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mem HIRAEIEVIO|YE | Baosteel EVI Concept
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2M To be customers’ sincere and reliable partner in providing
automotive steel and their solutions to achieve win-win
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Customer Thinking——From customer, Serve customer, Achieve customer
Synergy Thinking——Same target, Net-working, One word

Enterprising Thinking——Professional, Sincere dedication, Beyond expectation

mmm HIRAE! XISXIZEEVI | Baosteel EVI for Automotive Sheets
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Baosteel could offer a variety of specialized services and technical support from concept design stage of auto body and components

to launching the products and quality control, including:

@ Material selecting in auto design and modification, Simultaneous Engineering in components development, Welding and Painting technical

support, and quality/cost control in production.

@ Optimization of steel application for auto structures in terms of cost and performance purposes.
@ Tooling design and pre- and post-production evaluation to ensure the best steel performance.

@ Recommendation of new materials and technologies to promote the competitiveness of automotive products.

s HIRAEIEVIE=H I{El | Cooperation Models of Baosteel EVI

HIRAEI2 XFSAE 024 Alte] &7 X1 EVI &= &8 SO0IM, M 71X &3 i8S 8y

©® BIWEVIE: BIW Xt g2is ZIdl. A 23| XA Z2ts}, s (WP 24, HIE2] 24, NVH), E& o, &K 0| &, 27t & ¢
ollAfe) M| @78 Hatstol, HloASle 2 X} A1 JHkel 2t eo] Mo Aofstl, ¢Eel Z2HE 2l g 7y o F
RHA+IZA K2 B! WA Bl 2, 2Rfet 7| Wele] PAIS 0l83t0f HUIA JI& XIS HBohD, AR} A 27 S U

e RES DiEEhICk

o REEVI ATE 22 DY, MR 4] BE, 2R MY 2 E0| thstol, MR A SHCIMRE Hofshn, siRAgle] AxHet
71% Afe] HIE OlZ5t0d, 2K Mel, P HHSL T2 MA M U OINA BAS S, RE0| M, 75 L 27} Yelolae A
A 27 BES e Fhic

© S¥ XEVI 58 & HElS 2. vio2dlo] Serst B0l cielo) S IY ol Hofsiol, 3H A ol 9l s

AHMS =tE o 24, BHH

|A'|-‘——'_E_



H2 A&l XIS ZHE

In longterm of EVI cooperation with automotive customers, Baosteel has established Three types of cooperation models:

@ BIW EVI: Establish the cooperation team. Baosteel fully involved and participated in the vehicle design process (bending stiffness, twisting
stiffness, NVH, crash performance, etc.). Auto sheet material selection and other aspects to ensure the lightweight vehicle or cost/material

utilization will be conducted.

@ PARTS EVI: Aimed at critical assembly parts and complex shaped parts, Baosteel uses its materials and technology advantages to

participate in material selection, structural design, process design and safety analysis to ensure the requirements of safety and cost.

@ DIE EVI: Provide free stamping die inspection and failure analysis to ensure the stability of mass production with the highest efficiency and

lowest cost.

e HIRAE ASAHIEEVIZME | Baosteel EVI Road Map
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Advanced Engineering
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Body Design Support
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Tooling Design Support
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Supply chain solution

m MY, SEN =T SA|
Simultaneous engineering
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Providing tryout materials &
supply chain support
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Cost & quallty control for die
design
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Painting quality analysis
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Welding process design

Suit optimization
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Production logistics and
equipment optimization
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Supply chain optimization
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Painting quality optimization

s 245 XIS XZE MIZE MAl | Perfect Product System of Automotive Sheets
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@ Experiences: Devoted in Auto Steel about 30 years ago, with a complete capability of R&D, manufactoring and application,

over 20 years experiences in HSS and over 15 years in AHSS

Products: The only domestic steel company with a great variety of products, including hot rolled and pickled sheets, cold
rolled sheets, hot dip galvanized sheets, galvanized sheets, electro-galvanized sheets

@ Ability: The ever first steel company in the world with the commercialization of all three Genenerations of AHSS products

