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Servo forming technology and its several developing trends

Sun Yousong, Zhang Zhengrong
(Material and Energy Science and Technology School, Guangdong University of Technology, Guangzhou 510006, China)

Abstract : Servo press is one of the most important innovations in the field of plastic forming in recent years, and the servo press and form-
ing process based on it can be collectively referred to as servo forming technology. Therefore, the characteristics and current applications
of the servo forming technology were introduced briefly, and several new developing trends of the servo forming technology were discussed
emphatically, including study of design method for servo press, development of new functional components and energy storage technology,
design and optimization of slide motion path, servo forming mechanism and numerical simulation of forming process, servo forming in in-
telligent manufacturing, etc. In order to realize innovation in the forming process, the transformation from a simple equipment manufactur-
er to a provider of comprehensive solutions for forming process should be realized by forging equipment manufacturers as soon as possible
in china, and the research and development of key core components and the development of servo forming numerical simulation technology
and new forming processes should be vigorously developed.
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Fig. 2 Schematic diagrams of bi-directional deep drawing
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Fig. 3 Comparison of parts between normal deep drawing and bi-directional deep drawing
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(a) Physical map
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