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An Automated Process Planning System for Blanking of Sta-
tor and Rotor Parts and Irregularly-Shaped Sheet Metal Products

J.C. Choi*, B.M. Kim*,C. Kim** and J.H. Kim"*

ABSTRACT

This paper describes some research works of computer-aided design of blanking and piercing for stator
and rotor parts and irregularly shaped sheet metal by press. An approach to the system is based on knowl-
edge based rules. The process planning system by considering a blank layout for nesting of irregularly
shaped sheet metal and an improved strip layout for stator and rotor parts and irregularly shaped sheet
metal is implemented. Using this system, design parameters(utilization ratio, slitting width, pitch, working
order, die blank shapes) are determined and output is generated in graphic forms. Knowledges for blank
layout and strip layout are extracted from the plasticity theories, handbooks, relevant references and
empirical know-hows of experts in blanking companies. The implemented system provides powerful capabil-
ities for process planning of stator and rotor parts and irregularly shaped sheet metal.

Key Words: blank layout(Z#3 #le]o}2), strip layout(ZEW #lo]ol%), utilization ratio(AE °]&8),
working order (A1), die blank shapes(tho] %2 84)
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Fig. 3 Detailed drawing of a sample blank

a) Rotor b} Stator

Workpiece materiol : Silicon steel
Workpiece thickness : 0.5 mm
Heat treatment condition : cold rolted

Fig. 4 Drawing of stator and rotor blank
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Fig. 5 Definition of bridge width, slitting width and pitch in
a strip layout
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