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Abstract

The purpose of this research was to study Influence of mandrel speed on forming an
aluminum cup with spinning process that affects to work piece quality. The rpm of mandrel were
defined in 3 levels namely; 200, 300 and 400 rpm and the thickness of work pieces were also
defined in 3 levels namely; 0.8, 1 and 1.2 millimeters. The AA1100 aluminum was formed into a
cup with cup base diameter of 80 millimeters, radius of curve edge was 15 millimeters, the
largest diameter was 120 millimeters. The roller had 85 millimeter diameter and roller radius of R
3 millimeters. The feeding rate used for pressing was 0.4 millimeters per round. The work piece

had the initial diameter of 138 millimeter. This research was done by analyzing the result of
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workpiece characteristic after forming. It was found that the influence of mandrel speed affected

to the shape and quality of the work piece; more mandrel speed resulted in the likely constant of
the thickness change of the work piece, creases occurred to work piece with less thickness and
less width and higher rpom mandrel speed affected no cease to the work piece with more
thickness but resulted in more width of the work piece. Moreover, it may affect to more error of

work piece’s wall accordingly.
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L.Wang , H.Long, A study of effects of roller path profiles on tool forces and part wall thickness

variation in conventional metal spinning, Durham University,2011
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