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Forming Technology of Tailored Blanks

Kee-Cheul Park
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Fig. 1 Typical forming problems of tailored blank

Table 1 Base sheets of tailored blanks and its effects on forming.

Base sheets Weld Defor'mation load Tool contact
difference
Same thickness Same kind O
Same thickness Different kind O O
Different thickness | Same kind O O O
Different thickness | Different kind O O O
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Fig. 2 Relation between deformation restraining
force (TSX t) ratio of two base sheets and
total elongation of tensile test.
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Fig. 3 Strain distribution of TWB specimens with
same and different thickness combination
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Fig. b Hole expansion test specimen of single and
tailored blanks.
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