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The Development of Micro NCT for Micro Blanking/Punching of Thin Plates

N. P. Hong, Y. S. Shin, K. H. Choi, B. H. Kim, I. B. Chang, and H. Y. Kim
(Div. of Mechanical Eng. and Mechatronics, KNU), S. I. Oh (School of Mech. and Arero. Eng., SNU)

ABSTRACT

In this paper, we developed the micro NCT system for punching the thin plates, which is driven by the

standalone type microprocessor. In order to adjust the alignment between the punch and die in-situ punching

procedures, the non-contact type laser sensor for measuring the burr and micro-driving system for punching die with
using the differential screw are developed. The height of burr in four directions in the punched hole of test specimen
are measured, and the measured data are transferred to the personal computer by RS232C serial communication

technology. In the personal computer, by using the graphic user interface type monitoring program and data handling

procedures which includes the filtering algorithms, the direction and length of movement of the die position is

decided and these data arc transferred back to the microprocessor. The microprocessor drives the micro positioning
stage based on these data. Even if this method is not a perfect solution for the in-situ alignment in micro punching,
but this alignment methodology is accomplished in the same stage just after the punching that we hope to solve the

alignment problem in the micro punching system based on this technology.
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