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The objective of this is to study the effects of cone angles, roller radii and
aluminium sheet thickness on the forming force in spinning process. The spinning
process is an axisymmetric out-of-plane forming process. Three 56 mm diameter
mandrels with cone angles of 90, 120 and 150 degrees ; and four 125 mm diameter
rollers with nose radii of 3, 5, 7 and 9 mm were used to form conical cups. The rollers
were fed along the cone surfaces at the rate of 260 inm/min. The specimen material is
aluminium alloy No.AA1100-O and specimens have diameter of 100 mm with different
thickness of 1, 2 and 3 mm, respectively. Forming forces considered as axial force and
radial force were carefully analysed.

rom the experimental results, the following summary can be drawn : (1) forming
force in spinning process is proportional to the specimen thickness (2) increasing nose
radius of the roller decreases the forming force and (3) axial and radial forces

decrease as the cone anglze increases.