Grade: Max CR 1700MPa, Gl & GA 1200MPa, EG 780MPa
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World Premiere
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Comprehensive Technical Solutions for Automotive Steel

it X SXHR AKX |0 |E{ HIO|A X|2!  Complete Database Support of Automotive Materials
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Continuously updating and improving properties database
of Baosteel automotive materials , support customers with a
range of full set of data from basic properties to performance of
application and service. According to the diverse requirement
of customers, Baosteel can provide performance indicators
with the original curve data, material data packets, CAE material
cards, and other forms of data.
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Basic Properties
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Automotive Material Database
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Application Performance
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Service Performance
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Mechanical properties Hole expansion ratio High strain rate data
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Strain stress curve Forming limit curve Fatigue properties
AAAMEN A 2l x| o4t 2|
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Steel Grade Thickness Yield Strength Tensile Strength Elongation n r T Ty
(mm) (MPa) (MPa) %
HC340/590DP 1.2 365 641 26 0.17 0.93 0.89 0.99
HC420/780DP 14 494 849 17 0.13 0.71 0.93 0.79
HC550/980DP 14 740 1051 12 0.09 0.71 0.91 0.80
HC820/1180DP 1.2 866 1192 8 - - - -
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High Strain Rate Data
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HIRAE 4K 2[o|22{2|7HMaterial library) Auto-
Form R80l| S&t=A&H

Embedded in AutoForm R8, or visit iBaosteel website and
mini app for WeChat.

ibaosteel for WeChat

ibaosteel

O 5 HFRAEl XIS X}ZE BAOSTEEL AUTOMOTIVE SHEETS Early Vendor Involvement



HERAEl RS &t 25t

Cold-Forming Technology Support

1. Full Process CAE Analysis

OP10 Drawing @—T OP20 TR ©—T OP30 FL+RST @—T

=

OP40 CPHCRST @—T Formablllty Thlnnlng

2. AMTBIONE, ATRIBEYRY, BE 25 2| MZ

Stamping Defect Prediction, Stamping Quality Analysis of the Panel, offing the Optimization Suggestion

Formability @—T Impact line & Slip line @—T Oil stone simulation @—T
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3.8 E e, & 0IBF MxL, WAHRAIL AL
Part Optimization to Increase the Utilization, and Decrease the Cost

® 1.66kg, 65.3%

0.943kg, 42.2% ©—\L 1.34kg, 44.8% @—\L

3.72kg, 59.7%

5.612kg, 42.7%

Before: Weight: 8.3kg, Utilization: 48.1% After: Weight: 6.72kg, Utilization: 58%

MZIEUI|E= Advanced Forming Technology

1.810|=E2 E2  Hydroforming

slojle2 = J|&2 ek et 7= &8N =3 MEE  Providing complete technical solutions for hydroforming

Tl @ Hydroforming material development and tube assessment standard
@ Technical support of part design and optimization

@ Process design and formability analysis

@ Die design and prototype parts supply

e AR M .y UL EHEHME 35 E7|EA s 3TEM 4
Original stamping design Spacial axis and cross section Concept model co-design Refinement model co-design
design
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Qg 55 =d gl oflg] A&l ; stol=2 Za
Original tube Tube bending Preforming Hydroforming

=8 o 4 28 7z A s L ME N

Die face design Die structure design Die development Prototype development

=22 ME 13% ZetsiU20 H|S2 HIxstn] 452 ZFE0| ot H222 482 W 5to|
ME =3 JHe AE

o —
T Wi
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Press and Welding Tube Hydroforming
FE HE 6 2+1

Parts number

= 7

0,
Total weight 12.2kg 10.54( |13.6%)
PN E=2= e )
Material utilization 60%-70% 90%( /' 20%)
Zl2 mx| =HoAM2l = 23 S86MPa Somea| 22%)

Max stress of Deep
Pit condition

JIEIII 2 S8 Other Application Cases

A

A Pillar

Torsion Beam DP980, 1.8mm
BR1500HS, 3.5mm

Rear Subframe Cross Beam Front Subframe
QStE340TM, 2.7mm S315MC, 2.5mm

Rear Subframe Stringer Beam
QStE340TM, 2.5mm
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2. SHAEBHE A1 Hot Stamping
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©® VRB 3t Agido] Chst EEH 7|& &8 17 (K| ME s3HE |

