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[57] ABSTRACT

Disclosed is apparatus and method for electrochemi-
cally finishing the edges of airfoils and other thin edged
objects. When the edge on an airfoil varies in thickness
along its length, a tapered electrode is provided which
has both a decreased diameter and increased spacing
distance, providing a means for obtaining an edge with
a radius proportioned to the thickness. Generally, in the
system having an electrode with a unit surface area A,
and with an electrode-workpiece surface spacing dis-
tance S, both A and S are changed so that the ratio A/S
is lowered for electrode portions proximate to edge
portions having lowered thickness.

S Claims, 7 Drawing Figures
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METHOD AND APPARATUS FOR
ELECTROCHEMICALLY FINISHING AIRFOIL
EDGES

Matter enclosed in heavy brackets [ ] appears in the
original patent but forms no part of this reissue specifica-
tion; matter printed in italics indicates the additions made
by reissue,

BACKGROUND OF THE INVENTION

i. The present invention is related to the field of
electrochemistry, particularly electrochemical milling
and finishing of metal parts, such as gas turbine airfoils.

2. Electrochemical milling is well known and com-
prises the removal of material from the surface of a
metal piece by the application of an electrical potential
in the presence of a conductive electrolyte. The process
is particularly well suited to imparting a smooth finish
to parts having surface irregularities. Exemplary com-
ponents adapted to being finished by electrochemical
milling are precision forged titanium airfoils used in gas
turbines. While such parts are often in the whole forged
to nearly their final dimension, it is quite typical that the
leading and trailing edges will have a sheared flashing
stub characteristic of forgings made in closed parting
dies. For use in gas turbines, it is required that the air-
foils have a rounded and very smooth edge and there-
fore electrochemical processes have been applied to this
end in finishing forgings and other similar parts.

Johnson, U.S. Pat. No. 3,849,273, describes a method
and apparatus for radiusing the edge of an airfoil using
a hollow electrode through which electrolyte is flowed
toward the edge. The electrode 1s of an arbitrary area
and size. Generally, the electrode presents a planar
surface to the workpiece edge, the planar surface being
perpendicular to the direction of current and electrolyte
flow. When 1t is desired to produce a constantly varying
radius along the blade edge, as is required when the
thickness of the airfotl varies along its length, it is said
that the distance between the edge and the nearest elec-
trode point should be proportioned to the amount of
material to be removed locally from the airfoil edge.
Consequently, relatively precise control of the spacing
between the electrode and the edge is required; this is
made particularly difficult in view of the forces caused
by the rapidly flowing electrolyte, as well as complica-
tions produced when the airfoil has a great deal of twist
and the edge is a continuously varying curve.

Lucas, U.S. Pat. No. 3,970,538, describes another
approach to finishing of airfoil edges, wherein a split
cylindrical tube captures the edge of the airfoil and
functions as the electrode. Thus, the electrode is quite
closely positioned to the airfoil and the slot in the body
of the tool casing must match the shape of the blade
being milled. Further, given the particular shape and
proximity of the electrode to the airfoil, it is possible
that the current flow and resultant material removal
might be unacceptably localized, to the extent that a
step is formed in the airfoil surface, away from the edge
where the electrochemical action is abruptly terminated
by the tool configuration.

From the foregoing, it is evident that it has been
previously recognized that the simple connection of an
arbitrary electrode in an electrical circuit in proximity
to an airfoil edge will not desirably finish the edge. But,
the solutions of Johnson and Lucas and like inventions
require precision machined electrodes specific for each
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part, or careful and strongly rigid fixturing to maintain
precise location between the electrode and the work-
piece. There is a need for readily removing material
from airfoil edges by a method which requires less criti-
cality in positioning and which lessens the difficulty of
formulating and constructing electrodes.

SUMMARY OF THE INVENTION

An object of the invention is to provide an improved
means for electrochemical milling of the edges of tur-
bine blades, particularly to provide an apparatus and
method capable of finishing a variety of different sized
airfoils and workpieces without undue cost in fabricat-
ing electrodes and complexity in fixturing. It is a further
object to provide an improved process wherein small
variations in electrode and airfoil positioning are less
consequential, and wherein small vanations in the
workpiece are similarly accommodated.

