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ABSTRACT

Incremental Sheet Forming (ISF) represents a highly flexible metal forming process
renowned for its versatility in shaping metal sheets due to its distinct advantages over
reducing tool use and complicated molding equipment. This process is capable of
forming intricate workpieces with complicated shapes. Incremental Sheet Forming (ISF) is
specifically designed for the production of prototypes or specific workpieces. It is a
technique that has been developed to reduce budget use in mold production, instead
using only Computer Numerical Control (CNC) machines.

In this experimental study, the instruments involved the continuous forming of
Al5052 aluminum alloy sheets with two-point contact using a ball head round shape
press forming tool, the workpieces molded with a cone shape, and CNC machines used
for forming. The forming factors were a forming speed of 1,000 mm/min., forming depths
of 0.3, 0.5 and 0.7 mm, and rotational speeds of 0, 500 and 1,000 rpm. The experimental
design used the Taguchi L9 method for examining appropriate factors. Further, to find
out the factors that were statistically significant, the researcher conducted an ANOVA
analysis, and prediction, and also created a regression equation to gain the appropriate
values of surface roughness and residual stress.

The experiment's results revealed that the optimum factor for the lowest residual
stress was 21.14 MPa, namely a rotational speed of 0 rpom and a forming depth of 0.3
mm. The ANOVA analysis displayed that the rotational speed and depth of molding had
affected the residual stress of the workpieces at the confidence level of 95%. The
machining depth had a higher effect on the residual stress than the rotational speed. The
study also showed that the rotational speed and molding depth had increased. The trend
of residual stress on the material surface was higher. In addition, from comparing the
experimental results with those gained from the statistical analysis of the responses, it
was shown that they had relatively close values.

Keywords: two-point incremental forming, residual stress, surface roughness

(4)



AnRnssuUsENIA

Angrinusatuidnfaadldainnstismievesidgunisam Mlvdeiausuus
Trideyaiduussloviuadlimnutiomde

YOVIUNTEANM T83MART1915E 03.A3T8 soana 819138 TIUTAw AT ARIENTINANS
#oUINeNTInuS 509MansINTE #3393 aVBuataY §Aiemans1ansd as.duer Usedlanania
uay §ierans19138 as.naud qauity Alrduuzihlunsdmiliaudiianuinguszasd

Y9UBUAMANINTIUTEIA1VINYNALT1U LazarvIvnalulaganavinig
azmaluladgnamnssy uvinedounswuy lianusiieuazoygnlildindesiiouas
gunsallunisnaasslun1sdniine1dnus veunmR¥I8A1anI19158 q381 Usvauned
anzinaluladgnaivnisy umingrdeuaswuy A liauyismvaslunisldiomnaass
yslavginen warvoveunmum I dounTnuiaiuayununisfneluasd

anvneveraUANDAN 1901 A381AN5E N3387 R uaziileus Aineslviiiddlanaen

va o Ve

w1 Ysglegisulaiinonauideasall iWunaniainanunganveannvinudeiud 39e3an

Y Y

gruFaduegeds Jelasveveunsyanednegald a Tenadsiag

WYsANIE 9auUns

(5)



N

UNAATDNNINVIE ..o e (3)
UNPRG DN TG VIING W eeevevrreeeeeeeeesssss s sessss s s (@)
AN TTHUTEN Voo s (5)
BTTU D oo e (6)
SRR UE311 230 i N OO OO (8)
BTTUTYTU. it e s ©)
TR 2 S 11
1.1 AU A ALEN AR 11

1.2 OQUITEAIAUDINTTITE it s 13

1.3 YOULURAUBINITIVY oo e eeessssesss s e 13

1.4 UsglamTAAT 9 T URINNTTIZE et 14

UNT 2 NOUARAEIUITOMAGIION e 15
2.1 WUIRTVHPR oo esis o essesss st s 15

2.2 ﬂixmumﬁﬁugmwwimﬁaa ........................................................................................ 17

2.3 LEUNNNITLAUUBIAIAA TOOL PAL..ovoveoii oo s 21

X ERTE N s N ) X =~ (702, S 22

2.5 i’aaﬁ%ﬂ%aﬁa‘lumsmﬁugﬂ ....................................................................................... 25

2.6 MIUABUTUVRNAMEUHUTUTTUNIUAIIIALU. .o 26

2.7 WHUFUAY N A AN o b N A o M. ccreeecrecresennecsssacrecsosn 27

VAL ORI ERNTL e L NN AN rnmmain. 7 D7)/ o Y 28

2.9 A VUAURNAN. ..ot ooese e e svsss s oo s soesesssssesseees seeesssssmmsssssssees oo 30

2.10 MIIATLANITAGWUY The Xoray diffraction teChNIGQUE.. ..o 32

RN L T2l 34

(6)



#1508y (si0)

e

VT 3 AR I N IS8 oo e 35
3.1 ATEUIUANTNIREDU oo e oo e s 36

3.2 NITODNMUUATTVIRRD. oo eeeseeeeseseses sees e ee s eeeseeeeseeeeeseesesseeseeee s 38

3.3 ATAATIERANITINNAU (Grid CIrCle @NALYSIS).. . v eeeeeeeeseeeeeecsseeseeeeeeees 40

B0 FBMITVUTU e a1

3.5 AT IAADNUMABNUR Y. oo eeee e e s ee s eee s e eeeseen 42

3.6 N5 IAADIUAUANAIITIILATOL XRDeorrooeeoeeeeoeeeoeeeeeeeeeeee e 42

3.7 N15LATIEN Signal-to-Noise Ratio (S/N Ratio)....... ... 43

3.8 HdAyuealaden1eana (Analysis of Variance: ANOVA).........co.c..coomrrvveeeesceie 43

UNTH & NANTSVIAADIAZOAUTIINAITY oo oo a5
4.1 mmLﬂ%maﬂsﬁumwé’amiﬁugﬂ ............................................................................... a5

4.2 mmumuﬁwm%umwé’amiﬁﬁugﬂ ............................................................................ 51

4.3 X-Ray Diffraction teChNICAl.......coiiuriiiic e 52

0.4 M RATEAIITEIUATEUINTIUTU. e 55

und 5 ATUNAN IS ITUMAZUDUAUBIUY ..o covevresmiiess s ssbs s 63
5.1 AFUNAN TR DY e MDA N AR e es0essssmmesissssssassssssssn 63

LR TGIG LI S e O /S e’ o = et \orgt b\ 2 07 | N 64

AT V1V 0 U (BPRS. | O \ov oo/ | QD) | /RN AR 65
FY LA Vo2 ORPRROTORI | T\ | ()| P CND /7o [\t |- el | EO O 79
AARLAN N BUSTURBUIARNAPIIAIIURY. oo 80
AANUIN ¥ msi’ﬂmﬂwmuﬂmﬁqmssﬁugﬂ .................................................................... 84
ANARUIN A WA TURTLIUBBIIT. oo seeseeeseeeseeeeeeeceeeees e eeeeseeeeeeseseeeseese s e 93
UTETREUIU. o oveeerresseeesre s bbb e 100

(7)



A13UA1979

N

11971 2.1 WAPIEUNANLAZ AT U T9U890Q TN AABOB2.. o 22
P19 2.2 MITWUNUTLNNUBIDRTTLVTATNI . 23
151971 2.3 Aydnuainan IS nsUFUUTanTROGITIONAA . 24
51971 2.4 AQUENUEULTLUYBUNAN SIS SKD 11 26
AN59Ti 3.1 ﬁwﬁuiumamaaﬁugﬂﬁaaaLmué’aaLwﬂﬁﬂ Taguchi Orthogonal L9................. 38
p13747 3.2 LLamé’hLLUsﬁ’LsﬂumséﬁugUﬁmﬁauwu 2 QP 39
A13197 4.1 namFeszaaLaienganavesegiilendidiliinunstugy. o 53
971971 4.2 Factors and parameters of the experiment..........cccovreeneeseeeee 56
AN59T 4.3 Experimental layout: L9 orthogonal array, mean residual stress values,

ANA S/N TALIO VAIUES.....ceiiiiciiccii e 56
AN91971 4.4 Response table for S/N ratios of residual stress........covevievviecsiieee 58
AN59T 4.5 Experimental layouts: L9 orthogonal array, mean surface roughness

values, and S/N 1atio VALUES ..ot 58
9197t 4.6 Response table for S/N ratios of Surface roughness.......c.cccooeeveeiriierinen. 59
ANsaTi 4.7 Analysis of variance for the S/N ratios for residual stress.........coevirvninenn. 60
3971 4.8 Analysis of variance for the S/N for Surface roughness .......cccceovvivevnnee. 61
A3 4.9 UTHUTBURAN1TVIAADITURANTIATIZINNIEDRVOINANOU ..o 62

(8)



GURVGTT

Wi
SUl 1.1 uansduusznaulaznszuIunsTugUuuuseiilaseiedostatifudly
wiagnsEUIUNIS (a) mi%ugﬂl,wwial,ﬁauwu 19nduea (SPIF).
(b) migﬁugmwwiatﬁmuw 2 QAFURATPIF). e 12
SUT 2.1 dhutsgnaulunssurunsTugURUUABIEBS . o 14
SUT 2.2 dhutsgnaulunszurunmstusuiuusieas 1 9. 17
SUT 2.3 n3gurunsTusURUURBLTas 2 9PAMRA 17
SUT 2.4 mstugUuuusiowios 2 gedudauuUTwiusesTuy AANIGUIN.oo 18
SUT 2.5 mstuguuunsianios 2 adudauuuiuiusesiudiy AEvneaU. .o 19
SUTl 2.6 MsBugUuuusianios 2 gedudauuUTwiuses Ty AAMNAU. o 19
gﬂﬁ 2.7 @1ulsznauvad Forming tool (b) Forming tool TUanBaEAIee..ooooovvoorocrer 20
gﬂﬁ 2.8 anwadzuad (vertical rollerball tool: VRB)...............ccciiissssessssssssseeeeeeeeeee 20
gﬂﬂ 2.9 dnwzYad Forming tool (a) Rigid (b) VRB WA (C) ORB.......cooorrevveeeeesereeve e 21
gﬂﬁ 2.10 ATATIWEUNY VBAFIMNOvvrriienenrnsesimisnsesseessssesessssssssssesssesssssessssssssssssesee 21
JUN 2.11 (1) wnauuulangiry mmzﬁﬁaiﬁLﬂﬁaugﬂ () Lﬁ@ﬁﬂﬁiLﬂﬁaugﬂﬂ%m
2nauazasudugiass wnevesunuvdnie di uarsuinLALIesAe d2
(A) N5AY, T, ATOUTIENTUADYUIIADIUN .o nesnresenseses e 26
Ut 212 (n) mstuguiiensanszuen () Tudiugosuesdaensinsyuanuanen
AnuiA3eniidald (A) nariauedonildainnistugudensinssue. ... 27
SUT 2.13 uansituiiuiledugusnanauasldduaudnens. . o 28
SUT 2,18 MTIARNAIIVENUR . .ot 29
U 2.15 YRR TR IRREUBINUTRY - 29
gﬂﬁ 2.16 AMIAUANANYTAT 1 (TYPE 1. 30
gﬂﬁ 217 AVIIAUANFITAAT 2 (TYPE 2Dt ceseeseeseeesesees et seesees e 31
U7l 2.18 sliamesenuiiunnAautsmusysuang (Scale) Insfisnwsnssuilsnres M
uwnuiladoiiu uar R uwnu Wlerdaaiasuuse (Reinforcement)........eeeeeeeeeeeeeeeee 31
gﬂﬁ 3.1 PURDUTBINTTANTUNITITO e 35
gﬂﬁ 3.2 FUMUNAAOU DGITIIN AASO52. ..o 36
SUT 3.3 TANOBUTU. e 37
SUTl 3.4 gUnsnituBalavunulunss N BUIUABLEOMUY 2 90 37
SUT 3.5 uanswun ymuazdauUsie AFUMTIUTU o 39
U7l 3.6 Mt TandumsanaueansasaeB@nnslan . .o 40

9)



#15UtY3U (5i0)

wih
SUTL 3.7 MIAARBUNUABUNITIUTU e a1
gﬂﬁ 3.8 ﬂjumumlwaamisumﬂ ...................................................................................................... 41
U 3.9 LATBIIARIMEVURD. e e 42
U7 3.10 Ummmmmim@muqmmamlﬂﬂﬂmimﬂaimLWaLLaimqasNaamﬂ .................. 42
SUT 4.1 wamsAnUedifudinnuiaioandnuaraneiensesesiunuiimuaseu
1umﬁusﬂ 0 TN 46
SUT 4.2 wamsnmaisuifeuAosifuiamneleavdnuazeuieonsosestua
&N5UUTATIIE50UTUNITIUIY O 1P a7
SUTl 4.3 wamsAnUedidudinnuiaioandnuaraineiensesesiunuiimiuaseu
TUATTIUTU 500 IPM e 48
SUT 4.4 wamsnmssuiileuAosiduiamneSeavdnuazeuieonsosmestiua
Mé’dmisﬁmﬂﬁmmL%aiaus[,umisﬁuiﬂ 500 IPM oo 49
SUT 4.5 wamsAnedidudinuinisandnuazanuieisnsesastunuiianiniisey
TUNISIUFU 1000 TP e 50
U7l 4.6 wansnisiFouliisuriesidudiruieSnndnuasasiaionseued
FunundINTTuzUAaIE15eUlUN1TIUTY 1000 1P oo 51
SUT 4.7 aramenuinvestiusiumdinistusuiinnuiseulunsiugy 0-1000 rpm
FLULNITNAAN 0.3-0.7 TATULAT. oo imviinissiress e ssssessssessssssssseeesesssssssssson 52
gﬂﬁ 4.8 ShOWS the XRD @NALYSIS........oevcriieeeeeiiiese et 53
gﬂﬁ 4.9 Shows the Plot of 67cosl9 PN Ry r) S 54
gﬂﬁ 4.10 Shows the Plot of Residual stress versus Step-down increment..........c.......... 55
'E‘Uﬁ 4.11 Main effects plot for the S/N ratio for residual stress.......cooerinciinrncennn. 57
Uﬁ 4.12 Main effects plot for the S/N ratio for Surface roughness........cccoceuvvnirunnnce. 59

