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Numerical and experimental investigation on flower pattern design methods in
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ARTICLE INFORMATION ABSTRACT

Original Research Paper In this paper, cold roll forming process of a high strength steel pipe using four types of flower pattern
Received 20 May 2017 including circular, edge, double radius and reverse bending is simulated with finite element method in
Accepted 28 August 2017 MSC Marc Mentat software. Due to importance of quality of final pipe and in order to achieve the

Available Online 27 October 2017 desired geometry in high strength steel pipes, selecting the appropriate flower pattern to design the pipe

roll forming production line is considered. Using finite element simulation results, deformation of sheet

Ki ds: . . . L . L

CmN ?{O,T Forming Process of Pipe in this process is s_tudled qnd effect of fIO\_Ner pattefn t_ype_on geometry of fma! product, which includes
Flower Pattern Design curvature distribution, spring back and thickness distribution of pipe, is investigated. Results show that
Curvature and Thickness Distribution implementing reverse bending flower pattern, leads to reduction in deviation from mean curvature at
Spring Back edge of the sheet up to about 65 percent. Thickness distribution analysis shows that circular and edge

Finite Element Method flower patterns cause upsetting and thinning of edge of the sheet up to 0.2 millimeters, respectively.

But, use of double radius and reverse bending patterns cause average thickness of edge to be well
adjusted to reach 2.8 millimeters. Also, circular flower pattern has the lowest value of spring back in
terms of variation of mean relative curvature of 0.69 percent and edge deviation of 0.15 millimeters. To
validate the finite element simulation, experimental tests were designed and conducted using one
forming stand. By comparing resultant data of experimental tests with simulation results, validity of
finite element simulation confirmed.
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Ay o s slad 1 S

b Hlad Bl s G 4 wo e pielS sattine lade loy sl o
50 o dugly Jlade aizren wad o Cwbrs g Loul gl bLld 4
A5 5 b s ad walss 59 ad sl Sse co o5 Slop slacliu]
L S o oo sl Sl oy sl 5 e LS poli 5,5 3
3,8 Bl 1 Jgaz sillaa [5] 258 sleiig 4 425
il azgr Wb 2o IS ool o dlg) alais dwiin puy sl
slasy ooyl (pm Aol (3)5 adsl oie (ols Ay anais oS
PSS g, ez o slp ol o 0 20 IS lade g ol
e 5 53 S5 3le S Solie s, iz cal sl S 5550

Gloy Al ;0 e (1ol 50y 4l 1 Joua
Table 1 Fin angle and circumferential compression in fin pass section

%) ) uw.&slf )l..\i.n (4?)..\) Sele oy 4.5515 L5l°)'34 oli';....g'l o)l.o,i)

08 20 s
05 10 oo
03 5 -

I
I
I
|
I
I I
I
ok - — -‘r— = ¥Y(mm)
I
I
|
I
I
I
I
[

Y=AX4BYHCX+D

N

X(mm)
Fig. 2 Three degree polynomial passing through the sheet edge position
in each stand [6]

6] ol ;2 50 55 4 Conge 1 (5 gm0 A dx o gimie 2 SIS0

261

389 P e &S Sl odd o gz )0 0dliS p (Spae oole
97 5 PSS it glajite @l algl 5 (SHE (20 S5 b
EYEINC SR IR NIREER IRV S
5 oad Jleel o ialS oliw csloy slolling! jo oas Jlesl
(s Al ye 0 (Bras osle (o) i 5 Ayl 050 o o3l 4y al s
b dlne o e 115 355 adsl 252

Oygo 45 ol 55 o glad o ALl cnl o By JKE ks
SLl s926 4 b ol 93 G akold (plplis 09 oo planl (2 05
alols ails 5aS 5,9 o] UK s lp oY alol JBlas 516 oo )8
Ot JS8 s Jsb pl 4 bl 4 azgi b o] o celie
o5 0pd g0 4 (39 (Job sl ) (slalold 4y S 5is Jsb 05 o0
@ Oy dwain Sl 093 S0 i 39 (o83 S o] ol iy
Sl gy [12] Sy labe aws o plosl ol o] Sale Ldg
@@Ss anld e USE s Jsb ol gt e 1 s s
Ol 5o USs s anais a5 ool 1l cols plodl ddod 5 n  Sle
Slddsn op SHE oS wnlp gl gesszn e wnlp
Jsb ol cgien Glp e s e dhal, Sl SIS JUS
2 S G095 5wl OF anlne sl 5 el s @y RS i
53 o9 oslitul sguze izl Silwared B, b g e wle 6138l
sl oad pbxil logiludd 4 args b bolSiws] (ro alols allis oy
400 loy 5 o,lis sloolfiuyl sl 5 e oo 300 (6 LS slaolSiny]
s Sl e Lo

