TEST OF PROCESS AND PERFORMANCE I%Q‘Iﬁkﬁ%m&t

MZE AN R R F MR ET = ] R ER B2

Weld Deform Control and Default Inspection of Aviation Stainless Steel Skin Part
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[ABSTRACT] Aviation stainless steel skin parts
and sub-assemblies have the properties of large size, com-
plex outside configuration, complex assembly correspond
connection, etc. Because when the stainless steel skin is
welding parts, deform is very large, so it is very easy to
bring to follow-up assembly difficulty,therfore welding
process should be controlled. These items for example
skin forming, welding forming, default inspection,etc
should be considered. The consistency of skin sub-assem-
blies is assured throught these process after welded.
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Fig.1 Large skin part structure welded from 2 small skins
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Fig.2 Flow chart of assembly process
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Fig.3 Roll forming process
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Fig.4 Stretch forming process
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Fig.5 Typical drop hammer die
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Fig.6 Laser welding for BMW automobile production
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