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Development of a Forging Type Rapid Prototyping System
-Hot Processing by using a Gas Burner-
Kanazawa University Ken HASEGAWA, Naoki ASAKAWA and Masato OKADA
Kanazawa Institute of Technology Keigo TAKASUGI, Nagaoka University of Technology Hidetake TANAKA
The study deals with forging type rapid prototyping system which automates metal hammering by use of an industrial robot.The
system automates metal hammering by hammering unit using generated tool path on the basis of CAD data of a product CAD.In
orther to improve formability of workpiece, processing temperature is granted as a important factor.Especially, A hot processing
often used for general press forming.Therefore, we made a hammering unit equipped with a gas burner for the hot processing.
In the report, basic specification of the device are tested and capability of it is discussed.
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Fig.1 Difference in formability due to a heating area
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Fig.5 Thermal image in chronological order
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