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Research on the knurling connection strength of hollow assembled camshaft

KOU Shu-ging' QIAO Jian> YANG Shen-hua' ZHANG Chi'

(1. Roll - Forging Institute Jilin University Changchun 130022 China;2. Changchun Institute of Optics
Fine Mechanics and Physics Chinese Academy of Sciences Changchun 130016 China)

Abstract: The key qualification of hollow assembled camshaft is connection strength between cam lobes and
shaft. The connection mechanism and technical advantages of hollow assembled camshaft on knurling connec—
tion are introduced. The influencing factors of knurling connection strength and pressfit load are analyzed by
FEM numerical simulation pressfit experiments static torque strength experiments and fatigue strength experi—
ments. Results show some that the cam lobes tube materials interference knurling width knurling form and
teeth space influence the press fit load and connection strength of knurling connection. In addition the connec—
tion strength between cam lobes and shaft is increased by the optimized choice of cam lobes and tube material
and proper manufacture of knurling form or augment of interference and knurling width.
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