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Abstract

Code of project : /2560

Project name : Modern Technology to Eliminate Sidewall curved Problem on
Draw-bending Process against High Strength Steel Sheet

Researcher name : PRASAN SANKHLEO

Nowadays, side wall curved is one of the most serious problems in bending
process of HSS sheest; in general, springback angle increases as the strength of
material increases. The aim of this paper is to reduce wall curved problem of
workpiece in U bending process.

The U-bending consisted of three steps starting with clamping of a sheet
between a punch and a counter punch, then U-bending, and finally press flange by
using pad pressure. The effect of clamping force was investicated by performing
experiments on high strength steel sheets.

From the experiment, an appropriate combination of the clamping force can
be reduced springback and improve flatness quality of bottom of the sheets. The
decreasing of stress at the wall of the sheet can reduced the side wall curved
problem of the sheet. To investigate the mechanism of the reduction of springback
in the above three-step U-bending process, FE simulation of the bending was also
conducted where the FE-simulation was employed.

From the result of simulation, it was found that the major mechanism of the side
wall curved problem in this process is the decrease of bending moment during the

bending.

Keywords: High strength steel, Side wall curved, U-bending process

E-mail Address : Prasan.san@rmutr.ac.th
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[ Ductile metals ] Tensile strength, oy
Stress of order 500 MP

Ao A F :
|
Of order 300 MPa :
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\ Yield strength, oy

Stress o = F/Ap

|
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— Slope
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|
|
|
|
|
|
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Tensile strength oig
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I .f
i 0.2% proof
& ! stress oy L
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' 0.9% offset Elongation &¢
x Y
Straine =oL/L
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FuaMTANANTY

wihiugeasIn NMswdsugUasiiainduegesings nawnuseiinssihse
Junszvisivanganamils uihugudnansofiuiinidnrestiuiuazidnaaieiinanne

AoADATULUTUIY (Necking) AInIN? 10

Stress

E/
Strain

AN 10 NMsiinARARAURlans VML SULTIAY (4]
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n&aniAnnoaeaty ussisududmiuiilfduauiamasianasaunseis
FuuIDeNIINU se8vInvestuULUUWT s TugUTInden ey B szan
45 e Fan i 11 Fsuansliiiuiininuiiuden (Shearing stress) luamgueaIy
FemevesTaauuumieuazuandliiiui deYagiuusslunuiunu dmanududeudiin

wiANFIGAUUTTUIUTVINYN 45 99 AULUINSINNTEINAUTAR INUUATUAUIAATUY

'
[ a

TanazRUnAN1IATINLALUNgan 198 veIAMULTIRegedn (Ultimate tensile strength) 1ile

(Y]

qnU1PeBNINUALITENI A1AULALLIT breaking strength %38 fracture strength

‘:4' = ~
AN 11 99YVIAVDIVUNULUULAUYD [4]

2.5 AnuAuAsIn (Yield strength)

IPAIINTTORENTN yield strength vaslaneilanuddglunisldeanuuulaseaingly

- Fa P

YUNBIVDIULNAUATY A1 yield strength azLlusanmuanszuIunIsHanguianiden
yield Strength ge9n159u3UAvzdesldusdlunistugladluime dwmalilunszsuiunisnds
raudeniaseslulaneNiAuaIN15089 J9A7 yield strength lifigailuuuew wazmenIs
= va ! (% ! [ (% a = Y o |
wansdenaudivesAanalddaiay Tuussimaansgowsndslanivun 0.2% vaen

strain Tuvnuzidensuluusemasanguld 0.19% strain TaevaluisniSendn 0.2% off set yield
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strength #4n151199 yield duauisavilalagainidunssauiuiuidu stress-strain curve

n3930 0.002 4/87 Tdn TAsuuazlea yield strength Fannd 12

Elastic | Plastic
B
|

|
|
|
|
| !
|
|

Stress

/
/
Strain
0.002

A7 12 N5 yield strength Ul stress-strain curve [4]

2.6 AMNUKIIAIEIEA (Ultimate tensile strength)

al

ATMULIINIEIEAVBITAR LLBTNANTUNN stress-strain curve Fan i 13 Tuvae?

