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Table 1 Mechanical properties of APFH440

Parameter Value
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Yield stress 247.87 MPa
Flow stress &=720.132%1

Lanford value Ro=0.50, Rys=0.87, Rg=0.62
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Fig. 1 FE-modeling for stamping of wheel house
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Fig. 4 Result of FE-analysis for stamping of wheel house at BHF=
50ton, blank offset=30mm

R R LTI rr o
45} . fracture

L safe region

region

N
(=}

blank holding force (ton)
(98]
W

30+ wrinkle
N region
25k eeees ea
L ; L L L L L 1 L L L
200 5 10 15 20 25 30

blank offset distance (mm)

Fig. 5 Feasible formability diagram for stamping of wheel house

(a) “a” condition (b) “b” condition (c) “c” condition
Fig. 6 Wheel house produced by experiment under stamping

process condition marked in Fig. 5
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Fig. 7 Comparison between experiment and FE-analysis for
stamping of wheel house under “b” condition of Fig. 5
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