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A Study on Analysis of PANEL DASH LHD Auto-Body Panel
Stamping Processes

Dong-Won Jung#* - Jae-Sin Hwang»**

ABSTRACT

The static implicit finite element method and the dynamic explicit finite element method are applied
effectively to analyze total auto-body panel stamping processes, which include the forming stage. Analyzed
complicated and abnormal Large size auto-body panel using common use program called AutoForm.
Analysis results examining possibility and validity of spot application that is useful of finite element law
refer. In this work, brief descriptions of the formulation and the factor study are presented. Further, the
simulated results for the total auto-body panel stamping processes are shown and discussed. Its application
is being increased especially in the automotive industrial area for the cost reduction, weight saving, and
improvement of strength.

Key Words : Dynamic explicit finite element method, static implicit finite element method,
auto-bodv panel stamping, forming stage, AutoForm
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MODEL : PANEL DASH LHD
Material : RCNCD S/20(MS121-20)
Thickness Stroke : 1t

Cushion : 1500z

Cushion Pressure : 80 ton

Blank Size @ 1700mr X 920mm

Draw Bead : General Round Bead NB

Fig. 2. The first input condition
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Fig. 3. Early Binding result
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Fig. 4. The first stroke different correction of
deformities process
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Fig. 5. The first correction of deformities analysis
result (the thickness reduction rate)
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Fig. 6. The first correction of deformities result
(wrinkles tendency)
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Weak

Material : RCNCD S /20(MS121-20)

Thickness : 1t

Cushion Stroke : 150me

|Cushion Pressure : 80 ton

Blank Size : 1700mn X 950mn

Draw Bead : Round Bead that General Round
Bead, right and left outer wall is weak

Fig. 7. The second input condition
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Before lower post point Smm

Material : RCNCD S /20(MS121-20) Fig. 10. The third str.o.ke different correction of
Thickness : 1t deformities process
Cushion Stroke : 150 mm ST
Cushion Pressure : 70 ton :
Blank Size : 1700am X 980an
Draw Bead : On the whole weak Round Bead

Fig. 9. The third input condition
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Fig. 12. The third correction of deformities result
Before lower post point 25mm (wrinkles tendency)
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Fig. 13. The 4th correction of deformities analysis
result(the thickness reduction rate 1)

Fig. 14. The 4th correction of deformities
analysis result(the thickness reduction rate 2)
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