L Hi

FEATURE

FILHK: AR, ALK, BEZ, F KBRS X GEH I ERAT FRBRIG AP REHE]] E #liEH K, 2023, 66(5): 14-25.
ZHOU lJie, LIU Zuota, QU Zhiyuan, et al. Research progress of integral precision die forging technology for large aviation

key components[J]. Aeronautical Manutacturing Technology, 2023, 66(5): 14-25.

AEME X BAFBERERBRBRK

AR ER
(1. ZRXF %ﬁﬁﬁ

MRiER

B, E ML B8O, EARS
PR E R T E AR E, F K 400044

2. ERREFMAAFE TSR, £ R 400044;
3. P EF = F R E A 4E 8 77 AR IR AE A F] , #2180 618013)

[HEE ]

R AL = e by B K, KA BAK AR B e bt

A BT AL R AEMAE P 8 BRI &

KA R T 0938 K AL W3 A A BAAL IR 3 5, 26 RAMIUE R AEMF 0 BT R T B RBkER

bR

T FIRBALE K4 EARAA R &

Vo 0 42 BBk VLB R i 42, KRG 123E T R B AR R B R R

Fe T K ALE K AR PR R ALK F AR AL B R A R B AL S B P 6 AR SR, BB AT R AR R S AR AR A

BIGEAN KR E AT 7 AT T 2
KGR : K AAUE KA B BRI R IE; RER

; WAt

DOI: 10.16080/.issn11671-833x.2023.05.014

R ELESW, MRFEAE
TR IEREEXERAK,

+HEMHE: HEE S AT HE
(2022YFB3705102 ) ; TR H KBl R4 1m0
235 H ( CSTB2022NSCQ-MSX0443 ).,

14 Wizt hEEA - 20234 66 5 55510]

TEMTZS Tl A R v el
JUi A SRR ) B, 3 AL (454
A4 AT SEE TR A, 4 A PR A 0
3 SV SR A 7 AR i A
RO IR LIRS R T 5 2R
7 B T T, 3k AT K A
R R RE AL O A S BEAL 1
(1 4 Jie e B FE O 2 T R
%ﬁﬁﬂui%ﬂiiﬁ%ﬁ%%ﬁ

UMERE SR AR TR R
M SR PE AN KUK E A R v
PN sy &z INVANCE AL e AN
SR 2kl ie B B
fit s Tl A g A i, s SRR 1
AR ANTE R SR BE SRR AT
SERHORGBUR AR, 245 KT 25 KB
THRREABUR IR TRk

UTAEA , TS A AR 7oL AR A
R T 88 B 28 SRR 1 B AN

R B B FOR BT ST, OIS T
—E MR, ARSCE I AHTIKR
TR 25 S0 ) R AAASE B I T
m%%%&u&%%hﬁﬁM%i

VRO B AR I SR T SR Y
ﬁﬂm S S AR AL AR JIHE
L 7 QR S HIL I 8 5 O T 5 ik
JE&, 5 J Xof R B AL 2 O e A AP 2 A
RABL I B B AR R il S itE AT
TR,

1 BEBERRBEEEAR
L1 BEBZERREEHES
B3 A 2 7l iy PR R, R
TR A K 8 R v P R S BB R A
FL s SCBEAA 1R v B T S 003 AN W g™
Ko iz SCERIERT R3E R 2%
REREAYHE I LS A0 B BB 55 , 45
RIYRL S S A 1 (14 B AR BRI



L Hi

FEATURE

R T H KPR

il XA, R 2 A
PFIME S5k 52 A% A8 AR TR R B 44
IR A TR N i R vp B
P75 5 MBI & . R A
Yo RE 5 A SIS SR B . i L
FH T 2S S (AR RS TR
AR A2 1) (AR AR B A2 17 ) vy A% 7 A
TEE S 5 M A B = i 4
PERBR 22

B g Ko KA A A
PRFEFESNE RS e R M RVETE 5 J3
1o (A AR W B T s A AR I e
Gl R R =l N/ E B N N S
FEHHE TR . Hir, 2
A5 R RSB 1 B B
T 400~750 MN ) E R & T LI 4
T 2 — FE R ML AT 2013
A ST TS A A K
800 MN [ AU HE AL, £ 78 [ R AU i
25 AR PR S RE A T SR
ROt B (EJ KRR 4 BB
il BT TR ZE A B R 2 A
F1, JE WA T R e 1) B R AR R 15
His AT ey, i HL RS KA s
KRG PFEEF 5 e SME RSEFIdE
AL B AN T R, AR R I 1
AT Rl 1 AR A, KA 5 2%
B I RE 0t I 2 R kAR

FEARBR K . KA A Ko dt
P ALY T B AR, X R AT
7 NI E X D YN A v i e
HE, I, RIUBIR ™ A E T
BT IR ROV T A A Jm Ik

1 KEEEEEEERE "
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Fig.2 Schematic diagram of local loading"”
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[ABSTRACT]

With the rapid development of aviation industry, the market share of large-scale, integral, precision

and high-performance die forgings in aviation key components is expanding. The increasing size, complexity and

material strength of aviation key components have brought great challenges to the overall die forging of large aviation

key components. Firstly, the critical challenges and solutions of realizing the integral die forging of large aviation key

components were introduced in this paper. Then, the research progress of integral precision die forging technology in

typical large aviation key components such as aircraft bulkhead, landing gear and engine turbine disk was discussed.

Finally, the future development of integral die forging technology of large aviation key components was prospected.

Keywords: Large aviation key components; Integral precision die forging; Bulkhead; Landing gear; Turbine disk
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