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Description

TECHNICAL FIELD

[0001] The present invention relates to a bending ma-
chine for bending sheet materials, according to the pre-
amble of claim 1, and especially, relates to a bending
machine that requires no trial bending.

BACKGROUND ART

[0002] A Patent Document 1 listed below discloses a
prior-art bending machine (press brake) according to the
preamble of claim 1. In the bending machine, a punch-
side table provided with a punch is disposed on its one
side (upper side), and a die-side table provided with a
die is disposed on its other side (lower side). A sheet
material is bent between the punch and the die by strok-
ing the punch to apply pressure to sheet material. A
stroke of the punch is detected by a punch detector. The
stroke may be changed by a thermal deformation of a
frame. Therefore, when the stroke detected by the punch
detector is not an expected amount, bending is done ac-
curately by compensating the stroke.
[0003] In the above bending machine, a trial bending(s)
is done for each specification [material, sheet thickness,
shape (bending length)] of sheet materials to be bent. By
setting a pressing force or a stroke according to the trial
bending and then bending with the pressing force or the
stroke that has been set, a bending work(s) can be au-
tomated.
[0004] As such a bending work, there are two types of
working methods, air bending and coining. Note that air
bending can be further classified into partial bending and
bottoming. Namely, a bending work can be classified into
three types working methods, partial bending, bottoming
and coining.

Prior Art Document

Patent Document

[0005] Patent Document 1: Japanese Patent Applica-
tion Laid-Open No. 2000-343128

SUMMARY OF INVENTION

[0006] Since air bending requires a small pressing
force but brings a wide dispersion of a bent angle, its
bending accuracy is not high. In order to improve accu-
racy of a bent angle by air bending with no trial bending
for each specification of sheet materials to be bent, an
angle sensor(s) is required. However, an automated
bending machine is equipped with an automated tool
changer, so that it is difficult to use an angle sensor(s).
Therefore, it is required, for air bending, to set an ade-
quate pressing force or an adequate stroke of a punch
through a trial bending(s) for each specification of sheet

materials to be bent. Coining is done with a ten to twelve
times larger pressing force than a pressing force for air
bending and thereby brings high accuracy, but it is prob-
lematic in that its pressing force becomes too large rel-
ative to a bending length.
[0007] As explained above, for the prior-art bending
machine, a trial bending(s) is required for each specifi-
cation of sheet materials to be bent to set an adequate
pressing force or an adequate stroke (a good working
condition), and thereby there are problems in view of
working efficiency.
[0008] Therefore, an object of the present invention is
to provide a bending machine that can improve working
efficiency by rendering a trial bending unnecessary and
can bring a good working condition.
[0009] This object is achieved according to the present
invention by a bending machine according to claim 1 that
includes a frame that includes a base section, and a
punch-side frame section and a die-side frame section
that are extended from both sides of the base section in
an identical direction, respectively, a punch holder that
is provided on the punch-side frame section and to which
a punch is attached, a die holder that is provided on the
die-side frame section and to which a die is attached, a
pressing mechanism that presses the punch toward the
die to bend a sheet material between the die and the
punch, a first deflection detector that is provided in the
pressing mechanism and detects a stroke of the punch
required for bending the sheet material, characterized
by: a second deflection detector that is supported by the
die-side frame section and detects an actual displace-
ment of the punch, and by a controller operable to pre-
viously store a relation between a deflection of the frame
and a bending length, material and a sheet thickness of
a sheet material, to calculate an actual deflection of the
frame by subtracting a detection value of the second de-
flection detector from a detection value of the first deflec-
tion detector, to get a target deflection of the frame for
bending a sheet material to be bent based on the relation
stored, and to control the pressing mechanism so that
the actual deflection becomes consistent with the target
deflection.
[0010] According to the above aspect, the controller
stores the relation between a deflection of the frame and
a bending length, material and a sheet thickness of a
sheet material, and the pressing mechanism is controlled
so that the actual deflection of the frame that is calculated
based on the detection values of the first deflection de-
tector and the second deflection detector is made con-
sistent with the target deflection associated with a sheet
material to be bent (and retrieved based on the relation).
Therefore, the sheet material can be bent under a good
working condition, and, further, no trial bending is re-
quired. As a result, working labors for bending a sheet
material can be reduced.
[0011] Here, it is preferable that the pressing mecha-
nism includes a motor for pressing that moves the punch
toward the die, the first deflection detector is an encoder
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that detects rotations of the motor, and the second de-
flection detector is a scale that is supported by the die-
side frame section via a support frame.
[0012] According to this, since the first deflection de-
tector is the encoder of the motor for moving the punch
and the second deflection detector is the scale for de-
tecting the displacement of the punch, the actual deflec-
tion of the frame can be directly detected while bending
a sheet material. Therefore, the controller can be control
the motor precisely.
[0013] In addition, it is preferable that the controller in-
cludes a deflection calculator that calculates the actual
deflection of the frame from detection results of the first
deflection detector and the second deflection detector,
and a memory for storing a data table in which the relation
is defined.
[0014] According to this, since the deflection calculator
calculates the actual deflection of the frame and the data
table in which the above relation is defined is stored in
the memory, the relation between a deflection and a
sheet material can be perceived accurately. Therefore,
a sheet material can be bent successfully with no trial
bending.