(10)



uni 1
UNUI

1.1 arudunuazanudrfgassleim
139 ugUurulanzuuus eii 09 (incremental sheet forming : ISF) 18w
nazvuMstugUiiaudavgugaiesnnunaaniaiesdiounsqunsailunsdusuiigsen
ausatugUTuauiiaududouldegnadiene nszuums ISF gneonuuudniunisuan
Fusuanie Wy Judrudiueiniaeu uiedunuiiodn degunsailunistugufiiiss
Lﬂéaaﬁa‘[,umiﬂm%ugﬂmmam (Forming Tool) qﬂﬂiﬁﬁﬁu%lmu%umu (Blank holder) wag
wiesinsilanunsoniunuiieszuuasuianes (CNC) Aamnsandntunuiifisunsemnudoms
[1-3] ISF Qﬂ'«j’muﬂaamﬂu 2 anwag A (1) N32UIUNTT Single point incremental forming
(SPIF) LﬂULMﬂﬁﬂiuﬂﬂi“ﬁugUﬁLLN'uIa‘VwLﬁﬂﬂ’liL‘UgEJ‘LJLLUENE‘Uf?ﬂ@’]mﬁﬁﬂ’mﬂﬁmgauﬁ%@Q
wdoste Tunmstusulasumangunsailunissesiuiuau (Partial die) wagfduBatunu
(Blank holder) lsifinsineufivngyinnistusudauandusud 1a) (2) Two point incremental
forming (TPIF) process 2gianwalzuANA1931n SPIF Ao ﬁﬂ%ﬁqﬂﬂiﬁﬂumiiaﬁuﬁumu
(Partial die) wazsTuBATLITL (Blank holder) ausaindeuiiniufiensnisnatusy fuans
Tuguil 1(b)a] nsvurunns ISF Hadesnssuaun1snand uaulasnnsvilianinnisdne
atharaiilasseiedesiiefinnasmussegiiiinun aviufamandedildfsyinlidunuinnig
WasuwasgusegesnnsiannzamaagaswilfiAnmaduu naialansauihlug
nsAafangu (Spring back) 3susludnnndeneannawdn [5-7] Teziiadunuunlunsali
dnsidonlddmunuslunsduzuiliiminzandesnnauduiiind uinldYudniwa
nmsdweslunsruiuns Wy ammdaseulunistugivenedasdie ausalumsiedoud
vounFasile svorlunianadugy viouluivavessaiiadosile Tastadewmanidiudutiade
flmAnanuiduarauieruAunnénwmasaauauFeuAaesTunudInNsTugy [8-10]
MsnsavaeuAaduandne Seuldmadia Xray diffraction [11] wszduisnnsid
GRRHIBYILRER galunszuauns ISF Adnldwmaia Xoray diffraction 81 Slota, Jan, et al.
[12] Werearudunndiawestunugunansiefienssuiuns SPIF insfnwiladelunis
Juguainturnisiaaiaudunndadismain X-ray diffaction nuitaimanduLads

4.5 MPa Tanaka, Shigekazu, et al. [13] A519@0UANMAUANANYBIT U UE I TENATY

=b

[

JUMBNTEUIUNS SPIF menistdmailla X-ray diffraction nevinms@inwseiivesniasiloway
INFIUOUNAINARDAMUAURNAIS WUINSALYDILAT 9L DEAINAMDUTUIUAIULAUANAIIUINNTN

n3179U Maap, Fabian, et al. [14] Anw18v5waves tool path strategies AoAIAIIULAY



ANAN9AIENTFUIUNSTUFULUL SPIF sren1sldinaila X-ray diffraction 3nn1sasiaaeunud
tool path lidswaneauAuanAIsuIntn Lazinainraisauidennansdnsnaveslads

TuNPUULUU SPIF NdIHafoA1A L AUANAYDITUUEINTSTUTY [16]

\ Blank holder
Forming tool _ Blank

(a)

UM 1.1 BAAIEIUUTZNAULAZATZUIUNIST USULUUA 9L 099 28LA5 09 AT 10 udlunsa e

U U

N3EUIUNS (a) NM3TUgULUUsBLBILUY 19aduda (SPIF). (b) N1sTusUkuudailotiuy 2 9n

LYY

duUnNa(TPIF) [4]

Jagtuiivanuaienuidelalaueiuiniinisesniuun1snaaeddmniunisinuneuay
s ingauveamatugy SPIF tielildmaTnguszasdilfioans 1wy Bahloul R et al
(18] ﬁﬂmWﬁ’lﬁLma‘ﬁumﬂ‘fugﬂ SPIF Ai@ wall angle, tool size, material thickness, and
vertical step size ¥11N1500NKUUNITNAGBINIATHA wazn15UTEYNALY Response surface
methodology (RSM) TAgA1583 1L UUINADIAI0ATIANVBINANDULUU Box-Behnken Wua
Tuwaiiasstuanunsathluhuieransuveanszuauns SPIF Ifegnaiiussansain Azhir R B
et al[19] as1aaouiladelunstusy SPIF egdifloumay AA5052 wisidimeslunisdne léun
the type of the tool, feed rate and step down fidanasie surface roughness 88nNLUUNIT
Mgy full factorial experimental design Lﬁamﬂ'ﬂéhLL‘Uﬂumsmumi%‘ugUﬁmmsau
ﬁqm NUIN stwﬁma%ﬁmmzauﬁqm A ball nose tool, 200 mm/min of feed rate and 0.4
mm step down. Mulay Amrut et al.[20] @519 UUI1889N15VINUIBHAA28 artificial neural
network (ANN) 783n5U1n13 SPIF Tumstusuegfiiounan AA5052-H32 ser1anuEeuRa
sdsn13ugd wuin Tuea ANN Fimunduansnsovunenaneusesnssuiunmsldogiousiug,
Sbayti M et al.[21] 99ALUUNIINAABILUYU Box-Behnken ke ¢ Response surface

methodology (RSM) dmsuvinune final geometry vastiuaunlaanMTugUmenseuIuns

12



SPIF 91nM3Anw1 wudn wuuSassfieanuuuuaraiied uannsaannisainaneuldogig
wiugn Najm S M et al.[22] ﬁﬂmﬁw'ﬁwmauﬂ%qﬁaﬁﬁugﬂ (Forming Tool Characteristics)7
dswaremnuiFeuiivesegiidondaenssuiunistugy SPIF ad1suuusiansnismnnisaing
MOUAIE ANN and SVR #UI1LUUTIABIE1150AIANITIANMTEUR A ag sl U wagdadl
yannnanaAefinanfisnmsaansainaneuveenszuIung SPIF
Mneuisefindnundestunuinmsinwandngdaiulunsasaseunnimes

ql

U3y

[
[y

YPINTLUIUNTT SPIF hed1nsunszuIunis TPIF gelifinsnanifaunnun setiu uided

A
D¢

4

2)

YINANNTHALBUIANUAAT 1P LN LG I UNSAN®INNTASEUIUNTS TPIF Tunszuiunis
pailifluy AA5052 Fan131dmesn15VugUUTENBUAIY Rotation speeds Wa Incremental
depth TidenanoA1AINITEURT AIUATEA LAZAUAUANANVDITUIUNAINITTUFU YIN3

a

PONWUUNITNAABIUAZTIATIEN S/N Ratio lagld35nnT [23-24] uagiinsigrinnnuulsusiu
(ANOVA) d@suninnisad residual stress and surface roughness saudsas19aun1sannoylu
A1ANUALIN ©YITUIY Rotation speeds tag Incremental depth Nidsuane residual stress

and surface roughness ¥83%¥141U AA5052 aluminum alloy AindnaINN5TUIY TPIF lagds

1.2 IngUszasAvaInsidey

1.2.1 Wiefnwmansenuvesiulsiidmananunion ANUALANAIY LazAIAIL
Sauﬁasuaﬁumwﬁamsﬁﬁugﬂqum'al,ﬁaa

122 \ilefnuiiadefivmunzaimasnszuiunstusiuuusdoiiomestunuegiidey
Wedl AAS052

1.3 Y2ULUNVDINITIVY
ﬁﬂ%ﬂ%@%aﬂﬂiﬁugﬂLLUUﬁi@L“ﬁENLL‘UU TPIF (Partial die)seLa3asin CNC
131 fvusduuslunsifeumaaossad

1.3.1.1 JugUlangegiifion AL5052 ANLMUITENTIN 1.0 U AUIR
200x200 wy.

1.3.1.2 %inm (Forming tool) tunuu ﬁaﬂmwuqﬂuaaluuméfa

1.3.1.3 NM13Mnaean1sugunss nmswwiadunsisidukiugusnans
50 U3l. 13 25 83A1 AN 60 1.

1.3.1.4 NM5E519UUUT1889978 TUsLATH SOLID WORK
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1.3.1.5 AuE150U09ang 0, 500 waz1000 SoUADUNT
1.3.1.6 mapdeudfivesiing Juwuuindes (Helix) ndoufiann vuad
a9 ons1teudn lunisnausag 0.3, 0.5 wag 0.7 Uu./50U
13.2 ﬁﬂww'mm,ﬂ'%aml,l,azmﬂmuL‘%&Uﬂwaa%umwé’qmiﬁﬁugﬂ
1.3.3 Anw1A LA UANA 198 28mATAN5LE 8atuus 9 L8 naLse (Xoray
diffraction, XRD)
1.3.4 Fnuiladeiivnzausemedaeslsnousaansd (Orthogonal array-L9)
(3%) MEIEMNT

1.4 Uszlovifianadnazldfuannsise

1.4.1 nefsiuuslunistusulavsuniuogiiden AA5052 daenszurunstugy
wuusieilosluUADIge

1.4.2 ewisdvdnavestadefidsmaramiuedsnvestunundanisdugy

1.4.3 n1uisiadeiidmanenudunndsiiemaiansidguud @i nese (X-ray
diffraction, XRD)
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2

a o v
NOPYNNINYIVDN

c
=b.

N

)]

2.1 LUIAUAR

HAMIVUMLATIMNTIINUT nasviumstugUlavgusuiduniavdsuglavedaeuse
yhlilavewsiudesuuuunns munseenuuy Tugramnssundntudniutigudesdiduney
nsndnfinanetuney fenseenuuy,n1sadtuifiuiuagmsusuuduifuidusiu dosaemu
fuiedesdnsviinuelugildusawnn Setsmeiddunulunisamulunmdaiaaiafuiigs

Wi lvgaavn s Ukl LA UL UmMEN e AUNTTUTUB UL TUTIMANTTINIUNTHEANIN

% =

e = v = | A ) a & Ao
FgAunu Fanstugulansurusienszuunstusliuudaileamnine fun1sHanT U ung
uuTunudsstuwazauluniskind  dmsunuddendnuladesiieg Ninaden1siusy
langurumensyUINNTUULUUsBLlawuUaRRn AwvinsAnwaugUing 14ian ogilidey
| P ~§ Vo 1 v 1y =1 = [ é’
wiiy Mdulaveildiuagianinwing lunaiegeamnssy Tudagdu dnsfnwidadelunisu
sURdmanon13Tugy nanelade wu yuesmaldlunistuiy amnusalunisindeunivugy

AAEITEUTRINIYUIINA JURUUTeRINAYdac1e dhnnUSsufisududnyasduui

[ £ '
a = o =

AATUNAINITTUTY ANUNETUED,ANUATEATIAATUUUH VDA Ul LA ZAIUAUANA1 I

Aadundnistugd anmsfinwnazannsathuudeya wazilumadendmsu anamnssy
HARLAZUNUMENTSTUTURUUABLTLR DN

2.2 nszvaunstugUuuudaiiias

mzmumaﬁugﬂuuwiaﬁm (Incremental Sheet Forming : ISF) L“f]umisﬁugﬂ
Tanzususieiaieadn CNC wionueuduvuna lngldiane nauuwsulangyinliiua sugy
mufteenuuuliiBnstusluuuraideniunisesniuudiensadslueg 3 T felsunsa
AoufmesYaelun1seanwuy (Computer-aided design : CAD) ialdluing 3 fif wdqawih
Tuiaa 3 Sfdunadiadunaninfumsresiing (Tool Pathelusunsunauiamosyaely
N15HAR (Computer Aided Manufacturing :CAM) [4] il ol@ynand sudavzdalsunsundn
\n303dn3 CNC Laeadnsagnsfinaagsimihdiduurulavsvhidesusgrsnnsmufieanuuuly
nandlugui 2.1
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) Blank holder
Forming tool _ Blank

5UN 2.1 nszurunsusliuuselilos

Tuilagiunistusulangusu fenssuiumsiugUuuuseiilas (ISF) desnisgy
Furuiinarnvanesunsseg 1 udunsainsruen sUnssdae, sUnssiianuns, sUnsedi ld
ausmswaryililinszuaunisd usuinarnuatsanunsaudsldidu 3 gUuuy (25) 1dud
1) mﬁ@gﬂuuuﬁmﬁhuwu 1 39 duNd Single-point Incremental Forming (SISF)
2) ﬂ'ﬁzU'Juﬂ’li‘ﬁugﬂLLUUﬁ@LﬁaﬁLL‘UU 2 90 FUNE Two-point Incremental Forming (TISF) 2)
two-sided Incremental Forming (TSISF) %nmzmums%ugﬂLLUU@'aLﬁaaLLUU 2 90 deenunsn
wideroonléil

- ﬂizU’JuﬂﬂTf‘LﬁULL‘UUG]'EJLﬁIEN 2 3pdunakuuduvusossuanizd Iy
Incremental formmg with Partial die Support

- mstuztuuudeiiies? nduianuuiiuiusesiunuyldaunady fiemsuan
Incremental forming with Asymmetrical Positive Support

- ma%mﬂuuuc-ﬁmﬁaaz PdURELUUTWYIUTOSULAY fiFnisauincremental
forming with AsymmetncaL Negative Support

2.2.1 nszvaumstusuuusiades (SF)
1. misuu'gﬂl,l,wmal,uamw 19 dsTd (SISF) Lﬂumiﬁugmwumﬁmﬁﬁu
nstolansusiusBatuuviusessu tnefivanaargnarunslvnaaduduauliidsguniui
oonuuuly Fnasmurierriesfidheanuamunistmuaveddusunsy Tun1sndntusudie

Tilawnsaviladie Tdgunsalies

16



(a)
5UN 2.2 nszurunsTusuiuusioios 1 Indus

2. nsguunsTuULUURellauy 2 90 dudamsk) Wunsvihlilansidesy
NYAFUNAARIYAAD TInAkaziinsisessu TunsTudavuulidanuaeaaieiu SISF Ay
AnHulanzausaraoun e uadlukuinny Z lnadminannasuubkulansannuuadananiy
anwarsUNTwesiuy lun1stusluuuseidesiuuasigeanusakusyseiannisinaula
2 BUU AU SNYUZVDIURLNIDITU ADMUULLANWLANIZAIULAL LU UL RUNT 9IS ULUULAL
a1 Mas1eazidensana Ul

- nTrUIUAIsTUTULUUAeLlee 2 yadudanuuduviusesiulanizdiu
Incremental forming with Partial die Support LflumﬁugﬂLL‘U‘UGI'E)Lﬁaﬂmaﬁﬁmﬁuﬁaﬁﬁ’mm
ALY UTDITULANIZAIUYIINNS TS UL SN UN AN AU L UUT UYL NSzUIUNISiasifiy
P 21 el aa By =~ av o A v °
ANLTIBINTIVRITUNTWRT LY TuFuuATinsTug U sUnseildaunnsdndsaunsai
a & Y ¢ a V)
wiRunsaesulUNAnT U uIanaielasaly

(b)

