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Table 1. Chemical composition of material(wt%)

Material | Thickness| C | Si [Mn| P S

6okgt/miz| U™ 008|047 | 1.42]0.02 | 0.008
1.6mm

Fiz 1 Blank for tailor tube welded for Nd:YAG leisure.
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Fig. 2. Multistage role correction of forming device.
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Fig. 3. 3-Roll Tube Form'g M/C.
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Fig. 4. Tailor tube that is court official by 3-Roll
Tube Form'g M/C.
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Fig. 5. Tailor tube welding scene.
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Fig. 6. Bumper beam for collision analysis.
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Fig. 7. Manufactured all correction of forming metallic
pattern.

Fig. 10. Unification correction of forming tailor bumper
beam.
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Fig. 11. pendulum test.
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Development of Tailor Tube and Bumper Beam
by Nd:YAG Laser
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Abstract. Today auto-makers are curtailment for auto-body weight-reduction. production cost. is inclining
intensive effort in new car site and processing skill development to secure skill level that improve more than
skill theretofore in side auto-body stability strengthening. Hydro-forming technology observed in automobile
industry the latest by one of these skill is trend that research and development are gone abuzz. and are
expanding gradually to chassis parts and auto-body parts. Therefore. tested tube mill and welding skill and
Hydro-forming technology to developed bumper beam and disparity collision to make bumper beam that is
auto-body parts that use Hyvdro-forming technology. This is paper. Designing to meet Hvdro-forming parts
to actuality dimension to progress surrounding skills involved with Hydro-forming simultaneously. Deciding
thickness of tube through collision analysis et.. structure performances more than equality and do
weight-reduction bumper inserting a piece of cloth to make fit tighter by development target and developed
laser welding chill stomach hardship tension tube when compared with this because do bumper beam by
basis model in existing mass production.

Key Words : Auto-body weight-reduction(2# Z#3h), Hydro-forming technology(<42t4%71%). bumper
beam (Y H9)
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