According to the invention, electrochemical milling
of the edge of a workpiece is characterized by the pro-
vision of a shaped electrode, such as a tapered elec-
trode, which has both a surface area and spacing dis-
tance from the edge which vary according to the
amount of material to be removed from the workpiece.
In a preferred embodiment, the electrode-cathode has a
shape of a tapered cone and it is mounted in proximity
to the edge. Thus, in the vicinity of lesser edge thick-
ness, the electrode will have both a greater spacing,
insofar as the distance between the edge and electrode
surface i1s concerned, and a lesser area from which elec-
tric current may flow. When a uniform electric poten-
tial is applied between the electrode and the workpiece,
the invention will result in a more or less uniform cur-
rent density along the workpiece edge. Consequently,
the material removed will be proportioned more or less
to the area, and as required for a good final part, a
greater quantity of material will be removed from the
thicker portion of the edge than from the thinner por-
tion.

Generally stated, both the unit surface area A of the
electrode and the distance S between the electrode and
the workpiece are varied so that the ratio A/S 1s low-
ered where less mass of material 1s t0 be removed.

A feature of the invention is that an electrode can be
relatively easily constructed or modified to adapt to
different part configurations. Further, since the current
density is controllable by the combination of electrode
surface area and spacing distance, the spacing distance
becomes less critical by itself, insofar as affecting the
material removed. This desirably reduces the need for
high precision in fixturing.

The invention has the advantage that the production
of electrodes is low in cost; the apparatus 1s relatively
simple and parts are easily interchanged when a number
of components are being processed; and, common mate-
rials of construction and conventional electrolytes and
power supplies are usable.

BRIEF DESCRIPTION OF THE DRAWINGS

FIG. 1 shows a typical airfoil workpiece;

FIG. 2 shows partial cross sections of the unfinished
and finished edges of the workpiece of FIG. 1;

FIG. 3 is a general view of the electrochemical mill-
ing apparatus;

FIG. 4 shows an electrode with a compound taper;

FIG. 5 shows an alternate embodiment electrode;
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FIG. 6 schematically illustrates the distribution of
electric potential and current flow between an electrode
and workpiece; and

FIG. 7 partially illustrates the planar positioning of
the electrode and workpiece, as a section through 7—7
of FIG. 3.

DESCRIPTION OF THE PREFERRED
EMBODIMENT

The preferred embodiment is described in terms of
the electrochemical milling of titanium airfoils, such as
illustrated in FIG. 1. However, those skilled in the art
will recognize that the invention is adaptable to other
workpiece configurations and other workpiece materi-
als.

FIG. 1 illustrates a representative forged titanium
airfoil 10 having a leading edge 12 and a trailing edge
14. A shank 16 is usable for mounting and gripping the
airfoil. It will be noted that the leading edge decreases
in thickness from the shank end to the tip 18, as does the
body of the airfoil. FIG. 2 illustrates representative
cross sections of leading edges; FIG. 2A indicates a
leading edge 12a in its unfinished condition, showing
the sheared remains of a forging flashing; FIG. 2B illus-
trates a finished leading edge 12b which is desired and
which will be achieved through the operation of the
invention herein. Since the thickness of the leading edge
varies along the length of the edge, it should be evident

that to get a smooth radius and finish along the edge,
more material by weight and volume, will have to be

removed from the thicker portion than the thinner por-
tion of the edge. (In other workpieces, it may be desired
to remove from a constant thickness edge more material
in one region than in ancther for special purposes. The
invention will be seen to be readily applicable to such
situation.)

FIG. 3 shows the apparatus used in practice of the
invention. Contained within a non-conductive vessel 18
is electrolyte 20; a non-conductive support 22 is fixed in
position upon the vessel. The airfoil 10 is positioned
fixedly within a conductive liquid electrolyte by the
mounting of the shank 16 in a hole in the support 22. In
similar fashion, an electrode 24 is positioned in proxim-
ity to the airfoil by its shank 25. Masking material 36 is
selectively applied to the workpiece to prevent any
unwanted etching remote from the edge being finished.
Areas normally masked will be the shank or portions of
the airfoil in the vicinity of the opposing edge 14. In the
preferred use of the invention, masking is not applied to
the body of the airfoil in vicinity of the edge 12 since
this would tend to cause an etched step discontinuity in
the airfoil.