@ Ability to provide comprehensive package of technical solutions for traditional hot stamping

@ Ability to provide package of technical solutions for green hot stamping (low cost, low energy consumption and rapid cycle time)

@ Ability to provide comprehensive technical solutions for patch hot stamping

@ Ability to provide comprehensive technical solutions for VRB hot stamping

MEXM SHABZI J|E  Traditional Hot Stamping

2= M| =2 EEIQ] JHHollM M4 2= e - MA| From the collaborative design, model prototype to produc-

FMs}, M CHA| 2ESH S N A7} F[AS A, tion tooling development, optimization of process design, the
whole process achieves localization with the maximum reduc-
tion of development costs.

S M Z2EER 29 HA 28 Tpe By M| s}

Collaborative design

Model prototype

Production tooling development

Green Hot Stamping

Optimization of process design

Green means new low temperature steel, high wear resistance
L high conductivity steel for tooling, optimization design for

A8 N2 lEZEHD Uoles 1 9XE FER 2
NM+FE, TRMA S HNsP d2H+
AHE 2E edge W7+ Het= oz g2, Avt Y
A, M &E A D,

ARl % AYE BI AY AR B, £E AHT AT
2 6% W2 Hof 7hssto], 44 S5 9 3Y Y &

2ol M HA = FFol| =E

=

[ T&% ] | E—
M7t el M2

Low temperature Low temperature
steel heating

09 HtAE ASAZHE

tooling and process, lightweight gripper and edge cutting.
Actually in B pillar development, the hold time is controlled
within 6 seconds and the production cycle and the life of the
tooling are to achieve the industry leading level.

d2kst a2y
Lightweight
gripper

M2 otd 18 28 4 38 £ olX| H7F Het
ol ZEajag]

= = E—d

Edge cutting and

blasting

Special tooling and process for
low temperature heating

BAOSTEEL AUTOMOTIVE SHEETS Early Vendor Involvement
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MZEISEARME J|= - X| SFABHE  Advanced Hot Stamping: Patch Hot Stamping

TfR|E A F| S} afxE S A =Xt mfx|E oF AR ZE M| A5}

Design and optimization of part Design and optimization of toolings Design and optimization of process

MZI S AERT 7% - VRB Il SEAEBHE  Advanced Hot Stamping: Hot Stamping with VRB Panel

VRB & AgiE M7 {xaf VRB & ABT B 4| 25t VRB & At 29 Tl

Design and optimization of part Design and optimization of process Prototype development

3.EXEY RollForming

Z A ZH(Ultra High Strength Steel) 2 A3 2k UHSS roll forming
= X|9) 2l 2 ot

=7 o @ AHSS characteristic evaluation and recommendation for roll formed parts
0 MZETHEZ(Advanced High Strength Steel)

2 MY EN Ty} X

4 @ Technical support of profile design and optimization
=

(hl)

® Synchronized development of roll forming process and prototype

o EE ALY &8 XA

o = =0 W U AR A WY

Al Case

D ’ D

Pz 2%} 3D 2 9 Hety
Structure optimization 3D Model and section
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HE ds CAE 24 % AlE2{o|M =28 S8 dA 2 = i
CAE for product performance Roll forming fower

2 29 3y 83 24 £ 79 BiFe| CAE 24
Deformation simulation CAE for deformation

JIEIAE| X S8  Other Application Case

HX H1 B Shape Bumper
HC820/1180DP 1.4mm

/l 1 HFRQAEl XS AIZHE BAOSTEEL AUTOMOTIVE SHEETS Early Vendor Involvement
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0 3 E g MAP|-g-& 2= HE & AlEelo|d B @® Magnetic-Thermo-dynamic coupling simulation for HRB process
0 I EHITUMNY FEo 4 ZF dE Y zAs| @ Prediction and improvement of defects

o TI 7iEM Y FH MA @ Design of Induction heating and forming tools

0 I E HITMY FEo| AF MMSLSH 7= X @ Technical support for prototype trial production

o 3t = HiE FEo| ALZ =70 thst &= Ms Al "ot @ Performance test under real working condition

