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Die processing assurance of metal impeller manufacturing for centrifugal blower

Xiao Hongbo
( Precision Manufacturing Engineering Department, Suzhou Institute of Industrial Technology, Suzhou 215104, China )

Abstract; In order to gain higher pressure, the centrifugal blower is often the ideal choice. The integral structure accomplished by five
mold processes was used for the centrifugal blower impeller (material of aluminium sheet L1060) to get the overall strength when rotating
rapidly, which broke through the traditional combined structure. In order to ensure the equal degree and consistency of the 36 blades, the
impeller side notch was completed by a pair of convex and concave dies. With the help of the 36 aliquots technological hole of impeller
drawing technology flange, the equal precision of punched 36 blades was ensured by location mode of one side with two pins . In order to

effectively solve the demoulding problem of impeller side notch after bending, the impeller floating demoulding mechanism was used suc-

cessfully. Production proves that the process operates easily, and the product has stable quality and low cost.
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Fig. 1 Centrifugal blower
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Fig.2 Photo of impeller

fErtR e RS, BWrEENERRRER
PR AU A S RIS R o st LA AT
. REBRK, BFB36 A A MBI R E
SAETEEE;, AREIRG, KeELOCHE
RN REE ., RAMRT AR, 4 RRAe
AP RBLE AR Bl TR

1 "HRECWERT LM

3 From it Rk 2R 36 N BT A
BARGH . WARIEMBE 36 A TSRS,
TESF—BYE BB T W 4 15 mm TR TN
(E4), HETREK P11.5 mm FLEM R SRS
IR R, BT BRI LG
M B, DMEEASEHETR T LM%M E
fifle =B 36 MLZI, HALHERARE
Ze, AH RS VOTEN H) O R A — T e B
ETHEM ., TEEY, LREEF L E

BRIEWA, RERBT . FIMHEM,

D104

H3 oREFHE
Fig.3 Drawing past of impeller
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Fig. 4 Drawing die with flange
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Fig. 5 Drawing die of impeller blanking
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Fig. 6 Piercing die of end face impeller

FLENL, ENETE 8 Fm Mgk L2 AL A E AL
48 L, JFah bR AL FHROR AN S E 1 36 -
@4. 1 mm FLEPAT, g5 A7 05 s04F & ZEEE A TR
PE B A G T2 ALR RN 9 FraR . vl
T Z/ML B BRA T T —EY) 0wt AR
“—MH " Lo
2.4 fUEM R YIARE K

A TR R BLR A MU BE 2 5] o i 36 4~H) 1 Rt
R, ZUI O A E AN, WIEREE R e R

D97.4

SR & VR R ES
Fig. 7 Piercing guaph of bottom face of impeller
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Fig. 8 Piercing die of flange
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Fig. 9 Drawing part with flange and process hole
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Fig. 10 Punching-bending forming die of side impeller cut
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Fig. 11 Photo of punching-bending forming die of impeller cut
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Fig. 12 Punching-bending semi-finished product of cut with flange
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