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A Study on High Accuracy Bending Work using Servo Control of

Bending Machine
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ABSTRACT

Recent general press brake has many problems in cutting high accurate products in the progress of
industry. Previous hand-operated press brake needs many pre-processing works to adjust bending angle and

marking-off works to calculate bending length. Also, The hand-operating work makes many geometric errors

and has difficulty for variety-mass production. To solve these problems, this paper proposes Computer

Numerical Control (CNC) general press brake and development of servo-control system based on database

for reduction of geometric errors and pre-processing work time and high accuracy bending work.
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Fig. 1 Bend angle and bend radius
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Fig. 3 spring back and bend allowance
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Fig. 6 Schematic of Bending Machine
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Table. 1 Item of evaluation in positioning device

Feeding S Repeat | Feeding
unit Positioning ability speed Pressure
Unit | mm mm mm mm/min | ton/m
Set
Point 0.002 0.003 +0.003 | 15,000 6
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Fig. 6 An example of work

Table. 2 Process of work

Back Gauge
(mm)

Stroke

Note

(Deg)

Start 110° 1 Process
Approach 20 Sensor
Bending 55 90° 2 Process
Approach 55 Sensor
Bending 80 90° 3 Process
Approach 100 Sensor
Bending 90° 4 Process

Fig. 7 Main Display of Servo Control Program
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Fig. 8 Database Input Display
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Fig. 9 Flowchart of edit part
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