Jaqinduinianasiinrenenasinaituazuineandiniu neunfudiAmuusifiaanasidu

q q
14 2 ]

Al ianuuilasasiiauysainield Wy adignguluilodan AmuuLsFivagneias
nund TagunAuurmuussigaatudnliionldnuiamnssunisesniuy Wesanluvae
Pflusinszrinianazianisiudsuglanstuedisnnn eglsinulunuiuglaetuainu
= £y a [ = o [ &
usaiagegaiinazgniiatsauluiiesainazgnihluldlunisawinusdunisugy wazns

YMUNYANULASVINGVDITUIY
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500 [— | | 140
Tensile strength
450 MPa (65,000 psi)
— 60
400
— 50
= 300 7
[a
s — 40 N
] =
3 a
& ! Yield strength  __| 30 &
200 / 250 MPa (36,000 psi) N
'
— 20
100
— 10
0 0’
0 0.005
o | | | 0
0 0.10 0.20 0.30 0.40
Strain

AW 13 Stress - strain curve YBYIAANBIMADA [4]

wenmionNNmedaULIIRILTINMIMANaNTRTetiagansamlalagn1sin ms
NAAoULTISALABNMIEES stress — strain curve fildan NMAEBULIIRININAFEULTISR
windoutududiBuliusaunssisiogaasndmdimngaasnuds nsmildannimeaen
wusnsnaiueenly esnnlunsmaaeuusesn wlsiifnrenendmsuianiusznismasaey
59879 2ilA189n97 ultimate strength TunsnARULTFNIN WU TaaUse WU ABUNTA

U o Y 1 = 1
FULTIOR LARLASULS IR LA LR
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2.7 Usymmilslasluauandugd Draw bending

[ [
= % =

é’m%’uﬂﬁymmﬁfﬂﬁqﬁadwLﬁuﬂﬁymﬁlﬁmuﬂuﬂizmumﬂu‘gﬂLLUU Draw bending
HosniieTinvestunuargnusunatunuiadeufidelansasgnindnadsusngnisaluds
THdaufndudanmil 14 dennedenuiduinfsamudulathdurmedusunui v
wifaslogninviiviinaunuiduiazmadusaduamalian Tusuddn gannin
INIIENTaTINARANNTUTaUTRIAUAY TR LAAIUAUALNEIDEALT A9

TN UINUT A NYUEATIRININ 15

e
e e
Punch L o
e i Holder -—57 |
- Vol
"rl:.—-"': j-/ "__,-":/ | h l..-":-::f//a/‘_i I|III I
’/___/ 4 /i - I?.'//'J;" |
ey o~ 1/ 0 |
\"'\ -‘.._\ -\._'\\ I l‘\\'\_\-_\\“:\ 1' |
\“-:‘_‘\“\ - | I \x\.\\:\\_‘ ||
M ™ Vi, ) R |
\\\.\\ \\ g, /__ \.'\\\‘-._\\\\\ \‘l |
‘“.\. ™ . 0 “ a -.Q\ l
Blank Die y
Al 14 nalnnisidanistlywndsléa (5]
(M
e e
Stresg\\ ® @
i | /1,

AINA 15 NN5NTEIYANULAUNKUITUIY [5]
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2.8 NBUKUIAMUANYBILASINIGIAY

NMNNgELarnalnveINindugusiignsyuiuns Draw bending wuiniidadevany

(% s

Usgnsidawada Uy vnidalas 817 siavesdanduauy Arsaliudviemenldlunisdn
TUU UINAVBIAUNATUINY TINVTAN1IINMTIaveiandusiu Fslladedaindnzdinasie

ANAINLAZAIAINAINTAIUNITANTUTUVRILAVELHUNIEY AN 6 LARITUIIUARNILNT

U

wilvdgynanidaldsdrenisuaimantuia wiidlesandesduudasmdnulniiasnnly

v =

wanzautugaamnsslulsanalng femniliosifoldunaniaradrameluladlmiild
dissusiazanusatymudsldsfinduldogisayusal widiannsnUssgndldimalulad ity
Tongnnvdnfiindymuisldedndae §idedanusulainnieviuaiaiuemidouarls
wounsnaauliiuaingnainnssy maluladiazamnsonevaussgnaimnssunisudn