BRIEF DESCRIPTION OF DRAWINGS

[0015]

[Fig. 1] It is an overall front view of a bending ma-
chine according to an embodiment.
[Fig. 2] It is a block diagram of a controller in the
bending machine.
[Fig. 3] It is a flowchart for a drive control for the
bending machine.
[Fig. 4] It shows tables stored in the controller.

DESCRIPTION OF EMBODIMENTS

[0016] Hereinafter, a bending machine according to an
embodiment will be explained. The bending machine 1
includes a frame 2, a pressing mechanism 3, a detection
mechanism 4, and a controller 5.
[0017] The frame 2 is configured of a base section 21
having a given length, and a punch-side frame section
23 and a die-side frame section 25 that are integrally
extended from both sides of the base section 21, respec-
tively. The punch-side frame section 23 and the die-side
frame section 25 are vertically extended from the base
section 21 in an identical direction, respectively. A punch
6 and the pressing mechanism 3 are provided on the
punch-side frame section 23. A die 7 is provided on the
die-side frame section 25.
[0018] The pressing mechanism 3 includes a ball
screw 30 supported on the punch-side frame section 23,
and a motor 32 for pressing. The ball screw 30 can move
linearly along its axial direction. A coupling bracket 31 is
coupled to an end of the ball screw 30. A punch holder
8 is attached to the coupling bracket 31. The punch 6 is

