350 o@r1AE =

(a=e )

€3 AW, A29¥ A2%, pp. 350~359, 2005

A4 Td A€ 53—7301]%1 One-step Form s|A¥8-&

o) 43

HE

FRNL F AT

CE R OAIY

=]

(20043 59 149 A<, 20049 11€9 25U AHALER)

A Study of Developing Stamping Die by Using One-Step Form Method
in Auto-Body Panel Stamping Process
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Abstract

Finite element method is a very effective method to simulate the forming processes with good
prediction of the deformation behaviour. For the finite element modeling of sheet mental forming the
accurate die model is required. Among finite element method, the static-implicit finite element method
is applied effectively to analyze real-size auto-body panel stamping processes, which include the
forming stage. This study is about analyzing the stamping process problems by using AutoForm
commercial software which used static-implicit method. According to this study, the results of
simulation will give engineers good information to access the die design of optimization.
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Fig. 3 A simple prototype deformed shape
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Fig. 8 The first correction of forming analysis
result(thickness reduction rate)

Fig. 9 The first correction of forming
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Fig. 18 The 4th correction of forming analysis
result(Wrinkles tendency)
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