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Abstract The paper reports the latest outcomes of using
design-based reverse engineering on turbine blades. For a
long time, the focus of the reverse engineering methods has
been the trend toward higher accuracies and faster mea-
surements. Authors introduce a different viewpoint which
focuses on design intent of a part. How to reverse engineer
a complex shape like a turbine blade is the subject of cur-
rent research. The attempt toward taking advantage of the
construction geometry behind a sample heavy duty turbine
blade is thoroughly discussed in three phases. First phase
consists of 2D analysis of the reference sections. Then, the
stacking axis is introduced as an important non-tangible
feature which has the main role to connect the sections in
3D in lean and tilt directions. The third phase uses the
concept of blade twist to provide a constraint to define
rotational position of the sections with respect to neighbor
sections. All the three phases have been applied to different

types of original and non-original products which are
available in the gas turbine market. The presented compar-
isons show clearly that the new method of reverse
engineering incorporating construction geometry and de-
sign intent of the part is quite useful and recognizes many
features behind the external geometry which is impossible
to follow by the previous conventional methods. The
turbine blade 3D model resulted from this new method
will have a smooth arc-based surface, straight stacking line
passing through turbine axis with maximum section tilt of
0.2 mm and maximum section lean of 0.3 mm to original
equipment manufacturer parts and linearly increasing
stagger angle from hub to tip which are some of con-
siderable improvements compared to conventional method.
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1 Introduction

Unlike conventional engineering, which begins with the
description of what the part will do and produces a
geometric model suitable for manufacturing it, reverse
engineering begins with the manufactured part and produ-
ces a geometric model of it. A broader interpretation of the
term “reverse engineering” might perhaps involve deducing
the intent of the original designer to some degree [1].

If we say that engineering converts a concept into an
artifact, then reverse engineering converts an artifact into a
concept [2].

In this paper, we focus on the blade geometry which is a
3D freeform shape and plays the main role in the per-
formance of the whole turbine. A small change in blade
geometry can lead to a large change in turbine perfor-

K. Mohaghegh (*)
FICASABZ,
Unit 1, No.25, Khalili-shahanaghi Alley, Sheikh-bahayee St,
Teheran 1993685945, Iran
e-mail: kmohaghegh@yahoo.com

M. H. Sadeghi
Department of Mechanical Engineering,
Tarbiat-Modares University,
Teheran, Iran

A. Abdullah
Faculty of Mechanical Engineering, Amir-Kabir University,
Teheran, Iran

R. Boutorabi
Product Engineering, MAPNA Turbine Blade Engineering
and Manufacturing Co. (PARTO),
Karaj, Iran

Int J Adv Manuf Technol (2010) 49:675–687
DOI 10.1007/s00170-009-2409-9



mance. The following two points gives us the problem
statement:

& Always a typical reverse engineering process starts with
measurement activities on a sample part. But in this
case (turbine blade), selection of a valid part to start
with is very difficult. There is almost no certain way to
recognize manufacturing errors imposed in the part
during its various production processes. Turbine blades
are usually made by investment casting. Analyzing the
process shows that to avoid deflections of blade in the
final state, it is cast in a larger size and then dimensions
are fine tuned by hand blending. So, manufacturing
errors of each part differ to other ones.

& Turbine blades are so expensive that nobody throws them
away after standard service life but will try all the possible
refurbishment activities. Blade refurbishment is of utmost
importance, and this is well growing every day. These all
show that in fact, it is very difficult to guarantee whether
the reverse engineering sample (the turbine blade), which
is going to be used as the first step of making a nominal
model for production, is actually new. It is clear that a
refurbished part is a part with some “frozen-in” errors.

