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Abstract

Machining deformation control of thin-walled parts was an important issue in modern aviation
manufacturing industry. The main cause of the deformation in thin-walled parts were the initial
residual stress in roughcasts, clamping system, cutting force and heat, process plan and processing
parameters as well as cutting tools, machine tools, etc. Depending on the time of use, the existing
methods of machining deformation control were divided into three stages. The principle, present
situation and characteristics of machining deformation control methods in each stage are ana-
lyzed and summarized.
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Figure 1. Factors affecting processing deformation
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Figure 2. Temperature change diagram for sub-zero treatment
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Figure 3. Multi point flexible tooling system diagram
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Figure 4. Sketch of PCMclamping
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Figure 5. Diagram of jet auxiliary support device
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