FuarugueuAladuaeg19m

90°

14.4 kJ

pulse "“ 91° inal
e all curl

o

AR 16 Fuauannistdnsyuaumsuimdnlniilunsundemwidalas [6]
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2.9 NMSMUNIUITSUNTIN/EN5EUMA (information) TiiBdas
Wuszeznanfienuiumnnd 15 3 Adnidevansvinuneismientugnisandndy
(Springback) IG]EJWSJ%'GI"NG]JJ']ﬂiJ’lEJ%Qé%"’dlﬁﬁﬂUL%BQWGN winsveamaluladfilaaisuiiie
Bunuamslunsdndusnuidedamsidodiunisaisuinnssulmidundniadlsuansia
mATeluguuuuresmsdialngliiinems FEM ileliiAnmnuidlafsimuinislunis
wilunsindindu uaziufsanuuanssesnfia §Idededuienalnvetusdazisnisiag
wuvsUnmYeILAazuATeduiad 1l 1956 G Saches [7] Idiauelimaaimsindandu

138771 arc bottoming AIAWH 17

Die

Al 17 arc bottoming process [7]

Fanausaannisaafnaduld wanuInusauavestuutuind Ay daunlud
1984 Y.C. Liu [8] It iauanssuiunisisenin pinching die tiaasausanausnyunagl

a a g LY ! [ ao s £4 a a a O = =
FAAUVALTYNITLNANTIANAINGU E)EJ’NbLiﬂG]’mNWU'J@UEJUGL%l@Naﬂﬂ‘U@QlIL‘L!EJiJLVl’]uuL‘U’EN‘U’miJ

AT TIANENTa LS INAleaEg1deae
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side die gap —~ fe—

l

_ bottgm die gap

gﬂﬁ 18 pinching die process [8]

Mori et al. [9] leUszegndlgainuseuandnnesidiutissulenssuiunsugliiionn
nsfafangu sieun U 2007 Mori [10] lansldmdnndnanuudaussgauiinismaas
- a A v vy = - = 9 i

WBaANITin N13ARRINAUAILLATEY CNC servo press tHBNLATEIRINAIANNNTIAIUAY

szey dauLsslanndamzn sy wilulsswelnedudadlainislddesdnsiisagann

SUN 18 nsfindauwaifiuniul CNC servo press [9]
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1102010 nildlugsiu3de aun3y [10] ¥N15aAN1SARMINEULLIMANNATIAINKTILTIFIRIE

2

WAANTITEBNLUULLRUA IR USNAIUTIMLLTUIUTIN YA TAannsARdIndUlA

1 =) a a 1 [

agallusEANSA MU sTUIUNITAINE1IRBIN TS luN sGNNIt siaund 2011 4

Y

593398 [11] FeldadurgnansenuvesnnUAuAnNAIINdINanan1sansInauagalstul
Feafutuies Mydluagany [12] 990 wnszaesndsuyd Iéihnis@nvidawansgyuain
Lua3nfidinadenisanfindutasnuituuindenaiisadntesminiy lulineafudu
FN@n 519138 F.Yoshida and T.Ogawa [13] wiisunnIneg1dedlsduilavinnisinuienisiia
nsAnAIndumewmaila FEM lagld Yoshida-Uemori model 1neaSuienisiiauagyinuiegnis

