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Springback Control Using Automatic Die Compensation Module

B. S. Choi, J. H. Hwang, 1. K. Baek, D. Y. Lee

Abstract
Recently surround molding parts using stainless steel are applied to international and domestic high grade vehiclies,
but there are great difficulties in die manufacture because of springback and twist after forming process. To solve this

problem, finding the method of reduction springback is very important.
In this study the springback which might happen during making a die that produce stainless steel surround molding

parts is predicted and the geometry of die which satisfy the tolerance between product and panel after forming and
springback will be suggested using automatic die compensation module.
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Fig. 2 Surround Molding Part Full Processes
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Fig. 3 Tool Setting for Forming Process
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Table 1 SUS430 Chemical Composition
Composition C Si Mn P S Ni Cr Mo Cu Nb N

% 0.02 | 054 | 0.10 | 0.020 | 0.00] 027 | 19.19 043 | 057 | 0.02
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Table 2 Result Values
Classification Position Origin 1mm Cutting | 2mm Cutting | Comparison
.. Inner 23.31 21.82 18.65
Thinning(%)
Outer -11.22 -10.50 -8.93
. Area 1 0.37 0.25 0.15
Twist(mm) =
Area 2 0.51 0.48 0.46
Rising(mm) Area 3 2.94 3.04 2.97
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Fig. 9 Compensated Die during Iteration
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Fig. 10 Simulation Results during Iteration
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Fig. 11 Suggested Die by Automatic Die Compensation Module
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Fig. 12 Die Compensation in Forming Process
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