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Research on Fabrication of Metal Convex LOGO Based on CNC Incremental Forming
TONG Junze,TAO Guangi, ZHU Hu
(College of Mechanical and Electrical Engineering, Shenyang University of Aeronautics and Astronautics, Shenyang 110136, China)
Abstract ; The application of the metal convex LOGO is more and more widely used, however, the existing metal convex LOGO fab-
ricating method is not suitable for the demand for small batch production. For this, a method of the metal convex LOGO production
based on the CNC incremental forming is proposed. The 3D modeling method of the metal convex LOGO and the support model gen-
eration method for the CNC incremental forming are given out, the two kinds of methods for the layer—first and depth-first toolpaths

generation are studied, the metal convex LOGOs are fabricated in the actual forming experiment.
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