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Development of a Forging Type Rapid Prototyping System
-Formability Improvement by Hot Processing-
Kanazawa University Mami JONO, Keigo TAKASUGI and Naoki ASAKAWA
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.
On the other hand, a hot processing which processes a metal sheet at temperature over the recrystallization temperature is useful
for general pressforming. Therefore, we append heat gun to the system in order to allow the hot processing in hammmering. In
this paper, we report that hot processing is effective to improve the formability of workpiece from experimental result.
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Fig.1 Configuration of the system
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Fig.5 Temperature distributions
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(c) Cold-forming

Fig.6 Workpieces after hammering

Objective shape

Hammered shape °™M4 _
5mm

5mm L

5mm
(a) Pin-point heating

Objective shape

(b) Whole heating

Objective shape

5mm
Hammered shape L

Hammered shape
5mm

(c) Cold-forming

Fig.7 Profile of workpieces
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Fig.8 Distributions of thickness
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