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The objective of this industrial research project is to improve forming tool for seat headrest’s core
part. From initial studies, it was found that the height of burnish zone was under limit (1£0.1mm)
because of improper die design.' The tube material is carbon steel, STKM15A (JIS: G3445) of 2.3
mm thickness. This research is divided into 2 parts; first part is to improve the forming tool in order
to increase the quality of part. Finite element method (DEFORM 3D) was employed in this work to
simulate the forming behavior of seat headrest’s core part. The modification of forming tool has
been made according to simulation results. After improvement, the height of burnish zone is found
acceptable at 0.906mm. Second part is to compare time and cost between proposed method and
current method used in the factory. Cost estimated from proposed method is less by 1.68
percentages and production time consumed is less by 38.32 percentages than those of the current

method. Break even point is 4001 pieces.
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