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Development of Roll Forming Process for an Automotive Part of
High Strength Steel

Kwang-Heui Kim", Sung-Bo Sim*

ABSTRACT

A roll forming process for an automotive part of high strength sted is developed. The preliminary flower is
generated semi-automatically by an AutoLISP program. The roll forming process is approximated as a multi-step
bending process and the preliminary flower is analyzed by the plane drain finite element method. Then, the first
flower is selected and modified through the finite element anadysis. With the fina flower, forming rolls are
designed and constructed. Experiments are carried out on a prototype roll forming machine.
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Fig. 2 Preliminary flower(rotation 10.45°, 42 step)
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Fig. 12 Designed forming rolls
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