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A Study on Tool Design of Deep Drawing Using
Personal Computer

Jae-Chan Choi*, Byung-Min Kim*, Man-Jo Huh**, Seong- Weon Kim***

Abstract

This paper describes a computer aided tool design system of deep drawing of cylindrical cups
with or without flange by press. An approach to system is based on knowledge based system.

The computer program has written in basic language with personal computer Knowfédges
for tool design are formulated from the plasticity theory, handbooks, experimental results and
empirical knowhow of the field experts.

The carabilities of developed system include 1) the selection of tool structure(with or without
blank holder, single or double action, lift up or draw off type), 2)the design of tool
elements (punch/holder, die/holder etc.) for the previous selected tool structure by the process
planning output and the production quantity.

The final output is generated in graphics form for design sheet.
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Fig.15 Hard copy of bill of material(redrawing)
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