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Abstract Database for the information of the shape accuracy is constructed with the

finite element stamping analysis of the center pillar member. Analyses are carried out in
order to investigate the effect of tool compensation on the product quality previously
performed by an expert in the press shop. The compensation procedure is provided with
three sequences for improving shape accuracy of the member by reducing the amount of
springback. The analysis result shows that shape inaccuracy in the product is caused by
sagging and twisting phenomena from displacement of the section part due to excessive
amount of springback. From the database with springback analyses, design modification
guidelines are proposed for improving the shape accuracy. The guideline is directly applied
to a member with the similar shape and the sound product is obtained successfully
reducing the amount of springback.

Key Words : Center Pillar Inner, Database, Shape Accuracy, Springback, Tool Compensation
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