Inveni1sanmInaulasganiugn wazlud 2012 Sutasn [14] laUNAUDN1TASIILTING

U oa =

USIULUIAVBIRUTUTURI T &

U

NTEUIUNTHITATIUTINASA T UTAgUAIAUNISHAANTS

v (%
=€ o Y

ARFINAU WALLAATDETUNUNLITUINUAUIULTEDIINSULSINAT UL

Workpiece

Die

Coined bead

(&) Without the coined bead (b) With the coined bead

E‘Uﬁ 19 sided coined-bead process [14]
Zhang and Lee [15] Yniauee1u3defidnuinansenuves blank holder force, elastic
modulus, strain hardening exponent fidssateamsuLssvasn1sAnfanduluaudugy
§18n32UIUNTT Drawing bending Jeong-Yeon Lee [16] adslumanispdinmansiiiori
nsvinunen1sAadinau Tusu Drawing bending nglviaiudAtyiunaanyd® anisotropic
way hardening Inglusiudsedviniswisudisuanuudugvesdunisildaudanuy
isotropic ka¥ combined isotropic-kinematic hardening models Tnen1sadrsfauuuiiile
5895V amﬁ’ﬁﬁ%’u%amaﬁa@ N. Nanu n, G.Brabie [17] laa31slunaiiteyinuienisinsa
n&u Tunszuaunis Drawing bending Taevimsiinsizst nsnszasanuduluduay Tne
Aasrgrnesuslunisnaassie Blank holder force, Friction coefficient Way Papeleux,
Ponthot [18] léAnwin1sAniinduvestusundsniswuiuieu ey Yan 3 via fe

wiannaasyu (Mild steel) LnanNa1AI1UUTILIIE9 (High strength steel) uazogiiifiy
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wudrFanniiiauulausaienlugaaninugangu (Strength to modulus ratios) g4 el
NSARAINAUYDITUNUNAINITAUG uazaNNTIvAaemaaeInUItegiliileuiinisAndindu
WHINTNULINTIATOIRIT Ao mAnnaIALLILTgeuazmanndasyy Gelidnsndiuves

< ! ! v S ! o o [ = a o (Y [ [ = Ay v
uwlausealugdaniudangu dnganaziinisdadindundsannisiutesiign a1nila
nanuuansliudsiuuinisveantsuiledyinisauianainvestusunvuguain

nsgvaumadn  Fddudagtulymidinanliifingetu Weswinmdnnddaiuudagady

wnnItuehn 2-3 Wi denalinnudeanisgaamnssunanudululssinelnedudenis

aa 1 1 1 Vo1 d' ra 3 d' Va v < Va vV = 1
FBsdwansenusermltanglunisiudsuudatuifiuiunnian (idedalannrumalulaglng

Tunisidntgmindslas wazarswalulagiiiduiinnuiulainaiunsanidntymnindalas

Y

sontuldgvanysallaglinsenuiuszuunsndalaesaiiosanidunssuiumsilidudeu

WA LANaTAL S
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Ui 3

N15ALIUNISIY

3.1 JUABUNITALUIUIFY

uATelgauiashindgunddds Side wall curved) Andufuimdnndimam
waussgdlunszuiunts Draw bending dsUssiiiumdnvesnsifelunidagldiuyslunismanes
tfoufian lngazlugatiuiimalulaBnseonuuumifaniuazsfunssiulumsifaniifioaaronuidud
UFNTITIL dleliTaneiafuiisuauiuussiufiovanmnsoaistuanuidauamld
dielussgmuingUsvasduazvouinvessnideld Suduazdesimsin Wudeyauasyiinas
yeaeaiiettoyauazunanuide Tnefiduneulunssniueide dd

= 1Y) v av A a v
® ANWIAUAINNIUIVYNLNYIVBDY

® 14 Finite element AUINIIUALLDYATUAIUUDILUNUN

Y =

® gonuUUMIRNAMSUIINsARTUILlRgsuLRidaf gL U UL

Y

N1TAAAITUNUIVDINTIITUIUY

- i’a@ﬁ%’ﬁamﬁﬂﬂé’wmuﬁumqq TRIP 780 MPa, DP 980 MPa uag
Stainless steel 430 AU 1.2 TaHLUAT

®  AUNILIINAWNUTUNUNMIZANVRIARE TR
® JufinNanN1INAReY

® agiuuTaeewiy FEM e Shell element teas1egrudayatunisldanu
fun1pgnanssy

® LUSHULTIBUNANITANAINAUTEWIN FEM AU Experiment

® aUNANTIVY

® LHYLNIUWITY

® 150/T16630 Tnerwunalvinail uwssnausiududatusmy (Blank holder force)
65kN g alunistugy Ussana unil/fiadiung 28-27