Al  Case

BXly gt £ tllel ==E QlulE |l HRB Bumper (B Section)

XAl BAFY tHH CiAlel, 254 S

Classic B section design to improve bending performance

/ MEZ Hol 2F AtgE EFAPIE 71 =8 &
Variable curvature design to meet the requirements of
new regulations

BXI& &t £ gl ==2E omE Hl
B Section HRB Bumper B1500HS 1.5mm

® E+ 7% st 24, chH 2z >1500MPa ® Strength over 1500MPa due to special heating method

o et =g Ly e £ ® Good bending resistance characteristics

® M=Z2 &= =7 SORBE #I&t #Hi ZHEo| FE QT Al @ Variable bending radius to meet styling requirements under
ag EXAPI7| 9istvlel 28 wg SORB crash test
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Al  Case

H1H HSection Bumper

My
=
n
Kl
rh
|m
DII

Zs 24, B 45 >1500MPa @ Strength over 1500MPa due to special heating method

® Good bending and torsion prop.

® No wrinkling after bending

Al Case

A A3 24 & M2 Analysis and design

|
& L
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s

&

B

N\

NN
| NN
S\
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70
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2
2

Py

b
b
e
b
b
b
1
i
b e ooo?

40 A
60

ANKARRARALHS i

A mo|= o Zgl oty 24 T 71 Exlef HAl
Design of induction

heating device

A REIE 2 2 w4
Bending process analysis for

Thermo analysis for
induction heating special-shaped tubes
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5.2 AEHE  Roll-stamping

0 IZE ZX| E MY EM ™y L =X @ HSS properties evuluation and recommendation for roll-stamping parts
0 1T X E MY B = M7 @ UHSS Roll-Stamping Parts Collaborative Design

o =43 HE T ML U Aol 2N ® Process Design and FEA

® = clo| MA T xXF} @ Die design and Optimization

0 = MY HZ Mz AIY HE @ Prototype Trial

ARl Case

7HH ot 220| E8 Mol thet FEA AlE2fo|d &4
Roll-Stamping FEA of Variable cross-section parts

of2o| 7l Hlo] MAHoz B 4¥ Az ol 24

Roll-stamping FEA of whole super long longitudinal beam

Ol2e| ZI &l MMM =2 E MY o] £ A8 UHSS ME
i Roll-Stamping UHSS samples

Die design of roll-stamping whole super
long longitudinal beam
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6.2EIEYU  Spin Forming

o Auld £4 &t @ Evaluation on material spinning formability
o SH N Y MEM 2N @ Process design and formability FEA

ARl Case

HEX ¢ HlFa| Zekst vt ok 2 EiFa| B
Traditional steel wheel rim section Light-weight steel wheel rim section

8, Mises
SNEG, (fraction = -1.0)
(Avg: 100%)

+1.192e+01
+1.994e-01

2 22 9 7|2 FEA 24 Y Ys 2x
Stress and fatigue FEA simulation of Stress distribution of rim
steel wheel

2l 22018 e & =2 TR = 2y M = =2
Spinning Flaring 1+t roll-forming 2" roll-forming 3" roll-forming

3 Axly 2 T N2 ZY Fd A Amle £ B WOX ZYS ALY E ME MSA5E)
Rim spinning die New roll-forming die design ~ Rim bandage after Light-weight steel wheel Performance evaluation
development spinning sample with real test

/l 5 HFRAEl XIS X}ZE BAOSTEEL AUTOMOTIVE SHEETS Early Vendor Involvement
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7VRB7|& Variable-Thickness Rolled Blank

VRB 7= GYollM, 7H MA|, S MA|, 37 MA|, S& In the field of VRB technology, Baosteel could provide various
7|l X9l S ciekst 712 X2l 9l VRBY|& 2201l z+ technical support including concept design, process design,

