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ABSTRACT

Finite element method s very elfective method to sunulate the lorming processes with good prediction

of 1he deformation behaviour, For the finite cloment moedeling of sheet moental forming the acourate (ool
mode! s required. Due 1o the geometrical complexity of reul-size part stamping tools it is hard 0 make FE
model for real-size anlo-body stamping parts. In this paper, 3 was focussed on the drawability factors on

auto-body puncl stamping by

AUTOFORM with using wof planing allov o reduce law price as well as
high procision from Design Optimization of die. According (o this study,

the results of simudation will give

cngincers good information to access the Design Optimization of die-
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Fig. 1 Metallic mould manufacture process
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Fig. 2 Flow chart for die manufacturing
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3. M@ M &zt

3.1 SP790-590-A4 &5l A

Model = QW

P/Name= REF SILL OTR-R/L
Application = AutoForm(B/H+DR)
Material = SP780-590

Thickness = 1.6

Binder Pressure = 90 TON
Drawing Pressure = 1060 TON
Blank Size : 1995mm X 390mmn

Fig. 3 The first input condition

(] ewisweas [5] <wiew > E

_g.30 Thinning 0.05
. N

Fig. 4 Thickness reduction

1411



Fig. 45 B¥ FAZAR Qg 3 =3
Farol 9low, RES AAEHA UrEMl A}
<view-a>H-i <> A9 FAATE 50%°0]%
olw A 60mmol Al 4%(25%)01 dojur] A=
shm, <4>BFo| A= FA AT 29.3%030]H S
AR 55mmoll 4] shgto] Oa]oﬁjrﬂ Algghd), =714
08 <5>BRAE FALAE 30.9%040]H &)
AL 1moll A shgto] dojur] AlAg <view-b>
A <>REJHE FAZAE 334%0)4o|n B}
AP 1mell A seto] dojur] AlEHgt) 3>
NHE FADALE 27.7%0)40lH A 0.5mmol
A ghgto] doji}r] Al

u:°1'

— 37
tel X

Fig. 5 Wrinkling
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Model = QW
P/Name= REF SILL OTR-R/L
Application = AutoForm(B/H+DR)
Material = SP782-440
Thickness = 1.8
Binder Pressure = 70 TON
Drawing Pressure = 1000 TON
Blank Size : 1970mm X 350mm

Fig. 6 The second input condition
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3.3 SP782-390 1.8t A&l 4]

Model = QW

P/Name= REF SILL OTR-R/L
Application = AutoForm(B/H+DR)
Material = SP782-390

Thickness = 1.8t

Binder Pressure = 70 TON
Drawing Pressure = 1000 TON
Blank Size : 1970mm X 350mm

Fig. 9 The third input condition



Fig. 10 Thickness reduction
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Fig. 11 Wrinkling
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