TS Sleiin @ axg b (2SS slaolliwl shasi s 6l
an g ool o] aw (s lad ol Ll [6] ol Sen o Uyl 5 [5]
S 4 cloile glgl 5l los 1SS b 48,8 L s (gloy ol
Loiye Gousele aas oo plas | algh o s (TS oo JSa anl 3 o 428,
Slom sy b o a5 algd 09,01 )5 ojlail 4y 9 ) Shs> sleolinsl &
g sas Ll S gsSI rLb 15 w5 S oo 418 oS lolKiny]
O sl o 50 (2 JSs ke wib laolCiw] Slas (a5l
o dolas 4y 4z g b oKl o 50 20 S Jlade cpsd (gl 00,8
35 akid a8 5y ad Coadse (6] e 5 Ugl bangs okt
St 2 S s 08 gyl du Ay (St D yge 4 gl Jas olail
3 A wad e GLa Ty ol o 53 (3)9 4 CuaBge (5 500 aw Az o
V3T 00i g olfisl 5l 285 s slinly o Jsb slacel X ]
o H9me B 39 ad alold Vi (3,9 ahafie gelaw slinl) o (oo e slaidl
3 Uyl 2l gt R By (0SS gl; 6: 359 sl gl pi o
Sl @5 adsl (2,6 W

Gy ez o sl oaoSE slaolSingl sk Sial & a5 L
W8 bl oyl 10 slaws 4y 5 LSy b a4 8 X 2l
P Lo salss GlSe by, Ll 2 Gle sl o)Lal aw az s S
9l 50 (Gomie b o9 e Juld (pwiin (550 Ilpd prdle L
bgye dslas cgogas j9o0 I (gonie Sl g Tl aladi alold 5 g Ll
A a0 gz ldos alolae (1) alal,y ol e 4y dw az 0 e 4
b iy sl 1) podSs glasile U5 658 (b (sl onal cos &
e oo Lis oBusl 10 o i e 115 adgl o ye

Y = 0.0864 x X3 — 142562 x X% + 57.5 )

10 opleits 17 095 1396 s (w30 Suilso i



Vbl 9 Slaigrad 005 s 4e

YU plsianl by (S 3Vgd Aol S puw ST B3 JSubs AiT53 58 JS o8l ALD .5&@,)).5.1(: ST 9633 W) )3

Edge Bend
Forming
(EB)

(b)

Reverse Bend
Forming
(RB)

(d)
Fig. 3 Flower patterns designed to forming the pipe

Al Oy Sl 20 P dgusmo sl32 ] (6 )lwagd -3-2
Sl (SilE 20 S Al dgame Gl gilednd dlie ol 4o
2ype 4 TP ilond a5 ol (@) 15) s oleo 381 L1 o oy
Sale JSb i S o)l 513 el T e Slins g (soms dw
sac S Glge 4 Sl I SO e el 32l s G b anlie o
B9 owiid Slasie b Bime Ol Sle 58l 40 Todo cwles
A 0550 slays diged sl esel s & (Sl (plgS 5 2 Jso 5
55 eacld 3l eolanul b puls ﬁ&:z‘i.m‘ el o ools lid 3 Jga yo
Sl Caws 45,0.2%

NPl Laeme 33 5)9 5l (oo LS lonls glaie yo ()5 Jds @
205 oolatul )85 09.8 5l 5,5 Slee amio 10 5 (g5le Jow Sl Sl
Y st ol b i S5 e ke g S Ol @ Gy
s a ]y Glon aloye o lacsile b 55 4 bod lyn b ol iy yel
2,5 S 5 oalive

