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DNC Application of Progressive Die Production Process

Jong-Sun Lee, Chun-Ho Lee’, Young-Min Ha

Abstract

The object of this study is DNC application of progressive die production process. DNC systems
are consist of AutoCAD, CAM software and CNC milling machine. CAM software is purpose of
G-~code generation for CNC programming. Then CAM software and CNC milling machine are

connect to RS-232C cable.
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Fig. 1 Configuration of CAD/CAM/CNC system
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Fig. 2 Flow chart of CAD/CAM/CNC system
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Fig. 5 Front part drawing of die block
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Fig. 6 Die block layout
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Fig. 7 Data conversion modelling
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Fig. 8 Input data for CNC working of the die block
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Fig. 10 Transfer data box for CNC working of the
die block
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Table 1 Comparison of conventional method with

Fig. 9 NC data generated in postprocess module
for the die block
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