= o5 tooling design, and on-site service.prototype

750
650
THEAA § 600
. < L
Concept design % 550
o L
‘é’ 500
£
- 450
olo
®l 400
350
300 1 1 1 1 1 1 1 1 1 1
0.0 0.2 0.4 0.6 0.8 1.0
ZIHE True Strain
CAEEA Mz7l=
CAE analysis Materials technology

=28 7= =23y =&t

Tooling technology Quality track Quality evaluation

A = A5 4 QMR s WSS Body structure optimization and vehicle performance evaluation
M|/z|=E) Hnds
Design/Optimization Evaluation/Verification
niZie B Sensitivity analysis LY Adx|Lofd B4 Stiffness analysis 2R

Vehicle
Met Ms HA Joint analysis LT dlx|Lofdl &4 Strength analysis
S 248 2Hg} Gauge optimization C-NCAP H &4 C-NCAP regulations analysis AlAE
UM 1x 22E Frame structure modeling C-IAS A &4 C-IASI regulations analysis ~ System
Chod & Hs) M| Section optimization IIHS x| 24 IHS regulations analysis

=1

EZ2X|(Topology) X3} Topology optimization  7{m| o{dlEE| 24 Closure analysis /_\:;embly
2ZE 4z 24 Load path analysis AE OjdE2| 4 Seat analysis
77 MA Ho|ef#|o]A - Structure database HiE{2] = ofMlE2| £M Battery pack analysis

Parts ‘ ' 4
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Al Case

Sensitivity

E More

L Les

No result

Thickness Change
I  Up-Gauge
No change

Down-Gauge

BT 30| E AZ Hlo|Ef#|o| Aol S Bz 241 2X5LE J|8te 2 viC| 3l0|E HMES 22 10kg A&
10kg light-weight in BiW through material gauge sensitivity optimization based on AutoSteel Database

Displacement(Z)
Analysis systom

Contour it Subcase 3 (stiff) : Static Analysis Contour Plot ﬂﬁl'bﬁaax?e 2 (stress) : Static Analysis
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10.3kg light-weight in Battery Pack with performance in key load cases validated
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M 2=0f CHs S8 sHZASOE Different Solutions for Typical Component
et e 2 elut gl gdalojaid glgdeloj 2 Zuld B ot Hyussord "7t
Design 2R/ 2R/ FH 2R/ A 2R/ A Weight Cost Front Impact Design
Plan Rail Inner Panel Rail Outer Panel Rail Rear Panel Rail Rear Panel Reduction Comparing Evaluation
Material/Thickness Material/Thickness Material/Thickness Reinforcer
Material/Thickness
el HC340LA HC340LA HC340/590DP HC340/590DP - - 1.8 2.8
0"9'“' 1.8mm 2.3mm 2.3mm 2.0mm
design
HSS HC340LA HC340LA HC420/780DP HC420/780DP -3.2% +3.27% * %k ok k ok PSE=ESESE
1.8mm 23mm 1.8mm 2.0mm Performance
best.
UHSS HC340/590DP HC340/590DP 1180DP 1180DP -13.3% -11.32% * %k ok k Aats)
1.6mm 1.6mm 1.8mm 1.5mm Lightweight
best
TWB(a) HC340/590DP, 1.6mm HC340/590DP, 1.6mm HC420/780DP HC420/780DP -9.6% -18.26% * %k %k k X7 =K
" a 965D SRR Lowest cost
HC420/780DP, 1.8mm HC420/780DP, 1.6mm
TWB(b) HC340/590DP, 1.6mm  HC340/590DP, 1.4mm  HC420/780 DP HC420/780DP -7.8% -8.46% Kk kK %ﬁ@ s8¢
&5
+ + 1.8mm 2.0mm 2 ﬁ.g}
Optimal
HC340/590DP, 1.8mm HC340/590DP, 1.8mm synthesis
VRB HC420LA HC420LA, 1.4mm HC420LA HC420LA -6.4% +0.13% %k %k ok k
1.6mm + 2.0mm 2.3mm

/l 7 HtRAEl XS ALY

T

HC420LA, 1.6mm
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HMEBZ0](@assembly) CHSH C}2Fst SHZ HOF  Different Solutions for Typical Component