®  (I5IAABUTBLLANMUTEAUIANIAGILNGDIVENEAGIEUI  Micro scope 1138
SEM

o AsgvEmaMinsasuantusEiUIanIAGIY FEM
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3.2 Jaauazuaunnldlunuide

' [
A IS

wEnndna3eile fe mﬁﬂﬂé’wﬁi%’ﬁm%’uﬁflLmamas‘ﬁugﬂiamLﬁud’su‘[mtyj 1Yy

wvuvdelangluauiun1sdndalanedou (Die casting wifinsidwiuAzusy viasntanmnag G

saudamdn languennguivan uagnanadn wanndueiesiledadumanndiifianfueuuassin

wanduq Tuudunage Welvliawamnsalunisyuudags waziileatrsmslud Weusuuse

AnuantRF LU sAnnsodmueuddelldidenAnu Yaguaifinnidiviiain skD11 Fedieulditu
& T o oA

lUluauwidiiud WWuvdnguindiundsinaisveu (O wazsnlasdiey (Cr) nauludnsngs il

ANULDaENUNSdends insyuudaielifinnnuuds 60 HRC

A7 3.1 wiflailanggilannnisesniuy
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Hydraulic cylinder

JUN 3.2 Yousiiun

9
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Counter punch




3.3 Lﬂéaaﬁu hydraulic press

3oy hydraulic press ﬁqgﬂﬂ‘/‘i 3.3 s‘ﬁqmadqm"mu,iwzgm‘iqmuimal%’l,l,iﬁumumaqmaa
anusaliusafidumislaguas stroke Ald indasiluuspinniazldsuidsangnguresnssuon
lansedndifioderdsliiuwnudou 5&5’13‘3’14LLaz%uﬁwﬁulamsaSﬂéfuﬁﬂ%samﬁqagﬁmuuméaq
ﬁflé’aé’mﬁuaaLﬂ%"aaﬁ?u%%uagjﬁ’umm‘lﬁmmaqQﬂqumwaﬂlamaéﬂéﬁuﬁmﬂLLﬁaﬁumaaﬁwﬁulama
and w3sadlulanzuuulensedndasiivaadniioninitssuunalnuaylusasiianensd waz s
annsaviumuiEives ram 18 nasldauveandesdulansuuulenseandludenldlusmudugn
fosan msduanfeunarmanszunnudanninusnmg Tusaedaduey deldiedosdulans
wuulanseandnisvheuazendianiseaiiiy nisideuse iwmaauuasmméuﬁwaaLf'ﬁ'ang

JUN 3.3 insestulavzuuulansednduuna 50 fu
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3.4 Fanvuaunidlunuile

TuaAdedlidendnyiantueu AoTanminndinnuudusigs 2 nsa A TRIP 780 MPa, DP
980 wag Stainless steel 430 %uN 1.2 IadLuns

Nan1Inegaau Uniaxial Tensile test SUS 430

700

True stress (N/mm”)
2
=]

200

100

] 0.02 .04 0.06 0.08 01 0.12
True strain

'gﬂ‘ﬁ 3.4 Uniaxial Tensile test SUS 430
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NanN1Ineaau Uniaxial Tensile test HSS 780 MPa

1200

1000

\
\

g

5

True stress (N/mm®)
\

200

Q.00 0.02 0.04 0.06 0.08
True strain

g‘ﬂﬁ 3.5 Uniaxial Tensile test HSS 780 MPa

25



NanN1Ineaau Uniaxial Tensile test HSS 980 MPa

1200

200

0 0.01 0.02 0.03 0.04 0.05

True strain

g‘ﬂﬁ 3.6 Uniaxial Tensile test HSS 980 MPa
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1A399 CNC CMM T9aUsunaun1sanfnduresdusiuannisnaasdduam

AT 3.8 1399 CNC CMM

YANSOIBAANTEULUUABINTIA (SEM)

