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Research of Planetary Grinding Mechanism of Globoidal Cam

JI Dean,ZHANG Minliang, WANG Rong, TIAN Yuan

(School of Mechanical Engineering,Shanghai University of Engineering Science ,Shanghai 201620, China)

Abstract ; Grinding is an important process in machining of globoid indexing cam. It is closely related to the cam

processing of quality and precision. By using the grinding method of planetary and one-side grinding principle, the micro

feed structure was put in the planetary grinding device. With the monitoring device by the feedback data, it made the

grinding wheel radius increase in the grinding process by micro-feeding structure and realized wear compensation of

wheel. At the same time, it also overcame the disadvantage that it couldn’t achieve wear compensation during grinding,

which could realize continuous grinding of globoid indexing cam, and improve grinding efficiency and accuracy of

globoidal cam.

Key words: globoidal cam;planet;one-side grinding;micro-feeding

ST 58 43 FE AR 5 H e ) BR AL ShA LA AR L LA
SEFYTAT R Ay RS B T AP SE AL Sh AR R AR AT,
PG 32 FFHILAR 25 IR f e v oL Rk
BAERSE L o ST R 3 T R, — R
P& B A R e s e RS . i —
JBER P P AR A5 I o s A B 0 T, LB 1 1
MRS — B 1.6 24, 4 B BEAE 157 ~30" 2
B, E N5 ESMAEE —E W2, I N4 TAEME
REPE MR M 0T, 38 Ok 20CrMnTi 455 [ A4 6, b
P L A D, DR b, 7 B 1 o R v T X D A a0
TTEEIAME AL GE I N ik A8 rp 7 B 453 M2 B AN B 51
PRS2 I, R T HIROR , A 1A ] BE R e £

s H B :2013-11-27 ;&[] B #§:2013-12-17

A B HIRGEE o DRI, AR S 2 SR Rt 25 LR 512
SRR 5 B0 A A M FIICIED 1™ 58 A 22 252 5 1), i v 11
RORMRE L
1 SE CE A B TIERIE

TEAT A5 A B AL o b — Aot 25 45k (I
K1) izt MU AL sy X B A ot iz
gy, R AR RE R 2Z AT AR & 975 2

FINITRE e s (L g bR st il S R 2 I evi eyl
Hyii Shb e I Sk e s S Bl ot dh Aia 3. bR
TR L I B R e 1 ] - 7 28 Sl O R A T AT A
I AT IZ By 5 B A2 B A PR ) IC T o™ A e o v A
MEh Pz s 55, SRR , I E

EEWH : L TRSARIARERHTI A -9l 4817 2 U5 HIHLEPEFE (13KY0101)
EB RN WAEZ (1989) 35, INARTTEEN W50 A=, EZSE 7 W WU & A 2h b GRARPLI . E-mail : jidean2012@ 163.

com



[#A%R - ']

RfEZ, F NEORNTERNEHNIBHR - 31

DA 5 A0 A i LA B o™ e 4 19 DL, AR S
SHROBENER R G, 45 1 2 GE X I 25 5 1 A T4
R A AR e RSCBUIRPRRIEAR A, (AP
PR AEAT B B I 75 20 R 3R 5 R B e A
AR TR BB BOCR o WORELEES 1)~ 05 s P N S ) i
AN B RS, A PR N AR e BRI 2 I
IR BEHIIN TR BOK . TR R A AR o IF, AN AT 22
i T ) ek R, Dt 4 e T AR A T S R, R A
LRk AR A, T PR UE A P I e R A 2k . H AT
ICTE o™ 4 S 12 o T L e 4R
WA T B I B2k . 18 2 SRtk ga gk te
T P TR V4] o 8 S )26 22 2R AN AT 3 T A PR 4
Ry e T e PR S A S e B S B 43

L
it h W
N
—— -
E%ﬂh\
|
{0 i
|

1 BHEZTZHEHE

Figure 1  Structure diagram of grinding device
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Figure 2 Profile diagram of micro feed structure
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Figure 3  Device of globoidal cam machining
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Figure 4 Principle diagram of cutter rotation
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Figure 5 Globoidal cam expansion plan
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Figure 6 Tool swinging angle displacement
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Figure 7 Grinding device model
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Figure 8 Swinging to the right angle displacement
70

0 ' o.ls ' 1.Io ' 1]5 2.I0
B 1E] / s
B9 & AiZsh AL

Figure 9  Swinging to the left angle displacement
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