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Optimizing for Laser Tailor Welded Blank Base on Reverse Finite Element

SONG Chunyu, GONG Hongying, QIU Dandan,ZOU Qionggiong

(Shool of Material Engineering, Shanghai Unversity of Engineering Science, Shanghai 201620, China)

Abstract; Aiming at the forming properties and lightweight requirements for tailored blanks in stamping, this paper put

forward an optimization program. The research was developed with the square box which is drawn by DP780 and DP1180

tailor welded blanks. The mechanical properties of two materials was tested though uniaxial tensile experiment to improve

the accurateness on CAE. Based on the reverse finite element method, the shape and size of the square boxes blank was

optimized, then the optimal laser tailor welded blank model was established in the end. The physical experiment shows

that using the reverse finite element method is an effective technique to improve the forming properties and save the

materials at the the same time.
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Table 1  Mechanical property for DP780 and DP1180
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Figure 1 Drawing specimen
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Table 2  Information of the blank
before and after stamping
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Figure 2 Box part after element mesh
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Figure 3  Standard schematic of blank
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Figure 5 Forming height
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