To overcome the mentioned shortfalls, authors of this
paper decided to present a new approach in reverse engi-
neering of such a complex and freeform part. Instead of
sticking to the reverse engineering sample as the only source
of information, we decided to think about what this part
should really look like. This way of thinking brought us to
the idea to incorporate design aspects of the turbine blades
into the reverse engineering process. In this paper, a
combined reverse engineering process has been presented,
which at the same time gets information from two different
sources, i.e., measuring the part (conventional way) and
reviewing design aspects. Doing this way, instead of copying
every detail of the part, we will try to capture the designer’s
intent to some extent. Then, our aim would be to filter
manufacturing errors and exclude them from the geometry in

order to tend toward the nominal geometry. It is important to
note that we are performing reverse engineering and not
design. The only way to end with the 100% exact nominal
values of a part is to use directly the original drawing of the
particular blade! In this paper, it is shown that using some
general rules during reverse engineering facilitates the
process toward better results, which is much more valid.

2 Terminology

In order to help the readers who are not familiar with tur-
bine blade terminology, the following terms are explained:

Suction side (SS): The curve on the convex side of a
blade where the gas flow pressure is decreased (Fig. 1).
Pressure side (PS): The curve on the concave side of a
blade where the gas flow pressure is increased (Fig. 1).
Leading edge (LE): The edge where the gas flow hits
the blade first (Fig. 1).
Trailing edge (TE): The edge where the gas flow
leaves the blade (Fig. 1).
Stagger angle: Angle between cord line of airfoil
section and the turbine axis in a radial view. The
deviation of actual stagger angle against its nominal
value is called “twist” (Fig. 1).
Lean angle: Angle between stacking axis and merid-
ional plane in an axial view (Fig. 2).
Tilt angle: Angle between stacking axis and radial
datum in a meridional plane view (Fig. 2).
Thickness distribution: Procedure of thickening the
camber curve to make a solid airfoil section.
Stacking axis: Linear axis which passes through all
airfoil section centeroids and intersects the turbine axis
(Fig. 3).
Camber curve: Spine curve passing through the middle
of each airfoil section. Each point on the camber curve
has equal distance to suction and pressure side curves.

Fig. 1 Airfoil terms and direc-
tion of gas flow
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3 Related work

Turbine blade has an outstanding status in industry. Its
tremendous price has brought it to the top line of business
competence, and its high shape complexities has made it
quite attractive for researchers in the field of reverse
engineering and geometric modeling. It is customary to
approve the ability of new freeform manipulation techniques
using a turbine blade as an example [3, 4]. One of the
published works on reverse engineering of turbine blades is
the research of Chen and Lin [5]. It is mainly about new
techniques of digitizing and modeling of freeform surfaces
and uses a turbine blade as a case study to prove its
viability. The paper presents a method to perform digitizing
and modeling activities, but there is no reference to design
aspects or shape constraints and regularities of turbine blades.
Tai and Huang [6] mentioned the importance of design intent
during reverse engineering. They proposed that the best way
to get a high-quality curve fitting of a B-spline on measured
data is to use data points, which have been segmented
manually by the engineer according to the design intent.
Their work is mainly concentrated on how to manipulate the
measured points to prepare them for a successful B-spline
fitting and deals with algorithms for noise reduction and
regenerating missing points in order to get a smoother B-
spline. It contains some general useful hints but does not
show actually how to deal with design aspects of a part.

Dealing deeply with the part geometry, the engineer
gradually finds consisting design features which step by
step lead him/her toward the intended design of the part. In
this regard, taking advantage of construction geometries
might be a useful tool. Thompson and Owen described a
prototype of a reverse engineering system that uses
geometric primitives [7]. The main advantage of feature-
based approach is the capability of producing highly

accurate models, even when the 3D point data have sub-
stantial errors. This is due to the fact that some geometric
primitives are known to the system, so after identifying a
known feature, there is no need to go for higher accuracies.
The primitives known to these types of software are limited to
quadric features such as flat surfaces, cylinders, etc. So these
systems are by no means capable to recognize freeform sur-
faces like blades. Another related subject to feature recogni-
tion is analysis of the geometric regularities in reverse
engineering. The long-term goal is building a system which
will analyze a preliminary reverse-engineered model for the
approximate presence of geometric constraints, features, and
regularities and will enforce some set of them on the model to
produce an improved model [8]. The work is about relation-
ships between features but not feature detection itself. The
features that have been considered are simple ones like planes,
spheres, cylinders, cones, etc. and not freeform surfaces.

