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Research on Optimized Stamping Forming Process of
Tailor Welded Blanks Based on Dynaform

JIANG Minzhu,SONG Chunyu, GONG Hongying, QIU Dandan

(School of Material Engineering,Shanghai University of Engineering Science , Shanghai 201620, China)

Abstract; For the issues of high cost, low efficiency and process complexity in the stamping forming process for tailor

welded blanks, a model was built which involved the layout for welding line. The uniaxial tensile experiment carried out

to get the mechanical property parameters of DP780 and DP1180, and these parameters were used in CAE to improve the

accurateness. After filtrating, two typical cases were put into effect. The optimized welding line arrangement model was

come out by comparision. It explained the reason of the model superior other models based on the theory, and the

optimal model for physical experiment was proceeded. Experiments confirms that the model in the deep drawing

technology of tailor-welded sheet can reduce production costs, improve production efficiency and reduce process

complexity effectively. The model can provide the theoretical direction to the practice of the complex tailor weld

stamping.
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Table 1 ~ Mechanical property for DP780 and DP1180
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Figure 1  Standard schematic of blank
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Figure 2 Comparison of strain for dangerous section

3 HWMERST R YIELRE

H1 P 2 USSR AT R R SE R R TR TR,
PR R AT R A e AR (E AR /N, JE AR
AT B BE, AR A R TR i B P T8 A RSP AR AT
HEZAGON PR i — . HR R 25 iy,
B RHR AR KR AR AL TR B R R AR RS
oA P e/ IMELAL , BT e o7 B AR o) 4 J U sl i de /) 5
H= TR AR R AR IE BRI A% (EAR XS B0, TR
SRR X5 EA A AR B RA TR



(& - £ - ]

EZRZE,F:EF DYNAFORM BINHHEARAIRIARIIL 83 -

Ho=, B AL R 22 AR XA D) [ WO 850, AT
AoHIB £ A0 B4 10 A SR A B G2 A%, E— 2D RR AR T 15 A
G345 I X R h IR 7, R B4 5 T A ) XA A
X ERBE ST 5 H U, 75 B A 30 A% 3 XA il i 47 B 7
Jrla) BT — AV FE, AR 7 X R 7R g
QU A LB o s JLT, o TR SRR B v T REA (il
FRRHER AR b A 5 £ 38 0 HEAN B A Az ol oy, DA
PRSI HAT TR AR R U A FRAF ; 7S, A4 34
S DX PR KA G %0 o0 i SR PR E RE 0 15 LLAR
TR RREE A BT J5 G X A Ak S AR T R O Y
#AT o VLB e W7 @ i e p Bie
IR AR o A 10 w2 A 4 20 2 A b B R A LA
WS, 2277 T EDIE , ELA B0 B T S

gi bR id R IR SRR T OB R TR R A AL, A
DCH R TF BN T, AR T HAR 2R 1 PR RE
PR, R RS BT IR A AL 2 e DA A R IR U AR
Shy B UE B R K AEADL A5 A4 1) A 1 , SRS S AR AL R A T
YIBRSCE . T, R IR AR U B B R AT
DIF, i Je MR B 2 H] IPG YLS-5000 SEEF 0L
T EATHOEIE  BOEIH N 1060 nm , FOLEHE HAR
0.3 mm  JRESHE B SN 33 mm, SR EHE 33
mm/s, JJF 3 500 W, 99.99% (&M %E BIR
POMA RV R G, AR 1L AR AR BOEIR 20 f
SEARGAAL . OB AR 48 S T B - 1T, SR
JEBRZE , IR X /N 2 T o R PRI AR 17
A WG PR MUY BT 07 @ FanTEl 3 B

B3 mb&E
Figure 3  Forming height
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Study on Numerical Simulation and Structure Improvement of

S-Trioxane/Water Heat Exchanger

ZHU Chengrong, XU Bo

(School of Energy and Power Engineering, University of Shanghai for Science and Technology , Shanghai 200093, China)

Abstract ; In order to solve the failure problem of s-trioxane/water heat exchanger used in a large chemical industry, a

numerical simulation on the fluid flow and heat transfer of the heat exchanger was established by using ANSYS

FLUENT15. 0 software. By the analysis of the velocity field , temperature field and pressure field, the cause of the failure

was found, and it put forward a measure to modify the structure. The improved rationality of structure was verified by the

mean of numerical simulation. The research results show that the field distribution in the inlet and outlet of shell and

tube tends to be uniform after the structure improved. The impact force of the fluid to the tube bundle is reduced and the

stress distribution around the tube bundle is improved. The accidents could be effectively prevented after the structure

improved.
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