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The Study for Springback of the of  Tailor- Welded Strips 
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Abstract 

 

This research aims to study, the tailor-welded strips in draw-bending processing. The two sheets metal in the welding process 

was done according to  standard  SPC 440  with  thickness of  0.8 mm, 1.2 mm, 1.4 mm and 1.6 mm  respectively. Then these two 

sheets were welded by using laser weld carbondioxide of 0.8t x 1.2t, 0.8t x 1.4t, 0.8t x 1.6t, 1.2t x 1.4t, 1.2t x 1.6 and 1.4t x 1.6t to 

investigate by dividing into two different welded strips, one was welded along the centerline of the strip-width and the other was welded 

long the centerline of the strip-length. Then they were adopted to compare the effect of weld-line locations on the springback.Four 
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punch profile and die profile radius of  2, 4, 6 and 8 mm., were used. Some selected cases from experiments were simulated using a 

commercial finite element program, PAM-STAMP 

The results revealed that in case of the longitudinally weld strips, springback was generated depending on the properties of 

thick ress of material according to rule of mixture. And, in case of the centrally weld strips, a significant reduction  of the springbanck 

was reduced which was obviously seen in the thinner side when compared with the same thickness of non-welded strip.On the other 

hand, the springback of the thocker side was similar to the  one of the same thickness which was non-welded strips. 

 
Keywords: Springback; Tailor-welded strips; Weld-line location; Draw-bending processing 
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Y (Mpa) 16941.89 8624.957 19362.55 19859.21 
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∗UTS = Ultimate Tensile Strength,  Y = Yong;s Modulus  
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