On the other hand, recognition of freeform surfaces in
reverse engineering usually does not deal with constraints
and regularities. There are plenty of works about recon-
struction and beautification of freeform surfaces using the
most advanced techniques [9], but they just stick to one
side of the problem which is measurement data and try to
include noise filtration, curvature analysis, etc. on this basis.

Yongqing et al presented a rules-based reverse-engineering
approach for the turbine blades, but they focused more on
quadric surfaces of the root and shank and did not go deep
through the reverse engineering of the blade based on design
data [10].

The use of constraints in object modeling is an important
topic in CAD and solid modeling literature. Werghi and

Fig. 2 Definition of tilt and lean of a turbine blade

Fig. 3 Definition of the stack-
ing axis of a blade
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Fisher [11] proposed an approach for object reconstruction
by incorporating geometric constraints. He minimizes an
objective function that defines a relationship between the
measured data points and the shape parameters. It is a
minimization of least squares residuals subjected to
geometric constraint equations. His approach is again
limited to quadrics, and he notes some problems like
complex representation of the objective function and need
for accurate initial estimations.

To overcome some of these limitations, Benko and
Varady [12] proposed another approach, which uses faithful
representations. This type of representation makes it
possible to separate two groups of measurement data and
shape parameters and converts the problem to a much easier
form which can be solved within a shorter time.

According to Fisher [13], the objects that human
constructs are not arbitrary; the shapes of most normal
objects follow standard conventions arising from tradition,
utility, or engineering design, so this is a knowledge-based
approach. He argues that exploiting this extra knowledge
allows improved reverse engineering. His approach is again
minimizing a statement which consists of two terms: the
first term is a least square fitting term that ensures that
model surfaces lie close to the image data; the second term
encodes the penalties for constraint violations.

Using the latest techniques of constrained fitting, authors
of this paper presented a method to find the correct airfoil
sections of turbine blades based on design intent [14].

The current work is a complete 3D beautification of turbine
blade. During this work, a total of 14 blades in three types all
made for the same engine have been thoroughly examined:

& Type A: five original equipment manufacturer (OEM)
parts

& Type B: six non-OEM parts (old revision)
& Type C: three non-OEM parts (new revision from the

same manufacturer of type B)

For each part, a complete sequence of measurement and
data manipulation have been implemented and discussed. The
first phase mainly deals with 2D section modifications. Then,
we use the benefits of defining the stacking axis and using this
geometric non-tangible feature in reverse engineering to
modify the displacement errors. The third step inserts the
rotational concept of "twist" inside the project and makes use
of rotational constraints to fully define the blade in 3D.

4 Phase 1: thickness distribution of the airfoil 2D sections

In this project, digitizing of the parts were done using
ATOS II™ laser scanner with the following specifications:

& Measuring points—1,300,000 points in 7 s
& Point spacing—0.08 mm

& Measuring noise—0.002–0.008 mm
& Measurement Accuracy—0.010 mm (double checked

by scanning a precise gage)

Manipulation of heavy point clouds five OEM parts has
been done with the aid of RAPIDFORM2004™ software.

4.1 Definition of thickness distribution

Thickness distribution is the process of adding sufficient
thickness to camber curve to create an airfoil section. There
are different methods to distribute the thickness of an airfoil
section. In our case, the thickness was distributed by a
number of circular arcs around the camber curve. It is worth
to note that this is a specific method for this type of blade.

Using these arcs as primary construction geometries
enables us to solve a system of equations to best fit
appropriate number of arcs to the measured points while
they are tangent to their adjacent arcs at the same time [14].
Due to the large number of degrees of freedom in splines,
this would be a cumbersome procedure if splines were used
instead of arcs. Furthermore, there is no need for down-
stream smoothing or beatification algorithms though it is an
inevitable task when splines are fitted to measured data.

