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Simulation Analysis of Thermal Forming for Torsion Beam

FENG Qing-feng', XIONG Fei', JIN Jian-wei', YU Kai*

(1.Geely Automobile Research Institute, Hangzhou 311228, China; 2.Hefei University of Technology, Hefei 230009, China)

ABSTRACT: To study the hot forming process of the torsion beam. The finite element analysis software was used to simulate
the hot forming process of the torsion beam. The influence of the initial temperature, the stamping speed and the friction coeffi-
cient on the forming quality of the torsion beam were obtained. When the initial temperature was 800 ‘C, the stamping speed
was 100 mm/s and the friction coefficient was 0.45, the thinning rate was the lowest, the marten site content was the highest, and
the hot forming quality was the best. The result of finite element analysis is in accordance with the law of the hot forming, which
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has certain guiding significances for the actual production of this process.
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Fig.1 The hot forming torsion beam parts diagram and typical
section shape
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Fig.2 Relationship betweem relevant parameters and temperature of 22MnBS5 steel
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Fig.4 Relationship between stress and blank temperature
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Fig.5 Forming results-temperature
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Fig.6 Relationship between stress and punch speed
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