The electrode is made of stainless steel, copper, car-
bon or other material familiar to the art which is unreac-
tive with the electrolyte. While not entirely evident
from the FIG. 3, the electrode principal axis 26 is ap-
proximately aligned with the leading edge 12. The posi-
tioning is more apparent from FIG. 7. The electrode
principal axis 26 is approximately equidistant from the
edge 12 of the airfoil, and the axis 26 lies approximately
along the extension of the mean line 27 of the airfoil
cross section. Thus, if the airfoil has a twist in its shape,
the electrode will be skewed with respect to the longitu-
dinal axis of the blade. The foregoing positioning is
preferred for a symmetrically shaped edge. The elec-
trode may be positioned off of the extended mean line if
a non-symmetrical contour is desired on the leading
edge.
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The electrode has a tapered cylindrical shape,
wherein the portion of the electrode having the lesser
diameter is positioned at the end of the airfoil having the
edge with the lesser thickness. By virtue of the elec-
trode having a taper, the spacing distance (“S” in FIG.
3) between the surface of the electrode and the leading
edge 1s increased as the thickness of the leading edge
decreases along the length of the airfoil. In like fashion,
the unit surface area (*A” in FIG. 3) of the elecirod:
decreases along the length of the electrode. |

Connecting the electrode and the airfoil is a powe:
supply suited for providing electric potential necessars
to accomphish electrochemical milling. As shown, ths
workpiece is anodic and electrode is cathodic.

In operation, the electric potential is applied at a
sufficient level and duration to obtain the desired meta!
removal. The current flow at points along the edge wil:
be influenced by the spacing and area of the proximate
electrode portion. The amount of material removed
from a portion of the workpiece will be proportionate
to the quantity of electricity passed through it, accord-
ing to the well-known Faraday law. The electrode anc
workpieces, being good conductors of electricity, wil
desirably have constant electric potentials along thei
entire lengths. Therefore, the change in potential gradi-
ent per unit distance within the electrolyte will be less
where the spacing distance between the electrode and
the workpiece is greater, and the current flow will be
less. Thus, the workpiece dissolution or rate of electro-
chemical milling will be inversely proportional to the
spacing between the cathode and anode. Further,
where the electrode diameter is reduced, there will be
less surface area, and thus a tendency for the current
density to rise. But countering this tendency will be
resultant effects at the electrode surface and within the
electrolyte, such as gas polarization. The net result is
that current flow will be less from smaller diameter
portions of the electrode. Consequently, the combined
effects of the spacing distance increase and diameter
decrease are to reduce the current flow at the thinner
sections of the airfoil edge and thereby reduce the mass
of material removed. Thus, the resultant radius will be:
proportioned to the edge thickness without excess re-
moval of material from the thinner portions.

In the preferred practice of the invention, it is sough:
to obtain a relatively uniform current density along the
length of the airfoil edge 12. Of course, evaluating this
is somewhat complex inasmuch as current is flowing o
other areas adjacent the edge. This is illustrated by FIG.
6, in which is shown a cross sectional view of the elec-
trode and workpiece as configured in FIG. 3. In FIG. ¢
the unit electric potential gradient which exists betweei:
the electrode and workpiece is_represented schemati-
cally by the lines marked with “V”’; the unit curren:
flow 1is represented by the lines marked “L.” It can be
seen that the current density is highest between the
leading edge of the workpiece and the portion of thsa
electrode nearest the workpiece. Also, current flows, iz
diminished intensity due to the longer path through th::
electolyte, to other regions of the electrode. But, the
current tends to concentrate on the sharp edges of th::
workpiece, thereby causing the desired rounding of ik
leading edge. The electric potential gradients, and th::
current densities attending them, can be analyzed b
modeling, in two dimensions, the cell and electrod:
Cross sections on resistance paper. An EMF is applied
to the electrodes thereby initiating a “potential fielg”
between them that can be resolved and plotted. Alter-
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natively, the desired electrode configuration can be
determined experimentally by repetitively altering or
reconfiguring the electrode until the desired uniformity
is achieved, as measured by the resuits on test airfoils.