attached to an end of the punch holder 8. The punch 6
presses a sheet material due to a movement of the ball
screw 30, and thereby the sheet material is bent between
the punch 6 and the die 7. The punch 6 is moved by the
motor 32.
[0019] The motor 32 has a reduction gear 33 on its
output side. A nut 34 is coupled with the reduction gear
33. The ball screw 30 is meshed with the nut 34 to pen-
etrate therethrough. When the nut 34 is rotated in its for-
ward/backward direction by the motor 32, the ball screw
30 moves linearly in its feeding/reversing direction. Then,
a sheet material is pressed due to the movement of the
ball screw 30 in the feeding direction, and thereby the
sheet material is bent. In this case, it is required to restrict
a rotation of a screw of the ball screw 30 so that the screw
is not passively rotated along with the rotation of the nut
34. Therefore, an anti-rotation unit 38 is provided in the
pressing mechanism 3.
[0020] The rotation of the motor 32 is controlled by the
controller 5. In addition, rotations of the motor 32 are
detected by an encoder 11. The encoder 11 is a first
deflection detector, and an actual stroke of the punch 6
toward the die 7 is detected by detecting the rotations of
the motor 32. Note that the stroke detected by the en-
coder 11 includes a deflection of the frame 2 caused by
pressing a sheet material. A detection result of the en-
coder 11 is output to the controller 5.
[0021] Further, a motor 36 for high-speed feeding is
provided in the pressing mechanism 3. The motor 36
moves the punch 6 at high speed to a position just before
nipping a sheet material. The motor 36 is coupled to the
coupling bracket 31 via a reduction gear 35.
[0022] The die 7 is attached to a die holder 10. Te die
holder 10 is attached to the die-side frame section 25 of
the frame 2. The die holder 10 is attached to the die-side
frame section 25 so that the die 7 and the punch 6 face
to each other. The detection mechanism 4 is disposed
near the die holder 10 on the frame 2.
[0023] The detection mechanism 4 includes a support
frame 41 supported by the die-side frame section 25, and
a scale 42 attached to the support frame 41. The detec-
tion mechanism 4 is configured so that, even when a
reactive force is generated against a pressing force for
bending a sheet material, the reactive force doesn’t act
on the support frame 41. The scale 42 is disposed near
the punch holder 8, and detects a relative position of the
punch holder 8 to the die holder 10. The scale 42 is not
directly fixed with the frame 2, but attached to the frame
2 via the support flame 41. Since the reactive force
doesn’t act on the support frame 41, the scale 42 can
detect an actual displacement of the punch 6 without a
deflection of the frame 2. Namely, the scale 42 is a second
deflection detector that detects an actual displacement
of the punch 6 when pressing a sheet material. A detec-
tion result of the scale 42 is output to the controller 5.
[0024] The controller 5 includes a deflection calculator
51, and data tables 53. The controller 5 controls the motor
32 and the motor 36. The deflection calculator 51 calcu-
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lates an actual deflection of the frame 2 when pressing
a sheet material. The actual deflection of the frame 2 can
be calculated by subtracting a detection value of the scale
42 (the second deflection detector) from a detection value
of the encoder 11 (the first deflection detector). Specifi-
cally, the actual deflection of the frame 2 can be obtained
by (detection value of the encoder 11) - (detection value
of the scale 42).
[0025] The data tables 53 are stored in a memory 56
(explained later) in the controller 5. In the data tables 53,
recorded are relations between a deflection of the frame
2 and a bending length, material and a sheet thickness
of a sheet material. The controller 5 determines, based
on the data tables 53, a target deflection of the frame 2
associated with a bending length, material and a sheet
thickness of a sheet material, and then controls the motor
32 so that the actual deflection calculated by the deflec-
tion calculator 51 becomes consistent with the target de-
flection.
[0026] Fig. 2 is a block diagram showing the controller
5. In the controller 5, an input interface 54, an output
interface 55 and the memory 56 are connected with a
CPU 58 by a data bus 57. It can be said that the above-
explained deflection calculator 51 is configured of these
components. In addition, the encoder 11, the scale 42,
the motor 32 and the motor 36 that are explained above
are also connected with the data bus 57.
[0027] The input interface 54 inputs various data to the
CPU 58, and, for example, a keyboard and an external
disk drive are connected to the input interface 54. The
output interface 55 outputs data from CPU 58, and, for
example, a display and a printer are connected with the
output interface 55. Data and a work program that are
input from the input interface 54 and the above-explained
data tables 53 are stored in the memory 56. In addition,
the detection results of the encoder 11 and the scale 42
are controlled by commands output from the CPU 58 via
the data bus 57.
[0028] Next, a pressing control for bending by bottom-
ing based on a deflection of the frame 2 will be explained.
[0029] First, a relation between a deflection δ of the
frame 2 and a pressing force F is measured by a load
sensor such as a load cell. Structural looseness and de-
formation become evident as the deflection δ of the frame
2 while the pressing force F is small, so that the relation
between the deflection δ of the frame 2 and the pressing
force F can be described by an exponential function δ =
a 3 Fb (a, b are constants). On the other hand, while the
pressing force F is large, the relation between the deflec-
tion 5 of the frame 2 and the pressing force F can be
described by a linear function δ = c 3 F + d (c, d are
constants). Namely, the relation between the deflection
δ and the pressing force F can be described by δ = a 3
Fb [while F is small] or c 3 F + d [while F is large] ··· (I).
Alternatively, the relation between the deflection 5 and
the pressing force F can be also described by F = (δ/a)1/b

