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Abstract

Application of hot stamping method is expanding as a method of forming high strength parts
suitable for weight saving of automotive parts. At present, hot stamped parts using steel strength
of 1500 MPa are general, and developments of stronger and highly functional parts are desired.
Since A decline of the productivity by heating and cooling process is also a problem in hot stamping,
interests in technique for high productivity adopted to complicated thermal process are rising.
Therefore, experimental results of hot stamping by partial heated tool as one of the tailored property
methods and of hot stamping with direct water quench system for high productivity by short quench
time are presented. Furthermore, an example of phase transformation CAE method developed for
design and estimation of high-performance automotive parts is referred.
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Simulation model for tailored property HS
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