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Calculation of the Forming Force using the Geometrical Definition
in the Backward Flow Forming
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(a) Tangential Direction (b) Axial Direction
Fig. 1 Contact Geometry in the Flow Forming
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(c) Radial Area
Fig. 2 Contact Area between Roller and Workpiece in the Flow Forming
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Fig. 3 Comparison of the Forming Force using Upper Bound Method,
Geometric Method and Rigid-plastic FEM at Lead Angle 10°,
Thickness Reduction Ratio 10%, Feed Rate 2.5 mm/rev
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Fig. 4 Comparison of the Forming Force using Upper Bound Method,
Geometric Method and Rigid-plastic FEM at Lead Angle 15°,
Thickness Reduction Ratio 20%, Feed Rate 3.33 mm/rev
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