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Abstract : The automotive weather strip has the functions isolating of dust, water, noise and vibration from outside.
The core of weather strip is made of steel with stiffness. By using the wire formed as the core of weather strip, weight
can be reduced as much as 35% by comparing with existing steel core. For this reason, forming wire is necessary to
keep the zigzag shape as it is. The deformation which is occurred during forming process can be predicted and it can be
used in case of manufacturing dies through CAE. In this paper, rolling process conditions are deduced and the
springback amount is predicted after rolling process by using the simulation. The springback amount of product is
measured by using optical microscope, and measurement result is compared with the simulation result of springback as
the same condition. The suitable gap between dies to compensate springback after rolling process is predicted through
simulation and it is used for manufacturing dies.

Key words : Weather strip($lt] Z~E %), Steel core(Z28 ), Steel wire(7d41), Extrusion(%), Finite element
Analysis(f-3F 8.4~ 3| 4]), Springback (2= 3.7 9)
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Fig. 1 Structure of body side weather strip
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Fig. 2 Shape of steel core
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Fig. 3 Overviews of making steel core with PP or PE films
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Fig. 4 Suggested die of steel wire forming
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Table 1 Simulation cases for choosing pulling force

Roller Shape Pulling Force
Case 1 0.5R Round 2 kgr
Case 2 0.5R Round 1 kgr
Case 3 0.5R Round 0.5 kgt
Case 4 0.5R Round 0.1 kgr
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Fig. 13 Tool setting for springback compensation process

Table 2 Simulation cases of compensation process

1** Stamping 2" Stamping
Case | 15Smm 0.1lmm
Case 2 15Smm 0.2mm
Case 3 15mm 0.3mm
Case 4 15Smm 0.4mm

Table 3 Results of springback analysis

Amount Remarks
Case | 2.20mm Springback
Case 2 1.43mm Springback
Case 3 0.65mm Springback
Case 4 0.26mm Springgo
2.20mm
_
- D
Case 1

Fig. 14 Results of simulation for case 1
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