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Experimental research on influence of blanking section quality on
outer edge flanging cracking

Li Huiyuan, Song Jianxin, Huang Geng, Song Xiaoying, Zhang Kunlong
( Guangzhou JFE Steel Sheet Company Lid. , Guangzhou 511462, China)

Abstract: For the problem of flanging cracking for a certain automotive part of DP980 ultra-high strength steel after a period of nor-
mal stamping production, the normal production was achieved again by grinding the blanking die edge, and the influences of blan-
king section quality on outer edge flanging cracking were researched. Then, through comparative tests on shape accuracy, cross-sec-
tional profile and cross-sectional morphology, it was found that the section quality of blanking parts with flanging cracking was worse
than that of blanking parts with normal flanging, indicating that the poor quality of the blanking section was the direct cause of flan-
ging cracking. Furthermore, the banking samples of the cracked batch were polished by using the grinder, and the stamping tests
were conducted. There is no longer a problem of flanging cracking, proving that improving the quality of blanking section solves the
problem of flanging cracking. Thus, the research has certain practical guidance significance for the stamping factories of automotive
ultra-high strength steel parts.

Key words: DP980 ultra-high strength steel; blanking; section quality; outer edge flanging; cracking

Wl AR PR PR ORI FF SEHEE, 9% ) R ofe
JHZEHE I B S A B MR o A 1 BE D HE A2
Z—Wh SR, HEORWBORGB R, o
R T2 B9 77 0 3002 B v Sfe o v 58 JEE 9 2 B A 1Y
SRR OUH B2 B8 i1 St R, o0
HANF R B R AR I AR R, HAT R 5 L
TR AN TR AL R AR, R H AT A S A
FEPRL ML T m AN A, e SR AN AT AR T
PR, WBPEAR . BUE B oA S f i S e, 40
g S A A RH I O 2R ) R — B IR AR A i

Wi, 2024-04-16; EITHHEA. 2024-07-29
EER A, 2 (1980-), B, Wit, W&
E-mail: gwli98@ 163. com

e | BT B TR RSO LR A A i
FEAR B BT SRR R 5], T JEARHERE . b
BECIR . vhETYUIWT I B, R T A 3 LA S AT
PR T LA, AR5 20 A i 26 o o A1 2%
BT 2B, W58 R RE R P4 b R Al A e
SRAN R Y T2 RS %

1 ALk 5 AT

DP980 # i s A A 2 T M JFE XA AT PR 7] it
SRR B G A AR RE, B ORESR BE Sl 980 MPa 9%
i, A3 DPOSO A =y i AR ARURA e} 114 7 4 22 7R A 30 %
HERE M, TR R 2t OB — B — R —
L—IEE TP N T, % E A — B e,



LiRE] ZREC A T T BT 0 AP B T RS R ) IR S 5 109

SV A A B30 T R A R T R )
TIAE R AT AR R AT, W 1 pos, hE 1 a]
W, OZ AT R EANE A, %A #E
THRISNG R, EMRRIN GBI T ZH, 1
BV IXHAET 1 B0 7 BV R A DTl AT
Sy WAL AR, R S 3y V) B AN
B R R ITRT g Gz e A iy 2k 7=
T, W FIWOR R TR Ty A4 TRERI) H
i, SFEMCRHA G VIR TR, iSRRI R,
HEIEZFIWT, xR R | ML) DA TR R,
PRI s 7 i B R AF, AnlE 2 Frs, X
X—BER, AIOTE T —RI LR

P BT R
Fig. 1 Flanging cracking parts
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Fig. 2 Normal flanging parts after edge grinding
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Table 1 Comparison analysis of mechanical properties
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Fig. 3 Comparison of blanking outline profiles
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Fig. 4 Comparison of blanking section profiles
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Fig. 5 Comparison of blanking section morphologies
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Fig. 6  Grinding test of NG sample

(a) Schematic diagram of grinding
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Table 2 Comparison of stamping condition for NG sample,
OK sample and NG sample after grinding
WHCHCR 1 RS 1 AR ks L)
NG 5 20 0 20 0

3000 3000 0 100
OK Ffh 2

FTEEIS I NG BESL 42 42 0 100

3000 2985 15 99.5
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