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Optimization of Design Planning with Tool Simulation

J.M. Lee, L. C. Park, Y. J. Kim

Abstract
The die development of the high-strength steel sheet has big difference on the formability compared with the general
panels. Especially, the springback after stamping of the high-strength steel sheets shows big problem. In this study, for the
die development of the high-strength steel sheets, write about examples reducing the lead time and the expense of the die
development after CAD modification with the result of the springback analysis after finding the best design planning as

several times stamping analysis.
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Fig. 1 Design planning method of stamping panel
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Fig. 2 Prediction of stamping error

Table 1 Prediction contents of stamping analysis

A Wrinkle
B Wrinkle
C wrinkle
D Springback and springgo
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Fig. 3 FE model of tocl and blank
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Fig. 4 Dropped blank after gravity evaluation
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Fig. 5 Distribution of wrinkle after the first analysis
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Fig. 6 Modification of CAD model
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Fig. 16 Springback & springgo after the last
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Table 3 Result value of springback
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