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Table 1 Parts of practical model
ZFR o FE I JEEE +/mm
R 1 20 {RIR A #4542 16MnDR 16
T 1 20 {5 #5H% 16MnDR 16
R 2 20 {KHR 25 #5342 16MnDR 16
P 2 20 {KHRZ5 #5 4% 16MnDR 16,30
ksl 6 20 {KHR 25 #5H2 16MnDR 10
Fab R itk 8 20 Ik A5 #4542 16MnDR 10,12
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Fig. 1 FE model of body bolster BMUJERE ¢, 10 ~12 mm, 5630 6 2978 1 ~2 mm, 3§
FFATE a 2920 45° ~50°.
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Fig. 3 Weld joint of body bolster
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Fig. 4 Welding lines and constraints of welding simulation
2 HRRBREBETRE without considering welding sequence for body bol-
Fig. 2 Assembly process of body bolster ster
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Fig. 5 Simulated results of welding distortion in body bol-
ster
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Table 2  Simulated results of welding distortion in body

bolster considering welding sequence
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U,./mm U,/ mm U,,/mm ¥/mm

14 — — — —
2 0.53 — — 0.33
F3 N 0.46 — 0.21 1.98
944 0.33 0. 840 0.30 0.34
ES 4 3.06 3.740 2.40 0.70
$o 4 1.25 1.570 0.69 0.31

578 0.10 0.093 0.16 0
Bt 5.73 6.240 3.76 3.66
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Table 3 Comparison of simulated results by two methods
with measured results
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ik IR Jrla AR B T AR Sz
U, /mm U, /mm Upsom
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[F]) Ao AR DA 4.11 8.15 3.40 2.27
S 6.25 6.94 4.00 4.57
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Fig. 6 Influence of different simulated methods on shrink-
age of column cover
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