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In this paper, some of the critical factors in Necking-In process are investigated using
a numerical analysis. The optimal processing parameters are established and applied to

the actual processes. FEM analysis is carried

out based on elastic-plastic work hardening

model using ABAQUS/Standard. The results obtained fram the commercially available

code ABAQUS/Standard are compared with

the experimental data and shows a good

agreement with experimental data. The purpose of this paper is to search for the
relations among the roller angle, feed length, and working force. Stress, strain

distribution, displacement and increase in
investigated.
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Fig. 1 Schematic drawing for Necking-In process

Fig. 2 Initial modeling

Fig. 3 Deformed shape, 76mm feed length
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Fig. 4 Deformed shape, 70mm feed length

Fig. 5 Deformed shape, 80mm feed length
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Fig. 6 Stress contour of r-direction, 70mm feed length
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Fig. 7 Stress contour of z-direction, 70mm feed length

Fig. 9 Deformed shape by indentation, 3.5mm feed interval
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