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A Study of forming analysis of REF SILL OTR-R/L Auto-Body
Panel by using SP782-440 material

Dong-Won Jung* + Jae-Sin Hwang**

ABSTRACT

Finite element method is 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 tool model
is required. Due to the geometrical complexity of real-size part stamping tools it is hard to make FE model
for real-size auto-body stamping parts. In this paper, it was focussed on the drawability factors on
auto-body panel stamping by AUTOFORM with using tool planing alloy to reduce law price as well as
high precision from Design Optimization of die. According to this study, the results of simulation will be a

good information for engineers to access the Design Optimization of die.

Key Words Finite element method, Auto-body panel stamping, Tool planing, Design
optimization
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Model = QW

P/Name= REF SILL. OTR-R/L
Application = AutoForm(B/H+DR)
Material = SP780-590

Thickness = 1.6

Binder Pressure = 90 TON
Drawing Pressure = 1060 TON
Blank Size @ 19%umm X 390nm

Fig. 4. The first input condition
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Model = QW

P/Name= REF SILL OTR-R/L
Application = AutoForm(B/H+DR)
Material = SP782-440

Thickness = 1.8

Binder Pressure = 70 TON
Drawing Pressure = 1000 TON
Blank Size @ 1970mn X 350mm

Fig. 9. The second input condition
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Thickness = 2.0

Binder Pressure = 70 TON
Drawing Pressure = 1000 TON
Blank Size : 1970mn X 350mn

Fig. 14. The third input condition
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