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Prototyping the Brake Shields of a Vehicle by Dieless CNC Forming Technology
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ABSTRACT

Manufacturing industry is changing rapidly. Prototyping with rapid manufacturing is a part of every business in
many companies and prototypes are used efficiently as a part of the production development process. Sheet metal
forming has traditionally been a technology area where prototyping has been extremely expensive and efficient
options for low volume have been limited. This paper describes the process for incremental sheet forming
technologies to make the prototype for a brake dust shield of vehicles, which includes the remodeling method to
make a base mold and tool path for sheet metal forming and 5-axes laser cutting machine to trim the prototype

product.
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Fig. 1 Principle of dieless CNC forming
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Fig. 4 Dieless forming of brake dust shield

BeolZ H&E 4

} cg

WHoE T2 49 F¥ teluls ONC FUE
4% A48 vqd 53 789 colds 4
Pie BAEE IR S A= A2 BAL A
3 St & Aol 2s JE

}‘QH%}T%W

gk Al ZHE 483 FHIL
A A mebA fsok:fz He AUz ﬂjﬁ_
F3 A 5 Ade SHEY Mdo] aFET

1. K. Dai, Z. R. Wang, Y. Fang, "CNC incremental
sheet forming of axially symmetric specimen and
the locus of optimization”, J. Mater. Process.
Technol, Vol. 102, pp. 164 167 (2000)

2. BE9, "S5 7Y T4y,
AT H 20 %, 11]101, pp.80-89 (2003)

3. oy, "F¥E o= A Y= 334 O
g3, 4xz#Earie, A2d, pp.
38~45 (2003)