4.2 Selection of the best fit strategy

To make a logical basis for comparison purposes, the five
point clouds should be best fit. Carelessly bypassing this step
will result in a total wrong geometry at the end of the reverse
engineering process. Figure 4 shows the location of mecha-
nical contact surfaces between the blade and turbine disk.

Best fit strategy is to select mechanical contact surfaces
in order to use the surfaces with least deviation to compare

Fig. 4 Mechanical contact surfaces of the reverse engineering sample
blade
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different parts. Figure 5 explains accuracy level of different
zones of the blade Firtree root. The main role of this part of
the blade is to withstand the centrifugal forces as well as to
position the blade with the highest accuracy.

When the turbine rotor starts to rotate, the blade moves
outwards in the radial direction, and the contact will occur
with the pressure surfaces of the blade root as mentioned in
the figure. This is the reason that the upper Firtree surfaces
are called pressure or load-bearing surfaces. Designers use
the maximum attainable machining accuracy on these
surfaces. For the blade size of our consideration, setting a
profile tolerance tighter than ±0.012 mm is not practical for
the creep-feed grinding process, which is the right process
to make this location of the part.

Partial best fitting of five OEM blades has been
implemented taking into account root pressure and shank
surfaces. Results show a measured total (min to max)
deviation of 20 μm within all samples.

4.3 Preparing the airfoil sections

Designers use either three or five sections to define a blade
within a technical drawing. The next step is to section all
the blades while they are located in the best fit position
(Fig. 6) and cut them with five sections.

The important note is to avoid selection of sections in
the vicinity of blade tip and hub because usually, in these
two locations, there might be some shape modifications.
The closed curves in RAPIDFORM2004™ are third-degree
splines which is outcome of intersection of the cutting
planes with the triangulated surface.

Now, we have to interpret the five profiles (from five
blades) in each section. From these results, it is worthwhile
to select the part with best location among others (in the
middle of deviation) to use further as the "middle part."

In phase 1, we are interested to find the thickness
distribution of the airfoil, so we may transfer the data from
RAPIDFORM2004™ to UNIGRAPHICS-NX3™ to best

fit the cross section results of the five parts on the same
section of the "middle blade" using a special routine written
in GRIP language. This best fit program uses rotation of the
section points as well as displacement until the minimum
allowable deviation is met.

The next GRIP routine in UNIGRAPHICS automatically
recognizes the minimum and maximum thickness of all five
samples and creates a mean curve just in the middle of the
profile band. This theoretical closed airfoil curve is
calculated for each section height according to the five
OEM parts.

Fig. 5 Accuracy of different
zones of the Firtree root

Fig. 6 Reference airfoil sections
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After dividing the closed section spline to four separate
curves for LE, TE, SS, and PS, a UNIGRAPHICS
command tessellates points on each curve, so that the
distance between point segments on leading and trailing
edge are 1% of cord length (Fig. 1) and for the points on
suction and pressure side 3%. This will make a 2D point
cloud for each section height of the blade.

4.4 Segmentation and constrained fitting algorithm

Importing the section points (.txt file) to MAPLE9™ is the
next step. A tailor-made software named segmentation and
constrained fitting algorithm (SCFA) has been written in
MAPLE to get the section points and provide segmented
points of seven arcs all tangent to each other and forming a
complete airfoil of the section in a way which the total
deviation of the fitted arcs are minimized according to
constrained fitting relations. The details of SCFA and
application of this program on the same blade airfoil has
been thoroughly studied in [14].

Result of SCFA is a file in .dat format which contains
arcs radii and center coordinates and will be imported again
to UNIGRAPHICS. There, a GRIP program trims all the
circles and provides a complete airfoil section.

The deviation of the actual section points with respect to
final seven-arc geometry is depicted in Fig. 7. This figure
shows that the phase 1 model surface lies in the middle of a
reasonable tolerance band of ±0.3 mm deviation from the
measured point cloud.