)y wiss Slasie 2 Jgux

Table 2 Geometrical properties of sheets

mm) o;lul Salyly
3600 L 555 Job
115 W 39 22
28 T Gy Ceoles

39 SlSo ols> 3 Jguxr
Table 3 Mechanical properties of sheets

Sl ol

T00M %o 5581 0¥ i
200 (GPa) Sl Jge

630 (MPa) qols 25

820 (MPa) sl paniS plSouiul

0.16 (%) CanSS 5l S Jobo 2ul33l

03 Ol S

3 Dynamic explicit
4 Rigid

5 Solid

5 Alform

10 opleis 17 095 1396 5o (o3 SHlle (Sw e

Circular
Forming
(CR)

@

Double Radius
Forming
(DR)

©

) 2S5 sl sss e U5 (slasS1 3 Y

3y IS o5l (b gy sz 2 lp 2o S sleelinl jo Ay
o pll LS (3l e 3l 50 S sl (b a8

gl O (Sl 20 IS (5 5lw Jo -2-2
slizl 51wl il o Sl e IS T gileand sl
ol 5 s (gl as all, S 4 b s K b sas S
@ 2o S lasile jl plas e bSile 5 ol b 5l e dllis
S e Al ol 033 5 gileae LS l58le 5 s ailBlas el
Sl J58le 5 a4y 0y bas 0,5 o jglaie 4y 0ol ol glaStle
by opl s ool 13 T Gl esd s e 5 g 9yly Telite
Saskes B 3o ) sy W) 0y (S 235D anl B (53l oo

8 8 bl ols] 10 40 (21 1.5)

5 ool oolaiwl il 2o IS 5l o) Sile oo IS8 s ok s
L G olal jo BT oSl b S s slol 5l 5,9 655 50 b
S Sle 2o IS8 JolS Joe L8] el a8 5 )13 el glis )| 5 puiiions
bl oo ools las 4 JSo o el g0 S5 (oI 5l oolaul b o)
i 5l Sl sl Ll S i an 5l G55 k) Job 4 4z
Lol oals oolawl ‘:J.,o‘ sleolli] 5l O By S5

Fig. 4 Model of pipe forming line by double radius method
b 53 g, 4 gl (ao S b3 e d S

! Catia
2 Marc Mentat

262



Vbl 9 Slaigrad 005 s 4e

b plsian] by (5 3V9d o) 3y SSUE (S5 JSub ATy s U5 698Ul ALb ._sLmu::,))._._ﬂs ST 95 W) 2

WA eBl 559 Cwles lp ol g Y S o Alold 5 el Jats
ool saal 4 Jgaz 10 )z 3051 50 eolitul 8,50 slacSile Slasuie
olas 7 JSs jo (Sule 20 IS olBiws p lacSile ual o9 (yuizeo
Ll oo ools

T00M (g s )il 9¥53 iz 51 025 alojl yo ooliul 0,50 (359
G YU alul b slao¥ed s3> plovinl bl 4 a5 el
Ll lls 5 oald 05 (Sl -l Ghe,y 4 oY Gl osdise
aiye a0l 4y talesl o o b S L s e lee 1000 G5 Jsb
T
o ooliiuwl diges (Gams dw dwdin 110 ,9] Caws 4 Gl 5,9 (5 S 0;lil
5550 dalad Ay 4 Ay Glag b 9 | S @S eslal Gogy cnl o
awaie ol b b jli8le s lase jo bt slajise Jlasl g Lk
G5 Siimg oKiws WS oo ol LS 5l Ojgo 4y 1) ashd goman
G5 059> 50 o gl 0.03 CB b g (gum A Ojgo 4 oolaiwl 550
S o Joe e dee 133 X 100 X 100

@Y Oly a5l TOOM (s 51 (glags s (YL plSovinl e o
caz e Slaged Jhel coge ol en culan] a0 Ss cgs

B lasile clasied Jgu
Table 4 Forming rolls specification

Ses gl ke S e
(mm) (mm) (mm) )
- 140 186 YL
Lol 5 oS!
- 140 186 o=l
158.45 164 181.9 YL oKs!
155.45 164 187.2 o=l W

ig. 7 Roll forming machine of forming & joining laboratory of Tarbiat
Modares university

