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High-Speed and High-Efficiency Machining Method of Aeronautical Materials
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[ABSTRACT] High-speed and high-efficiency ma-

chining is an important development direction in the field

BEMI SRMI

of aviation manufacture. This technology is widely used in
machining complex integrated structure of aircraft and air-
craft engine etc, which improves the production efficiency
and reduces production costs significantly. The high-speed
and high-efficiency machining method of typical aviation
materials and product processing application examples are
illustrated. The development direction of high-speed ma-
chining technology is proposed.
Keywords: Aeronautical material High-speed
machining High-efficiency machining Non-tradi-

tional machining
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Fig.1 Aeroengine blisk
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Fig.2 Plunge milling of blisk

IRV o BRI, s T B A A s it RS in T 5 2 A 4K
FBro S BUINTAH HG, B AR 25 = 0 T B an
AR UE TN T3S FR A S LR RBP4 3 iR, 7R 5K
PR AR TS I, SR FREESE N T 175, DU IE I T 858 ¢
W GESE, IR AT RRIR A T MR TIUREL FEAR RN T
) TR REAL SR TGO A 61 15 U 1) 70 AR A T
Ko S FIXT R, TT50 K AR Rt 2 5] b
R 246 T 2 e 1) 2 A8 DASRE S s e T o R v T RL
PRI i K S AR AN, A A AR SN
BN T A R RN T Ay A A 447 5 [alhst
YINISE e B S A th B 5 A i s UIah &, 244y
SRR AT Y R 2 TR

El3 ERMEZHEGMT
Fig.3 Spiral milling of blisk
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Fig.4 Principle diagram of ultrasonic assisted machining
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Fig.5 Principle diagram of electrical discharge milling technology
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