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[ABSTRACT] The NC machining is the most important processing method for the blisk of aero-engine. The NC machin-
ing process is an important step to ensure that the geometric precision of the blisk meets the design requirements. Accord-
ing to the design of three-dimension digital model, the shape of the blade after finish milling can meet the dimensional
tolerance of the drawing, but the flow-up blade surface finishing and strengthening process have different degrees of inful-
lence on the character of the blade shape of the blisk, resulting in final geometric dimensions of the blade shape beyond
design requirements. By analyzing the surface finishing and strengthening process such as polishing process, vibratory
finishing process, shot peening process, the paper determine its influence law and magnitude on the blade shape parameter,
then according to the pre-deformed control technology, revise the machining model and program of the finishing process,
allowing the blade to obtain the shape and position opposite to the deformation law of the subsequent surface finishing and
strengthening process after finishing milling. At last, eliminate these pre-deformations in subsequent processing to achieve
the goal of obtaining a qualified blisk in the delivery state.

Keywords: Blisk blade; Surface finishing; Strengthening process; Deformation law; Pre-deformed control
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Study on Measuring Technology of Blade Sections Based on Optical Scanning

BI Chao, WANG Jin, LI Di, FANG Jianguo

(Aviation Key Laboratory of Science and Technology on Precision Manufacturing Technology, Beijing Precision
Engineering Institute for Aircraft Industry, Beijing 100076, China)

[ABSTRACT]

of the blade surfaces in a rapid and accurate manner has become a key segment to improve the manufacturing quality of

Aecro-engine blades have a great influence on the overall performance of the engine. Therefore, inspection

blades, as well as the performance and lifetime of the engine. In order to measure the geometrical shapes and dimensions of
those workpieces with complex surfaces such as blades in a way of high accuracy and efficiency, the study on application
of an optical scanning system in measuring of section parameters of a blade is carried on in the paper. Taking the traditional
coordinate measuring machine (CMM) as the system platform, the optical scanning system is equipped with a new laser
scanning probe, which is based on the measuring principle of circumferention triangulation. Also, combining with the spe-
cial data processing software, the system can be used to inspect and evaluate the geometrical parameters of the specified
sections of a blade, which could serve as an advanced solution for the shape inspection and quality control of blades. For
verifying the application effect of the optical scanning system in the measurement of blade surfaces, a twisted fan blade is
selected as the target. In the measuring procedure, 5 sections of the blade are scanned and measured by the system. After the
model matching, the errors of profile, centroid position and chord angle on every section are derived, which fully manifests
the effectiveness and practicality of the measuring system.
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