5UN 2.3 nszuiunsTusuiuusieliios 2 Indude
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- nspuaunstugUuuuseidiesuuvassypdufauuuiuiusesiuifiudau v
Tifiuilumssesfumnndssaliifineuniissmsslunstusuiunuldodned Tunsnistugd
wusiaiasuuvasaduianuuiuiusesiufududuaumnsoutsUssnnauUkuuees
wiusessule 2 Useian fie

- misﬁyugmwwimﬁaa 2 geduianuuiiuviusessusuulidanuiasify fid
NNUIN  Incremental forming with Asymmetrical Positive Support Tnefiwanaad oulsy
NANKAIADEYIUBBNTOUINFURHAN M1UFUT1NV0RUiaa1

JUN 2.4 MsTugURUURBIes 2 adulauuuiiuviusessuiny Aidvneuan

- M3TUsURULRDIe129nd R LU UTLVIUTDISUANTIAM19aY increment
forming with Asymmetrical Negative Support LagflianaLAd ouLs 1aINUSLIUVBUYBIYA

LYY

uiadnsrpe | so8uaN NG lY MUFUT9VRRATUNER1Y Landsiagun 2.5
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Tool

JUN 2.5 MsTusURUURBIiles 2 ndulaiuuliuviusessuin Aavisay

3. MITugUiuua el eawuy 2 Wanalad aufl Two Sided Incremental
Forming (TSISF) 1Jun1s3usuuuusiaiiisaniinisindeuiivesiang 21 dvinadugy Forming
Tool yhwthiduiunuliidesUuaziiiinauseaass Supporting Tool dnvinniingelunis

Jarunsidesuveusulany [25]

sheet Forming Tool
\
\ thickness, t Tool Centre
% Point (TCP")
\ 3
\ 1 * surface normal, n
\ \ - — forming tool path
\ \ b o tool radius. R- Nl TCP’ (1) given
-
. 1\ Tool Centre initial sheet thickness, 1,
b ’ 2 Point (TCP?) )
\ " supporting (ool pu!h
Supporting Tool TCP* (1) sought

JUN 2.6 MsTuFURUUABITRY 2 aduiawuuiiuiusessuiu fienisay

2.2.2 ¥inm Forming tool ilugunsalfivihwiindidausulansliidesuuuunnis wina

9
1%

9 I P A ~ =1 o a 9 Ao
%g‘mwmmafmmLmaamaﬂawugﬂmmmmi Tnedldaiu Usenauniu (Shank) NHaunm
(Tool Diameter) ALANANAUNILAAUA @IUL587 (Taper) wazitang (Tool Tip Radius) #4919

fdnwauzlarruniuanaeiuvanuagnuan vueuineINsTuIY

19



(a Shank

Tool Diameter
Tool
Length
*+— Taper
Tool Tip Radius

g*dﬁ 2.7 (a) duusznaure Forming tool (b) Forming tool Tuanwuwauznge

uana Nt §darnumeneuitaun Forming tool ludnuaizsned Wilaifiunmnnyes
Arduaulifanudsuiauindaiu neld Forming tool il Tool Tip Wiugnueauds vie
138131 Roller ball tool 31nANSANYIYBY B.Lu, at al. (2014) [22] ﬁﬁm&%ﬂ%ﬂULﬁElUﬂ’li%ﬂgU
#18 Forming tool ikana1efY 3 wuufe Wanawuuadf (Risid) ﬁ?ﬂﬂLLUUQﬂUBﬁIHLLU?@?&
(vertical rollerball tool: VRB) uagsianauuugnueailes (oblique roller-ball tool: ORB ) #ia
wandluzuil 2.7 nudndleld Roller ball tool ansnsntioanusslunstususiliiadusud
AmeuInTy ninsldFanauuy Rigid waz Wanauuu ORB IhAuiSeufiafinndn wana
WUy VRB fauanslugud 2.8

R =35mm R=5mm
<

CNC gl -

— |
v -
¥ \yﬁw P - Mall hewrimgs
7 |
3\ 4

g‘dﬁ 2.8 anwauzaad (vertical rollerball tool : VRB)
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gﬂﬁ 2.9 dnwazUas Forming tool (a) Rigid (b) VRB way (c) ORB

2.3 dunen1siAuvesiing Tool path

nMsasEUNIeInAas s InAseantuulieg 3 16 AlusunsuaeNineItIe
Tun1seenuwuu (CAD : computer aided design) luni1sasisluaina 3 AAnuAuABINg
wathluiea 3808 Wasdunisnisiiuresiinamislusunsuasuiinesgiglunisnde
(CAM:Computer Aided Manufacturing) 31nn15AN®1U8Y M. Skjoedt at al. (2007)[28]l4#ANw
dun1avesiang nudnduniavesiinandeuiivuu Helical tool path Lifffusnaveuves
Furunagiiaudeidesueaialun1stuguiia udnigadds (G-code&M-code) 1nAruAN

\P5899n3 DU (CNC machine) UdN15TUIY

Step 1 Step 2:contour in
,counter clockwise
! direction

) Step 4:contour in
clockwise direction

JUT 2.10 Msaadunie vewing
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2.4 agillluanEy

2.4.1 pruauUAvesagiiiey 5052

agfvileun 5052 Wuegiifivudansss AL-Mg uunidi@emdudiulsznoundnly
ogfilendanoud 5052 uanduegfifivudaassdilastuaiuilifuogrunivans lavenauii
Anuudansags Tnotawizeg1edsauduniusennuilesdn amdunaiainuazainy
AumunisinnTeu wiliaunsaasuanuudusadienssuiunismisanudou Al
wanaRnimunsyuidsrfadu sandunanafndnlunsyuudanuiu anudumunsde
nfeuiimden anuannsalunisien exgiion 5052 fnansvirduvuerluladfisonides
fuinlavzuararuudsodans@ifiBon amufumumsinrsenazeusununsianiou
wagorgmsliaufienaun fnsléfuegrunsvarslulasnlnsdwislof osziulaoud Uaen
\A3DIUSUaIMA uazduBu fidesnnervindeluladgeuasiiuiilany uenanidsanunsold
fududrlvandiiideanisarudunaiafingauazaruannsolunisdeniid waganunan
yhanudefiduveanavdefine 1wy Suteimdssaousd egiifion AA5052 Gunilduinsnues
opfidenildtunuiougs Hesndanautffmenzalunisldauislunrgamnssuuay
nsnandudn egililessa AA5052 iufaniddunaundnAeegiien (A) uazuunilidey (Mg)
ylvlnuandAnuaninminegiidensindy dunauvesuuniifontiodfiunuudusuas
NUMUABNISAANTeUYeLianegililensn AAS052 @1unT0K1UNTEUIUNTT Heat Treatment
diousutgsnuudsussmunnudasnis deuldlunisnand udruveserniae iesan
fautRvminiuuarauuduseiiiiuiy mandndiulsznevvessnsuditoantimiinuay
Useniomdsny drunaumaaiivesianegiioy AA5052 uanslupsnad 2.1
M51971 2.1 uansdusanaza s duswosogiiflon AA5052

Mechanical properties
Element (%wt)
Alloy (MPa)

Si Fe Cu Mn Mg Cr Zn Al Fu Fy E 1%

Al5052 0.25 0.40 0.10 0.10 221 0.17 0.10 Bal. 335 141 70.52 0.32

Tunsmaimnssunaantaninavesiagdutlafuddyiinansenuseuszansnm
voamstuguisiunamaauaiRimnamansvesianamnsonldanmatiegislang 1y
yhmsvegeuLssiemientumstanisangUvestuau iielilda nofnssuvestanluaniied
Id5unssnsyriiigndfos dmsuan Mechanical Properties uanslunnsieil 2.1 1ueitlsan
nsvadoUL SRR

A1 Fu #ie Ultimate Tensile Strength (UTS) usitisuenfisnnuufaussgegndivan

9 9
a a

anunsanusionsanale tneAdazuanstialngauesnnnundussiiianauisesulelaneunazi
RV VPRI
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[

Fy @@ Yield Strength 1dufivsuanTasiinannuud s aammamﬂ?{augﬂuﬁa
Aanduld(deformation) lngliiinnsideguuuunias

E Ao Modulus of Elasticitytfusifivsuenisnnuannsavesiaglunisisimieda
Ffl ol n15USuns e nseviraestulunisadinaians Modulus of Elasticity gnieulag
FulszavineruBaveuiildnnduussanseefuosguiiau (strain) inszvhdafuasian

v @8 Poisson's Ratio vanfianiednsndruiuanifandiuannsavesiaglunsivaey
susluiemast (contraction) lefimsvenesalufiemsuuaueu (extension) vidonniiesiu
Tufiamanguiu

anwsumunsiandeudieagfidendaaesdduiatuemeaviou asinduoonlys
P Fusonlafivhlilavenauliv s fuesddsenouiifiqritanseu ozalidlen 5052 i
fosspgvRImoNAs AriulBaneldfidufimsngldannaweden lddnndoudedoldly
anmwaindeudisiinAudwousuaslanfidauysenevvedlangmneuns femnil evgiiden
5052 Fadufideanisuin lumsldausiuaiuaznisiduse eanozgiidon 5052
Suunfideduosdusenay giwihunmunsiansouiiiinnnuenlude wosludelensen
lost wagnsnlusin wiidlelavenauiiaesduiatuiuiifud o1afnufisefiGeondt sngu
(Pitting) \levAniABansAinnIauy

mafiuanuudsussanansafmundydnualunisevduliisnes T vde H %uagjﬁu
vilvoslanguay log T fio MafinmnuudussinedSn1soutu (Heat treatment) wag H Ao
msuiuALdanssanauaien wandlumsned 2.3 Sddsnusiivevelumneiavdy

Wi O Ap agiliflouHIuNI¥UIUNITEULRU (Annealed) A38NYT W Ao ogilileunausu

AS¥A150UALANY WAy F Ao As-fabricated N1t9A1NNTSHAR AILAaVANN8F1NYS T way H Uy
wansUSunansiiuaudInAULeSEn FTANITEUYY WEONTTUIUNMTILABEL

o o a a !
$1919N 2.2 ﬂ'ﬁf\ﬂLLUﬂUiZLﬂVlGUEN@QlIL‘L!EJ@JGUUG‘I@]'N‘]

a A oo v g
aadiiuunldussdugy

Ixo¢  Commercially pure AL (>99% Al lalanansaunudale

2xxx  Al-Cu and Al-Cu-Li annsaunudala

3xxx AlMn Talanansaunudsls

axxx  AlSi and Al-Mg-Si annsaunudslagiudindidew
5 Al-Mg anunsaunudala

6xxx  Al-Mg-Si anunsavuudala

ox Al-Mg-Zn annsaunudala

8xxx  AlLi,Sn,Zr, or B au1sauNdle

9xXX Not currently used
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aadiitlaunaniugy

xxx Al lalanansaunudale

2xxx.  AlCu anunsaunuiela

3xxx.  AlLSI-Cu ag Al-Mg-Si anunsaunudalanagliaunsauy

wisldtuagiudiumnan

xxx.  ALSi wag Al-Mg-Si lalanansaunudale

5xxx.  AlSi Talaansauuudsle

Txxx.  Al-Mg-Zn anunsaunudsla

8xxx.  Al-Sn annsauuudala

ooex.  Salalgeu

2.4.2 aglitlundanauasa (Wrought alloy)
a a 1Y = . & =~ a

pgilileudanenin (Wrought aluminum alloy) LUunilsluuszianveseqiiiiey
Y sl A P v Y va o v | =~ |
danegngninguiialilasudnuuziazanaudindesnislunusig 9 fadinnuunnd1sain
agililundanesnvas (Cast aluminum alloy) fignuasluguiidesnisingliiunszuiunisin
n5Inegiiilluudanauniivaiell uiisinulesfe Extrusion (8aUusY) wae Rolling (5m)
3EUIUNTS Extrusion WWunszurunisiegiiiendasesngniuniuvasnjuiaulagldussiu
geiunszuiumsi egiiillondaasenazlasunssmiusuvesmaen Extrusion uselevulunis
HARTuURgUnsiidutou Tidrazdunifa gnlus wie3Udus nszuiuns Rolling 1lu
nsrvIunsegiidoudansngninuuulaglviiiuseninegnnasnsyuiunisidglilaunuegd
HuudanesaniaunuILazANNAIMINABINIT Rolling Lﬁuﬂivmumiﬁlé’%’ummﬁmﬂu
mandnusuegiiiaudmivnunedins Maviinug wuiy uazduq Msidenld Extrusion
w3o Rolling Tusgfudnwuzua mamwumamamm%mmaqmiaamuwaaaaammmm
mmlﬁwmaqmamnssm%u ENUBUA, 9113, NMIABAT, UAYEMAMNTINAY 7 AFBINNT
FanATUIMITINUT ALY KATAIINAIVIUNIUADAN TN INABNAN¢)

o v @ ¢ ax o wa a a
A9 2.3 ﬁﬁy}aﬂ‘l‘?}mLLﬁ@Q?ﬁﬂqiﬂiUUEQaMUWB@JQJLu&JllNﬁll

F As-fabricated

O  Annealed (N15aAALLTA)

H Strain Hardened(ﬂ’s’lllLL%QﬁLﬁ@J%UR]’]ﬂﬂT]@JLﬂ%EJ@) , CoLd—worked(ﬂ']s%ugﬂLﬁu)

H1  wanaawyAnuudeiiniuainauesen

H2  AwudsifuduaneueIeaLasinannisousey

H3  ewudsifuduananaedon Tnoniseuseufimnzay
H16- nsvhaunuuduiilimuudausdunisisisnunarssenianiie H14
ey H18
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H18- nsvhauwuuduiilinnsanasussanas 75%
H19- Msyeusuuuiliauudawsslunisasiiannnin 2,000 psi Y03A7 LE
nnsusuesual H18
H2y- ANSYNULUUE ULALNNTEUBDUUNIEY
H3,- msvi’ﬂmul,wuLéjuu,azv‘fﬂﬁm%aamyizﬁﬁqmmﬁﬁwLﬁaﬂaqﬁ’umsﬁmwﬁwm
GRHNRNGENGERN
W Shwgamniigaiiouiulaseaing
T NSLUIUNITN9ANUSOUY (Heat treatment)
T1-Yaeelnduiluussennid wavuuudesssua
T2-Uaeelmdudluussennia (Cold-worked)
T3-imsevararsUaselildudrasianisunuds (Naturally Aged)
T4-vnsevazarssenlsn1sunwdalininuudenads
T5-Jdeelirunudusiadluanimia sefensuuudaiion (Artificially aged)
T6-vinn1sauazans fomunIquYy kazinsunwdaiey
T7-NN158UaLaNY Lay N15aUAININ (Stabilized)
T8-vimsevavarsnarUasglidudluussennia Aemenisunudadion
To-vimseuarvany sesmunmsudLiuieuuazUasslmdudluussennia
T10- Yaeglidusnluussennie deamenisuuudaiies

(‘1'71Im : Donald R Askeland, and Pradeep Prabhakar Phulé, The Science and Engineering of
Materials (Springer, 2006)
2.5 Yapviuesosiiolunisnatugy

widnndia3 esfleunnsgIulis insa SKD 11 1umdnnduns sadesuifulsziay
msuougauazlasifiongs Wunguiiinisléoufunndigelundumdnndnaiesiiodu siguay
vén fie Asueu lasdlen uay lwdniden Tneflauadinudenisdnuse wasmadundiimdoy
yilvanunsasnwianlildun Sadunasnandsmamsludlusedugauaslassairanues
wnuleiNNenaIN1INISYULT AL OUALAY (Tempering) agnslsfinudadndinusznisd1fiy
voundnndatesiionduiife anuanunsalunisnds fa fn la Aduasdmmnioanasile
Feufumsnnduatesdonudulunduiudslquaudnuamiu q fil

1. 1ANUAUMNURBNTANYTAIN
fanumilgaunsanely
guudslaanun fanuaunsalunisguwdgann wazguudahwaigayainiele
Fumunseeusfigamniiald
AnnsdneiiasunnaInsyuwds
Fumunsgyidonuouiialée
ansnsovilulashmdsnsguuddld

Ny bR LN
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A51971 2.4 AadnwuzTlUveaMan JIS SKD 11

C Cr Mo V
dunaun1waiowt.)