Some further observations can be made on the gen-
eral mode of construction and operation of the tapered
electrode. Since it is desired to concentrate the current
at the leading edge, and not have substantial current run
to the other parts of the airfoil body, the major diameter
of the electrode must not be too great with respect to
the thickness of the edge; we have found that a ratio of
about 10 to 1 is satisfactory.

As it is the change in spacing distance between the
electrode surface and the workpiece edge which con-
tributes to the reduction in current, the major diameter
of the electrode is preferably placed in close proximity
to the edge. If the entire electrode is located at a too
great a distance from the edge, then of course the rela-
tive change in spacing distance will be less, and the
desired variation in current may not be obtained. On the
other hand, the electrode cannot be placed too close to
the workpiece because contact and arcing may occur.
Taking these considerations into account, we have
found that a minimum spacing of about 1.2 mm at the
major diameter is satisfactory. The electrode is tapered
to achieve the variation in material removal which 1s
desired. We have found that the desired change in diam-
eter is that which is more or less in direct proportion to
the change in thickness of the edge. Of course, since the
change in diameter of the electrode produces both a
decreased area, proportionate to the change in diame-
ter, and a change in distance, the combined effect of
both factors will be greater than the change in edge
thickness. This is reflective of the complexity of the
situation, and we do not mean to suggest that a rigorous
formula or analysis can be set forth at this time.

There is a further consideration in establishing the
diameters of the electrode and that is the electrode’s
capacity to pass current through its cross sectional body
and from its surface into the electrolyte. As the diame-
ter is decreased, the unit surface area of the electrode is
decreased. If the surface area is inadequate for the cur-
rent which is created by the applied electric potential,
then heating of the electrode can take place and more
importantly, excess generation of gas may occur. And
ultimately “burning” and loss of material from the elec-
trode will result. That the body cross section must be
adequate to carry current throughout the electrode
length without undue heating and voltage drop is rather
evident. Thus, it should be seen that there will be in-
stances in which the absolute diameters of the electrode
must be kept above certain levels notwithstanding other
criteria. Another factor which is to be considered is the
passivation which occurs, particularly in titanium, at
the workpiece if the current density 1s not above a par-
ticular threshold value. Thus, the minimum diameter
and spacing of the electrode would be necessarily main-
tained above that value which reduced the current den-
sity to the point where passivation occurred at the
workpiece.

With more complicated shapes of workpiece, it will
be desirable to refine the electrode further. As a rela-
tively simple example, the airfoil and electrode arrange-
ment shown in FIG. 3 may result in excessive material
being removed from the point 30 at which the leading
edge 12 intersects the tip 18 of the airfoil. In such a case,
it will be found useful to use a compound taper elec-
‘trode of the type shown in FIG. 4. The first and pre-
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dominate portion of the electrode has a taper according
to the principles set forth above, while the second por-
tion 34 has a more severe taper, thereby increasing more
the spacing distance and decreasing more the surface
area. This will result in a further reduction in current in
the vicinity of the tip-edge intersection 30. The exact
point at which the compound taper is initiated along the
axis 26 of the electrode is a matter of experiment with
particular shapes of workpieces. In another instance,
such as where the airfoil has a platform, it may be found
desirable to increase the surface area of the electrode
and decrease the spacing distance in the vicinity, so that
current is caused to flow into the corner to which it is
naturally adverse. Accordingly, it will be understood
that our invention contemplates more varied changes 1n
electrode configuration than the examples given in this,
the preferred embodiment. For example, in the practice
of the invention it is possible to have an electrode which
first decreases, then increases, and then again decreases
in diameter and spacing, or to have interspersed straight
sections.

