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ABSTRACT: This paper aims to study the prediction accuracy of springback based on commercial software Autoform and Dy-
naform. Parts for intermediate transverse girder in front wall panel of certain model was taken as example to establish a finite
element model to simulate the punching, forming and spingback based on Autoform and Dynaform, and then compare and
discuss the forming property and calculation results of springback based on the two kinds of software. The forming results of
Dynaform and Autoform were nearly consistent. The reduction based on Autoform and Dynaform in the same position was 16%
and 16.2% respectively. The maximum reduction calculated through Dynaform was 18% which was slightly higher than 16.2%
calculated through Autoform. Both kinds of software predicted wrinkling and crack in the same place. The simulated value after
trimming was compared with the measured value. The calculation deviation of Dynaform was 51% of the threshold value set,
which was about 20% higher than that of Autoform. The maximum reduction calculated through Dynaform is higher, thus can
get a higher safety margin in the volume production. Meanwhile, the calculation result of springback is closer to the measured
value and its prediction accuracy is higher.
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Fig.1 Part for intermediate transverse girder of front wall
panel
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Fig.2 Finite element model built based on Autoform
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Fig.4 Comparison of formability results of Dynaform and Autoform
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Fig.5 Comparison of springback accuracy calculated based on different software
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