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Splitting and Wrinkling Suppression of Engine-Supporter Stamping

Using Finite Element Analysis
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Abstract

Metal forming in automobile industry is needed high

accuracy and shortest manufacturing process. The problems

found oftently in metal forming are winkling and splitting.

The research is used finite element method to determine
parameters in engine—supporter stamping process. The material
used in this research is JSC 440W-45/45 steel with the thickness
of 1.8 mm. Stamping simulation

PAM-STAMP

was performed

find the

using
commercial package to optimum
parameters for stamping process.

The experiment was performed using 100 ton-pressing
machine with die cushion stroke of 250 mm. The maximum of
membrane hill stress found in the part was 0.458 Pa The
thickness of engine supporter is varying between 1.4-1.6 mm
There was no splitting found from this experiment, only some
wrinkles were found in some certain areas. The results were

found that forming step can be reduced from 2 steps to one step.
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