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Key Technology of Digital Flexible Inspection for Wing Shot Peening Panel
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[ABSTRACT)]

shot peening wing panels, on the Non detection area of

Wit SRR

In the inspection process of the

the panels is support by the three axis CNC locators, and
applying required external pressure on panel ; measuring
the external pressure by the force sensor on the three axis
CNC locators, measuring the surface of panel by the rang-
ing sensor,t he sensor can move two degrees of freedom in
plane. The measurement data are real-time feedback to the
database, then the data are simulated to the actual math-
ematical model and are compared to the theory mathemati-
cal model, the actual difference of measurement location
is manufacturing error ;after the completion of the inspec-
tion, report are automatic generated by computer software.

Keywords: Digital Shot peening Flexible in-
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Fig.1 Layout of the wing panels shot peening
inspection fixture in the workshop
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Fig.2 Wing panels shot peening inspection fixture
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Fig.4 Key technologies and solutions of mechanical system
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Fig.3 Flexible inspection process flow chart of the C919 wing panels shot peening
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Fig.5 Overall design structure diagram of
the supporting detection main body
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Fig.6 Standard block(taking the center wing as the product object)
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Fig.7 Supporting unit components

E8 ZHEHT
Fig.8 Supporting unit
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Fig.11 Control point of unit deflection
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Fig.12 Structure of edge unit
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Fig.13 Structure of supporting unit
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Fig.14 Positioning structure of tooling hole
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Fig.15 Measuring unit
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Fig.16 Measuring unit components
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Fig.17 Inspection , bulb support and air suction control
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Fig.18 Boundary unit
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Fig.19 Structure of boundary unit
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Fig.20 Rib axis inspection
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