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Knowledge Based Design Support System for Complex Flanging Process Planning
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[ABSTRACT] In order to improve the aircraft sheet

metal forming process planning quality and efficiency

MBRFES]  Hhe

based on the knowledge reuse, the knowledge based flang-
ing process planning system and process knowledge ac-
quisition technology are developed. Based on the strained
condition of the flanging process, the flanging geometrical
characteristic represent method is built to establish the
design module, including 12 different combined models.
And then, the process knowledge acquisition technology is
constructed to abstract implicit knowledge form the data-
base, which is achieved from the experiments or the finite
element methods. The knowledge is used to construct the
knowledge base, in order to support the intelligent process
planning. After that, the knowledge based design support
system for the complex flanging process planning is de-
veloped. An example of flanging part is used to verify the
effectiveness and practicability of the system.
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Fig.1 Intelligent design framework for flanging process
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Fig.2 Combination flanging
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Fig.10 Simulation result of stretch flanging by DYNAFORM
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