[while F is small] or (δ-d)/c [while F is large] ··· (II).
[0030] A pressing force required for bottoming is de-

termined thorough working tests separately from actual
bendings. The working tests are done when initially set-
ting the bending machine 1, and are not a trial bending(s)
done for each specification of sheet materials. Fig. 4
shows the data tables 53 each of which indicates a rela-
tion between a sheet material [sheet thickness · material]
and a deflection of the frame. In the working tests, a bend-
ing length (L1=0.5, L2=1.0, L3=2.0, ··· [unit: m]) is pre-
pared for each sheet materials (A, B, ··) [specification:
sheet thickness (t1, t2, ··) · material (m1, m2, ··)], and
deflection (s) δ of the frame 2 that makes a bent angle
after bending to 90° 6 15° is measured. In the present
embodiment, as shown in Fig. 4, the data tables 53 are
made for every sheet material, and the deflection δ is
stored in the data tables 53 for each of the above sheet
materials. Note that it may be possible to make one data
sheet 53 by regarding types of sheet materials as a pa-
rameter.
[0031] The measured deflections δ of the frame 2 are
converted to the pressing forces F by the above equation
(II), respectively. For example, with respect to a sheet
material A, FAL1, FAL2, ·· are calculated (similarly to a
sheet material B). Further, the pressing forces F convert-
ed from the deflections δ are further converted to con-
verted pressing forces F’ = F/L per unit length L [1m]. For
example, with respect to the sheet material A, F’AL1,
F’AL2, ·· are calculated (similarly to a sheet material B).
Then, calculated is an average value Z of all the pressing
forces F’ per unit length with respect to each bending
length L (L1, L2, L3 ··) for each of the sheet materials (A,
B, ··). For example, with respect to the sheet material A
[(t1, m1)], calculated is an average ZA of F’AL1, F’AL2, ···
F’ALn (similarly to a sheet material B). These average
values are stored, in the controller 5, for every sheet ma-
terials (A, B, ···) as the required pressing force Z (ZA, ZB,
···) per unit length.
[0032] Next, a control of bending (bottoming) by use
of the above-explained data tables 53 will be explained
with reference to a flowchart shown in Fig. 3.
[0033] First, data of a sheet material to be bent are
input to the controller 5 (step S11). The data of the sheet
material are a bending length, a sheet thickness and its
material. The controller 5 calculates a target pressing
force Ft required for bottoming based on an equation F
= Ld 3 Z. Here, Ld is the bending length in the data input
in step S11. Z is the required pressing force for the sheet
material [sheet thickness · material] of the data input in
step S11, and is stored in the controller 5 through the
above-explained working tests.
[0034] Subsequently, a target deflection δt of the frame
2 is calculated by the above equation (I) based on the
calculated target pressing force Ft (step S12). In other
words, the target deflection δt of the frame 2 is determined
based on the target pressing force Ft calculated in step
S11. Namely, when the frame 2 involves the deflection
δt, it can be regarded that the target pressing force Ft is
applied to the sheet material.
[0035] The controller 5 does pressing by driving the
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motor for pressing (step S13). At this time, the detection
results of the encoder 11 and the scale 42 are output to
the controller 5. The deflection of the frame 2 due to
pressing is measured (step S14). The motor 32 is con-
trolled with feedback based on the value calculated by
subtracting the detection value of the scale 42 from the
detection value of the encoder 11, i.e. the actual deflec-
tion δ. Specifically, the motor 32 is controlled with feed-
back so that the actual deflection δ of the frame 2 is made
consistent with the target deflection δt.
[0036] When the deflection δ measured in step S14
becomes consistent with the target deflection δt deter-
mined in step S12, i.e. when the actual pressing force F
becomes consistent with the target pressing force Ft, the
controller 5 stops the motor 32 (step S15), and bending
of the sheet material is finished. If the deflection δ meas-
ured in step S14 doesn’t become consistent with the tar-
get deflection δt determined in step S12, the process flow
returns to step S13 and driving of the motor 32 is contin-
ued by the controller 5.
[0037] In the present embodiment, the controller 5
stores data of relations between a deflection of the frame
2 and a bending length, material and a sheet thickness
of a sheet material, and calculates, based on the stored
data, a target deflection of the frame 2 associated with a
bending length, material and a sheet thickness of a sheet
material, and then controls the motor 32 so that an actual
deflection of the frame 2 becomes consistent with the
target deflection. Therefore, a sheet material can be bent
under a good working condition, so that a trial bending(s)
can be rendered unnecessary and working labors for
bending a sheet material can be reduced.
[0038] In addition, since the deflection of the frame 2
is detected by the encoder 11 of the motor 32 for pressing
and the scale 42 for detecting the displacement of the
punch 6 in the present embodiment, the deflection of the
frame 2 can be directly detected while bending a sheet
material. Therefore, the controller 5 can control the motor
32 precisely.
[0039] Further, since the controller 5 includes the de-
flection calculator 51 and the data tables 53 that indicate
relations between a deflection and a bending length, ma-
terial and sheet thickness of a sheet material, a relation
between deflection of the frame 2 and a sheet material
can be perceived accurately and thereby a sheet material
can be bent successfully with no trial bending.

