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Abstract

Continuous multipoint forming method( CMFM ) was introduced simply. The key rollers of continuous
multipoint forming device( CMFD) were studied in different disposals and different drives. The drive of
three rollers at two sides was felicitous realized, and the CMFD was developed. The process of roll
bending was discussed. The results showed that one-step forming is adopt on mini deformation, but when
the press displacement of top roller exceeds stated value, the procedure can’t be continued, the multi-

step forming is advantaged of inducing sheet metal deformed, eliminates the sides winkle, and reduces

the spring back with each mini deformation.
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Fig. 1 Principle of roll bending the sphere part
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Fig.2 Project of the disposal of the flexible roller
(a) PifRBHRAGEN (b)) ZRERAZET (o) WREBRAZET (d) DRERAGERM
LR 2. WA 3. AR



5 4 3]

WG % 4l SRR BT S BOE L b 215

FESE TR T S B BE 45, IR 0t 4 S0 1R 4R BT K 32
(19 JEE 458 T3 350/ 0 | 20 R V) S A /0 o [RD Ry 1R
S R W i K 3ty AT LA GRE S S P A% 3t AL 0 I ) 5
e I BRGE AT GRAEAR B ) B4

=R BT SR A AE A TR R KR AR E
AN TEPR G B AR AR A, DU T SR = R A
9753 5 LR R MRS sh A b, R 3 A4
S 8 I s 0 R sl ) XA AR A A B SRR AR
S BIVE T SEBLAE 45, [N I B A 52 1 R T K
2 A BE A 10/ SR P AR P B A /) 5 X [+ B K 3
(175 3k AT LA e 52 1 5 5 3 i e B DRI AR
PR Bt gy D B T i 2 2 R Y 7 ik ) = 4
1A 5 A ST 2 B ISR R T = S R X 9K B T
o

—4

(2) (b)
K3 ZRARFEEIIE X
Fig.3 Different drive of three flexible rollers
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Fig.4 Roll bending equipment basing on the CMPF
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different thickness
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Fig.6 Comparison of the middle longitudinal spines on

the different thickness
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Fig.7 Wrinkle variety of the longitudinal fringe

spine by multi-step forming
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