= X|
'

=
[

ot

sy AU Ete 2011dE EAHEE

Back Inner EFUl S| A ##71 W0l i Bt &+

Study on the Development of Back inner Panel
IS . USE USN WIN’ ey Fet
*D. W. Jung(jdwcheju@jejunu.ac.kr)l, D. H. Kim', B. C.Kim', S. J. Park’, Nguyen Duc-Toan'
AF et A get, fFEaa

Key words : Static-Implicit finite element method, auto-body panel stamping, forming stage, AutoForm

p—

ﬂ (a) At 50mm to the
B _ B _ lowest point
M FEAYS T WA oLgIel S e

oo =

lowest point

Fig. 2 each punch stroke forming process(one-step)
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Table 1 Input condition(one-step) Qr}l, w3 A FYo] dAR] F&L o
Material SGAC3N 45/45 I 9l
Thickness 0.7t
Cushion Stroke 120 mm
Cushion Pressure 70 ton
Blank Size 1380mm X 515mm Fig. 4 The thickness reduction rate distribution
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Fig. 5 Input condition(second-step)
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Table 2 Input condition(second-step)

Blank Size [ 1360mm X 485mm
Table 29} Fig. 5% 23+ A3 oﬂﬂ o AHgd e
Z 2= Blank SizeE F4319 3 1 9 21L&
Table 13} & a}r}.

H (a) At 50mm to the

lowest point
(b) At 25mm to the

lowest noint

(c) At the lowest point

Fig. 6 Each punch stroke forming process(second-step)
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Fig. 7 Formability distribution(second-step)
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Fig. 8 The thickness reduction rate distribution

(second-step)
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Fig. 9 Formability distribution(third-step)
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Fig. 10 The thickness reduction rate distribution
(third-step)
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