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Gear Train Development for CNC Wire Bending Machine

Hyun-Deog Cho”, Sung-Jong Choi*

ABSTRACT

CNC wire bending machines are used in industries to make a type variety of wire products such as long
links. The machines have a long arm device to rotate in order to remove forming errors by flexibility of wire.
Generally, the machines which constructed servo motors in the arm have the rotating range of the arm under
360 degree because the servo motors connect with fixed control devices on frame by many cables. The rotating
angle under 360 degree limits working speed and forming geometry. Therefore this study developed a gear train
to drive a parts in arm and to be independent on arm rotation movement. The developed gear train can transfer
four movements to four components in arm and is consists parallel of four pairs of satellite gear trains. This
study constructed the CNC wire bending machine with the developed gear train and verified that the gear train
could drive internal components independently on arm rotation.
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Fig. 4 Developed gear train for 4 intemal components
of CNC wire bending machine
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