AT 3.9 YANHDIBLAARTOUKUUABINTIA (SEM)
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3.4 Roulun1sdnaeesy FE simulation

Analytical

Detail

Type of simulation medel

Type of tool and workpisce

Analysis material equation

Punch comer radins

Die shoulder comer radins

Friction coefficient

Level of clamping force; F|

Lewels of bottoming force; P,

Levels of bottoming force; F,

28

1D element with plain strain model

Punch, Die and Counter: rigid
Workptece: elastic-plastic
with thickness 1.22 mm
TH-Swift model
EW-The Yoshida-Uemeoer model

1.2 mm

6.0 mm

0.10

Corresponding with experiments

Corresponding with experiments

Corresponding with experiments
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NI TngUsvasanazainuselevilviiugeamnssunistugulansusuuin

A 2 vau 3o & RS o X v =
gegeidiasdanunisuilydymndslaslunssuiunisandusuimemalulagniseaniuy
UfuadilniiieanauAuiiintusenintamstugy ibilssuauisranndslasegy

= A ! {j a

7 4.1 Fanorwduzdenurauladusgedailosanmaluladidaiuisaadraduauniauin

gnfsaivesesugnamnssuugUlaveuiy nendmaaeslduifininaiunsoanainuaui

AnTusgninanstuUannsaasunaladuidondnag el

—

No side wall

Parallel plane Sharp corner

"4
{Ffames.s of bottom

No springback

v

Ay ~ a W ) sy
WIUNADINTT (LNEINTI) (1) NSANFINAULALHUILA

—~
=)

=2
=3

il 4.1 Fuay Hat shape HSS 980

g g = ]
4.1 Naﬂ’ﬁ‘l/lﬂﬁaUﬂ’]iﬂﬂ"ng‘U uuuladdiueiugag

AN 4.2 waAIN15AnTUSU Hat shape Tnelulgurusas (Pad pressure) wuinluy

YU NAUTLATDUNAIUINTIN AT TUNUNUAIULASTUIR g taziilo Unloading wu
= o U U ‘ﬂl ‘d‘ ¥ (%) 1 1

NSAAMINTUEINAININT 4.3 Tunndl 4.4 wanswan1snaaesmensankuuliiiuiuses

Fuaulagld JanFuaufomannainuulusigiaedviinfio 780, 980 wavaunuad 430

nsAenaugwinidelilduiusealioninadul AT U IAATUAAEIAUN TARTUIY

wazlile Unloading agtlugnisdindanduassnn
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Al 4.2 N3AATUFULUU Hat shape wuulydldunuses (HSS 980 MPa)

JUNURARINGU \/\

FONEER

A 4.3 FegeguTRuUnaINIaaeuAnTugUkuulalduuses (HSS 980 MPa)

16

14

12 A

l".
] = —t— EXP
. =

6 /‘z'

/ . L] IFEM
r .

\

Springback (Degree)
o
\
5]
\

-

SUS 430 HSS 780 HSS 980
Material

.:4' a o W o o X i
AN 4.4 ﬂ"lﬁﬂﬂ@nﬂa‘UﬂqﬁJ‘Viaﬂﬂ'ﬁﬂﬂ%ugﬂLLU'UI&INLLNU?@Q
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4.2 HaN1IMAFIUNITANVUFULUUTAUTIUATAUNGUY

At 4.5 uanamsdatugulngldususes (Pad pressure) 7 2 kN 91nn sdaingmuin
Tuvariiiudiedouiiasuissuawestunudsunsiuasnevdaiio Unloading n1siin
Finduananiewivufisuiulilduiusesdinmi 4.6 dmdunanismaasinisaadandu
mwé’qmiéﬁ’wﬁugﬂLLUU:ﬁLLm'uimLLami‘umWﬁ 4.7 wuinshndinduanasynTanedidlsn
AUz ENITanN1TARAINAULARE Pad pressure uadsldainisaandgyninilslasle
iumﬂ%’t,mé'fumﬂLLm'uim%éfmlnimﬂauLﬁuiﬂauﬁﬂﬁmﬂums%ug‘dqﬁuﬁﬂﬁéjuLﬂﬁaa

