[=&] st=2M713E3)X), #1523 A4 F, 2006
Transactions of Materials Processing, Vol. 15, No.4, 2006

ojMl 2B WREPEA M 93
s 43Jls o7

REfzl - HSM¢ AYE ' Y2a’ sl HUg’. g5’

B

A Study on Roll Forming Technology for Inner Structure Plate
with Micro Dimple

T. J.Je, D. S. Choi, H. J. Kim, B. H. Kim, B.W.Huh, D. Y. Seong, D. Y. Yang
(Received March 9, 2006)

Abstract
Sandwich structures, which are composed of a thick core between two faces, are commonly used in many engineering
applications because they combine high stiffness and strength with low weight. Depending on the sheets by a rolling
process, which is a more efficient and economical approach compared to other types of processes, has become an
increasingly important subject of study. In this paper, we made a roll forming machine which progressive forming
possible and force measurement for a roll forming of the sheet metal forming, And we designed a roll molding that
arrayed of embossing size 3mm in diameter fabricate micro dimple inner structure plate. We carried out forming

experiment such as array change and thickness to sts304 sheet. Ultimately, this research developed inner structure plate of

high stiffness.
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Fig. 1 Schematic of roll forming machine
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Fig. 4 Schematic of embossing roll mold
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(a) reaming process

(b) maching of roll mold

Fig. 5 Machining process of embossing roll mold
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Fig. 6 Manufactured of embossing roll mold
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Fig. 7 Roll forming system for experimental
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Table 1 Mechanical properties of STS304

Material STS304
Mass density 0.0079 g/mm’
Tensile strength 520 MPa
Young’s modulus 210GPa
Poisson ratio 0.3

Table 2 Experimental conditions

Forming Feeding speed Forming time
condition (mm/sec) (sec)
13RPM 81.68 2.4
9PRM 56.55 3.5
5RPM 31.42 6.3
IRPM 6.28 31.8
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Fig. 8 Roll force for forming of STS304(0.3t)
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Fig. 9 Roll force for forming of STS304(0.5t)
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