As described above, the shape and spacing of the
electrode are interrelated. In fact, with a tapered cylin-
drical electrode of the type shown in F1GS. 3 and 4, the
relation is constrained. In certain instances, other shapes
of electrodes may also be used. For example, FIG. S5
shows a trapezoidal-shaped electrode in which the elec-
trode spacing and electrode area may be independently
varied when the face 28 is presented to the workpiece.
Other configurations will present themselves to a skilled
person practicing the invention. The exact relationship
between the change in area and the degree to which the
spacing distance is increased is a matter of experiment to
obtain the exact results desired. But, for the tapered
cylindrical electrode we have found that the change in
unit area of the electrode should be more or less propoz-
tioned according to the change in thickness of the lead-
ing edge of an airfoil; this is further described by way of
example below.

The following describes the practice of the invention
in the finishing of a gas turbine blade, of the titanium
alloy AMS 4928 (6Al-4V-Bal.Ti), the blade having been
made in a closed die precision forging process but hav-
ing a residual flashing at the edges, the removal of one
being described hereafter. The airfoil is nominally
9% 3.2 0.3 cm in dimension, tapering at the edges and
tip. The edge to be finished has a square-cut sheared
appearance with the edge varying in thickness from
about 1.15 to 0.06 mm, or by a ratio of 1.9 to 1. Prior to
being placed in the electrolyte, the part has of course
been descaled and pickled to remove any contamination
from the forging operation. Immediately prior to being
placed in the electrolyte, the part is typically degreased,
rinsed in water, immersed in nitric-hydrofluoric acid for
10-20 seconds to remove any surface oxide, and then
rinsed in cold water and dried. A shield of a thermoplas-
tic masking compound is placed around the edge of the
airfoil opposite that to be electrochemically milled to
prevent stray currents and other adverse effects from
the edge which may have been previously finished. The
shield covers about 1.3 cm of the airfoil as measured
from the opposing edge; it does not extend across the
airfoil body to the point where the electrochemical
action may cause a step on the airfoil at its point of
termination.

The blade is mounted in a polyvinyl chloride support,
together with an electrode, so that both are immersed
within the electrolyte contained in a polypropylene



Re. 31,605
7 8
tank. The electrolyte is preferably an ethylene glycol- at the single taper electrode tip is therefore about 3.2
sulfuric-hydrofluoric acid mixture having the preferred mm, and the ratio is therefore about 2 to 1.
composition of Table I. Compositions within the range The current is maintained between the electrode and
shown in the Table may also be used, as well as other workpiece for sufficient time to produce a finished
glycol or alcohol base electrolytes as are known in the s product; typically this is about two minutes. When the

art. During electrochemical milling, the bath is prefera- ~ current is terminated and the part is removed from the

bly maintained between 25° and 32° C. electrolyte, is will be found that the previously rough

TABLE I edge has been converted into a smooth radiused edge

—_——————_________ having a radius of about 0.12 inch at the tip end and
— ELECTROLYTE COMPOSITION BY VOLUME PERCENT _ ahout 0.18 inch radius at the base end of the airfoil.

Preferred Range 10 Having thus described a typical embodiment of our

Ethylene glycol 77 75-79 invention, that which we claim as new and desire to

Conc. sulfuric acid 13 11-15 secure by Letters Patent of the United States is:
Conc. hydrofluoric acid 10 8-12 1. The method of electrochemically milling the edge

of a workpiece wherein different quantities of material
An electrode having the configuration shown in ei- 15 must be removed from the workpiece edge at different
ther FIG. 3 or 4 is used. The dimensions of the A1S1  locations along its length, characterized by providing a

316 stainless steel electrode are: 8 mm diameter, taper- _shape.d electrode having a unit surface area A and spac-
ing at a 1°20’ angle from its major axis. The electrodeis  Ing distance S between the electrode surface and the
nominally 9 cm long, about the same as the length of the =~ Workpiece edge, as measured at points along the length
leading edge, with the result that the minor diameter is 20 Of the electrode, wherein both A and S are changed so
nominally 4.6 mm inch. When a compound taper is  that the ratio of A/S is changed to lower values at
added, the minor diameter or tip of the electrode is first points proximate to locations of the workpiece edge
reduced to about 3.2 mm and the electrode is expanded =~ Where less unit weight of material is removed.

