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Research on Bushing Swage Housing Process and Quality
Control Technology in Airplane Assembly
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Company, Ltd, , Shenyang 110034, China)

Abstract: In aircraft assembly process, the extrusion flaring process is often used in installation of holes in parts
and bushing. To grasp the key technologies and influencing factors of this process, it is of the vital significance
to ensure the reliability of bushing installed. The bushing extrusion flaring during aircraft assembly process is
analyzed, the process purpose and qualified condition from design and manufacture aspect respectively are de-
fined. The operational principle of extrusion flaring and the selection of process method are described. The key
factors of affecting on extrusion flaring quality, such as the parts fatigue strength and intensifying on all the sur-
faces, are analyzed in detail. The research result is of certain reference value for the problem of out of tolerance.
Meanwhile, the fatigue strength and resistance to corrosion are enhanced by using the extrusion flaring process
after the installation of bushing shrink fit to achieve the best installation result.
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Fig. 2 State diagram of bushing pressed into the hole in part
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Fig. 3 Schematic diagram of extrusion process
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Table 1 Size of extrusion mouth type
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wORK X 0.045 0.035 0.055 0.045 0.080 0.070
OB S 0.020 0.010 0.030 0.020 0.030 0.020
EwO®P 0.030 0.020 0.040 0.030 0.060 0.050
EEHETHA R 0.015 0.005 0.020 0.010 0.020 0.010
BlgC 0.015 0.005 0.002 0.010 0.055 0.050
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Table 2 Parameters of type anvil extrsion force
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17-4PH/15-5PH 15 0002 000 18 0002 000* 25 0002000
Eee 7 500E£2 000 9 000£2 000 12 0002 000
HEM 94002 000 11 300E£2 000 15 6002 000
WEEse 16 5002 000 25 00012 000 28 000=%2 000

E.RP * RAFLRERENT DREFENSHR.
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18 000X 1. 753 4=31 561 Ib

(3.1 1b=0. 453 592 37 kg)
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Fig.4 Stress-strain diagram
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