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One-step Forming

A Study of auto-body panel correction of forming analysis
that use One-step Forming method

Dong Won Jung®, Jae Sin Hwang’

ABSTRACT

Thin plate correction of forming process that it is nowadays smile change of simple contact surface as it
becomes possible that forecast dictionary numerically exactly to analyze comparative big comp displacement real
industry spot problems between complicated and abnormal curved line shapes and thin plate and die more
reliable and need many efforts yet economical analysis method is required and develops this efficient algorithm.
This research analyzes correction of forming and examined possibility and validity of spot application using
One-Step Finite Element Method. Its application is being increased especially in the automotive industrial area
for the cost reduction, weight saving, and improvement of strength.
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MODEL : PANEL DASH LHD
: RCNCD 8/20(MS121-20)
Thickness Stroke : 1t
Cushion : 150um
Cushion %# : 80 ton
Blank Size : 1700mm X 920um
Draw Bead : ¥4F Round Bead
Fig. 4 The first input condition
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{(a)Early binding

(b)Before lower post point 30mm

(c)Before lower post point 25mm

(d)Before lower post point Smm
Fig. 6 The first stroke different correction of forming
process
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Fig. 7 The first correction of forming analysis
result{Thickness reduction rate)

HAFLE EAZLE0) 20%8 U 7308
2 dighdgagolm Autd oz FRAY wgd
Aol Brk= AL 4 5 ok AE o 44 5
o} wrAstm glovw(RE Ry #AE oF 25m
Aol ZAdGE AE o4 4 ok

Q
=
L.

Fig. 8 The first correction of forming result{Wrinkles
tendency)
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Material : RCNCD S /20(MS121-20)
Thickness : 1t
Cushion Stroke : 150mn
Cushion ¢+¥ : 80 ton
Blank Size : 1700mm X $50mn
Draw Bead : €% Round Bead #H$F o#2
¢ gt Round Bead
Fig. 9 The second input condition
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Fig. 10 The second correction of forming result
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Material : RCNCD S /20(MS121-20)

Thickness : 1t

Cushion Stroke : 150 mm

Cushion &3 : 70 ton

Blank Size : 1700ma X 980mm

Draw Bead : AAH 02 %3 Round Bead
Fig. 11 The third input condition

(b)Before lower post point 50mm

(c)Before lower post point 25mm

(d)Before lower post point Smm
Fig. 12 The third stroke different cortection of
forming process
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Fig. 13 The third corection of forming analysis
result(Thickness reduction rate}
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Fig. 15 The 4th correction of forming analysis
result(Thickness reduction rate | )
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Fig. 14 The third correction of forming result
(Wrinkles tendency)
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(c)C wealth detail

oo et o s,
.

4,

N

o ———— /«
chack

(d)SET S-S
Fig. 16 The 4th correction of forming analysis
result(Wrinkles tendency)

Fig. 17 The 4th correction of forming analysis
result(thickness reduction rate |l )
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