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ABSTRACT

This paper describes a method and a system for automatic
generation of flanged cylinderical deep drawing process outlines,
A process outline is a sequence of operation leading from the
blank to the required finished part, The input is the dimension of
final product and the cutput is the effective process outline to
manufacture the product. That system is programmed by PROLOG
languge and is composed of facts and rules of manufacturing
knowledge hierarchically,
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FI1G.1 Dimension of Product
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TAB.1 Trimming Database
2UX2Y DF/D 2| #ie|
DF 1.5 0|3} 1.5 - 2.0 2.0 -2.5 2.5-3.0
25 1.6 1.4 1.5 1.0
50 2.5 2.0 1.8 1.6

100 3.5 3.0 2.5 2.2

150 4.3 3.6 3.0 2.5

200 5.0 4.2 3.5 2.7

250 5.5 4.6 3.8 2.8

300 6.0 5.0 4.0 3.0

23 IF% &£
(1) ¥A=29& dlole} wo] A(LDR)
TAB.2 Limit Drawing Ratio
( T/ Do) % 0,01

=%
284+ |1.5-2.0 1.0-1.5| 0.6-1.0(0.3-0.6 0.15-0.3 {0.08-0.15
1 step | 2.08 2.00 1.87 1.82 1.72 1.67
2 step | 1.37 1.33 1.32 1.28 1.26 1.25
3 step | 1.32 1.28 1.26 1.25 1.23 1,22
4 step | 1.28 1.25 23 .22 18
5 step | 1.25 1.22 1.18

(2) 3™

I'f DRF <= LDR1 Then 1 Step
LDR1 Then DRF = DR1*DR2, DR1=LDR1,
DR2=DRF / LDR1,

1f DRF >

IF DR2 <=

LDR2 Then 2 Step.
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FIG. 8 Details of Each Drawing Step (T
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FIG.9 Deep Drawing Process with Tapered Punch(T=1 mm)
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