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Study on Blisk Surface Polishing by Magnetic Abrasive Finishing
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[ABSTRACT] For the issue that machining texture
removal on blisk of aeroengine after the milling process
by five-axis CNC is difficult, flexible machining of mag-
netic abrasive is proposed. Magnetic brush is formed from
magnetic abrasive under the action of magnetic force and
attached to the workpiece surface, so can realize the grind-
ing and polishing to the blisk. By analyzing the principle
of magnetic abrasive machining and the force of the abra-
sive particles carried in detail, it concludes that the milling
texture on blisk is removed obviously after magnetic abra-
sive machining. The surface roughness value of the leaf is
reduced from 0.82 pm to 0.25 pm. It verifies that the mag-
netic abrasive has excellent polishing results to the leaf of
the blisk.
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Fig.1 Magnetic abrasive finishing principle
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Fig.2 Stress analysis single magnetic abrasive particle
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Fig.3 Experimental device
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Fig.4 Comparison of surface texture before and after grinding
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Fig.5 R, values before and after grinding
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Fig.6 Effect of the leaf of the blisk before and after grinding
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