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Development of servo system for sheet metal bending

Mechanical System Section; Naoki KANAMORI and Electronic Engineering Section; Toshihiko SAYAMA

In sheet metal bending, development of a new control method is required for reducing the machining error by the servo control of the

bending machine. A control method was investigated for reducing the springback errors by correcting the servo operation by estimating

the state of the workpiece during machining plate. Results of the control simulations clearly showed the reduction of the machining

error due to the springback.
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