Vsl g (oS oiule;] 4 Glaie 0y (Sule 2o S olKiws T S

ke o oSl

1 Scanner

263

) gl g b ()8 syt -2l JdoS g 0 S plueen oole
U558 ez g (O) i (235 jl0gai 085 18 solatl o550 5 SKiluea
5 Byme l38le 3 sl 5 IS8 illas () ek 5 e
SR Sl CasBae yo laSile (55 5 SHle (bl 55 B 1
B9 O 397 9e SBhasl (59,5 1 5o Ll cnl 0 S (oo Glygs g 485
Sy se pll JSU sS 5 0ol 000 S e Sie ( slad 4 (59 S 5
5 Siladoe kS gl Sl eolanal b 555 9 Sl (e Shasl Ll 8
1 Gy S5y ey b aBS L s 0.2 Sl (b e
@b aF e )3 aids p e O Wyl oy (SEE (a0 IS8 (siluand
Slp g albne ) alal, 3l eolanl b lastle Jly90 ce o sy o)
3,5 (Byma 38l
w=r @
Sl glais 1 g 355 25 s Cepu VoS Sy ey 0 ] 50

(75 Sl gl 3T -3
sadpll lagjluand Como wyp plite & 2 sl
o] G Jolts olBis] g (gl Sile b b plxl 5 b
PSS ol glods 6 S o alovl Latal) oSyl Sy 5 oo US55
ol 1) el Gioles olyen ay (oy28 (a05] 50 solitul 550 Sule

IRERYPI
b oS e 5 6651 bl (20 S oS! slacside
A olKiws (59, g oals aSlu CKAS o¥ed i 5l lacSile o
S e s5ige 4 eSS Ay 4y ol 93 58 50 by 5 YL glasile

1000
800
& 600 .
= Material: Alform 700M
iy Longitudinal Direction
S 400 ongitudinal ectio
200
O | L | 1 1 L ] ]
0 0.05 0.1 0.15 02
&

Fig. 5 Diagram of true stress-true plastic strain for Alform 700M
T00M 541 (sl e (5 pead S = o G5 )logei 5 S0

Forming Stand

Guide Stand

Fig. 6 Schematic of one stand roll forming process in experimental test
75 09931 58 Al S5 8 ps  SE a0 IS8 aT b o)lsr b 6 S

10 opleits 17 095 1396 s (w30 Suilso i



Vbl 9 Slaigrad 005 s 4e

b plsian] by (5 5V9d alg) S SSUE (S0 JSub ATy s U5 698Ul ALb GLmL,::,))._._ﬂs ST 9 6IAE W)

& B

\ﬁ‘y - - \‘.. ?:341 D(

— e PN
Point 2 \ Point3 ©

Fig. 10 How to measure the radius of curvature of center and edge of
the sheet

&9 4 5 Sloe Cend sl glads (5505 03ll 092 10 JS&

TV S N S UK SN NI
et b plp (Ry) Sl Cond bzl glad 5 o) 55 50 9 Lol ol alais
Pl (Re) By slaad 5l plS ja slissl glad ol i85 )l j3 0l
ol Sherls gols joee g ad b 8 50 5 Lol a5l aas 4w (2857 )L
Ok b gl a4 cand bl glad e 0008 ailre dhats 4w
Rl 5uSile ol wB)S LI Gy o g Sy &) sl gles
el 0005 750 w0 028 Gse3l S5 4 Az L ead (5,505l
2 By ad g Gl Ceond Ll glad i g iy U S0 bl Sl ogou
G Ay b cwl oads ooy ioles sl (39 5 orlrie slods 45710 JSo
ad 5 Sle Ceond slizdl glad iy Coond o 00l ools # 5 wg,
szl Gload @l by abre alilr 25 0905l 0 Jdon
5 o Coond R) slizsl glads annlie 11 Ko 10 1050 )5 dulie dga0me
5 7 093] o (X) Wised Jsb a0 ghais o33l gy Gy 4
ol 0l o0l isled (g5lwans

by o Gilwand 5 oo mlS o OS] A 59l o cvalin
@l o S ggame o Lol wcesl o byl g9 51 iy Sl by
1) ogaome slizl (gilwapds Coxo (095 4 2,55 Gleosls L (glwans

