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Study on Process Analysis of Roof Rail by Using Hot Stamping
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Fig. 1 (a) Shape and (b)FE-Model form type die for roof
rail
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Fig. 2 Modified blank line and meshed blank shape
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(a) wrinkle contour on roof rail
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(b) forming limit diagram

Fig. 3 Wrinkle contour and forming limit diagram when
applying modified blank
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