in diameter therefrom at an angle 5° from the major axis 2. In the method of electr ochemically milling the
until the compound taper intersects the principal taper o5 38¢ Of a thin workpiece where a portion of the edge
at a point which is nominally 13 mm from the tip. It = has & thickness that varies along its length, the step of
might be noted that the ratio of the electrode major PI 0;" iding an electrode with a tapered portion, the
diameter to the proximate edge thickness is 8 mm/1.15 clectrode having its principal axis in nominal align-

: iy : t with the edge so that the spacing distance
mm, or 7 to 1. The electrode is positioned in the support men . :
with the blade so that its nearest point, the major diame- 30 between sub-portions of the tapered portion of the

. NP electrode and the proximate subportions of the
ergiurface, will be about 0.76 to 1.5 mm from the airfoil workpiece edge are greater where the edge thick-

A source of electric potential is connected between ness is less, the electrode further having a unit

. . surface area which decreases along the length of
Cathod . ek i oy the cloctrode i he  the adgoin the same sense 4 th thickness of e
ply having a voltage output of about 50 volts is found > edge decreases, {0 remove material in approximate

satisfactory; current flow is initiated by applying the proportion to the edge thickness and produce a

" : : . well-finished edge.
requisite voltage, then during operation the voltage is 3. Apparatus for electrochemically milling the edge

controlled to maintain the current at approximately 22 of a thin workpiece wherein different quantities of ma-

The electrode described has an area of about 12.3 sq. 40 Li-r:;l:ég égﬂzﬁgé;?nn;:d’ﬁeth points along a portion
cm and the total area of the airfoil (excluding that a workpiece having a thin edge;
which is masked), is about 41 sq. cm. Thus, at 22 am- a vessel for containing electrolyte:
peres the average current density on the workpiece is an electrode having its principal axis in nominal align-
about 0.5 amps per sq. cm while that on the electrode is ment with the edge and having a taper portion, the
1.7. Of course, the current will not be evenly distributed 45 Lchange in] taper being of a character such that
across the areas of the electrode and workpiece, but will the electrode unit surface area and the electrode
be concentrated at their proximate areas, as illustrated spacing distance from the workpiece edge both
schematically in FIG. 6. Based on experience, it might vary to thereby cause the ratio of said area to said
be assumed that 75% of the current on the workpiece is distance to vary in the same sense as the sense in
concentrated within 0.5 mm of the edge; based on this, g which the quantity of material to be removed from
the average current density would be about 1.7 amps the edge varies;
per square cm In the concentrated area, it still being means for holding the electrode and the workpiece in
understood that there is an unequal distribution within fixed positions within the electrolyte;
this area. Similarly, for the electrode, if it is assumed means for applying an electric potential between the
that 75% of the current passes through the front half of 55 electrode and workpiece, sufficient to cause re-
the cathode facing the edge, the average current density moval of material from the portion of the work-
will be about 2.5 amps per sq. cm. The current densities piece edge.
mentioned above are only estimates. 4. The apparatus in claim 3 wherein the workpiece is

At the 8 mm major diameter, the unit areafora 1mm  ap airfoil having an edge sub-portion which terminates
increment can be calculated to be 50 sg. mm while that  at a free Intersecting surface and wherein the electrode
at the 4.6 mm minor diameter on a single taper electrode 18 further characterized by having a compound taper,
can be calculated to be about 16.6 sq. mm. Thus, the the compound taper being proximately located to the
ratio of the unit area from the base to the tip of the  edge sub-portion.

electrode is of the order of 3 to 1. (Of course, the special 3. The apparatus in claim 3 or 4 further characterized
case of the compound angle tip is excluded from this by a cylindrical tapered electrode and an airfoil work-
calculation.) 65 piece, the electrode having its axis located nominally

As mentioned, the spacing distance between the elec- along the projections of the mean centerlines of the
trode surface and the leading edge in proximity to the airfoil cross sections.
major diameter of the electrode is about 1.5 mm, the gap L
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