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A Study of Analyzing CM-D-PLR Panel Using One-Step Theory
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The static implicit finite element method is applied effectively to analyze total panel stamping processes,
which include the forming stage. Complicated and abnormal large size panel was analyzed by using commercial

program called AutoForm. Analysis results examining possibility and validity of the AutoForm software and the

factor study are presented. Further, the simulated results for the total 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 methed, static implicit finite element method, auto-body panel

stamping, forming stage. AutoForm
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Parameter Value
Cushion Height 200 mm
B/Holder Force 70 ton ﬁ
Friction Coefficient 0.15
Material SPCC
Thickness 0.8
Draw Bead Weak Round Bead

Fig. 2. Input condition.

Fig. 3. Tool setting.
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(C) Before lower post point 100mm

(e) Before lower post point 10mm
Fig. 4. Each punch stroke forming process.
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Fig. 5. The thickness reduction rate distribution( First
Crack origination).
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Fig. 6. The thickness reduction rate distribution.
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