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Development of Progressive Die CAD/CAM System
for Manufacturing Lead Frame, Semiconductor

J.C. Choi*, B.M. Kim*, C. Kim*, J.LH. Kim*x, C.B. Kim*x*,

ABSTRACT

This paper describes a rescarch work of developing computer-aided design of lead frame, semiconductor,
with blanking operation which is very precise for progressive working. Approach to the system is based on
the knowledge-based rules. Knowledge for the system is formulated from plasticity theories, experimental
results and the empirical knowledge of field experts. This system has been written in AutoLISP on the
AutoCAD using a personal computer and in I-DEAS Drafting Programming Language on the I-DEAS Master
Series Drafting with Workstation, HP9000/715(64) and tool kit on the ESPRIT. Transference of data among
AutoCAD, 1-DEAS Master Series Drafting, and ESPRIT is accomplished by DXF(drawing exchange format)
and IGES(initial graphics exchange spccification) methods. This system is composed of six modules, which
are input and shape treatment, production feasibility check, strip-layout, die-layout, modelling, and post-
processor modules. The system can design process planning and Die design considering several factors and
generate NC data automatically according to drawings of die-layout module. As forming process of high
precision product and die design system using 2-D geometry recognition are integrated with technology of
process planning, die design, and CAE analysis, standardization of die part in die design and process
planning of high pression product for semiconductor lead frame is possible to set. Results carried out in each

module will provide efficiencies to the designer and the manufacturer of lead frame, semiconductor.
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