515 201145 73

o
H
0

F/APRON Eile| 9d9dol #er o+

A Study on Formability of F/APRON Panel
YW, TS . USE el Eet

*B. C.Kim', 'D. W. Jung(jdwcheju@jejunu.ac.kr)1 ,D. H. Kim', Nguyen Duc-Toan'
AT st 7178 8k

Key words : Static Implicit, F/apron Panel, Forming Stage, AutoForm

1L.ME

LEddE dedh AW vA Wt gl
e A T8E FRA R Ao AR oS
sk Zlo] ks sl ot Hatakar Bt Al =
A7 S5 vt the] Abele] HlulA Z AdthE
Sl W9 AR A AY EAES ;A
ste] BHop A=A 9lar FAAD s AR o]
[TEIL o] g&4Q duEFS s ¢
M ofA® W2 wgo] FAastrt [1][2].

B Ao M= Autoform TR IS AFE-Sho]

F/APRON ¥Hdlg- frekgasfA] efglom, 1}, 2314
BN whE 1 Aviet neH S obngich,
1. Sy

oA 4218 © Aol wpe} Table 13} 22
zh02 349 49a4L SR
Table 1 Input Condition

Material SPCC
Thickness 1.0t
Cushion Stroke 180mm
Cushion Pressure 70ton
Draw Bead %1 & Bead (R3,H4)
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(a) At 100mm to
the lowest point

(b) At 80mm to
the lowest point

(c) At 50mm to (d) At 40mm to
the lowest point the lowest point

Fig.3 Each punch stroke forming process(one-step)
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Fig.4 Punch stroke at 30mm to the lowest point

Fig 4= A9 49792 SH4H 30mm
A o wf A AaE JebATh Cracke] 413t
A By Eo] Bdo] 2R Ry zF BRY
F5o] AstA Bkl o] o) AFs4o] B}
ST WEA B gHogE Ayo] B} stez
AE WAoo Fasitty FoAT)



Table 2 Input Condition

Material SPCC
Thickness 1.0t
Cushion Stroke 180mm
Cushion Pressure 70ton
Draw Bead 1 & Bead (R3,H4)

Fig.5 Input condition
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(a) At 100mm to
the lowest point

(b) At 80mm to
the lowest point

(c) At 50mm to
the lowest point

Fig.6 Each punch stroke forming process(second-step)

(d) At 40mm to
the lowest point
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(a) At 20mm to
the lowest point
Fig.7 Each punch stroke forming process(second-step)

(b) At the lowest point
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Fig.8 Formability distribution(second-step)
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