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Abstract Recently, thin and light-weight production technologies are needed in IT industry in accordance with
increase of the smart phones and mobile PC products. In order to make light and high rigidity products, engineering
plastic and aluminum materials are frequently used in products appearance and frame hat support structure. Especially
aluminum extrusion and CNC Brick processes are widely used for high strength and high rigidity technology. But
extrusion method has constraints to apply exterior design and CNC Brick process has relatively high production cost
and low speed of manufacturing. In this research, a new process method is introduced in order to reduce material
cost and to improve manufacturing speed dramatically. Plate forging process means basically that thickening of local
wall area thickness after deform exterior shape by deep drawing and bending process. Therefore, it is possible to
minimize the waste of material and the manufacturing time. In this study the process of plate forging is designed
using finite element program AFDEX-2D and the thickness and the width of initial deformed blank. And it is verified
as a sample which is a part of laptop developed through the proposed plate forging method.
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Fig. 2. Comparison between Brick CNC and plate forging
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Table 1. Material properties of Al 5052 from tensile test.
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