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requirement to insure the breakine=1n of the teeth, which o

especially important for drives of the F=%-H type,

The flexible components of [-2W-H drives can have higher
hardness (up to HRC 62). However, the use of a high hardness 1s
rot always advantageous since the dimensions of the drive in this
~ase will be limited by the overall dimensions of the parts of the
save generator, and the strength capabilities of the flexible
component will not be completely used. Furthermore, hardening
to a high hardness is fraught with the appearance of quenching
eracks and internal stresses, which 1s extremely dangerous.

Table 11 gives the marks of steels recommended for the
manufacture of flexible components and also mechanical character-
1stics and data on the modes for the heat treatment of these steels.

lexible components with a welded-in bottom and the bottom
tself, for example, can be made of steel 12Kh2N4A which possesses
a good weldability (see table 11). In the planning of flexible
components one ought to envision the use of standard seamless

-

-ubes as a billet.

2

The flexible components of kinematic drives can be made from
nmetallic materials Table 12 gives data on the nonmetallic
Materials tested and recommended for flexible components by
engineer Ye. G. Matyushin. For these materials [p]<50kgf/cm .

#{gure €1 shows the design of a flexible component with a
welded bottom for a drive of the M-K-H type. The section of the
arrangement of the teeth has a thicker wall than the smooth portion
of the part. For purposes of a decrease in the stress concentra-
+1en a smooth transition from the surface of the projections of
the teeth to the external surface of the smooth tube is realized.
From the direction of the deformed end there 1s a smooth band

relieved of the torsicnal stresses and bending stresses of the teeth.
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view of the device and the process of cutting teet!

bv the decscribed method are shown in figure ¥ i 5

Firure 73. Process of cut-
ting teeth of a flexible
component.

Depending on the type of wave generator, it is possible to
iistinguish the basic parts whose machining has certain specifics.
‘or a generator with a stressed internal ring this part is the
or a generator with an unstressed ring it is the internal

~tne itself. We will examine the technology of the manufacture of

he unstressed internal ring of the generator is actually

the internal bearing race and the corresponding requirements are

ade of it with respect to the guality of machining and heat
treatment. A distinctive feature of the ring is the fact that the

ball races (rollers) have a form which ensures the necessary

de formation of the flexible component. In connection with this,

the clean grinding of the grooves requires the use of equipment

-

and methods usually employed for the grinding of cam profiles.
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