5 Phase 2: stacking analysis

It shall be noted that a 2D thickness distribution analysis is
a prerequisite of starting the 3D stacking process on a
turbine blade.

5.1 Definition of stacking axis

Stacking point of a blade usually coincides with centroid of
the section. Stacking axis is a straight line passing through
the stacking point of each section which intersects turbine
axis [15]. After specifying 2D sections, designers use the
stacking axis to stack the sections upon each other in the
gas path to provide a complete 3D blade. Figure 3 shows a
series of airfoil sections and their stacking axis.

Figure 2 shows the two important views of a turbine
blade stressing the location of stacking axis. The left view
shows the meridional plane, LE, and TE of the blade. In
this view, we define positive tilt as inclination of the blade
stacking axis toward the leading edge. The right view
shows the plane perpendicular to turbine axis, SS, and PS
of the blade. In this view, the inclination of the blade
stacking axis toward PS is called positive lean.

5.2 Tilt analysis

For each sample blade after phase 1 (thickness distribution
analysis), the section closed curve is available. The centroid
of these closed curves can be easily obtained using
UNIGRAPHICS commands. Tilt value of a section is the
displacement of its centroid in LE–TE direction. Tilt results
of the centroids for each section of each blade from
different types of blades (A, B, and C) are demonstrated
in Fig. 8.

The vertical axis in this graph is the height of section
(increasing from blade hub toward the tip). Samples of the
three groups—although having some deviations—all show
their own manner. As the results come from real parts, it is
obvious that the stacking axis of each sample is prone to
errors and deviates from an ideal straight line. The type As
which are the OEMs generally have less tilt, non-OEM type
Bs more tilt, and type Cs even more. To get a better idea, an
average value tilt for each type is calculated and presented
in Fig. 9.

Figures 8 and 9 demonstrate:
The tilt values of OEM parts (type A) are less than half

of the non-OEMs (types B and C) at tip section (−0.8 mm
type A compared to −1.8 mm types B and C). This
measurement shows that the manufacturer of non-OEM
type B has not recognized the correct construction
geometry behind the part. Type C has even made more
mistake and is far from the designer's intent. Mentioning
the fact that type C is the new revision provided by the
same blade manufacturer after type B makes it clear that
only sticking to the conventional reverse engineering may
mislead the manufacturer and result in a poor quality
product. This is inevitable because of the frozen-in
manufacturing errors in OEM parts. The doubled error
(1.8 mm tilt) occurred in non-OEM parts are due to

Fig. 7 Deviation of actual airfoil compared to seven-arc model out of
SCFA
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superposing the manufacturing errors on a wrong and
deviated base line.

Figure 8 shows that type C (new revision products) have
a tighter deviation band among samples compared to type B
(old revision). Although the manufacturer has put more
effort and has made new type C products with a tighter
tolerance band, it has ignored the construction geometry
behind the blade (stacking axis), and the end product
quality is even worse and far from OEMs.

Stacking axis of all samples (Figs. 8 and 9) shows
completely different and unpredictable curvature patterns.
Severe difference in curvature patterns even in OEMs
means that the shapes are not reliable for copying. In such a
situation, the only reliable way is to stick to design data and
not to measure the part [14]. So fitting a straight line to type
A points and simultaneously intersecting the turbine axis
[15] would be the best choice for the stacking axis. This
straight line is shown in Fig. 9 and mentioned as "phase 2
model."

The last feature recognized in the graph is the fact that in
all types of samples (A, B, and C), the stacking axis is not

exactly radial (turbine radial direction) and has an inclina-
tion towards TE which is called positive tilt. This
phenomenon is further discussed in Section 5.4.

