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ABSTRACT
In this study, a CAD/CAM system for axisymmetric deep drawing processes has been developed. An

approach to the system is based on the knowledge based system. Under the environment of CAD/CAM

software of Personal Designer, the system has been written in UPL. The geometries of intermediate and

final object in deep drawing process, including processes parameters are input for the CAD/CAM system.
The input data can be obtained from the results of Pro_Deep. The parts drawing of die sets for each

process is generated in tool design module of the CAD/CAM system. Also, the die assembly drawings can
be obtained. NC commands for machining of the part can be generated in the developed CAD/CAM

system.
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Fig.1 CAD/CAM/CAE system for deep drawing processes
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Table 1. Backing plate thickness for punch and die

blanking force (ton)[ Backing platz.a thickness for
punch and die(mm)
~ 25 ton | 10t
25 ton_ ~ 50 ton | 13¢
50 ton ~ 100 ton| 16t
100 ton ~ 200 ton| 19t
i 200 ton ~ 22t
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Fig.4 Sequence drawing for the deep drawing parts
of the “motor housing” - Industrial practice

Fig.5 Sequence drawing for the deep drawing parts
of the “motor housing” - Output of "Pro_Deep”
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Fig.6 Parts drawings for the blanking die

(a) lower holder (b) upper holder (¢) die

(d) stripper (e) backing plate (f) punch holder
(g) guide post (h) shank (i) punch

Fig.7 The construction of blanking die
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Fig.8 Parts drawings for the final deep drawing
(a) die holder (b) punch holder (c) plate, cushion pin
(d) die (e) blank holder (f) punch (g) rod, spring blot
(h) knockout bolt (i) cushion pin (j) shank
(k) plate, spring spporter (1) bolt stopper (m) knockout pad

Fig.9 The construction of final deep drawing die
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Fig.11 The generated tool path of die holder for final deep

drawing process