155 12.0 0.7 1.0
AlS| D2
JIS SKD-11
DIN 1.2379/x155 CrVMo12-1
anmdvineg augouAULTIgIEn 250 HB
ANNVIAIYY YULTIUATOURAUAI 58 — 62 HRC

2.6 nMsasusuvaslanzuruluszuruaiuAu (Deformation of Sheet in Plane Stress)
TuraueNiin1siudsugUuussuIuAULA (Plane stress) #A15841 (Work hardening)
votian FudrmasUssendlingudndiunisfousy Tusun 2.11 dnvugndadidiinisieu
FUNAUVUT t VUIALHUKUANENANT dp NTBANTINUUIA dp A93UT 2.11 (n) saduly
sgnenswisuguaenanaziasuluilua unuaes Major e d; wiawnwaes Minor @e d.
Y a A Y Y o a Y a & A A Ay o =
aUSumsdmdsulvidiuiamananvesniaienay asnaed udivdeuiuii Asgun 2.11
(¥) duAunn Ae t AuAnTal fagui 2.1 (A) mnunuivihiiudeusde o, uay o, [13]

T

LA\ 2\
ool osek
X X ) ®SS
to OQ * ‘(7“

t
+ ] + B e
$ $
(n) () (@)
5UN 2.11 (n) wnauuulavsiay vaendeliilbousy (v) Weilmaudeugunia

nauvzeuduguaes vuevealnuranfe d; wazIWIARNLTERe ds
(@) N15A9,T, WIDLSIAINIUADULIEAIIUN IS
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2.7 wHuAIAMULATEA (Strain diagram)[9]
AALASEARNIZATAATY a1unTadalaainniaenanlugun 2.11

Blank-
holder

{
AN !

! Die

(n) (@) (m)

5UN 2.12 () NM5UUsUMIENTINTEULN (V) FUAIUEDEVRIIENTINTTUDNLAAIAN
AMLAsEATIAlY (A) HaA1AMATERNIAAINN1STUUSIENTInTEUeN

2.7.1 A1uAsEAnan (Principal Strains)[9]
ANUATEAVANTLANTUAFAYNEVBINTEUIUNTT

g =In—; & =In—" = (1)

2.7.2 9M51@UVBIANUAIYA (Strain ratio) [9]
TasUnALEULLIANLLASEA (Strain Path) Smadudndiudunsa

ln(?j
J (2)
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2.8 AUNYIURD
AUMYIURILAEIENTINAT (surface roughness

s??umuﬁgﬁyugﬂmﬂﬂ'ﬁmﬁmé}"saﬂﬁm%%mq WU NTPUIUNITNEL,NTEUIUNTIA
Jugu nsrurumInadatugl wagnszuauntstiaiadeiaiesdiona Arfloanannnssuiunis
waniy Wevnveeagnuinirnuiesnuniuddnvasy v3vseduadugs i ldwindu
fudlounanmiulignieamnasviads vesnszurunssaniamiiiuauveny (Roughness)
Fadummiliasinauenionuligniesitliaunsonanidedldannszuinisnsudn il
Hammaneqegrsvesnsinanumeuvesiaminife msuonauduadu sonananuvey
Frfusndudostimssiamansaeuresdiihvestunudursenuenniasizoniar
817A3 UFANIR 1T Cut-off wavelength G?faﬁmsﬁmumﬂummgm ISO 4287:19971%1
spegANENAFUAAYINGY 0.25 fadluns 0.8 Tadluns uay 2.5 Tadung nMyiaAALmMeIy
YDINTUNTIUNINTFILVDT ISO 4287:1997 SiviniaeTn 3 Alldun Rt, Ra way Rz Wity

MIMAAAMENU Rt Aerinanduisgeanisiumisiigavesszezang
gnndusn Jedimodulilasuns (um)

Roughness Value, R,

A /
o LN AAR L A —
t \jB1 W W Yeui

Cut-off Length, L

5UN 2.13 uansiiunmiloduaudnatuazldlduaudnans

ANSUIAIANUNEIU Ra ABAIAINUNEIURIAMLAINNITIINN U DALY
Y99PAUMLBLAUNINANY (M-Line) AUNUNYaAkralvDIAaUlALEUNINATY UISAIUAIUEND
wae (Lm) leefA1wae Ra dnrbetmdululaswes (um)

(A +A+A+.)+(B +B,+B;+..)
¢ L
%30

R (3)

:ZiAiJijAj)

1¢ -
Ra:_j|y_y|dl, (R
Lo “ L (a)
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9k
Y . Ra:-e-ﬁ [ 100 [dx

Ra
2

0 Na M
m//mr(/uw \jv x40 |/

=

Roughness Value, R,

Cuf-off Length, L

5U# 2.14 n15dnfAImEURN

ANSPIAIAINUNEIU Rz MUN8D9 ATANUNREIURY %wﬂﬁmﬂmﬁ@5’uqq1€ffu'mms*?m
AUVLeEaEADaLTLIgAvadLiar s dausa v q fu Tu 5 939 udrheiaugans
5 anaasazlaaimnuve u Rz Swhodululasuas (um)

R. = (Ryy + Ry + Ry + Ry + Ry5)
=
5

Rz1 Rz2 Rz3 Rz RzZ5

N

E
<

5UN 2.15 1A UiaRe e INUNY

29



2.9 AUAUANATY

ALAUANATS FAadusius fuuse (Forces) wag w53 AU (Moments) @ afiog
luanzaunanigluyanlunsdugUlavzuud unisd sugvegeangu (Elastic
deformation) wagvide nsidsugUeg1sans (Plastic deformation) iAnlunsyatsagagna
liasinanoluusiulans Meldnsuvsszduguuuurediassainsganavesian A 1WuAnns
wilein 1Wurasi FsdndudenmsilasginazuenUmnamiuidunnds [12-15) ansauus
nsuenUiaeuduanénadu 3 viia auseiuraaing (Scale) il

1. audunndnsiiad 1 (Type 1) Wuanudunndassduavain (Macro residual
stress) daduensiilagiadsnnentidlasaiisnaniasedutimaisingy (Grains) aviey
131 (Grain boundary) & waregluauganelutiinesidoanmun 1wy nszuaunnden
Taneaoudufatuudninnsaidevesanisteu wie nsvurunmsdnia fenmstieune

(Shot peening)

U 2.16 Anmidumndswdadl 1 (Type 1) [11]

2. manAuanAsuiiadl 2 (Type 2) luanuiuanfslusgdugania (Micro residual
stress) FafumnsilneiadevedlasiainsganiaseAundn (Crystal structure) nileq sazoglu
AunaTINANANBHEN WU ANNIAUANASTRRIINNEARTSILUUB AV WagnanaRnuesTan
sufangAnssunsvenediiosaingungfl (Thermal expansion) 7 wanAsfUYRIUsaz
lAs3as9anFea (Single Crystalline) vaeTanlassasawuunyuan (Polycrystalline material)
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Microstresses

Transformation Stresses

BB

Intergranular Stresses

gﬂ‘ﬁ 2.17 anadusndsuiai 2 (Type 2)[11]

3. auAuanAeiiad 1 (Type 1) iWunndunndsluszaugania (Micro residual
stress) lusgavainasgnieluszAuasneu (Atomic Scale) laun AuinUnfives lasadandn
WU NSAANISkNINAIveteznaNd ululasias1evesdan (Interstitial) nsiiadalaiadu

(Dislocation) 1usu

IV R Y, i
{

3UN 2.18 ¥1AT09ANUAUANANNLUIAINTEAUELNG (Scale) Ineiidnysassuiiiivios M unu
wlatlofiu uaz R unu wadanauuss (Reinforcement) [11]
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AUAUANAINAINTOAALIAIN 3 @ne Lol
n) n1szn1enanieusn (Applied mechanical load) [Wu NSEUIUNITTARIAILAT
8991010 (Shot peening) NszUIUMsTUFUlany ulNTugy uiU nudalas
%) NM5UA ULUAIYBIQUNYH (Thermal residual stress) 1y n150ALT 81909
lassasedanvatemaiiednisldguwlasvesgunad (Thermal) o9 nduyszdnsnis
Y8186 9M19A10 T ouve A aziwalavindy L unsEuIunig Weulavzuuunasuazany
ASTUIUNTYULD
A) MaUasuLUaunavesdan (Phase transformation) #eU3annsvivelassairama
a A = a ] Yy A - a y A v
MUAsuly 899199280 INNTUNIVDIEABUINWATIUA BINTOIINFIWINAONDUTINIUNIN
agflulaseasne (Physical absorption) L nszuIUNMTOUYULAY
ANSANIAMULAUANANALTBIIINEUNYILAYTIUTINWUUTIABIANUAUANANS Tudan
R “v , VN S AR
Haulauesiinluawideves Francisco C Serbena [16] dwmsuianiileniugsiinidina

< [ & & . X . . . . S o
dnqssnaunszatwegluiieiiu (Particles dispersion in ceramic matric) kuudnaes

2.10 n'ns%l,ﬂi'wﬁn'mgafsmu The X-ray diffraction technique

A3 0edns il lun1531A518¥N5LAa89Y  X-Ray Diffractometer Model XRD 6100
2kw Shimadzu teld398 o — Cu wsaadoulnin 60 kv wag 80 mA wieududwdudniia
K p NMINAROUITUIUNSE 824U 20 :qmmit,'gmwummdﬂ 120° Lﬁ'aszqqmsamqqqm
Tovhnsaunususiys 20 80° MsATgriauAunnAswesT LUt uTUdae
AsEUIUNTT TISF insmusuannuduandislaenisinnnueseawuuainaue (Uniform
Strain) 91nN154UA BuY9AIUNT1S (Peak Broadening) & fwnten3 il svadsennudy
nsidenldimatinues Williamson-Hall : FWHM lagn1siansiunninuiasgnaIngieninundg
voswonsu 26 Inefianuaienganiaannsadunaldfaannisi (6) Inefl 5 Ao Frsanu
nfsvesgennuity 5 Ao maUAsutisaunwessenannsiUasuiamunnveINan

a d' | Y d' a
e g Ao NSLURYUTINANUNINNVDIEDAIINNTSTLURSULUBIANULATEA

Br=p,+pB, (6)

LagNvuInveInan Crystallite size: 4, ATUINNAIINAUNITVDY Scherrer formula

Fawansluaun1si (7) @9 k is a dimensionless shape factor has a value of about 0.9, A
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Ao AINNEIIAA USIALENYTALYIINY 1.54056 nm, D Ao Crystallite size Wag 20 Ao

Diffraction angle

kA kA
D=—"2" or -
B cosd Po Dcosé

WANTAAIULATEATANIAAILTAAIUIMIINAUMNS S, = 4etan 6
R
kA

=——+4¢ctan b
Br=Toosd (8)

1089 tan @ =sin®/cos® INUUIILUnueluaun1si (8) azlsaunisaaaunisi (9)

kA sin @
= A 9)
Dcos® cos6d

By

IMTUAAUNITIAEYY cos® AMNIARITNS Aglaaunisil (10) FeeglusUvasaunisanudy

y=mx+c laeil f.cos0=y, e=m, 4sin@=xWay kA/D=c
: kA
By cos6’=g(4s1n6’)+3 (10)
INITAIUIUANULAUANAIIINANRE 89 P AINAISUSUANNITLAUNTIAEAI 98D

Uoegn (Least square fit) 31nn510 B, cosO i 4sin® wanldaunisi (11) &wmsunisaiuin

AMUAUANANN Lag? o, AB AINAUNEINITTUIY , E AB Modulus of Elastic, v @8

Poisson's ratio L@z m Ao AIANTUIINNITUSUANNISIEUATY 5811119 S, cosO AU 4sin@

E
o, :(—jm (11)
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2.11 yATeiiiendos

nstugtnuusaiionuy 2 90 anuluntseaesiifunssuiunsifemudangu
Tunsdugy wazannsaldamudunsd uguifenududeuld faduldvhnisdnwauide
fiAertos nedenAfeiiieatos feil

NNIIANIVDS B.Ly, at al. (2014) [22] A15WAUN Forming tool Tudnwmugsinge
LﬁaLﬂlllﬂmﬂ’lWSUENﬁ’J%umuiﬁﬁﬂTmL%S‘Uﬂ’lﬂ’lﬂéﬂsﬁu Tneld Forming tool i1l Tool Tip
LﬂUQﬂU@aLLﬁTQ 13 9L58n731 Roller ball tool 31nA15ANWIVBY B.Ly, at al. (2014) [29]
ﬁﬂwwm%mﬁaumsﬁugﬂﬁm Forming tool iuane1afy 3 wuufe Wanawuuasdi (Rigid)
ﬁ?ﬂ@LLUU@JﬂU@@TULLU’J@?@ (vertical rollerball tool : VRB) wagiinauuugnuealles (oblique
roller-ball tool : ORB ) fauandluguil 6 wuinleld Roller ball tool anunsatrvansly
nsduguhliaagusudanuiounindu niin1sldianauuy Rigid uag anauuy ORB
TamiBeuRafifind ¥nauuy VRB

Ajay Kumar, at al. ld¥1n150593@8UNaNIeNUYINIsITLRes A aAI1unETUR?
TunsguIUN1s Incremental Sheet Forming (ISF) @S ULNY AA2024-O NaN1TANEBINUTN
AuveTUvesi i ud udl sldukuaudnaruadssiloanas uasieI esilovatsndvianau
g niuffifturesdussneuiitusuidefisusueiasiovasuuy

