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Analysis of Wrinkle Behaviors Using Forming Limit Diagrams
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Abstract

This research compares the wrinkle behavior of a car door
part in forming process and finite element simulation. The
analysis of the wrinkle part behavior is by using Forming Limit
Diagram. The car door part is made of AISI 304 stainless steel
with thickness of 0.6 mm. Forming Process uses a press
machine with force of 300 tons and the simulation is done using

Hyper Work v.7.0

The results show that the wrinkle behavior in forming
process agree with finite element simulation. The wrinkle behavior
depends on blank holder force rather than die radius and
clearance between punch and die. The Forming Limit Diagram
can be used to analyze the problem of wrinkle part in forming

process.
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