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Analysis of Material Property Requirements on Automotive
Stamping Parts

S.S.Han and Y.S.Kang

Abstract
The influence of material properties and process parameters on the strain distribution of stamping parts was studied by

finite element method. For the parametric study, the investigation of variation of material properties was carried out with

tensile test for a dozens of different steel sheets. The friction test for each surface and lubricants conditions are also

carried out because the frictional characteristic is important parameter for sheet metal forming. The geometry of stamping

parts was measured by 3D scanner to build the tool model for the FE analysis. As a result of analysis the major process

parameter for each automotive parts was investigated.
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Fig. 2.1 Forming modes of sheet metal forming
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Fig.2.2 Forming modes auto-stamping part
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