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A study on the design of a strip Lay-out for trimming tool of the automobile bonnet
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Abstract

Parametric modeling and configuration design methods are a important methods for rapid design in
manufacturing. This paper proposes a relation rules which parametrically models a bonnet trimming tool
based on Pro/Engineer. The concept of desogn is applied a trimming die of the bonnet outer panel
Trimming die have a many parameters. Each a parameter is related the die face and punch profile. A
design system consists of a Pro/Engineer, a Pro/Program.
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Fig. 1 Horizontal trimming standard
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Fig.2 Punch overlap
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Scrap Max length

Fig. 5 Maximum scrap size
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Fig. 9 Corner condition of trim steel
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Scrap drop direction

Fig. 10 Scrap drop direction
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