A2 s
Vehicle performance

120

H7 BIW &5
Cost BIW performance

— HSS
— UHSS
TWB(a)
—— TWB(b)
— VRB
s Mz 7Hss
Weight Formability

Rail Inter Panel Rear-TWB

Rail Inner Panel
HC340LA, 1.6mm

Rail Rear Panel Reinforcer
HC340/590DP, 2.3mm

Rail Inter Panel Front-TWB
HC340/590DP, 1.6mm

Rail Outer Panel
HC340LA, 1.8mm

rdo

A7| ghot

=

XXl |2 = A1 sHZ ot

= 2 Original design plan

Rail Rear Panel
HC340/590DP, 2.0mm

Hi= 7{2A"  Method of Double Length and Image

BiE =4 sllojotr WHe

FE0| thall 2o|MBH IS FH 2K 128 H A

HIE 3 THE

HC340/590DP, 1.8mm

Rail Rear Panel Reinforcer
HC420/780DP, 2.0mm

Rail Outer Panel Front-TWB
HC340/590DP, 1.4mm

Rail Outer Panel Rear-TWB
HC340/590DP, 1.8mm

Rail Rear Panel
HC420/780DP, 1.8mm

The Solution of Improving Material Utilization Rate

Optimal synthesis plan

In the small size of TWB parts, using the layout method of dou-
ble-length and image, from the laser welding processing to the
blanking, opening up the process of high efficiency and low

cost.

To solve the laser welding manufacturing, improve the mate-
rial utilization rate of 24.39% and canimprove the efficency of

blanking 30%.
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HC340/590DPD+Z
T=1.4mm

TOMOTIVE
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HiE + 7{S &g Hi
The layout method of

HC420/780DPD+Z .
double-length and image

T=1.8mm 160

210

100

SiIZJ|EX|K]  On-site Technical Support
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Solution of Stamping or Forming Problem

/l 9 Ht A ASAHZHE

M= 22 Material Factors
=
= S
Thickness
" EEE
Standard width
= gEsT
Yield strength
olazte
Tensile strength
SHE ofA|
=0
Yield elongation
ZolAg
Total elongation
" nat
n value
"k
r value
9 e
Surface morphology

n2u-2F 4l g =

Oil---variety and amount =

n2g -
Coating

n

n

AR I QA Stamping Process Factors
= x|

Punch guide
A FHEE U BYE

Punch and bed flatness and parallelism
LR e
Punch loading curve
O}RE| AlO|ERE-431{A U EEFBHF
Outer slide(binder)load - four corners and total BHF
m 0| AO|ERE - 43 14A 9 EEFBHF

Inner slide(punch)load - four corners and total BHF
m M 5loE
Shut hight
2Mot2
Cushion pressure
o Y o
Reverse equilibrium pressure
oY LT
Press stiffness
o 8
Press type
SES

.-IT .
Lubrication

NETH

Forming Process

yYEY
Forming
Quality

ERER

Blank shape

g 1A 2=

Feeding position

s|M=2x L= ZejEY
Rotating bending or flattening
THEA2| el

" RERE
nFERE

= 7|57l

Edge state T % ”
Mz Cllmailc condition
Prebending n AET 9N
HEX £8 o 2a Stopper washer

Detergent type and amount

BAOSTEEL AUTOMOTIVE SHEETS Early Vendor Involvement

Tools temperature

318134181518,

In the field of automotive sheet stamping and forming, with
comprehensive use of material technologies, the whole process
of stamping simulation technologies, tooling and process tech-

nologies related a large number of on-site technical supports
can be provided to help customers to solve quality problems.

