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A Process Planning System for Machining of Dies for Auto-Body Production

Dongmok Sheen”, Chang Ho Lee", Kiwoo Lee”

ABSTRACT

This paper presents a variant type process planning system for machining of dies for auto-body production.

Through

the analysis of dies and their manufacturing processes, the authors categorized the press dies into 15 groups according to

the similarity of machining features. After critically reviewing current manufacturing procedures, a standard process

plan was defined for each group. The authors present MP3D the process planning system built on the standard process
plan database, and show how they apply it at the die manufacturing plant of an automobile company. MP3D is

expected to reduce major losses in machining such as reworking caused by mistakenly uncut features and eventually to

help to accumulate the knowledge of operators.
progress of manufacturing of dies.

The operation sheet MP3D produces is also used in monitoring the
This paper explains the whole development cycle of a process planning system

from process analysis to application so that it can help readers to develop and apply a process planning system to their

machine shops.
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