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Analysis and Optimization of Thermal Baffle Stamping Process Based on Dynaform

WEN Yao, GAN Guo—qiang, WANG Cheng—guo
(School of Materials Science and Engineering, Hefei University of Technology, Hefei 230009, China)

ABSTRACT: Objective To study the optimization of forming process parameters of insulation board parts. Methods
Through the finite element analysis software Dynaform, according to the forming limit diagram (FLD) and the thickness
distribution diagram, the proper draw bead distribution and the corresponding locked rate were determined. Results The in-
fluencing rule of stamping process parameters including blank holder force, draw bead locked force and friction coefficient
on the cracking and wrinkling tendency were obtained through the orthogonal test. Conclusion The optimized stamping
process parameters were summarized. The maximum reduction ratio was controlled to 22% or below, with fewer undeformed

zones.
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Fig. 1 Insulation board parts
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Fig.2 The stamping finite element model of insulation board
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Fig. 3 The arrangement and number of drawbead
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Table 1 The clamping force and the corresponding

number of drawbeads
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Table 3 Orthogonal test results of numerical simulation
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Fig. 5 Comparison of forming limit diagrams
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Table 4 The difference among the three preferred
combinations of process parameters and the

forming effects
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Fig. 6 Workpiece after completion of stamping
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