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Forming Analysis of TWB Inner Door Panel Considering
Workshop Aspects
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Abstract
To reduce automobile parts weight, TWB(tailored welded blank) forming is widely used in panel forming. But products

used TWB forming process have many defect, wrinkle, crack and springback. So study of TWB forming process

character is very important. In this study one of the current problems of TWB forming was analyzed, especially for the

try-out process of inner door panel without frame. A comparison was made between actual measurements and prediction

of forming analysis for formability and springback. Also a new analysis die model which have additional plane on die

surface was proposed to correct result of forming analysis. This proposed method overcomes the difference for TWB

forming result between try-out and analysis.
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(b) Wrinkle of welding line

(c) Wrinkle of part surface
Fig. 1 Defects of TWB panel
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(b) Measured displacement on the checking fixture
Fig. 4 Displacement by springback
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Fig. § Result of current model analysis
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(b) Common analysis model
Fig. 6 Contact section of tool and sheet
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Fig. 7 Proposed tool model for analysis

(b) 2nd drawing
Fig. 8 Result of proposal tool model analysis
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Fig. 9 Thickness distribution
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