b 55 24
sgiomn 3 By ) 5 b Sl (Sl s S5 w5 o
AL b (155 Jhses o bl Djge 4 g ead gyls sl
Sl =l odgazme ;5 B9 35,0 50 Jsb (15,5 4T e 0 005 o
A e ) S 0 Sl loge 5 3 20,5 (slael g 5 ol
laisl (Jsbo (25,5 (2O St slaollinnl 5l oS 10 45 59 99,9 b - Ngd oo
oS b el ol 5l Byg oo g L 008 Ty il
IS 50 (X) 005 )10aSs oS! 5l alols w5 (gx) By o Jsb
Azl 50 3y 55 pe g dd G (Jab (5,5 dunlie .l oo ool lis 12
4l 53 ol (o 5 5 Sl saims ol Ayl 8 Sl s IS
o9 4 4l (ud 00288 Crge Sl Cnl el S8 i 0> 39 5
i )0 9 0ad gl jll Sl 5l Gy ad o)lge 5l (S 40 oS S9d e
1231 515 3525 olKiny] 51 Sy yn 0 &9 ad (iileS Loz
SloolSi] 15 Gy 30 0 e 4] s 5,5 5L il
Jole iy Jule 55 51 8 plgicsn 1y sl 4l ye Sl i 23S
Ok Lol (23 K& ol 4 (39 99,9 ple el (o258 (Ao sl
St 90 50 LSl by 5,5 4 el pope Gied Sl o ad 4l
4 5 ol ol bt o o 5 g lrale s3gac 5 31
Lo lply aiileon (Sb (B0USE Sz )3 peditne b S )50

10 o)laiis 17 095 1396 (53 (w0 Silse wise

#1

#2

#3
Fig. 8 Schematic of deformed sheet of Alform 700 M
700 M py5all i 5l oo 20 IS (sl 3,g diged 5| oled 8 S

Section 4
ection 7

Section 3 X
Section 2
Y

Section 1
Fig. 9 Cross sections for measuring the curvature of sheet

&5 bl g nSosluil sl (o250 @blin 9SS

S pobite (nl gl b Gtz a5l 2aGys lr @ s3] el
HB jgige ol pslisS ol o oS ey Jlas 5l VL lasSile 0
8l o 4 Lo, Sl g0 5l izmen o bl sl Jlil
Cosdge U ol colazwl ous loass slasSide laie 4y adgs o lal jo

00,5 J S w0 sliwly jo (20 IS selSiusl 4y 05,9 (i &9

ey mli-4

@ Lol amlie 5 o slogalesl @bs ooy p & bl (25w cnl o
ls 5l eolaiul b oaslel jo 05d s aiSlyy sgase sli2) (gilwans
Sy Sl 2o JSE an T o 5y5 SIS s wgaze (12l (5loands
o &Ll ol gl awain p (2JSE S5 S8 Sl 5 09d oo (o) Ayl
DS oo )8 e 990 g

dguzxo (51321 (g ilwdand Cxo (owy p-1-4
el anlie 5l ssume slizl sileand mls mwios jelate 4
Sl 5l Jolo> @l b o228 (talojl yo adly JSb 5 (359 sl
ool Ho amdl S yoss 5y9 slodl gled 9 S Billas ol oolanl
A3 o 5l ye e 100 alols & 5 355 Jobo sliwl) y3 o5 (o250 haie
R ‘_g)..\fo)Lx:‘ [XW) 42_9)5

Ui I oS L ao IS sleolKin] slacsile oy ogesl 5o
4 o 5 225 588 S5 b ol 105 b esSinn
anlie jo walaie slisal glads slyls o Lo 185 oS Job 4y 8l g0

264



Vbl 9 Slaigrad 005 s 4e

b plsian] by (5 3V9d o) 3y SSUE (S5 JSub ATy s U5 698Ul ALb GLmL,::,))._._ﬂs ST 9 6L (W) 3

50

simulation Alform 700M
40 F = experiment Dl:OB?itElmncliq
g0 =2.8 mm
£ " " W=115 mm
=20 | . .,
! L]
10 .
0 . . ‘ . . w
0 200 400 600 800 1000 12‘.'3‘.'31 ) li ]
X(mm)
(b)

250 - ) )
+ simulation Alform 700M
= experiment 10 Stands
- D=38.1 mm
ﬁ200 i =2.8 mm
£ L = " u - - =115 mm
£ 1 . =
< |M
150
L B
100 I i ia i i1 i PR B T I S S S |
0 200 400 600 800 1000 1200| H
X(mm) BD.1
(a)

Fig. 11 Comparison the radius of curvature of the sheet in experimental test and simulation results for, (a) midsection and (b) edge section
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Fig. 12 Longitudinal strain in outer layer of sheet at (a) edge and (b) center
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Fig. 16 Distribution of curvature of the cross-section of deformed
sheet at the end of (a) breakdown and (b) side stand
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Table 9 Mean thickness of edge portion of the sheet
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