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Effect of Surface Condition and Electrolyte on Electrochemical Jet Machining
(EJM) of Ti6Al4V

SONG Yongwei, TUO Zhanyu
(AVIC Xi’an Flight Automatic Control Research Institute, Xi’an 710065, China)

[ABSTRACT]

(NaCl) are widely used in electrochemical jet machining (EJM). This paper Focused on the machining performance of Ti-

Ti-alloy is widely used in aeroengine, sodium nitrate solution (NaNO;) and sodium chloride solution

alloy with the use of EJM. At first, the two kinds of electrolytes were tested on Ti-alloy with different surfaces. Then the
processing quality was explored by analyzing the channel aspect ratio (depth/width), channel surface roughness (S,), oxide
percentage and surface topography. At last the two kinds of electrolytes were used in EJM in different orders again, and the

excellent order was confirmed. Those two tests provided academic and experimental basis for the improvement of EJM on

Ti6Al4V.

Keywords: Ti6Al4V; Surface condition; Electrolyte; Electrochemical jet machining (EJM)
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Research on Engineering Application for Carburizing-Quenching Process of
the Thin-Wall Hollow Shaft for 9310-Stell

LI Ke, ZHANG Li, LUO Qiang

(AECC South Industry Co.,Ltd., Zhuzhou 412002, China)

[ABSTRACT] Carburization-quenching process of aerongine has been researched. Vacuum-carburizing process parameters
has been adjusted. The results showed that the depth of the surface coating was 0.5 mm. Step quenching, loading mode, and
stress-relief method has been improved. The part has high hardness and small deformation after carburizing and quenching,
through the assessment of the aeroengine 150h lasting. The prospect of engineering application for carburization-quenching
process of thin-wall hollow shaft was very good.

%HL)

Keywords: 9310-steel; Thin-wall hollow shaft; Carburization-quenching; Deformation (Ut
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