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A Study on Analysis of Qtr inr RH Auto-Body Panel Stamping
Processes

H. G. Ahn, C. H. Lee, W. S. Moon, Y. K. Park, D. W. Jung

Abstract
The static implicit finite element method is applied effectively to analyze total roof panel stamping processes, which
include the forming stage. complicated and abnormal Large size roof panel was analyzed by using commercial program
called AutoForm. Analysis results examining possibility and validity of the AutoForm software and the factor study are
presented. Further, the simulated results for the total roof panel stamping processes are shown and discussed. Its
application is being increased especially in the automotive industrial area for the cost reduction, weight saving, and

improvement of strength.
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Table 1 Input condition (one-step)
Material WSD-M1A333-A2
Thickness 0.7t
Forming pressure 480ton
Binder pressure 80ton
Blank Size 1380mm X 1510mm

F 971 Wgeln,

blank sheet

binder punch bead

Fig. 1 Tool setting (one-step)
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Fig. 2 Formability distribution (one-step)
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Table 2 Input condition (second-step) o] 1ol A LAHA Fdd M2 spdo] LA

st AE BjFoh
Material WSD-M1A333-A2
Thickness 0.7t
) punchl
Forming Pressure 520ton
Binder Pressure 80ton
Blank Size 1 1410mm X 1685mm

punch?

Fig. 5 Tool setting(third-step)
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Fig. 6 Formability distribution (third -step)
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