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Roll Forming Variables for Straightening the Welded T-shaped Built-up Beams
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Fig.1 Locations for straightness measurement
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Fig.2 Supporting roll conveyer
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(a) Roll forming model (b) Simplified model

Fig.3 Simplified roll contact modeling

Fig.4 Transient deformation during straightening
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Fig.5 Roll forming pressure table

A9 E= #HF 23 4¥E Tbad Holg

A8 Fol Wste] wet 12} W Aoz 7

& ZAAE dEhd ol AFHE A A4
T RS g F71 A% dols 10mPH

20m7tA] 2m PFHSE, YH FolE 300mmiE
700mm7+A] 100mm PAOE TR z p3}
ToAA FHA 2 YYE dE go= A
3ok,

5. €8

H3 373 49 T-bard Zo] 9 @9 A5

-56-



