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Study on Compensation for Shape of Formed Tool for Turning of Bearing Raceway

H. K. Moon(FAG Bearings Korea), J. H. Chung(FAG Bearings Korea), S. C. Moon(FAG Bearings Korea)
M. S. Joun(School of Mecha. Aeros. Eng., GSNU)

ABSTRACT

In this stud&, the formed tool is used to niachine of bearing raceway and’a shape compensation scheme ‘is proposed to
compensate for shape of it in turning process. It is introduced the conventional design method of the formed tool; a simple
depth compensation method and a drawing compensation method. And it is performed to investigate in detail properties of
the formed tool about a tool angle and problems of a turning process of bearing raceway using the formed tool. The

applicability of the proposed scheme is examined by comparing the experimental results obtained by a new designed formed

tool with those obtained by a conventional tool.
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Fig. 1 Deep groove ball bearing
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Fig. 5 Compensation method of circular formed tool of a
muti-shaft turning machine
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Table 1 Comparison of compensation methods

N rake refief | center height | workpiece
© angle angle of tool diameter
1 O X X X
2 O X 8] O
3 9} O o O
3. M3Zn 2 o
3 0 2O MY HE

Mgl TR} MHAPL AEFEY) Yty
HT dE NTK 379 A=A vwsigdct. v
2E Fig. 89 vrehuiich wlmAs Ao f4)

g FTHYE EE& F YA NTK oA ojuj gl
WYoR pA ZRoe AYHAEA L F 8
o it Z2 s glo]lEeE ugog i)
a EE, 719 FAME BAURYS & 5 Ao
—-‘ 0.183 )
R3.907 RiT61~ T [Ros8e R3.445
4
10?64 M
235317
263458
6203-A, KBC =12
2 wot: 2.0
=y ne; 4z
(a) 6203 outer ring tool profile made by FBK
018
R3.943 R}Jfﬂ“\‘ rR&.SZS R3.443
i
1_370 0.820
= g
E 230
6%
6203-A, Jopon—NTK 21&
=d 50 2.0
=g 22 ann
(b) 6203 outer ring tool profile made by Japan-NTK
Fig. 8 Comparison of tool profile
32 Mgz E 0F
AwE Zzage) o dA8 FTRNE v
Hos FRE Azed 6212 2 vojRel 9% ¥
WE Az S Aol o FY A5, A
Ae A=t HAxo ol 0.20mm Fov, A4
F 0.14mm 2 Z0] Utk ALWNH2 826mm o
4 8.34mm & W sAch HEY B, MM 4
S s BAEe ol 020mm Yow], HHT
0.17mm 2 Fo] Eul A=W EL 8.13mm oA
8.17mm 2 WA FAvh AFA At FTol 9

429

) obE dbelBe zAE A% AR WPy
o et ghon], AAAFA A ThEolR
} Eol o] ABALE FY 4 Ao, A4
o #ehw #aol gleizir)

4. 22

Mg ZEaRe ufgos wWoly A% AR
% 2RFTS ARSFAS ARY FFFT o
3 7HEE AlES EAst dAz vy,
WRAT SHgo] AR T AANVL F 5 9

2 T m
Rom, A4 7HEEH IS 29 F YUk
al sty e ogae) gude AZs & glol
o}
= 7|

2 =¥ NURL BK21, A47[ai7]A 285 &

A AT Se2E, 29 mivte 21 A9
A 4L ol FPsalsn)
ES RSt

L AAR, AN AT $3ETFS 4B A
Holol BE AT FRFRIA o 7]
73, pp. 59-65, 1989.

2 AR, F3d,

w4

=39 g4 EN
HAA T iRl o gke] B& Ay 32 A
LF3ts], 94 FAEWNY =F 3, pp. 52-57
3. o3, Adz, A=Y, 2ALS, @9, AT
ZE FEHTE 9F FPIF T BE AR
3 Z1AIZEEErE R, Al 2, Al 4 &, pp. 5-10,
2003.
4. =AY, olald, dUE, URY, 479, EHE
FE o]83% w|ojFH Rubber Seal 27T B
A 32 AYFEEA, A 21 @, A 23,

pp- 21-26, 2004.



