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Press Die-height Automatic Control System for Cold Forging

e R M R R TEEGA A I BT
Hideyuki SATO  Yasuji KASUYA  Seiji UTSUNOMIYA  Toshihiro IMAI

The cold forging has good characteristics in such as stable quality and high productivity, compared
with other production method. Recently cost reduction, man-hour reduction are pursued. The forging
presses are so expensive that 24-hour stop-less operation has been desired. Automation of forging
press is progressing, however, manual operations such as restoration from abnormal stop and die
damage check are still necessary. And dimensional failure may occur during continuous operation,
so that press operator adjusts press slide in preventing defective products.

This paper is described about “Press die-height automatic modification system for cold forging”,
which is developed to achieve high operation ratio in production line, high quality of the products and
automation line of the cold forging press.

This is the automatic press slide modification system which consists of feed forward and feed back
control, to adjust die-height in continuous operation, measuring workpiece temperature, workpiece
hardness and punch temperature before processing, and calculate adjusting quantity. This system
make forged workpiece accurate, operators free from manual operations.
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