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Hot stamping for producing
ultra high strength steel products 
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Reduction of noise in shearing
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Reduction of noise in shearing
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23000 kN 4-point servo press, high 
speed robots, 19 spm

Fast servo press system: Honda Motor

Tandem press

1. Free motion for development of novel forming 
processes

2. Local slide movement for high productivity

3. Improvement of dimensional accuracy and 
stability due to feedback control

4. Digital linkage with other machines

5. Easy maintenance due to simple structure
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How to use the servo presses

Application of servo presses