Claims

1. A bending machine (1) comprising:

a frame (2) that includes a base section (21),
and a punch-side frame section (23) and a die-
side frame section (25) that are extended from
both sides of the base section (21) in an identical
direction, respectively;
a punch holder (8) that is provided on the punch-

side frame section (23) and to which a punch (6)
is attached;
a die holder (10) that is provided on the die-side
frame section (25) and to which a die (7) is at-
tached;
a pressing mechanism (3) that presses the
punch (6) toward the die (7) to bend a sheet
material between the die (7) and the punch (6);
a first deflection detector (11) that is provided in
the pressing mechanism (3) and detects a stroke
of the punch (6) required for bending the sheet
material, characterized by:

a second deflection detector (42) that is sup-
ported by the die-side frame section (25)
and detects an actual displacement of the
punch (6); and
by a controller (5) operable to previously
store a relation between a deflection of the
frame (2) and a bending length, material and
a sheet thickness of a sheet material, to cal-
culate an actual deflection (δ) of the frame
(2) by subtracting a detection value of the
second deflection detector (42) from a de-
tection value of the first deflection detector
(11), to get a target deflection (δt) of the
frame (2) for bending a sheet material to be
bent based on the relation stored, and to
control the pressing mechanism (3) so that
the actual deflection (δ) becomes consistent
with the target deflection (δt).

2. The bending machine (1) according to claim 1,
wherein
the pressing mechanism (3) includes a motor (32)
for pressing that moves the punch (6) toward the die
(7),
the first deflection detector (11) is an encoder (11)
that detects rotations of the motor (32), and
the second deflection detector (42) is a scale (42)
that is supported by the die-side frame section (25)
via a support frame (41).

3. The bending machine (1) according to claim 1 or 2,
wherein
the controller (5) includes a deflection calculator (51)
that calculates the actual deflection (δ) of the frame
(2) from detection results of the first deflection de-
tector (11) and the second deflection detector (42),
and a memory (56) for storing a data table in which
the relation is defined.

Patentansprüche

1. Biegemaschine (1), umfassend:

einen Rahmen (2), der einen Bodenabschnitt
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(21) und einen biegestempelseitigen Rahmen-
abschnitt (23) und einen gesenkseitigen Rah-
menabschnitt (25) einschließt, die sich von bei-
den Seiten des Bodenabschnitts (21) aus, je-
weils in eine identische Richtung erstrecken;
einen Biegestempelhalter (8), der auf dem bie-
gestempelseitigen Rahmenabschnitt (23) ange-
ordnet ist und an dem ein Biegestempel (6) be-
festigt ist;
einen Gesenkhalter (10), der an dem gesenksei-
tigen Rahmenabschnitt (25) angeordnet ist und
an dem ein Gesenk (7) befestigt ist;
ein Pressmechanismus (3), der den Biegestem-
pel (6) in Richtung des Gesenks (7) drückt, um
ein Plattenmaterial zwischen dem Gesenk (7)
und dem Biegestempel (6) zu biegen;
einen ersten Biegungsdetektor (11), der in dem
Pressmechanismus (3) angeordnet ist und den
Hub des Biegestempels (6), der zum Biegen des
Plattenmaterials erforderlich ist, ermittelt,

gekennzeichnet, durch

einen zweiten Biegungsdetektor (42), der von
dem gesenkseitigen Rahmenabschnitt (25) ge-
tragen wird und eine tatsächliche Verschiebung
des Biegestempels (6) ermittelt;
und durch
eine Steuereinrichtung (5), die betätigbar ist, um
vorausgehend die Beziehung zwischen einer
Verbiegung des Rahmens (2) und einer Biege-
länge, dem Material und der Schichtdicke des
Plattenmaterials zu speichern, um eine tatsäch-
liche Verbiegung (δ) des Rahmens (2) zu be-
rechnen, indem ein ermittelter Wert des zweiten
Biegungsdetektors (42) von einem ermittelten
Wert des ersten Biegungsdetektors (11) subtra-
hiert wird, um eine Ziel-Verbiegung (δt) des Rah-
mens (2) zum Biegen eines zu biegenden Plat-
tenmaterials auf Grundlage der gespeicherten
Beziehung zu erhalten, und den Pressmecha-
nismus (3) so zu steuern, dass die tatsächliche
Verbiegung (δ) mit der Ziel-Verbiegung (δt)
übereinstimmt.

