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Application of Honing Technology in Aeroengine Manufacturing
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[ABSTRACT]
with a variety of hydraulic device, such as the supply of

Modern aeroengine is equipped

fuel and adjusting device, engine speed control device, a
variety of engine set passage area of the control device.
As a result of the advantages of the hydraulic device and
the inheritance of use, in the present and future it will play
an important role in aeroengine. Even if the full electronic
control in engine develops, but basic hydraulic device part,
such as the fuel delivery and quantity control mechanism,
execution mechanism, and emergency and security device,
will remain indispensable. Valve spool and valve assembly
is one of the most critical friction pair in the engine, which
directly affects the engine's service life and performance.
Generally speaking, the antiwear performance of the valve
hole sleeve surface with the following four factors, internal
hole surface rough degree, the spool valve set with gap,
valve sleeve hole surface hardness and surface lubrication

condition. The current general working procedure for the

ko

inner valve sleeve bore hole is as follows: boring, heat
treatment, grinding and hole lapping. After these process-
es, the valve cover hole surface rough degree can reach
more than R,0.1um, size precision can reach grade 5 or 6
or above, which can basically meet requirements of the
surface rough degree and valve core and the valve sleeve
with precision, but manual grinding machining quality is
not stable, efficiency is low, it becomes more and more
obvious with the development of manufacturing industry,
and precision honing is gradually developing and replacing
manual grinding.
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Fig.1 Gringing inner hole
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Fig.3 Honing inner hole
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Fig.4 Vertical honing machine
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