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Effect of Cold Forming Method on Drawability in
Trunk Floor Panel

C. S. Choi, Y. C. Choi, J. H. Park, Y. K. Oh, J. W. Lee and H. S. Lee

Abstract

This study is to investigate the effects of cold forming method with steel sheet of SCP3C to improve
continuous productivity. Experiments were carried out in various working conditions, such as the number
of stamping and the punch temperature. The effects of the punch temperature and the number of
stamping on drawability of steel sheet of SCP3C as well as clearance and draw-in in the number of
stamping were examined and discussed. The cooled the punch and the die and the blankholder heated by
stamping were achieved at continuous productivity and quality improvement. The optimum forming
condition for drawing trunk floor panel of SCP3C is shown as the punch is cooled by coolant of 5T and
at the same time both the die and the blankholder are heated by stamping and frictional heat.
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Fig. 1 Experimental set-up for cold forming in transfer
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Fig. 4 Measuring position of clearance
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Fig. 5 Clearance for two forming conditions

oL HA Wze ¢ AAG JHE 2ol &
e 247H8E % vhddE d4RA7 g5t 2
g ¥ Jde Y3 Edd HAe Y2} A
Yol 2gagust 7lEde F45n §49 293
o9 2= g8 249 247H8d R vhddE ¥
Fot FEXEIL Aeste A& At AAAd 2

o] o3} A stgol EEUTtT Azt

Fig. 62 T"rd A5 ZAAAE 221 Fig T
BAYZ 7o) wE AYuie Fukel A 4 A
(A, B, C, D #% ¥W3Fs V1% Aol Fig. 79
(@€ VAP A &AM 4 37t
of Me £y WstFe ST Aot FigdN & +
Azl A7t 3—7}\&-?3 A, BY #Y wsF
A4 @28, C DY WS A v oy,
23 DFAY #9 WS ti F7HEE ¢ & U
o|R& A WatF thtA R 4¥ue7t Sohehe
A EAHE 24718 2 nHEES 39 9RE Y
BE3A R3p7] dEgolztn AR, 288 f4
Agtge] Fridte #AD)e nHEGo 2478 Eel
HA s @ FFF= HA oyl g 79
Agtgo] T AR AZHo.

- 116 -



1090

90

B
&
-
g
g 60
Q
9
=
[=]
8]
A

80
70

50

40

9
80
70
60

50

Displacement (mm)

40

8
s 875 85
i A
i 70 70 70 69
:C
(g DR 52 s
i B
50—
44 43 2
A Il 1
1 100 200 300
Number of Stamping

(a) punch = no cooled

4 4 43
L 1 L
1 100 200 300
Number of Stamping

(b) punch = cooled

Fig. 7 Draw-in for two forming conditions
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