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Improvement of Fanshaped Board Honeycomb Vacuum Brazing Process of a Certain Aeroengine
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[ABSTRACT] In order to solve the dimensional de-
viation and transformation of fanshaped board honeycomb
after vacuum brazing, this study optimizes the vacuum
brazing process by improving limited fixture, clamping
way, brazing tooling and part surface treatment, which suc-
cessfully controls the parts transformation and meets the
requirement of part assembly.
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Fig.1 Structure of fanshaped board honeycomb
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Fig.2 Diagram of limited fixture cross-section
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Fig.3 Discharge spot welding machine
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Fig.4 Diagram of vacuum brazing fixture cross-section
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