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A Study of formability according to Tailored Blank

Dong-Won Jung and Hyung-Hoon Ko*
Faculty of Mechanical. Energy and Mechatronics Engineering. Res. Inst. of Adv..

Cheju National University. Jeju-Do 690-706. Korea
*Graduate School. Cheju National University. Jeju-Do 6%0-756. Korea

TWR(Tailor Welded Blank) is combined and welded that steel plate of the other thickness or the other
materials. The use of tailored welded blanks(TWB) in automotive applications is increasing due to the potential

of weight and cost saving. The purpose of this study is apply efficiently laser-TWB by 3D formation-analyzed

program simulations in the site. Formation analysis result. combined same-kind or various-kind blank formation

through analvzed. possible used an industrial site pre-thinking that combine blank. and by it efficient TWB

apply the possible is conclusion.
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Fig. 1. Tailored Blank.
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Fig. 2 Polar coordinates system of transformation process.
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Table 1. Welding Parameters

L; Weld-1 | Weld-2 = Weld-3

. material FePO4 FeP(4 |zstel80bhz
thickness{mm) 1.0 2.0 0.8
base panel(mm) FeP(4 / (L3 |

| drawbead(mm) 15 mm{wide)

\ force factor (.10(weak)
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Fig. 3. The Blank another FLD.
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