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ABSTRACT

In this paper, an assessment has been proceeded about component technology that stamping
car panel can be designed and manufactured efficiently. Also this study investigated
standard model of CAD/CAM system in production process of automobile dies. Recently,
motor companies are doing their best to increase productivity and to reduce production time.
So to develop user—friendly and effective standard model of CAD/CAM system is very
important. The obtained results will lead to the reductions in lead time and man-hour

required for the design and manufacture of the automobile dies.
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Fig.l A Schematic diagram showing the ma-
jor components used in the automated
visionbased strain measurement method.
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Fig.3 Flow chart of CAM system in auto-
mobile dies.
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