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[ABSTRACT]

GH710 is an important material with high strength, high temperature resistance and poor cutting

performance, which make it difficult to guarantee the machining accuracy of blisk blade. According to the characteristics

of GH710 blisk, CBN electroplated grinding wheel was presented. Precision grinding of GH710 blisk blade was realized

based on optimization of grinding parameters and process, and verification tests were performed. The results show that the

machining accuracy of GH710 blisk blade can be realized utilizing CBN electroplated grinding wheel and symmetrical

plunge grinding, the profile error of blade surface is below 0.04mm and the requirement of wheel lifetime and grinding

efficiency can be satisfied.
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Fig.2 Flow chart of production process of GH710 blisk
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Table 1 Relationship between minimum spacing of adjacent blade

passageway and blade depth mm
R LB e/ N B
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Fig.6 Design of grinding wheel
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Fig.10 Force measurement results of different grinding methods
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Table 2 Processing parameters and force measurement results

y s i y FEHIAT /N
FEHITT HELRE v/ (mm 'min ') JEBIREE a/mm , » .
5 5 5
600 0.05 11.0 -2.5 0
JE
300 0.1 12.5 -3.5 0
600 0.05 11.5 -1.25 -0.5
il
300 0.1 10.0 -1.0 -0.75
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Fig.11 Wheel surface microstructure of different grinding methods
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Fig.12 Force measurement results of different grinding parameters
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Fig.14 Schematic drawing of machining tool path
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Table 3 Rough and finish grinding machining parameters of blade

JEl il
HiH JEH 9 E EHITREE L HE JEH 92 RE FEHITREZ LT
w/mm a,/mm v/ (mm-min ") w/mm a,/mm v/ (mm-min ")
HHLES 1.5 0.05 600 1.5 0.1 300
il 0.5 0.05 300 0.5 0.05 300
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