J. Ledn, at al. 151"3miwﬁém%wammwwswﬁma%LLangmwaaﬁsuaa%mm@iaﬂmamﬁ’a
mqnasuaasz‘?yumuﬁﬁfugﬂimaﬂizmumi Incremental Sheet Forming (ISF) 5@ nwIl
ﬁi’mqﬂizmﬁlﬁaLﬁmﬂizﬁw%mwmzmumi ISF LLazL‘U%EJ‘ULﬁ&mﬁ‘uﬂﬁzUUUHWS%NEUIaﬁ35Uﬂ

Amir Ali Nourmohammadi, at al. iﬁa"ﬁmmﬂsﬁ’l,m'ﬁuw‘t,muwmaaaq@‘ﬁ' ANAUR
Amsfweslilmiliiaslnsainesesdyu Weduaudavguuesnistusuuuuassan (TPIF)
ﬁ’m%’um?ﬁugﬂLLr;JuazqﬁLﬁauﬁﬁﬁuﬁ’agﬂmqﬁaiz N13ATIVADULTINADDILALLTIAUAYUAAS
Titududfainansgetaslianusondntudiuauasuazeauannseng Alvuauazsunss
isvndiniuanssiufieauuiudioensuls msiausiuesszrinevauazusiuegiido
PagUfuUsIauniluin uaznisfiuauudsesikus9aeLina LG uduar A
uslugestiuny

Le Van Sy, at al. nsAnwiiAnumanssnuvasasdeduuagismndedudenmnn
fuRauwazanuudugmasradelunssuiunstususududi sansmaaowuansliifud
asnded uuUNANT U fuUTIRun R uAILaz A Llug s adaldee sty
Tusagiiduindunadeniiduauasduiinsdedwndoulnefaunwiuialndidsstu
thifuiedes
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unil 3
WANlun133Y
”Lumwi"lLﬁuqmﬁ%’a5L?JumimaaﬁugﬂiamL.LsiuéhaﬂizmumiﬁugﬂiwmmmaLﬁaq
WUU 2 90 WefnwdusiidnadeanuiSeuia uasanuduandreniegluduanumndsihnig
Jugurasnszurumstuglegiidouuu AA5052 lunszurunstugtiuudeidies d1e35ns
wyuiang lneddudstaun awsisevlunisnyuiing wagszezainudnuasiang

Tngdtunaulunisaniuvnuiegun 3.1

nsrUIUNMSIUSULUURBLdBILUU29A

ANYITUaNIUINE
¥ Y
Wine,gunsaldudin, unueaiiiiay fanUslun1snenaag
| ; ]
MN5TUgY
U a r-:ll a ::’f(
IAANULATYATILANYU
YNNISAATVUNAG DU
|
IAAMUNRYTUND TaAaLAY
RIGRRETGEG AR
INYI51897U

5UM 3.1 TupeuvaInsaLiunsivy



3.1 ASTUIUNTSNAFBU

Iuﬂizmumimaau;’ﬁ%’aiﬁl,m%m%umu AA5052 sensdalilaauinmufininunuan
nturimsiafvesdunudsmaianiananliifieiaseinnsUasunlaweanning
2908y maﬁuﬁwmasfugﬂﬁ?ymmﬁ”wﬂszmumsfugﬂm'mﬁ'aq WUU 2 3A Nt
asﬁw%umuﬁshuma*ﬁugﬂlﬂ%mswﬁﬁﬂwﬂmqa%ﬁwﬁﬂLLazﬁﬂmLf“ﬁ'mfﬁ’uwaﬂswwaaﬁw,ﬂi
fidswarerusuRawarauduandslutan munssuiunstelud

3.1.1 WIPUTUIU
WSHLAUUVAOU WHueailillen AA5052 i 1 Hadluns nsanlvidivuin

AMUNING 200 Jaduns ANNE17 200 Tadiuns
200

200

5UN 3.2 Jununaaey ogiiilun AA5052

3.1.2 MIATEUTING
Tumsineasiing Yagludiuvesiiusiainivinndiaiesie insa SKD11am
11m3g1u JIS ¥inandstugy nelivunemesuinaduiamnadiduinugudnans 22 fadums
ArmTvavan 100 Sadiwas vinadaeiinadnmstedudunauldadelinedisu gnuea
manBe NTN Bearings 11m 8 fadluns lnsdnwazvenhinaazuansisgul 3.3
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D22

5UN 3.3 Mnatdugy

3.1.3 gunsnidudnusulane
nsafrsgunsalfilddmiviuauiulanglunssuiunstugudeiiomuy 2 90
Tassadravinannmdnmun 20 fadums Andugy fian 4 duhanadnguuds sunmdurinugud
nans 32 fadwns 87 210 dadwns Yaansendewhanneundenhlinisinadwduly
ogad1eme szUUTuBadBang M6 wuuiaamieun 26 2 Kiuuend 4 Su ilelinisduda
funaudauss grusesiulamzgavianinan sasC ndsuianinauan R5 USnveuLazdn
Meang M8 wuuviay

ﬁ” N P e

5UN 3.4 gunsaliugnlaneusulunszuiunistususeiiodiuy 2 9n
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3.2 N139NKUUNITNAADY
3.2.1 mamuasauUsiiidlunmmaass
lun1seenkuunIsNAass (DOE: Design of Experiment) N1 338lat435
aamwumimaaqé{wLwﬂﬁﬂmfﬁ (Taguchi) wWuULWIIA(Orthogonal) L9 hagyinn19itAsIz
HANTENUTOIRIRUTIUNITNARDIFIEWATA Signal-to-Noise Ratio (S/N Ratio) litevdaudstunis
ﬁugﬂﬁﬁamamwmammL’%‘EJUEE'.JLLazm'mLﬁumﬂé’wuaﬁaqiuﬂizmumi%ugﬂ Taglunns
yanostugul 2 Muus Tiun arwidiseulunsmyuiang waganudnuesiang
3.2.2 M3 (Taguchi Method)
lun1snaaesf3ldinatianin® wuuwwiain agldimaianismaass 9 ads
Tnowsazluuavossudsluniss msimuasiudslunisnaassezligniy Tneansei 3.2

Q%LLﬁﬂQﬁ?ﬁU%@ﬂﬂ’]i%ﬂa@ﬂﬁaaﬂLLUUﬁ?EJWIﬂﬁﬂVﬁQ%LLUULL‘L!’JQ’]ﬂ L9

M13199 3.1 ddulunisnaaesduguiieanwuumeiaiia Taguchi Orthogonal L9

No.  avusasaulunisviyu (rpm.) auanTunIsNA (mm.)
1 0 0.3
2 0 0.5
3 0 0.7
q 500 0.3
5 500 0.5
6 500 0.7
7 1000 0.3
8 1000 0.5
9 1000 0.7

WM InaaswE I Ulumsed 3.2 axmasnnnisveassluinssinusey
RauazAILAUANAT WDt UIURE T5nsReUaALeIvelen Signal-to-Noise Ratio (S/N Ratio)
WunszurumsiasigsinansenuvesiiwlslunisnaassmednTaudyusuniu S/N Ratio
Tneffisehunldifiedinszvinnansenuyes 2 fuus sldun anusasevlunisvyuing
LarANANYDITINATNE AR DA BURILAEALAUANASTUT U U R IUN1SNAAD
é’wmzmumaﬁugﬂ&iaLﬁauwu 290
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3.2.3 MseanuuUIUNTLasiuUsUSuRTTunsdugy

Tunsnaaesazldnisd uggunsansedaiauia lunisvaaesazdnisiinun
Fumsnsiiuvesianatugd TasiduannisesnuuuTaiea 3 §f mafuuadauysiildlunis
vaaosldun yuildlunsiugy (Angle forming) anuidalunsnyuvesianailélunistugy
(Rotation Speed) mmﬁwaaﬁ”mﬂﬁLﬂﬁauiuﬂwssﬁugﬂ (Traverse Speed) kag3uhuuvs
EumamsiAuLuy Helical tool path Tuduneuildlusunsumeuiinneigelunisesnuuy
wagN1IWAR SOLID CAM 2016 Tun1saf1aidunisninduresianauasnisuyus sdanys
Tun1stugy

Process parameter

Width(mm.) 1
Diameter (mm.) 100
angle (degree) 25

step down 0.3,0.5,0.7

Feed (mm./min.) 1000
Speed (rpm./min.) 0,500,1000

5UN 3.5 uansuun yuuazimilssnanldlunistugy

Tunsveassasinisivuadiudslunmeassasinn1stuguaudeyalunisned 3.1
M15199 3.2 uanssnuusildlunistuguseiliewuu 2 0

AAULSITOUVRIN izaxﬁﬂiuﬂwsﬁugﬂ step down
NASOURDUIYI 0.3aaLunT 0.55aaL1unT 0.73aaLunT
0 / / /
500 / / /
1000 / / /

39



3.3 N15ATIZHA51929naN (Grid circle analysis)

n3EUILNTIATIZIAIT1anTenay 1unszuIunsAnuinisiasugUvesian
Tnedannanmsinisasnanlaeld T,madau%féumaaqﬁwmiﬁugﬂ wNSNANITER
vinafistusuidunsnnaudieufnien i iadiuarsazaredibnlnsladdegud 3.6
Frfanflazgninognaniaigs awdaidumsnnaunsfveusuuan sudeviinisiauunn
yo9nan wazudsnaduanuiefoafiintuvuiafunu fevgufidndiunmaudeusuves
HNa

U 3.6 nsriaiaTanilumsinnaudigansazsaedaninglas

N15a319NTIANaNAEIITUANaudvwIn 1.5 TadlunT Lassseeriuednay
3 fodiuns neldasararsidninsladsmfunisselaihnszuansduninsenisiafofuny
Tneiusiusostununsesturuuulfrufofnisudidesdauelundniuuiulans e siuan
Fruans Mntudendaualnadsuuistanslnflnedvesilunsdvarsasaneidninglad
wdniusuegfidendlfidudunaasuasdomunisuisaiuuazou neufudas vty
Tazen udndnliwis seiedilrslanevsetanlairsuuwiulans diukuasnatensa
29nan (Stencils ) Mavudusnilnsdalimnganiutunuiursianalifnfuasaraiedn
nsladlsined udrinsdnaindiniossnglniin Usuussiulsildmngay udnhuviadn
ns1lifinguutneiluuinaifenisainmimanan Tnsiadeuiiuvisdinnaludluogadg
wardunedunuaziisianauresq ity ndmnaiaudilihuutunuindeisiendimh
Aruazenuasdaliui esomstugusely
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3.4 BnsTugy

msnnaesaztugUlngld wiasin CNC uuaauuy 3 unulnefinsfnsgunniduda
winlangiagnisiuamuiwosiulavy udnsaaoumiunienvesgunsal wdasuns
JugUmuutsileanuuuliyndunou auata uaznentunuesnsgassiasets 9nturhns
TANUNYTURT AUAUANAN

()

[ %
Y

5UT 3.7 (n) MsfnAsiuaunsunsTugy () gunsalivgnusuduny

gununlendanistuguiandaieinluinanureiuin anuduwazauAy

T ;
ANANUEINITVUFY

JUN 3.8 (n) Funuilandin1stugy (b) Funuikunisaaietluinanumeui

o & My o £ ° v Y o ¥ o % 4 o Y
Bunuilivainstuglihundaudvihanuazealissusesiiietluinay
MYIURI AHAULAEAIUAUANANNEINTTUTY
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3.5 M5IAAMUNYIURL
Tumsinanune1uily ldesesinanumeuiuunnnge MITUTOYO Ju SJ-410
IMTIN 3 99 UShAMWLGLREIINIemNTUNAgoU vU nal anvvesiua tnelsseylunis

o o

a7 2.5 Daawsslaedifstulunsiaduuuy Ra dmbheiadululasuns (um)

Ul 3.9 (n) 1A3osTAAILMETURY MITUTOYO fu SJ-410
(v) 3UUILBITBINTIAALMENU

3.6 M3InANUIAUANANIRBLATES XRD

X-ray diffraction (XRD) 1 mnadafildlunisnsiaaeunsedinszilaseadendn
yoe¥an Aensidsnuuresiidiend Wledediendvindudatundn axlidoyalaeiduen
n13inseedaveternaungludan waza1u1sausvendaunnsamsedIulsenaunIaal
fiFovulutanlunsieseilanaiwdnvosianiivhnstugy agvinisdndununoutands
mstugulnglifoun 10x10 faduns elunsrsaeuuasiinseilassadiandn Viniidaly
Wievimsiesziazuandluguil 3.9

W Rotation speed
'||g [ 0.500. 1000 rpm
I

Stepdepth | \
0.3.0.5. 0.7 mm _{(_:\‘ A4
\ / .,:i:‘::‘:- oA XRD specimen
Sl . L) == Nonmal Plane
} el

89 _~7"\26 4

I ol
K M ;?\ R 5
\\{ ~

ni=2dsmne

100 mm
| |

5UT 3.10 Ushaivhnmsanguauieihlu@nylasaiaawaslasaiegania
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3.7 N159LAS1H Signal-to-Noise Ratio (S/N Ratio)
dunszuaunsnead @ 3o ldid edaszvinisnevauesnudesnis
Fedaausuniu S/N Ratio WisUssiluransenuvesiulsnsvaaesiidmaseninudeuin
uarAIAUANA1Y Yasiunuvdanstugy Tnsagldudnns Smaller-the-Better (S/N Ratio)
FaruanAAuwlsUTIunsoa il snunvear fnUs msiefeansAifiuUsnevaues
fivfeas Tnerwanduanaidsidassdrudsuu (MSD) vessuUsnavaues lngasuans

<

Hunhewdiua (dB) dwdugnsdmiusasdu SN Analdmuaunsd (12)
S/N Ratio = -10 x log10 (MSD) (12)

*‘MN’]EJL‘VW!
- il S/N Ratio Ao Signal-to-Noise Ratio Tug‘ULL‘UU Smaller-the-Better

- MSD @ ﬁ’uaﬁmaqmmLL@ﬂ@i'lﬂ,ug‘dLLUUﬁWé’aaawm&hLL‘Uima‘Uﬂuaa

W@ MSD AaA1 Mean Squared Deviation fiAU3IMINNNAVBIAIUITIURITAR Uag
AnuLAuanA1alaeliel MSD L uNaTILURIAINBANF19TENINAIEILUIA08 1R az AT TU
ANFUSNADINIT ANUULNLUENAAIEBILAEITAILTIUIUAIDE 19U LBLrlaA1AI1Y
wUsUsauade d1A1 MSD teefign asusuanladiai S/N Ratio gefign uansliiufisaiu

| o Ql":l % o‘d‘ 4 d{' o 1 ¥ o o
LHUYIAEAUNINYIAVDINAANDTNABINTG LUBATUIUAT MSD WAIATAIUITAUINIATUI S/N
Ratio MUANNISAUUULNBUTLLEIUUSEANSNINVDIAUTHBUAUDIHDAIAINULSIURT LAaZAINY

