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Fig. 2. Non-uniform distribution of strain in the cross sections and
defects created
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Fig. 3. The finite element modeling of the roll forming process
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Table 1. The chemical compounds of steel sheet
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Fig. 4. True stress-strain diagram obtained by tensile test
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Fig. 5. The lines in cross section of sheet in different direction during
roll forming process
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Table 2. Input values of the parameters for the roll forming process
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Table 3. The Level of parameters to be intended for experiments
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Fig. 7. The plastic strain diagram vs displacement in experiment 5
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Fig. 8. The path defined for the rounded sheet section
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Table 4. Design of Experiments and values of parameters
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Fig. 6. Longitudinal strain on the edge and the bottom of the sheet by
the rolling forming process
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Fig. 9. Comparison of present Finite Element with Bhattacharia’s
experimental study and McClure’s simulation work, a) angle 30
b) angle 40
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Table 5. Maximum longitudinal strain and strain distribution uniform-
ity for each of experiment
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Fig. 11. The effect of roll diameter on maximum longitudinal strain
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Fig. 12. The effect of line speed on maximum longitudinal strain
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Table 6. P-Value for parameters in maximum longitudinal strain
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