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Abstract

Firstly, the length of the minimum deformation zone is determined to ensure that the profile does
not have longitudinal plastic deformation at the same time. Established on the basis of the pro-
posed hypothesis and related literature material in the process of roll bending transverse bend-
ing, the mathematical expression of internal work is required, to get the main factors affecting the
internal work for the material yield strength, so this article, from the material yield strength in the
process of heating the variation in the deformation zone and the distribution of the integral me-
thod under the variable yield strength, establishes the mathematical expression of hot bending form-
ing force.
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Figure 1. Profile hot roll bending principle diagram
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Figure 2. Schematic diagram of profile forming for two adjacent passes (L-Length of deformation zone of this pass; L'-length of
profile after extension; c-Critical bending angle of the pass; 8-bending angle of the pass; I-bending width)

2. HAAFmERBEMBREREESR(L-ZEREEXKE; L-BEAEREKE; cZEXNIERTiHfm; 0-1%EX
TEhpE; -SHRE)

PR NI Z5 A8 RO R P AN AR SR AR T DR AIE 2R A (R0 T S (R 05 170 A8 A B30 2 14
JE A FEE BN T2 AR 5 A BRI R S A, A 12 TR F 56 P A3 R A fof 8 2 2T AE T 3t de )
AT ARSE, WU ERN K TR T XA o 12 3 Bl R SE Ao 1 3R 308

&, =0, /E [€h)
K o, ——PPRE IR A
E——AF By A 1
BN B XA FH AN
AO|
L=— 2
(2+¢)e @

b A ——RUMHFE A RTE RS £
I——ZTE S i 90 s
MRYE Q)P RS 5 PEAR R AT B 5 i b (0 S i e SRR AT R, TIAEAR & e VRS K
T2 R RIZ D WINABIREUR L, AR SO J7 17 g RM (0 A 5 s A B R 2R P A
(70 TR 0 Jt Al 2 P2 A A S5 P A X DG R, R 0 7 0 5 s I 220 PR FZ AR A 75 190 AR 22 2 22 TR
JoE R R s i . il 2, 18] 3 B, BUMEA O TR, IFIAE— @R, A EmHAX
THERE, TR BIASE —IEIX B mifii BE 2R IR A ST S B BRSO, IR AR i

&

DOI: 10.12677/met.2022.111003 17 IR N EASE N


https://doi.org/10.12677/met.2022.111003

WwEZE, WG

SR VRN, TR ISR A5 T B0, IR — AR R — A R SR R . F ML B B,
A 6 5 RS LU R e B A P A IR (., VST, 00 B AE A AR
LRI AT, W 3 R

\/

0 B A

R TT R Z
Figure 3. Schematic diagram of yield strength variation along the feed direction
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Figure 4. Test schematic diagram
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