LAURNAT

3.8 Wgd1AgyvaIladen19ana (Analysis of Variance: ANOVA)
N13UsEuNaNIENUABANNESEURI AN kazAMAUANA1Y TulisatiAves Taguchi 3¢
1A 1 Signal-to-Noise Ratio (S/N Ratio) wa g Analysis of Variance (ANOVA) 11 85213y
AUAIAYVOIFILUTHS 6]Imai%’%’ayjaﬁlﬁmﬂmimaaqﬁlé’ﬁwmsﬁugﬂaqﬁtﬁwLLr;iu@’f'aEJ
nsrUILNISTUgURRIoaUY 2 90 AndusLIRLa AT IEYE A S/N Ratio MUz
WUsAMFUMU Smaller-the-Better Inaduanen S/N Ratio dmiuusiagsiuds Tngldaunsd
wandluidenountiuagdinseyial S/N Ratio #ae ANOVA il 1uunHanIenuvasiauuseng
7 wdwhmslesgiimudsimiinansenuiidfydernaniouia wazanuAunnisluian
PNUATNEVDIIATIZY ANOVA 2za111saAuiaatenudfgvosiulsunazaals tagld

dryeyreu P-value vo9nUsiY 9 Tun1siAseRty AN Az UIUDNDITEAUTOINANTENUT
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uni 4

NAN15NAABILAZDNUSIINANI5IVY

g aw X o ¥ o = v ¥
nMsAny1IFeiinnsAnwinsguiunstuslegiiiilounay 5052 AenszuIunsiugy
1 d‘ ¥ U LY [J a a v 49:’ v 1
wuusaillasensdudaLuuanegn lun1smaassyinisiussumisudanuslun1stusy lawn
A5959UlUN5TUFUN 0-1000 rpm ASAAY wazszezlunsnadni 0.3-0.7 fadwns
NIINUUYIINITATIVFBUAUATHAVURITUNIY AIUNEIURD NADAIUATIVEBUAUFIWINEN

a A

vpseaiideunigwalAnsLa 8aluusedLend (X-Ray Diffraction) Tagn1sTam1ann Peak

Y
¥
a = = [ %

MARTUIUTUNUNSINTTUTUNIMNA 1NTULIANINRAIINATITATUI NS 1EUNTTEURN TS

Y
¥ ¥

WOMANILAUANAT IARTUNAINTTUTU Bawan sAuNTIdeiinan sNaaenall

4.1 ANALATEAVBITUNUNAINTTVUFY

Tumdeliagnaniudesiduivasnauaioanan (% Major Strain) LagAIULATENTDY
(% Minor Strain) 1§9n157U3UY0TRUFUMENHUNTTUURUUsBL BN TdUaaR YR

=i i s & & a o a < @ = = <

JUT 4.1 wanaA oS iuRAILATEAENLAZAIUATEATBIVDITUINUNAINITTUTUNAIIULT]
seulun15¥uU 0 rpm wudnlleszezlunisnadnvenI ol iy udINaRNYUENANTTY
ANUAsEAdAULANA1eAY Auanddugun 4.1(n) Aenuanlunsnaugua 0.3 daduns

N a v a o a A v
n19a sunlasngfnssuvesianlaesandungdnssuuvud nwaznisdalusuiduda
AL UILAYE (Uniaxial compression) imﬁquaﬂﬁimwmaau (Pure shear) Wastiloinszey
nedndu 0.5 fadwns wgAnssuvesiagingAnssunuudaluwuaunundnuazluluiienisves
N5EALILNWAEYY (Plan Strain) duandlugui 4.1() Mntuiuszeglunisnadinlunisdugy
2 a a o i a & o =3 = & =
Ju 0.7 Tadiuns ndunuimginssuvasiunumadinsvuuisudusuuuunstaluiuiwny
wan (Plan Strain) wazAoud 1 uliuuveniséneanadasunu (Biaxial tension) W@nieoy

LLamé‘]’quﬁ a.1(m)
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160 — 160 -+
140 + 140 —+
g 120 —+ c 1209 +
@ *g 100 7 ° 0®
(] =
g e® 0 S, 8 0 -
< 60 —+ = «® L
3 N
40 4 ° 40 +
20 + 20 4
L ! —4 ! ! ! | | L | | |
40 -30 20 -10 0 10 20 30 40 40 30 20 -10 0 10 20 30 40
% Minor stian % Minor stian

(n) ()

% Major stian
R
(= e
| |
T T

| | 1Way | | |

-40 -30 -20 -10 0 10 20 30 40
% Minor stian

(A)

JUN 4.1 uanerosiduiAUAS AT NLAYAIUATEATBIVBITUNUTIAINSGITOU

SLumiﬁﬁugiJ 0 rpm (n) Depth 0.3 mm (v) Depth 0.5 mm wag (A) Depth 0.7 mm

NKNaYeLTTEYNAaNtUIUN 4.1 3ndutulIguiiisunanisvaaesiauandlugy
dl ! dl = a dl a L 1 L o Y a v ¥
7 4.2 wuifiszegnadiniinnmsiuiguiuasngdnssuvesianuandeiudslaeiuigluiide

AN WHe99nszezlun1snednenvdnanani1saveawielanenalife WansearAI1uan

v '
= o

Tun1snadusus

Y

whlnslvalussuiuinuses () dAndunuvdn (€) mawdesseznaiy
sUsmsduiassrihaadosdionatuguiutumilufianauny XY gindnsdudalusuun Z
dwalviadostiolumstuguiinaedeuiitahlhdetaninmslvamlusutrannnindamali
FunuAansidsuulamgdnssulasmdunuunsdalusudusanuuuin (Uniaxial

compression) Wailil oL UszErn1TNAGNTUN1TT UFUNUIWUILTUYRINgANTTUVRITAN
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'
a Ao

Sufidnmsdeuudaminnsialusndudamuuuunudunistauuiwnuide (Plan Strain)
waziilanudnlunisnaiingaluwwilduvemnginssuvesiandniudswlunisdaluwuanny
#an (Plan Strain) S3uAUIULUUYRINITEABDNARILAY (Biaxial tension) Aletnaralunig

assfiutuiuszeglunmsnaveaasosielun1sdugum

Depth 0.3 mm Depth 0.5 mm A Depth 0.7 mm

100
TOU

160 -+
140 -+
1 +
2100 +
80 -+
8 |

A
40 +

% Major stian
|

20 —+

| | | 0 | | |
v

-40 -30 -20 -10 0 10 20 30 40

% Minor stian

a = d i s & ¢ P o = Iy o
EU‘V‘ 4.2 1@nIN15UsgULNgUALUD LG UNAIULASHANANLLAEAINULATEATDIVDITUINUNEINTS

£ '
=

wgUiausseulun1stugy 0 rpm

ar



186 186
160 —+ 160 -+
140 + 4

c C 14%

8 120 + 2 120 +

1 ) [ ]

5 100 + 5 °e8

© [

= ‘: ®0 + = 80 -+

X ® o + ES 60 -
40 + 40 +
20 -T- 20 . .

Il Il Il Tal Il Il Il | | | Q | | |
40 -30 -20 -10 O 10 20 30 40 40 <30 20 -10 0 10 20 30 40

% Minor stian % Minor stian

(n) (%)

% Major stian

| | | a) | | |

-40 -30 -20 ~-10 0 10 20 30 40
% Minor stian

(A)

JUN 4.3 uanerlosiduinuAT A NLAZAINIASEATBIYBITLLTIANSITaUTUNS T

3U 500 rpm (n) Depth 0.3 mm (¥) Depth 0.5 mm wag (A) Depth 0.7 mm

Ul 4.3 ﬁwmslﬂ'ummL%fasau”[,umﬁﬁﬁuguﬂu 500 rpm Lwiﬁwﬂuﬂfliﬂwﬁugﬂé’qmﬁ
AVt 0.3-0.7 fadiuns wulidnwmenginssuasiusumdnistusuiidnuazedis iy
mwm%asaﬂums%ugﬂﬁ 0 rpm LL@'WU:{’]WQﬁﬂﬁmsuaq%umuﬁgﬁzﬁuﬁy’aammmﬁﬂahuimg'
LiAnnswdsuudamginssuuuunisdaeondasunu (Biaxial tension) Lileifiuanuiiseu
IUﬂWi%UEUQQ%u LU ﬁizé’ummﬁﬂiumiﬁugﬂ 0.3 fadwns n1siasundamgAngsuves
Tanlnesudungfnssusuudnvaznisdalunuidudaniuwuinny (Uniaxial compression)
FAuNgANTIULUULEOU (Pure shear) é’qgﬂﬁ 4.3(n) waniileifinszoznadniu 0.5 Tadiuns

a (% IS a IS (% a IS a
‘Wf]iﬂﬂiill”ﬂ@ﬂ’)ﬁﬂiﬁ/\lﬂﬁﬂiﬁllLL‘U‘U‘EJ@EL‘LJLLU'JLLﬂ‘LWiaﬂVLUI‘LWIﬁ‘I/I'N“UENﬂ’ﬁEJﬂLLU’JLLﬂULWEJ'J (Plan
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Strain) saufunsEatukududamuwkny Asanslugun 4.3(v) nuuiusseglunisnadn
Tunstugdidu 0.7 fadwns ndunuimgAnssuvesdununainisvuguidsuduguuuunis

falununumdn (Plan Strain) dawansluguil 4.3()

@ Depth 0.3 mm Depth 0.5 mm A Depth 0.7 mm

120
TOU

160 —+

140 —+

A |

A
10 -+
80 -+

4 4

% Major stian

60
40 —+
20 4

| | | 0 | | |
A\

-40 -30 -20 -10 0 10 20 30 40

% Minor stian

SUT 4.4 wanan1siUSeuLisua U EudANLLASEANENLAZAIIULATHATDIVDITUITUNEINTT

'
=

v
TuguiAusIseulun1sTugy 500 rpm

Wevihnisiisuiiguszseglunisnaduguneaiunnudnnuinsseenadn aakansly

JUN 4.4 Niszpznadntun1stugy 0.7 Tadwes dliwunldulunisiasusuamginssukuunis

U

&

=

dalunuiunuidgaualafnisiAan1sud sunlasmg@nssunisénasaununudiemilou
fenusalun1stuguil 0 rom wazdeanssezlunisnadnauvde 0.5 dadluns woe 0.3
fodiuns woRnssuenuiaTeavesturidusudaiudnvasmsbauuuunuieuasiuuali
FumsBaluwatudamuuuuny awmeaiieainanuiiiseuiifisiueadsadoninden

mMusznIAsesanuiianluntuguisdmasrenisnvisenisinaiivesilo Tananas
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10\} 1()U
160 + 160 +
140 + 140 +
c c
s 120 + g 8+
- 100 + = ®0
? z 8 80
[ 4 =+
S ‘ PO b
L 60 T 8 60 T
40 T ®0
20 T 20 T
L L L 5 L L L 1 1 1 & 1 1 1
40 <30 20 -10 O 10 20 30 40 -40 -30 -20 -10 O 10 20 30 40
% Minor stian % Minor stian
(n) ()
186
160 T~ A
g T A
c 120 +
% 100
'§ 80 A
= =i
=
L 6O ==
40
20 T+
1 1 1 1 1 1

U

-40 -30 -20 -10 O 10 20 30 40
% Minor stian

(A)

JUN 4.5 uanerlosiduinuAs A NLaLAINIASEATBIYBITWILTIANSITaUTUNSTY

3U 1000 rpm  (n) Depth 0.3 mm (¥) Depth 0.5 mm Wag (A) Depth 0.7 mm

JUN 4.6 vhnswSeudieuszeglunisnatugy 0.3-0.7 fiaduns Aeuslunstugy

Y Y

1000 rpm WUA1328ElUN1INATUTUEINAADNAANTINAIUATUAYDITUNUNAINITNATUTY

'
o w a [ =

nanmefszeglun1snadusUsianvaenginssuvesianiinsivisuiuasluanzuuuiieu
! a = a S| < [ oA N = a & a
agafgmTaiiansEalukunusentundn uilleusseglunisnatuguiiudungingsy
a ) = Y = v 4 & Y
voansidsududnvaznisdalunuiunundniasiuuilduvesnisineanvisassinuy fagu
7 4.6 zdunaiuinileszezlunisnaduguiiaduain 0.3 1w 0.5 waz 0.7 daduns

= a a [ [ c{' ' 1%
nswasungfinssuvasnnunsenIslulunudnuasinanll
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@ Depth 0.3 mm Depth 0.5 mm A Depth 0.7 mm

120
TOU

160 —+

14*—‘;

120 —+

> >

100 —

L £ 2

80 —+

% Major stian

60 -+
40 —+
20 4

P

-40 -30 -20 -10 0 10 20 30 40

% Minor stian

5UN 4.6 Lansn1siUSeuiisuaUasiduinnuAseara NLa AULASEATDIVBITUINUNEINTS

U

¥ '
=< I

wgUieusseulun1stugy 1000 rpm

4.2 AAMENURITE U UVAIN ST UgY
Tuidetagnanndseumeruiawasauiaguitwesdunumdsnmstugluuusioiie
PhemsdulaLuUaDIgn nsruUnkariBnmsiauandluuni 3 sU 3.9 wansiemmeuin
vosiuImdINIstusUiiaudaseulun1stugy 0-1000 rpm svegnisnedn 0.3-0.7 fadums
nmsnsraaunuhiadelumstusudssuseramumeuinvestuay fe fnnuiseuly
n153uzy 0 rpm szerlun1snatugd 0.3 fafiuns MAuneURIesTusannds 0.46
lulasiums waziloifiusroglumanatuggaduunlduvesdinuvenuiafienfiugatudu
0.76 uar 0.81 lulasiuns mudiu Mnduihnisduanuisevlumnadusugstudu 500
rpm é’ﬂwmmaqmmumuﬂmﬁ”wﬁummL%’JiaU’Lumiﬁﬁugﬂ 0 rpm LAAIAIILNYIURILIAT
ingetuu 0.76, 1.07 wag 1.28 lulasiuns fisvezlunisnadn 0.3, 0.5 waw 0.7 faduuns
dnvnefen1u5958U 1000 rpm WUﬁ’l?iﬂNam'E]ﬂ"lﬂ’;’]@JMEJ’]Uﬁ’JQQ?jGI%E]W!ﬂE%EJ%SLUﬂ’l’iﬂﬂ%ugﬂ
Fsapnndeafumenuniduves Dabwan A et al. [1] %ﬁiﬁmwudnizsﬂumiﬂmﬁugﬂéqmaﬁi@

AAUNEUEI VBT UM UMM STUTU
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——Depth-0.3  ——Depth-0.5 Depth-0.7

25 |

1.5 F

Surface roughness (um)

05 | /

0 1 1 1

SO S500 S1000

Speeds (rpm)

