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Forming Analysis

Dong Won Jung and Dae Lim Ko

Key Words: FRT-PLR-L/R((ZEZE ZF&}), Forming Analysis(“d & 314]), Lancing(#7%]), Formability
(/43 Ad), Static Implicit Finite Element Method(*d 4 W4 #3Q4HH)

Abstract

Sheet metal forming is one of the most useful and important method in manufacturing of the
autobody panels because of the excellent production rate. The objectives of sheet metal forming
processes are getting a desired geometrical shape of products with good quality, low cost and
reasonable lead time. In this paper, we examined the validity of finite element method analysis on the
automobile FRT-PLR-L/R stamping process by using the lancing engineering method. Lancing is a
press operation in which a single-line cut or slit is made on part way across the strip stock, without
removing any metal. As a result, it has shown that the proper lancing engineering method could
prevent fracturing by improving sheet metal flow.
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Fig. 1 Position of pillar
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Table 1 Mechanical properties

Young's Modulus 210 GPa
Yield strength 335 MPa
R value 1.48
Poisson’s Rate 0.3
Work-hardening Exponent 0.15
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Fig. 11 Formability distribution (depth:195mm, lancing)
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Fig. 12 The final results of formability distribution
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Fig. 13 The final results of thinning (lancing)
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