SZERA Tools Factors
S X
Blank position in the tools
m Uiot=y ZhEto| S&t
Wear plate tolerance
" 2y =
Tool centring
= S@einl- x5/ oloju s
Tool polishing - roughness / polishing direction
" X AN E
Tool material and stiffness
HEHAME|-FE/HO/EE
Surface treatment - type / depth / hardness
m E2 24| = (Drawbeads)- 9/ x|/ 73/ Zlol/ x|
Drawbeads - location / type / depth / size
= ZalahA
Al tool fillet radius
L= el ]
Die clearance
m AF2%|
Tool scratches
u 7| SeEl
Porosity status

ASEZ Q4 Interactive Factors

Material temperature
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H0{& Before Control

12HE

High cost of joining

X 228 &

High energy consumption Fit-up &

LR

Operation

SHULE| HES F

High fluctuation of joint strength
M3zl
Electrode

Management

SRR

Low electrode endurance

a2 g e

More defects

defst e 2y

Poor working environment
=% E™o| 4

Influence coating quality

Al

Case

<«
Before

2 KA
oHE=

SHEZof tht

Influence of welding schedule on welding quality

Aol g

2%

I
=

Al
=2

Welding
Quality

HIRAE! XIS X

In the field of automotive sheet jointing, based on the under-
standing of jointability, Baosteel has ability to support custom-
ers for jointing solution, including joint schedule design and
optimization, joint performance improvement, joint defect
control and prevention.

H0i= After Control

SIS
Low cost of joining

TS

AHXL2E XS

Shee.t Low energy consumption
Properties
SLEo HE A

Low fluctuation of joint strength
8U3H
Weld
Schedule

PR SE

High electrode endurance

e =g
Less defects
Y 4y|
Equipment

. ror =
4 3tel B

Good working environment

= EFof bl

Without coating quality influence
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Influence of fit-up & operation on welding quality
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EXJ|& Painting Technology

ASA T2 712 dollM, =& 22k =|Hs) bR} F4 In the field of automobile coating technology, we are focusing
gX| L Al AKX 22 J|= odTol| EEsto], Tzl A F on the technology of painting appearance optimization, ve-
oA TR Moo| HZME U e 22 Do #Z o hicle anti corrosion optimization and new material application.
S M=z We can provide the best painting performance steel materials
S S and system solution for painting application of steel materials.
EZ QB EAS — 2C1IB SH2=Z AfA| EH AX|e| | Painting appearance——Selection and optimization of outer
s} gl M E&F @|ak ZZE! o] covering parts of the body and full coating appearance quality
control for 2C1B process

RIA| S A K] Z B3} — AbA| HIC|S FA] X AR M Vehicle anticorrosion— Optimize steel material for car body
2| M5} Al Xf| BA gEX| 514 dhot anticorrosion and provide corrosion protection solution
UL S8 — XAS HZ AR U u|™E A% =8 AL New materials—— Technical solution for the application new
2 7= offZd glot type material for car body

2lo|M  Simulation of actual deformation of parts ot EFo| E=F A|AHEIMY 9l XXt X[
|€2flo]44  Simulation of painting pretreatment Support paintings system selection and optimization
AlZ20|M Simulation of painting electrophoresis I = 2N Ao WA X EH EE X XHSE X
Profile test (Ra. Pco W. LW. SW) Guide material appearance contour optimization

=
e
—
sl
=
=
It

Ay =28 daol Cfst i AlE2olM SHUE
Fast simulation platform for profile transfer

l

Lab&lE 7|= E& AlEailolM
Laboratory process characteristic simulation

o

E;g__g_g %6(‘34 Lab —*—'E‘ = ﬁtg XI_?;J

Painting Process Type Paint selection support

Lab &% 7% &1} 59 P
Laboratory verification

=EHEE A
® Painting Appearance
Optimization

el JMof 71=
Rolling control technology

(LW/SW)

tolEe] BAXE 7|&
Roller texturing technology

=z Me etst o| & oA
Profile transfer attenuation theory
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BAOSHAN IRON & STEEL CO., LTD.
http://www.baosteel.com

Auto Steel Sheets Sales Department Baosteel Service Hot-line iBaosteel

ADD: No.151, Mohe Road, Baoshan District, 400-820-8590 http://www.ibaosteel.com
Shanghai 201900, China

TEL: 021-26645361

FAX: 021-26641851

Domestic Marketing System

SHANGHAI BAOSTEEL STEEL GUANGZHOU BAOSTEEL SOUTHERN BEIJING BAOSTEEL NORTHERN
PRODUCTS TRADING CO., LTD. TRADING CO., LTD. TRADING CO., LTD.