PRI

AW 4.5 MIFATUIULUY Hat shape wuuldusiuses (HSS 980 MPa)

AUSIUATI ‘\/\

RONEN

A9 4.6 Mog1e3UITBUNAININAFRUARTUTULUUTEUHYTBY (HSS 980 MPa)
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Springback (Degree)

16
14
12

10
Exp

»  FEM

SUS 430 HSS 780 HSS 980

Material

27 4.7 MIAAFMNTUAEVNEINTAATUFURUUTURUTEN
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1a

4.3 Yszansammuainisaadiguinuniaatsanuauintanandalyninilag

maudladymadaldslunssuiunsdatugudomaluladnisooniuunsifius woy
TmifieananduiAntussitistugiiildSusuiivnm el anendsdidn
nsnAaIfumaNNaIAINRDLIIEER srlnuaraunuaanuIansaldnulidueges
uazreniAeranInaestuTagmanndauudiussgs 980 Aiflaruudsusaunniian Tu
Al 4.8 wanamssatuziasAndgmrialdsitun detiiudoenandunununtle

LAZLAANISARAINAUNUNTUIIUAINING 4.9

A7 4.8 Y RiTlATuUAnTuiumAannd1ANLTIMIIge 980 MPa

YUNUAAAINAU Ny
FORNEER

AT 4.9 JUTNIUNUNTINTNAFOUARTUFULUU Hat shape (HSS 980 MPa)
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Tun1sindugUlavgurutunisaualanuauiiiinannsTugulriiauuiunusdIuve s
HunFuwlaRaueIn fadunITeanwuuLiiiuiieaIuAuALAuUIIaLi et lUdns
= L9 [ I3 q' d' 1 [y} a" 1 Qy
AIuAuNIsAndInduiludsnuraulaninduanavnssy lua i 4.10 wanegusiadueu
WANNAIAIILLTIITIGT 980 MHINITNAGRUARTUFUMBLINUNAAIEAIUAUNUTIAINTTD
wiledymmidaldaliidusgned dslumdaseluazlaosursfanmvesnisanaanulAsiings

AIBNITANUIUAIY FE-simulation WaLNISBALYNITANRINAUVBIUNTUIY

FunuRaFINgU ‘\/\
ALK

Autuanulds |

|

!

|

!

!

|

FuNURAFINGU |

SHUASY

RTENENIREE)

2NN 4.10 gﬂiw%mmwé’amimmaauﬁmﬁugﬂﬁwLLﬁ,JﬁaJﬁamstmLﬁu (HSS 980 MPa)
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4.4 wsINUUNdINanan1sANAINaUVRIUNTUIIU

'
o v A =

danddgNgedndsznisfenisindinduresUnausuludiuilisnlainnisyawedn
YBIWUNUAIENITILTINALWUITo Ul TIveIuNuTIETEAUAD 5KN, 10N, 15kN uay
20kN tioas 19 Uneanss TUAMT 36 WAAIHANITNAADUNITATUANNITAARINGUTDITUN

FUIU HANITNARBINUTINITAIUANKSIAAUN Iz aLaNT0aT1eALgnsalviiuln

Fuaula
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10 == SUS 430
A — . .HSS 780
g s ~
< AT— —— 1SS 980
o i —
Q - e en e " ] \
g O ----~~-:I 0~ 0)e) i \\
o - -—,
[%2] ~---- .
Q--~~: a 5
~.~~:
-5
-10

FL=0 FL=5 FL=10 FL=15 FL=20

Pressure to flange of the sheet (kN)

AN 4.11 NSANSINAUVBIUNTUIU

[
=

< = o ) < o o

AT 4.12 UAMTUNUTANMANNAIAULTILIIE 980 AendInIsVaaeufndugy
Aoy & v a Y 9 ] = 1% A & S o &
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Uniaxial Tensile test SUS 430
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Uniaxial Tensile test HSS 780 MPa
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Uniaxial Tensile test HSS 980 MPa
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