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Development of a Forging Type Rapid Protityping System
-Automation of a Metal Hammering Working-
Kanazawa university Shinichi YONEZAWA, Naoki ASAKAWA and Masatoshi HIRAO
Nagaoka University of Technology Hidetake TANAKA

This study proposes an automation of metal hammering system on the basis of CAD data and atrial development of
aforging type rapid prototyping system. In this article, development of a CAM system for metal hammering is reported.
A CAM having feed-back function considering tool posture by use of range finder is developed to improve a depth error
and a shape error at corner part. From the experimental result, the system is found to have an ability to decrease the

shape error by tool posture optimization.
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Fig.1 Configuration of the system
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(a) State before process (b) Statein process

Fig.2 Metal hammering working process
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Fig.3 Posture of hammer when vertical wall isformed
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0 (a) Defined shape
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(b) Shapeinprocess (c) Measured shape
Fig.4 Method of re-processing path generation
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Fig.5 Types of procedure to form vertical wall
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Fig.6 Defined shape Fig.7 Workpiece shape after hammer-
ing without compensation
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Fig.8 Workpiece shape after hammering with depth compensation
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Fig.9 Tool path with vertical wall compensation

Fig. 10 Hammered workpiece Fig. 11 Hammered workpiece
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