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Determination of Position for Reinforcement Blank at
Simultaneous Forming Analysis of Automotive
Front Side Member

S. J. Yoon', H. Y. Kim", K.H. Kim?, J.J. Kim?%, J.H. Song’

Abstract
Automotive manufacturers lay their eyes on the new manufacturing technologies because of the strengthened
competition. Among them, a simultaneous forming is one of the innovative forming technologies to be able to reduce
production time and cost. Several parts can be simultaneous manufactured by process, while the conventional stamping
demands the same number of die sets with the number of parts. In this study, the automotive front side member was
manufactured by the simultaneous forming. The position and the size of initial blank were determined by forming analysis
and try-outs, and the blank movement during the forming was controlled by introducing the pilot pin.
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{a)Sub frame

{b)Front side member

Fig. 1 Concept diagram
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Fig. 2 Shape of front side member
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Cuter blank

Relnforoement blank

Punch Blank holder

Fig. 3 Die and pilot pin shape

I

Fig. 4 Shape and size of outer Blank Fig. 7 Reinforcement Blank’s out line projection on
outer blank

Guter blank

Blank holder
Punch

Fig. 5 Stamping die of front side member
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875mm

Fig. 9 Shape and size of reinforcement blank

Fig. 10 Modified die shape using step height
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Fig. 13 Comparison of reinforcement outline between
product and analysis result
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(a) Analysis result

(b) Try out
Fig. 14 Comparison of corner height between try out
and analysis result
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