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Forming optimization of large automobile panel based
on multi-process springback compensation

LI Jing', LIN Fu', KE Guiyan®
( 1. School of Information and Manufacturing s Minxi Vocational & Technical College s Longyan 364000, China ;
2. Intelligent Manufacturing Engineering s Liming Vocationcal University s, Quanzhou 362000, China )

Abstract: Aiming at the quality problems of wrinkling, cracking and springback in the forming process of a
brand SUV large panel, multi-objective optimization of process parameters and springback compensation opti-
mization were carried out. Firstly, taking the maximum thickening rate and the maximum thinning rate as the
evaluation objectives, the multi-objective optimization of blank holder force, die clearance, stamping speed and
friction coefficient was carried out by using orthogonal test and design expert software, and the optimal combi-
nation of process parameters was determined; Secondly, taking the maximum springback as the evaluation
objective, the multi-process compensation method is used to compensate the springback of the drawing die and
trimming punching die, and the optimal stamping process parameter combination and the springback compen-
sation surface are simulated and tested. The results show that the optimized forming process parameters can
prevent parts from cracking, reduce wrinkling, and reduce the maximum thickening rate and the maximum
thinning rate; multi- process springback compensation can effectively control the springback and reduce the
shaping process. The optimization scheme in this paper can provide a reference for improving the forming quali-

ty of large automobile panels and saving costs.
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