JUN 4.7 ANUMEIURITETUNUNAINSTLFUTIANSIseUTLNSTLSU 0-1000 rpm

Srgrn1sNean 0.3-0.7 Jadiums

4.3 X-Ray Diffraction technical

NSANYIAUAUANAITERUIANIAYBIDR L IELNEY Al5052 ’Lumﬁmaaamiﬁugﬂ
wuusaidlesdiiauuuansgelivdnnisiiaszsiseimnaila X-Ray Diffraction lngfaA1a1n Peak
FAndulutunu TnenismuiamuanIsh (6) 9108 U INanI AU ALAL@319dunTs
dunsafiemananudu (Slope) dmsunisuseidumnuiaien LAZANULAUANA VDT U
udsnsdugyU 3U7 16(n) wans XRD patterns vasiusuagiiiounay Al5052 7iglairunis
G?Tugﬂ nEuYiin1TIn Peak itomAn FWHM MINNEUNNITIATIENVES Williamson and Hall
method NANISAIUILAAIRINISIST 4.1 91T uriNI5ad1ans 1L orA N uLaR 6
AT 16(1-9) WEIIAT M IIFIUIIANILAUANANS ATLELNIST (7) NUIIALLEUANAI

(-

votogiiflounan Al5052 Ndsliiun1sTusuuansidaniniu 15.857 MPa uagnsineaIy

v |
a <

wWuanARvesunuiinsUssiiuludnvasfetuivguanungaliiunstugy
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()
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—— Depth 0.3 mm
—— Depth 0.7 mm

L(111)

(200)

—— Depth 0.5 mm

r»(311)

50

2 Theta

)
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31]17; 4.8 shows the XRD analysis (n) XRD patterns of Al5052 before forming. (¥) 0 rpm,

(A) 500 rpm, and (3) 1000 rpm of Spindle speed

] a o 1 = a AoV o1 X
M197190 4.1 Naﬂ'ﬁ'ﬁLﬂﬁ']%‘ﬁﬂqﬂ'l"]llLﬂﬁﬂﬂﬁ!aﬂqﬂﬂ]@\jagmLuﬁﬁmﬂﬂlﬂmquﬂqimugﬂ

cos
29 9 FWHM (B in  FWHM (radians) B: .
(hkV 4 v 4sin®
(degree) (radians) degree (x107) 4
(x107)
111 38.29 0.33 0.18 3.22 3.05 1.31
200 44,53 0.329 0.19 3.34 3.09 1.52
220 64.84 0.57 0.22 3.94 3.32 2.14
311 77.89 0.68 0.13 2.26 1.75 2.51
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XRD patterns of Al5052 vié'fqﬂﬁﬁsﬁugﬂﬁmmﬁasaﬂuﬂ'13514@ 0-1000 rpm wag
Increment step 0.3-0.7 mm. 33n1s@nwldesurgluiideiiiiuen mnnsuseufivuas
osvieiisuiuegiideuiissliiunstugudauandlunind 4.8() XRD patterns wuinaAam
duturesszuusdn (200) a9 widlevinstugundunuienudussuusdnuesegfifieain
nsidsuniasainszuny (200) luszunuwdn (220) (il 4.8(@-0) Tdnwazadeiu fe
ué’qmiﬁﬁugﬂm’mLﬂuizmumﬁﬂmaqaqﬁLﬁauLﬁmmsm?{auwaqmﬂizuw (200) LJussunu
NEN (220) wimadiwes peak Sruanseiy aniuvinsTa Peak titeman FWHM d1mdu
Uszidumauiaionvosd ueunouaians il evianudundvhnisdiumma

anAeaanslugui 4.9(n-) waneineg1ans AL duYeI Ui LN STugY

0.0035 0.0037
y =0.0004x + 0.0025
0.0034 - y =0.0003x + 0.0026 0.0036 | R2=0.8386
R2=0.9922
0.0035 14
0.0033 | r *
% § 0.0034
S 0.0032 F =
g2 = 00033
0.0031 |
0.0032 |
0.0030 0.0031 ¢
0.0029 L L L s . 0.003 L L
1.2 1.4 1.6 1.8 2 2.2 1.45 1.95 245
4 sin 0 4 sin 0

(n) (v)

gﬂﬁ 4.9 Shows the Plot of B:cos? versus 4sin 3 (n) Al5052 before forming (¥) 0 rpm
and 0.3 mm of Increment step

& oA & aad o = Y] =y a
ﬂ']isﬂugﬂ LL"U'U(F]@LUENLUU']ﬁV]V]'ﬂﬁIaVTgLaEJE‘ULL‘U'UQr]'JiIYﬂEJanﬂ@aﬂUuGUU\ﬂULLa3 LOR

[
a

¥ 2 = 1 = [ [ . , a o
ANHULAUANAISLUULIIA LAz AzA08 U BULTULUULTION Isaac Jiménez[30] Tun15338
1< a v Y d' 1 1 v v 1 d' @ Ly} d' 1 a
WUNSITYHILUTNAINAMNDAINULAUANATINANUINT AINULIITOUVDININAT 0 SAUADUNT
Aumnuanlun1sPugun 0.3 uu lvrianunuanAataegase 21.14 Mpa WatuANEN
Iuﬂ’1'ﬁug‘dﬁ]%dﬂNﬁIﬁLﬁﬂﬂ?’lﬁJLﬁU@ﬂﬁNLﬁN%U(ﬂ’mLLaZLﬁaLﬁNﬂ’J’lﬂJL%’JiaU 500wag 1,000
RPM fuadudntunis¥uguno.s wag 0.7 uul. azdemalinnaAunnAnaiudunuafuwand
Tuguil 4.10 anuduiusseninmnuduanasiuszezdnuazanusilunismyuvesiong

TunstugUisaennasiuuidees Fabian Maap [14]
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——Spindle speed 0 RPM == Spindle speed 500 RPM e Spindle speed 1000 RPM

6l -
" a7
50 F 42 2// P

Residual stress (Mpa)

Step-down increment

g‘ll‘ﬁ 4.10 Shows the Plot of Residual stress versus Step-down increment

4.4 Mm3nszvidadelunszuiunisdusy

a a

a '3 [y v = o a o U [J
N153ASIzRUY TPIF process I%LWQUQWWQGU%QLUULVIﬂUﬂﬁWMiUﬂWi@@ﬂLL‘U‘ULLﬁ%‘Vﬂ

' [ '
a = =

15198093 U T UNTZUIUNITAUNINAR NS NLA AT UT Lo a1nTadelunisuinnyiinisnaa g

a A

1509310 1Td 1S UISNINT Ao poalsnausasulsdluTEUULLASNTVDIINUIUTD AN UA TUTEAU

Y

¢ aa a

wnkazARaul I8n15nniaenslidnTdiudyniudeidsasuniu asmIuIueIiIuys
ﬁﬁaz;j Sasdudyaasadessuniu fernadefildTavemansznuresiadusuniu (noise)
AudNYEeENITIUETeITuYS LaraTnISTRR T de Ao FRTIAIUT YY1 A DLEE
wmuﬁuaqaﬁmu&f’gLLUiIuSﬁayjaﬁuawamuLLasLﬁaIﬁLﬁiTwiﬂé’ﬁfﬂLa?{mmmamawauﬂmms
ﬁfé’faqmsmaﬁq@ Fesnsdudnaaadsssuniudunsdinuiusenineaiowazan
LﬁmLuummgmmii’mmmaaﬁﬁayjaﬁ'ﬁmﬁLﬂiﬂsﬁé’ﬁiﬁdauﬁ’@mﬂmm'aLﬁmiumuﬁm%’u
nsfnuiidonud wansveamavaassdmuaunisuuumanea asdn (The smaller-is-
better) fuanduaunisi (13) ienuadniformmmmeuiia wazArAuAnAULTLIY
ndanstugUldoolsnousassisd L9 (39) fafuiwihnisnnasaiidy 9 msvaassdanis

[y [y

AP ULUUDBLSNDURABLL SN T UNSAN U8 TUNITNAADILANIAIAITI9NA 4.2

ni-

SIN, =—1010g(1 ny] (13)
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3197 4.2 Factors and parameters of the experiment

Experimental level

Experimental factors

-1 0 1
Rotation speeds : (rpm) 0 500 1000
Incremental depth : (mm) 0.3 0.5 0.7

4.4.1 Signal-to-Noise Ratio (S/N Ratio)

Signal-to-Noise Ratio (S/N Ratio) §n13131A512% 5a udad8v09nT8UIUNS
Tnefidnsaau S/ G‘ﬁq@LLamﬁaammwéﬁumwé’qmssﬁugﬂ (Batioudef) Fedutlafofivanzay
Y94N58UIUNT TPIF Jedeansiusiislan S/N inan 189910 residual stress wag Surface
roughness fsniAululidmairotunundsnistugy aunsildlunsdiumusamdn s/N
wARIRIANNST (13)

(1) S/N Ratio for residual stress

dmiunuddeddnvmsfimeslunssuaunis TPIF dle residual stress Tugusunds
n157u3U TaogULUUMIMIAGEY NANTYIARDY LarAT8RTIEIU S/N 984 residual stress WARIA
51971 4.3 WuIMIMaaesiilil residual stress Yaggn Ao nsmaassil 1(AB;) Ae Rotation
speed Ium‘isﬁugﬂﬁl 0 rpm Wag Incremental depth 7 0.3 faduns 19 Residual stress
flovgn Ao 21.14 MPa @31 Residual stress gsanvasnanaassegfinsvnaedil 9 (AsB,) T
Residual stress 1% 17U 74.00 MPa 91 Rotation speed IUHWSfquUﬁl 1000 rpm wag

Incremental depth 91 0.7 Ja81UAT AIUAIRUNITNABDIDUTBILFaZTATULARIRINITINT 4.3

A151991 4.3 Experimental layout: L9 orthogonal array, mean residual stress values, and

S/N ratio values.

RUN Rotation speed  Incremental depth Residual SN-Ratio
(rpm): A (mm): B stress (MPa)
1 0 0.3 21.14 -26.5021
2 0 05 26.40 -28.4321
3 0 0.7 47.00 -33.4420
4 500 0.3 42.20 -32.5062
5 500 0.5 58.10 -35.2835
6 500 0.7 69.20 -37.9745
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7 1000 0.3 63.40 -36.0418
8 1000 0.5 68.70 -36.7391
9 1000 0.7 74.00 -37.3846

SUN 4.11 NS LEASNANTENUNENUDIUITURDA1OMIIEIU S/N U9 residual stress Na

Y

NTRATIER WU AIRSIEIU S/N AgAUe Rotation speed agfiseaufl 1 fd 0 rpm Uay

1w

A1MT1EIU S/N fNgAves Incremental depth 8g#1sAudl 1 Aip 0.3 mm Tunnansafudiuen

Y

'
v ! v A A

8m31d7U S/N §9gAve9 Rotation speed og#lseAu 3 A 1000 rpm Wag A1EATIAIL S/N

g9gAv84 Incremental depth 8g#5e6iUN 3 fiw 0.7 mm

Y9

Main Effects Plot for SN ratios

Data Means
rotation speed (rpm) incremental depth (mm)
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g‘llﬁ 4.11 Main effects plot for the S/N ratio for residual stress

AN5199 4.4 LARIAIMDUANDIANDAIIAIN S/N MaAN residual stress va9UadlunAay
TEAU HANTIATINUT ARBUALDIAENTIdIU S/N 989 Rotation speed dfngniisediu

'
a

1 fiD -29.46 uATAINDUANDIANENTIAIU S/N 84 Incremental depth sefuM 1 dA9gn

=

Ao -31.68
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AN5197 4.4 Response table for S/N ratios of residual stress

Level Rotation speeds (rpm) Incremental depth (mm)
1 -29.46 -31.68
2 -34.86 -33.48
3 -36.72 -35.88

Delta 7.26 4.19

Rank 1 2

(2) S/N Ratio for Surface roughness

FULUUNITNARBY HANISNARBY LagA1ERIIEIU S/N UBs Surface roughness WARAIAY
AN5197 7 drunaneuausaeie S/N 989 Surface roughness WARIRIMITIT 6 ALY
WuUi1N1TMAaDsiili Surface roughness Mg Ao N1sMAaeaTl 1(AB;) Ao Rotation speed
Iumi“ﬁug‘dﬁ 0 rpm W@z Incremental depth 71 0.3 fiadwns 19 Surface roughness Wosan
A9 0.46 um @7u Surface roughness g48AYBINTNAADIDY T N1TNARBIT 6 (A.B5) TN
Residual stress 1Ay 2.45 um 7l Rotation speed Iumﬁugﬂ‘ﬁ' 500 rpm uag Incremental
depth 7 0.7 fadiuns dudrsunismnaesduvesusaztatouaniiimsed 4.5
A15147i 4.5 Experimental layouts: L9 orthogonal array, mean surface roughness values,

and S/N ratio values

RUN Rotation speed Incremental Surface SN-Ratio
(rpm): A depth (mm): B roughness (um)
1 0 0.3 0.46 6.69
2 0 05 1.16 -1.32
3 0 0.7 1.40 -2.92
4 500 03 0.98 0.18
5 500 0.5 0.81 1.87
6 500 0.7 2.45 -1.78
7 1000 0.3 0.76 2.37
8 1000 0.5 0.87 1.22
9 1000 0.7 2.37 -7.51
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UM 4.12 nsvuananansenunanvesdadenan18msndIu S/N ve Surface

roughness NAN153LATIEN WU ANEATIEIU S/N AIgAYBY Rotation speed BgiTzAUT 1

v A

A9 0 rpm Wag ANBRIIAIN S/N A1dAY04 Incremental depth ¢715eAUN 1 Ad 0.3 mm

Tun19n5aiuduAIBnIIEIN S/N g9dnva4 Rotation speed dg715EAUTN 2 Ao 500 rpm way

a

A1BRT1EIU S/N g98Av09 Incremental depth 8g#15eAuN 3 Aig 0.7 mm

Main Effects Plot for SN ratios
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. Rotation speeds | Incremental depth
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Signal-to-noise: Smaller is berrer
g‘ll‘ﬁ 4.12 Main effects plot for the S/N ratio for Surface roughness

A15199 4.6 UAAIANBUALBIAIEAIIAIU S/N sioA1 Surface roughness vastladuluus

A¥ILAU NANITIATIBNNUIN AIMBUANBIAIBATIAIU S/N 984 Rotation speed fiAAaAT

'
v a

sefufl 2 fie -1.9082 uazAIREUANBIAENSIAI S/N 284 Incremental depth sedudi 3 Sifn
#1an fg -6.0701
M19199 4.6 Response table for S/N ratios of Surface roughness

Level Rotation speeds (rpm) Incremental depth (mm)
1 0.8178 3.0804
2 -1.9082 0.5932
3 -1.3061 -6.0701

Delta 2.7260 9.1505

Rank 2 1
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(3) Analysis of Variance (ANOVA)
nsAundadeiiidsezdfgynisads lagly ANOVA LAgnuladeueinssuIunig