TEL: 021-50509696 TEL: 020-32219999 TEL: 010-56512000

FAX: 021-68404618 FAX: 020-32219555 FAX: 010-56512199--6703

CHENGDU BAOSTEEL WESTERN WUHAN BAOSTEEL CENTRAL CHINA SHENYANG BAOSTEEL

TRADING CO., LTD. TRADING CO., LTD. NORTH-EASTERN TRADING CO., LTD.
TEL: 028-85335388 TEL: 027-84298800 TEL: 024-31391158

FAX: 028-85335680 FAX: 027-84298224 FAX: 024-31391160

Northeast Asia and Oceania Region

HOWA TRADING CO., LTD. SEOUL OFFICE BAO AUSTRALIA PTY LTD. MELBOURNE OFFICE BGM CO., LTD KAOHSIUNG OFFICE
TEL: 0081-3-32379121 TEL: 0082-2-5080893 TEL: 0061-8-94810535 TEL: 03-96636830  TEL: 0082-70-4225910  TEL: 00886-7-3356606
FAX: 0081-3-32379123 FAX: 0082-2-5080891 FAX: 0061-8-94810536 FAX: 03-96636835  FAX:0082-31-3514558 FAX: 00886-7-3356609

South East Asia and South Asia Region

BAOSTEEL SINGAPORE PTE LTD. BAOSTEEL INDIA COMPANY PRIVATE LTD. THAILAND OFFICE
TEL: 0065-63336818 TEL: 0091-22-30071700 TEL: 0066-2-6368485
FAX: 0065-63336819 FAX: 0091-22-30071777 FAX: 0066-2-2348989
PT. BAOSTEEL INDONESIA STEEL SERVICE CENTER VIETNAM HANOI REPRESENTATIVE OFFICE. VIETNAM OFFICE

TEL: 0062 21 3040 8580 TEL: 0084 988615099 TEL: 0084-8-9100126
FAX: 0062 21 3040 8577 FAX: 0084-8-9100124

America Region

BAOSTEEL AMERICAINC. LOS ANGELES OFFICE CANADA OFFICE MEXICO OFFICE BAOSTEEL DO BRAZILLTDA. CALGARY OFFICE
TEL: 001-201-3073355 TEL: 001-949-7526789  TEL: 001-905-7315885 TEL: 0052-55-91711788 TEL: 0055-11-26678869 TEL: 001-403-4521908
FAX: 001-201-3073358 FAX: 001-949-7521234 FAX: 0052-55-91711787 0055-11-26678879 FAX: 001-403-4521428

Europe, Africa & Middle East Region

BAOSTEEL EUROPE GMBH BAOSTEEL ESPANA, S.L. BAOSTEEL MIDDLE EAST FZE

TEL: 0049-40-41994156 TEL: 0034-93-4119325 TEL: 00971-4-8840458

FAX: 0049-40-41994130 FAX: 0034-93-4119330 FAX: 00971-4-8840485

BAOSTEEL ITALIA DISTRIBUTION CENTER SPA  BAOSTEEL EUROPE GMBH TURKEY LIAISON OFFICE  BAOSTEEL EUROPE GMBH REPRESENTATIVE OFFICE IN RUSSIA
TEL: 0039-010-5308872 TEL: 0090 212 344 00 67 TEL: 007 (499) 2585602

FAX: 0039-010-5308874 FAX: 0090 212 344 00 68 FAX: 007 (499) 2585602

WISCO INTERNATIONAL TAILORED BLANKS GMBH ~ WISCO TAILORED BLANKS GMBH WUGANG TAILORED BLANKS SVERIGE AB
TEL: 0049 203 60017509 TEL: 0049 203 60017203 TEL: 0046 454 574770

FAX: 0049 203 60017511 FAX: 0049 20360017917 FAX: 0046 454 574740

WISCO TAILORED BLANKS S.R.L. WISCO TAILORED BLANKS GELIK SANAYIVE TICARET LIMITED STI

TEL: 0039 011 9841801 TEL: 0090 224 2421233

FAX: 0039 011 9841802 FAX: 0090 224 2424234
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