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Research on Digital Self-Adaptive Processing Quality Control of Precision Forging Blade
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[ABSTRACT] This paper introduces the digital adaptive processing line of precision forging blades of a certain type of

engine, analyzes the quality control points of the digital adaptive machining process, and studies the support and operation

process quality control of the digital adaptive precision forging vane processing line, and puts forward the complete quality

control requirement.
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Fig.1 Function layout of type blade digital production line
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Fig.3 Support process control elements of the blade processing line
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Fig.4 CORE-DS white light measuring machine
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