NdInanan13naUaUDILarTEAUANAIAYUDIUadBNNAITUT 11519 ANOVA d1msusnsdiu

QIaADLEITUNIU V89ALRAY Residual stress tag Surface roughness UOITUITUNEINT

2°

¥

Jugu ArdileannisAiuia seylunsned 4.7-4.8 nan1531AT18%ANLUTUTIU (ANOVA)
WU11 Rotation speed @snane Residual stress @9u Incremental depth lajdsnasio Residual
stress WAA11SU  Surface roughness WU Incremental depth d@snasia Surface roughness
du Rotation speed ldawasioradsves Surface roughness fisgdiupnudousiu 95 %

A519dl 4.7 Analysis of variance for the S/N ratios for residual stress

Source DF SeqSS AdjSS AdjMS F P
rotation speed (rpm) 2 85.422 85422 42711 17.96 0.010
incremental depth 2 26.544  26.544 13.272 5.58 0.070
(mm)
Residual Error 4 ¢ = 9.511 2.378
Total 8 $ZTea-r7

S = 0.5420; R-Sq = 92.17 %,; R-Sq (adj) = 84.34 %

HaN15IASIZANLUSUTINA S UATSRTIEIL S/N Aiads Residual stress wudn R-
Sq = 92.17 % wanshfiiuintadedanuduiusfu Jadefidanase Residual stress Ao
Rotation speed A1 P-Value < 0.05 agluiuningauansitladedsmane residual stress du
Incremental depth §iA P-Value > 0.05 lsiagluiwningn uansirdadoilidenasio residual
stress TisvuAUTaiu 95% Fauandlumsned 4.7

A1597 4.8 NaN15TATIEYANRUTUTINEIMSUA1ERTIAIU S/N Alade Surface
roughness U731 R-Sq = 82.91 % wanslifiiuindadedanuduiussu Yadefidanane
Surface roughness @® Incremental depth dA1 P-Value < 0.05 LanaI e el danasie
Surface roughness 98193 18d@1A 7. @21 Rotation speeds A1 P-Value > 0.05 LanI21

a o‘agll [ 1 1 a v o v = (% = &
wisilmesilludwane Surface roughness 98 NUUYAIALY. NTTAUAINULTDUU 95%
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a4l 4.8 Analysis of variance for the S/N for Surface roughness

Source DF Seq SS Adj SS Adj MS F P
Rotation speeds (rpm) 2 12.30 12.30 6.152 0.81 0.505
Incremental depth 2 134.32 134.32 67.158 8.89 0.034
(mm)
Residual Error 4 30.23 30.23 7.557
Total 8 176.85

S = 2.7489; R-Sq = 82.91 %,; R-Sq (adj) = 65.82 %

(4) Regression Analysis

Mnuamvaansldaiiadelunistusuiidfigase Residual stress sign Ae Rotation
speed 0 rpm and Incremental depth 0.3 mm 91AA15AIANTIT8L Residual stress méﬂqmﬁw
FnsvT I Residual stress Winfu 21.55 MPa dhusansiinsissiansannesiiiernnisal

Residual stress wananaaunis (14)

Residual stress (MPa) = 7.20 + 0.03719(Rotation speed) + 52.9 (Incremental (14)
depth)

(%

wnuAiteAnnsel Residual stress Tuaainisanase axldrmeil
Residual stress (MPa) = 7.20 + 0.03719(0) + 52.9 (0.3)
= 23.07 MPa
Wﬂiwﬁma%ixé’uﬁmmzauqmé’m%’u Surface roughness Gﬁl’ﬁqm A9 Rotation speed 0
rpm wag Incremental depth 0.3 mm 971AN15AIAATAL Surface roughness Gfﬂqmﬁw?%mi
10T 4 Surface roughness WU 0.491 pm drunansiasiziaunsanassiiioannisel

Surface roughness WaRAIAIANNNS (15)

Ra (um) = -0.586 + 0.000326 (Rotation speed) + 3.350 (Incremental  (15)
depth)

1w

wnuAilen1anisal Surface roughness luasnisanaes azldrsad
Ra (um) = -0.586 + 0.000326 (0) + 3.350 (0.3)
- 0.419 pm
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A15199 4.9 WP UWIBUNANNSNARDINUNANITIASIZINNEDAUDINAR DU

statistical analysis

Response Taguchi Regression analysis Experimental
model
Residual stress (MPa) 21.55 23.07 21.14
Surface roughness 0.491 0.419 0.460
(Hm)

PNAITNT 4.9 UARIHANTISIUTIUTBUNIITNARDIAUNANITILATIEANSEDA WU AT

fuduNan1sNAand Residual stress AANQAAYLYINAY 21.14 MPa N1SYNUIEAIAINULAUANATY

MEIBTNNT warnTIATIEvimeaun1sanaeedAningy 21.55 MPa wag 23.07 MPa mudfu

! IS % ISP N ! [ o 1
AUNTHULUNANITNAADY Surface roughness HANAAYLNINY 0.46 um  AITNIUIYAIAINY

% b4 b4 aa a a & v IS 1 U
WAUANANAIYIDTNINY WAENITIATIZUAIBFUNITANODEUAININY 0.491 pm ey 0.419 um

AINEIAU 1NATLUS UL UNANISNARBIAUNANITILASIEUN @D AVBINARBY WUIN

a0 v a %
felndAeeniu
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uni 5

ayunanisIveuasdatauauue

v v v
av A o =

nsAnyIdetvinsAinwinseuiunistugUegiiuunay A5052 faenseuIun1saugy

1 d‘ 2 Y] %) o = = U é’ v 1
wuusaillasenTdudaLuuansgn lun1smaassyinisiussumisudanuslun1svusgy lawn
A5950UlUN5TUUN 0-1000 rpm ASAAY wazszeglun1snadni 0.3-0.7 fadwns
NAIINUUYIINIIATIVEBUAUATIAVURITUIIU AUTEURD AADAIUATIVADUAUFIUINEN

a v a dy v a @ 4 . . 3 o |

voseqiitieudismalinnisideauusedidnd (X-Ray Diffraction) 9nUu1A191NKAIINNTT
ANUIUINATAUNTAUATUNENIANUAUANAI 1RIN15VUTY Faran1sneaesaunsaasula

&
U

¢

5.1 #3UNaN133Y
1. msfnwszeglun1snadusunuinfiszeranudnlunisnadnd 0.3 dadiuns
WOANITUANLLATYAVDITUN UG NWRUENTERTULLITUSARILLLILA (Uniaxial compression)
Y a A = a = < a a a
FIWAUNGYANTIUUUULRRU (Pure shear) uazillaifiuszoznadnidu 0.5 daduns wAnssuves
o = a a o a A a .
TandngAnssuuvudaluwuiunundnuazluluiianisvesnisgawuiunuised (Plan stain)
paendulisunuuntsBalunwiunuman (Plan stain) wazAeudruduguuuuvaanisinaendes
wnu (Biaxial tension) Wiesrezlunisnadusuiluwalduiiise gy
< = | A < = a 1Y
2. mnuiaseulunsugunuinnanuiiseulunstugy 0 rpm naAnssuvesian
IngsmegluaniizdanImunuinnunan willeiuarmsiseuidu 500 rpm ngAnssuves
v = = = v oA & = DD - Y
Taninmsdsunlasmnuasgaauununaniiiug W unaziivulduianisiaaesnunauiu
4 = o A N 2 < £ @
annzdanTannuuuiunuvan ndwdemiuauiiveulun1s?usugadudu 1000 pm
ANAIILATEATOIT U LT ALANETY wagn1sdsuudamginssulaesinduiuunsgnnis
Tususnundnuasiivuliuduiuunisiauuuaesnuidonuiiseulunisneaduguiingau
3. ANAULALANANYDITUUNEINSTUFUNUIIAMISITOULa STz lun1sNATUFY
dananaAIMNALANAIY Ao WomusisoukarsrerlunIsnaT Ui ngad uuwaltuees
AAUAURNAREAN TG
4. AIAUFEURIVRITUNUNAINITUFUTIAISIToUlUN15TUSU 0-1000 rpm S8

=2 a a I a < = & ° 1
N130RaN 0.3-0.7 UAALUAT WU’J’WI@’J'HJLTJi@UIUﬂ’]i‘EJUEﬂ LL@S?SB%IUﬂﬂiﬂWUUE‘UGH AR
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Seuimedunuiiy uasdofiuauiiiseunagszerlunianad ugtiiuged uunlduves
FufunudimuEsuiogedu

5, ‘{Ja%’amisﬁugﬂwaial,ﬁaqﬁmmzam Ao MInaaesd 1 mmﬁasauium?ﬁugﬂﬁ 0
rom wawszeglunsnadugudl 0.3 fafiuns Iaeudunndsuazaanuieuiiitosand
21.54 MPa uag 0.46 um MSIATIERSp8arURdnSNandnveawiaztady nuin Anusiseu
FLum'i%’yugULﬂuﬂﬂﬁ’aﬁ'ﬁmaﬁaé’mwﬁuua‘*’zgzgwwfaLﬁ&JﬁUﬂ’;uLaﬁa%am’mmmLﬁ’umﬁ’m
sosaaudumnudnlunisna LwﬂumaGmﬁ’u%’mmmﬁﬂiumiﬁugﬂdamaﬁiaﬂ'ﬂmmL%‘uﬁ’s
mnmﬁmmL%ﬁ@ﬂlumisﬁugﬂ

6. NANISUIHULTIUNIITNARBINUNANITUATIZANNEDA WU NTBUTUNANITNAADS
Residual stress IANAALWIIAU 21.14 MPa nsviueAImaAunnA1afeismgd uagnns
WATIERALENNITANNRYTANNIAU 21.55 MPa tay 23.07 MPa A1ua1au d@aun1sduduna
N159Aae4 Surface roughness SA1LABWINAY 0.46 um N1SVIUIBAIAILLAUANATIR 28
ABNINT UarNTIATIENAI8ANNTINABENANYIIAU 0.491 pm  Uag 0.419 um M1UaIRY

NNSUSIUT—UNANISNAABIAUNANTIATIZINNEDRVOINaNDU WU dAlndlAgeiy

5.2 YalauauLu

1153 98n135Ane1dn3navestadefidinasaainussuAILazAUE UANA 19909
aqiliileunau AA5052 Ag Two points incremental forming (TPIF) process ddaiauaiuy
yoauITese

1. lumsAnwiseadeoldaisiinisnsiaeunansenuresiiasofidwanevuianan
muﬁm%maM%mmﬁaIaLﬂ%"usuaa%umwé’qm'i%(ugiléhaLmﬁﬂ?ﬁu 9

2. Tun1sAn®I8A5 998 lUAISINISASIVFBUNANTENUVBIUITLAIUNATANITINA DY

A A o

PIEABUNILADS (FEM) iWDEgUYUNANITNAADY

[%
[ {

3. lunsAnw1ideasenealiunisidnisnsisdounansenuuesdadei vannnaly Loy

ANILTIAY @139EAY 1871 W8I INNVENARBTUNUNEINSTUSY
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.2, BUNAABUNIIAINUIEITOUVRININA 0 SaU/UNT AuanlunisUau 0.5 Tadluns/sau

Y a < Y ~ = a a
N.3.. UNAADUNUAINULIITDUVDINING 0 T8U/UMN ﬂ?qﬂaﬂIUﬂqiﬂ@u 0.7 dagtups/39U
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.4 FUNPADUNIIANUSITOUVRIINA 500 58U/19 Audanlun1stiou 0.3 Naduns/sau

.6.. TUNAABUNTIAIUSITOUVRIINA 1000 5aU/W1% Anudnlunisteu 0.3 fadwns/sou
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.7, FUNPFDUNIIANUSITOUVRIINA 1000 FaU/UN Auanlun1stou 0.3 Naduns/sau

.9, FUNAABUNTIAUIEITOUVRIINA 1000 ToU/W17 Anudanlunistau 0.7 fiadwuns/sou
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Dtaiz Ressit

1

2.3 NANFIAAIUNENUYDITUNAADUNTIAUSITOUVDINING O FOU/UT
ANuantun1stau 0.3 Taduns/s0u

2.4 HANITINAUNEIUTDITUNAFDUNLAIUIEITOUVITINA 0 SOU/UM
ANuaNtuN1sUau 0.5 Jaduns/seu
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2.5 NANITIAAIUNENUYDITUNAADUNTIAINNLSITOUVRIING 0 FaU/UT
ANnuantunstau 0.7 Tadwuns/seu

2.6 HANITIAAUNEIUVBITUNAADUNLANUIEITOUVIIINA 500 T9U/U9
ANuaNtuN1sUau 0.3 Taduns/58u
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[ Qy d'd @ Ly =1
9.7 NANITINANUNYIUYDITUNAZDUNLAINUEITOUVDIINA 500 aU/UT
ANuantunistau 0.5 Jaawuns/sou

2.8 HANITINAUNEIUVBITUNAFDUNLAIIUIEITOUVDINA 500 ToU/UNT
ANuANtuNSUaU 0.7 HadwIAS/50U

88



Osiz benit
0.716

[ Qy d'd @ Ly =1
9.9 NANITINANUNYIUYDIVUNAZDUNLAINUEITOUVRIINA 1000 S8U/U
ANnuantunistau 0.3 Jadwuns/sou

[ Qy dld @ Y =1
9.10 HANITINAIUNEIUTDITUNAFBUNLAINLSITOUVBIING 1000 SU/U¥
Anuantun1stau 0.5 Jaduns/58u
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2.11 WaNITIAAMUNEIUVBITUNAFDUNIIANUSITOUVDIING 1000 T9U/UN
aNnuantunistau 0.7 Haduns/sou
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A.4. FnREINALIaINMANSKD 11 d@iutaneidu Steel Ball Bearing
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Abstract

Incremental forming process is a new technique forming process that is widely used in the
industry. In order to develop the forming process, there must be an appropriate study of the molding
methods and variables, Therefore, this research studies the influence of formine variables, Therefore,
this research studied the effect of forming speed from 0-1,000 rpm and Lhe deplh of cut 0.3-0.7 mm
at the feed of the tool 1,500 mm/min on atuminum alloy At5052. The specimen was 25 degree cone-
shaped, 100 mm outer diameter and 51 mm inner diameter. Investigation was strain behavior, surface
roughness and strength of workpieces: From the experiment, it was found that the rotational speed
and depth of cut are low, the stress behavior tends to change Uniaxial tension, but when the speed
of the forming increases, the behavior of the material tends to Biaxial tension. The strength and
surface roughness are increased.
Keywords: Incremental forming /Strain/Surface roughness/Mechanical properties
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Element (%wt)

Alloy

Si Fe Mn

Mg Cr Zn Ti Al

Al5052 0.25 0.40 0.10 0.10

22-28 015035 010 Bal.
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Inner diameter (mm) 51
Quter diameter (mm) 60

High {mm) 60

wall angle 25
Feed (mm/min) 1500
Depth of cut (mm) 03,0507
Speed (rpm) 0,500,1000
g =In(d, /d,) ; &,=In(d,/dy) (1)
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[ CAD design : 3D Shape ]

[ CAM design : Tool path ]
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= i o < 3 o
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saufun1TEARINLUILAY (Uniaxial tension) was
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y 2 P
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