, Bl Y 5o
Aol %345 0) Ao ek, TRy, A1) BARASE BAstel ABAE H1EH £4717159) Akl o
el e ol 32 59 g Fganlel Agel weliel Bet 28404 Helel 2ol
ok ATk AT glom, ofe) 2 oAk P4 B B A8 A3 ARATF2IN AxsIgE &
27 AT E ol §3 7 tholel 2 B Aok G, tholels £ %, T CAD Hlejelel s 37
go2 o5eozA TP AT e homd EAHOR DT & G Yato] 2T whebA)
o1 FREP] AT Yoo B AR AT LA 19 465} o] T7o) A AN ArheFel g YRAGE
2o,

LR Qe g 9l 019 U 92 92 618 B
SES LR B e
3 eRAA TRk U 3T 1] AAE BN e R LR E Ao BA L 49

lo,

LA} 39 SRz S48 LEoelE 2 e PID AllE Fo) 2408 /1L e AHsA fAska
YA ADE FAS QAolde) exo] £ A5 Ago) Ao HAF vEY 5
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Yap X jM7|E ]

5. 974 A T2 Q13 18 7ol oo 4YAA RS dARE A

m g Manufacturing B
f,:,""" ‘I ? ;

1) Control Box
2) MCCB:Main circuit breaker

3) A-Meter:Current indicator

4) Cam switch

§) Temperature Controller

6) Timer switch
7) Timer

8) Watercooling jacket

9)innerplate

190) Curtain

11) Heating Unit Fixing Boit
12) Terminal Cover

13) Cooling In‘Qut put
14) Lamp (Heater)
15) Over Heat Protector

18) Thermocouple

T8 46. 012~ ZYE TIEHA|

4719] 7H4RA 9 HEIFsARE HES) 8 chol2la 7] Ao Ax|sle] Adsige) AAA) 13 Y
1= 0.2mm, $22 Ao 3 7}ds) 24 A Lo 52E 5 oF 587k b3 7k F9lom A
51 1~53] Fbelle FLd3 7kdo] =7] 98 10mm/sec o A3k o] 1000mm/seco® 2 AR} =
3 25 250C A A= glon, 7 A3} 7] 240 7ko] 45°Q) A9 A 2] gnio] wrAslg on 71&elzt

> N
(o3

it

30°9l B9 S0mmazel7HA] A% 7hsstgnt 2% 472 4719 AR E o] 43te] AZ31(0.8) mhvil<
= WAE ol8ste] HFT AEL BejFm Yk

[+
-

D'.?.l:

Ol 27 §4

TR AR o whet W4 Wb (Implicit Method) 2+ #1917 ¥l (Explixit Method) & W o] 2]
o WdE e frite 3 AT AF A o] St B33 P4k FYate] HEH A 5o o7
T AT SR AT A g2 AN RS 278} whd oA whh o) AL FAWES T P
7t fomz 3 AT 7R ot a9 A1F 9 Agyo] Wol Ak thAlo) it} tholgl A o] 49w
B0l w5 FHA o) w FT9 o) 5 AR Batstel whel WA A S e 2HAL B3 S)o) o] o) FHm A4k
AZko) ol a.7gol et 2| AA f3ke da|de o 2 G0 o] a7Hh FAA HPTA
Q9 Tk agE Al glo) FA Ao A& s)e] RAFAHL Hagho 7 So|w A 9t ARE U7
#A34E Time/Mass Scalings 53 22 9] $)484L A4 okt P o st o). 28, &7 H 9] B 552
o] 2= 4 HPE S50l 9FH0|2 L Time Scale AA TR} AR TAH A 7ko] U3} E AR5}
I, AASEES AA7)7] 918 90Ee 2 Mass ScaleThe A 31e] AR} A3k A gFo] Uehba A 24 ghe] 4)
AR ZHE 2731 2 2] Mass Scale 2R3 4 o] ALL=t). 12 488 13 T2 o) T3k Mass Scaledl]
g AU AAEE Ao|F HelFa gl o] A%, W¥PAre] A9 Mass Scale 1€ 7|1F 02 39S )
Mass Scale 1007FA= =o] ¥hake] H$)7} f-AHek 9FARS: Roj 3 Q1= whd Mass Scale 1000, 1000094 At
A7 WG] F71o2 A #j9] AR A o] WojA) = Ao el gl om, AR 7R 243 A3 Mass Scale
o] & 5 AA o] AolAE A ol grk. melA] o] AL Hae) AxAZE 8 sHA HE BE o
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(@) I (222 250, 7122 45°)
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