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Study of Stamping Process of Door Inner Made of Tailor-welded Blanks

CAO Ting-ting » TANG Yong . XUE Ke-min
(School of Materials Science and Engineering, Hefei University of Technology. Hefei 230009, China)

Abstract: Weld line movement is another important problem in the stamping process of tailor-welded blanks besides rup-
ture and wrinkle. The stamping process of door inner made of tailor-welded blanks was investigated by numerical simulation
software Dynaform 5. 5. The influnce on the formability and the weld line movement of this complicated surface part on the
condition of different blank holder forces and drawbeads was studied. Door inner with better formability and smaller weld line

movement was got by adjusting the blank holder forces and drawbeads . And then the bases of process detemining and die de-

sign of door inner made of tailor-welded blanks forming are supplied for actual production.
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Fig. 1 Model of door inner made of tailor-welded blanks
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Fig. 2 Finite element models of door inner
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Fig. 3 Forming parts with different blank holder forces

I 600 kN HEANE] 1 200 kN i, JE 4852
AN LA LB E AR, K 3at a.b 85
R e EARGER SR R KN 2 a5 Ca s N IR 42
T LA A% Bl B AL A 5 & 1A % 22 K8 24 o) Y00 % 8
RAELATD S AR 1 3 25 1F TR B R S S 8 ik 9 0 LE
W2, W2 AT LUE L BEE TR g 65 , I v
G (] JEEA B4 A% gl B /) L 00 B Bk 22 Kb A5 5% 1] AN
MRS st . il J1 ok 600 kN B, a s B AR SEFS
N 17. 27 mm, b sUARZER SRl 48, 53 mm;
Fe31 7124 1 200 kN B, a 5 1 45 48 5% 3 1 8. 49
mm,b s KREERS S 56. 03 mm,

x2 FEUAMEREBEBHENTIN
Table 2 Influnce on the maximal weld line movement on

the condition of different blank holder forces

JE#J1/kN  a siREBIIE/mm b SREERE DR/ mm
600 17.27 48.53
1 000 9.79 54. 46
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Fig. 4 Forming parts with different drawbeads
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Table 3 Influnce on the maximal weld line movement

on the condition of different drawbeads

PTG A o MREER S/ mm b SRR S/ mm

1 9.79 54. 46
2 8.51 55.23
3 10. 11 54. 40
4 9. 88 54,42
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