2. Biegemaschine (1) nach Anspruch 1, wobei
der Pressmechanismus (3) einen Motor (32) zum
Pressen einschließt, der den Biegestempel (6) in
Richtung des Gesenks (7) bewegt,
der erste Biegungsdetektor (11) ein Wertgeber (11)
ist, der Drehungen des Motors (32) ermittelt, und
der zweite Biegungsdetektor (42) eine Gradeintei-
lung (42) ist, die von dem gesenkseitigen Rahmen-
abschnitt (25) mittels eines Trägerrahmens (41) ge-
tragen wird.

3. Biegemaschine (1) nach Anspruch 1 oder 2, wobei
die Steuerung (5) einen Biegungsrechner (51), der

die tatsächliche Biegung (δ) des Rahmens (2) aus
den Ermittlungsergebnissen des ersten Biegungs-
detektors (11) und des zweiten Biegungsdetektors
(42) berechnet, und einen Speicher (56) zur Spei-
cherung einer Datentabelle einschließt, in der die
Beziehung definiert ist.

Revendications

1. Presse plieuse (1) comprenant :

un châssis (2) qui inclut une section de base
(21), une section de châssis du côté frappe (23)
et une section de châssis du côté matrice (25)
qui s’étendent respectivement depuis les deux
côtés de la section de base (21) dans une direc-
tion identique,
un support de poinçon (8) qui est prévu sur la
section de châssis du côté frappe (23) et auquel
est fixé un poinçon (6),
un support de matrice (10) qui est prévu sur la
section de châssis du côté matrice (25) et auquel
est fixé une matrice (7),
un mécanisme de pressage (3) qui presse le
poinçon (6) vers la matrice (7) afin de plier une
feuille de matériau entre la matrice (7) et le poin-
çon (6),
un premier détecteur de déflexion (11) qui est
prévu dans le mécanisme de pressage (3) et qui
détecte la course du poinçon (6) requise pour
plier la feuille de matériau, caractérisé par :

un second détecteur de déflexion (42) qui
est supporté par la section de châssis du
côté matrice (25) et qui détecte le déplace-
ment réel du poinçon (6), et
un contrôleur (5), mis en oeuvre pour mé-
moriser au préalable une relation entre la
déflexion du châssis (2), la longueur de plia-
ge d’un matériau ainsi que l’épaisseur d’une
feuille de matériau, pour calculer la dé-
flexion réelle (δ) du châssis (2) en sous-
trayant la valeur de détection du second dé-
tecteur de déflexion (42) de la valeur de dé-
tection du premier détecteur de déflexion
(11) afin d’obtenir une déflexion cible (δt) du
châssis (2) dans le but de plier une feuille
de matériau à cintrer sur la base de la rela-
tion mémorisée, et pour commander le mé-
canisme de pressage (3) de sorte à ce que
la déflexion réelle (δ) devienne cohérente
avec la déflexion cible (δt).

2. Presse plieuse (1) selon la revendication 1, dans
laquelle :

le mécanisme de pressage (3) inclut un moteur
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(32) de pressage qui déplace le poinçon (6) vers
la matrice (7),
le premier détecteur de déflexion (11) est un co-
deur (11) qui détecte la rotation du moteur (32),
et
le second détecteur de déflexion (42) est une
échelle (42) qui est supportée par la section de
châssis du côté matrice (25) par l’intermédiaire
d’un châssis support (41).

3. Presse plieuse (1) selon la revendication 1 ou la re-
vendication 2, dans laquelle :

le contrôleur (5) inclut un calculateur de dé-
flexion (51) qui calcule la déflexion réelle (δ) du
châssis (2) à partir des résultats de détection du
premier détecteur de déflexion (11) et du second
détecteur de déflexion (42) ; et il est défini une
mémoire (56) destinée à stocker une table de
données dans laquelle est définie la relation.
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