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Development of Servo Controlled Linear Hammering System applied for Automated Metal Hammering

Nagaoka university of technology Yuta KONDO, Hidetake TANAKA and Kanazawa university Naoki ASAKAWA

This study deals with a development of servo controlled linear hammering system for automated metal
hammering base on CAD data. In the past studies, the developed mechanical hammering unit could not control
hammering speed and it caused forming errors. In study, linear servo hammering unit was developed and
experiment forming by using of aluminum board of 0.5[mm] in thickness, has been carried out. From the
experiment, it is demonstration that hammering speed control can improve the formability of metal

hammering.
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Fig.1 Configuration of the system
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Fig.2 Linear servo hammering machine
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Fig.3 Linear servo hammering unit
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Fig.4 Difference of hammered workpiece shape between

two path modes
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Fig.5 Workpieces after hammering
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Fig.6 Distance of workpiece shape between two
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