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Development of Power Train for Feeding Box of CNC Wire Forming Machine

Hyun Deog Cho*

| Abstract }

Forming Machine(2}o]o] A& 7])

precision products, easier tooling, and simpler programming,

Wire forming machine is widely used in industries to make a variety of wire products such as coil springs and
links. Along with the rapid development of CNC technologies, the usage of wire forming machine varies from
single-purpose machinery to universal CNC machinery. Rotating the wires while feeding them simultancously, we
can improve the performance of the machines with aspects of efficient tooling and complicated geometric forming.
In this study, a new gear train is developed for the control of both feeding and rotating wires independently at the
same time. The developed mechanism has many benefits as following, making more complicated geometric and
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(a) Front

i feeding box

(b) Rear

Fig. 1 4-axis CNC wire forming machine
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(b) Gear train for feeding box rotation

Fig. 5 Developed driven construction and feeding box
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Table 1 Calculation of velocity ratios for developed

gear train
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Fig. 6 Drawing result of CNC wire forming machine
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(a) Front view

(b) Rear view

Fig. 7 3D modeling result of CNC wire forming
machine
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(a) Front view

(b) Rear view

(c) Power train for rotation both feeding box and
feeding roller

(d) Wire forming work

Fig. 8 Manufacturing result of CNC wire forming machine
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