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Simulation and Field Try-out of Auto Panel Stamping Processes
K. W. Chung, J. M. Lee, Y. T. Keum, S. Y. Lee, I. H. Ahn, E. J. Hwang, J. S. Park

» Abstract
The draw, trim, flange, and cam forming processes of automotive fender panel are simulated, focused on the
springbacks. Simulation results are compared with field try-out. In order to compensate the differences between
simulation and try-out, the draw bead shapes in the simulation are modified and the accuracy of the simulation is
improved by comparing blank draw-in amounts. The spring-backs after formings are also found in the simulation. Finally,
the simulation procedures for analyzing the springbacks in all stamping processes are established.
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Table 1 Forming condition for stamping simulation

Holding velocity 2 mm/msec
Punch velocity 10 mm/msec
Friction coeff. 0.15

Blank holding force 75 ton
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(a) Initial bead position and shape
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(b) Modified bead position and shape

Fig. 1 Bead position and bead shape
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Fig. 2 Comparison of draw-in amount between
simulation and field try-out
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(b) Unclamp condition

Fig. 5 Springback distribution after trim process
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Fig. 6 Springback distribution after cam restrike
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Fig. 7 Springback distribution after cam flange
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