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Fig.2 Principle diagram of the LFW equipment
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Research and Development Status of Linear Friction Welding

Equipment of Blisk

SU Yu', MA Tiejun', LI Wenya', YANG Xiawei', ZHOU Jun’, ZHANG Xuejun’
( 1. Shanxi Key Laboratory of Friction Welding Technologies, School of Materials, Northwestern Polytechnical University,

Xi’an 710072, China;

2. Harbin Institute of Welding, Mechanical Science Research Institute, Harbin 150028, China;
3. Beijing Institute of Aeronautical Materials, Beijing 100095, China)

[ABSTRACT] Linear friction welding has developed rapidly and been applied successfully as a key technology of manu-
facture and repair of aeroengine blisks. And there are broad application prospects in the field of aerospace and other manu-
facturing. This article summarizes the research and development of linear friction welding equipment, introduces the work-
ing principle and main advantages and disadvantages of electromagnetic, mechanical and hydraulic equipments. This article
also introduces the main performance index, structural features and research and application status of the typical equipment
for the blisks manufacturing at home and abroad. Finally, the shortage and development prospects of linear friction welding
equipment at present stage are pointed out.
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