Typical blade tolerances could be used as well during the
reverse engineering for comparison purposes. It is worth-
while to mention that this project is an attempt toward
recognition of nominal 3D model, so manufacturing
tolerances are only used for comparison purposes and do
not directly affect our decision making. Tilt tolerance of a
blade with the size under our investigation could be
selected as ±0.6 mm (tip section) around the nominal value
[16]. This tolerance band is depicted in the Fig. 9 with
dashed lines apart from the probable nominal stacking axis,
such that each of them 0.6 mm far from the nominal at the
tip section and zero at the hub (this tolerance is height
dependent). Observing the status of the type A curve with
respect to the tolerance band shows the amount of required
modifications from the OEM sample toward the nominal
value. It should be stated that the said tolerances are typical
values for comparison only and do not exactly reflect the
designer's data.

Fig. 8 Stacking axis tilt values
for all samples
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5.3 Lean analysis

Using the same routine used to prepare input data for tilt
analysis, the centroids of each sample blade is projected in
SS–PS direction as explained in Fig. 2 and is called lean
value. Lean results of the centroids for each section of each
blade from different types of blades (A, B, and C) are
demonstrated in Fig. 10.

The vertical axis in this graph is the section height.
Again, samples of the each three groups show their specific
manner although showing some deviations. In this view as
well, the real results do not lie on a straight line. The graph
shows a surprising difference between OEM and non-OEM
parts completely separated from each other. The OEM type
As all have a negative lean, while non-OEM types B and C
have positive lean. Also, it is obvious that in this case, type
B results lie in between the two others. Average values for
lean are calculated and presented in Fig. 11.

Figures 10 and 11 demonstrate:

The lean values of OEM parts (type A) are as big as the
non-OEMs (types C and especially B) but in opposite direc-
tions. Deviations increase with section height. This measure-
ment shows that in this direction as well, the manufacturer of
non-OEM type B has chosen the wrong direction. The type C
is a bit better but still far from being a reasonable part.

Waviness of the stacking axis patterns of all samples
(Figs. 10 and 11) are quite different. Stacking line should be
made by fitting a straight line to type A points intersecting
the turbine axis (Fig. 11) [15].

The inclination of the stacking axis towards SS (negative
lean) will be discussed as a phenomenon in the next section.

To make a comparison to the lean tolerances in part
manufacture, two dashed lines (each 0.6 mm apart from the
nominal "phase 2 model" line in tip section) are drawn in
Fig. 11. The lean tolerance is height dependent and
decreases from tip toward the hub. Observing the graph
shows that the mentioned relationships are conforming and
the OEM results are close to the theoretical straight line

Fig. 9 Average values of
stacking axis tilt
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which passes the turbine center line. This line has been
calculated from a dedicated GRIP program. The program
uses the centroids and turbine axis and finds a line passing
the axis having the least square error from the points. After
finding the stacking axis by this method airfoil sections are
translated to superpose the centroid to the stacking line.
This establishes the phase 2 model. It should be stated that
the said tolerances are typical values and are used for
comparison only and do not reflect the designer's data.

5.4 Gas force compensation

Direction of gas flow exiting from the previous nozzle
guide vane and entering the pressure side of a turbine blade
is from PS–LE side as shown in Fig. 1. This is as well the
direction of gas force. To compensate this force, designers
usually make an intentional inclination of stacking axis
toward the opposite side which is toward SS–TE (Hearsey,
private communication, rmh@hearsey.org). This way, the
center of gravity of the blade inclines toward SS–TE;
therefore, during the rotation of the rotor, the centrifugal
force makes a resisting bending moment against the
moment created by the gas force improving the blade life.

Our observations indicate that for the phase 2 model,
position of the stacking axis in tilt and lean analysis

presented in this paper are showing the same phenomena.
On the other hand, the non-OEM parts did not follow this
rule and ended up with an opposite lean direction. A
positive lean inclines the center of gravity toward PS and
makes a bending moment with the same direction of gas
flow having a detrimental effect on blade life.

6 Phase 3: blade twist analysis

6.1 Definition of blade twist

In this part of the paper, we are actually performing the
reverse engineering steps not blindly but based on design
knowledge of the part. Having known that dealing with a
freeform surface like a blade, there is a parameter, i.e.,
stagger angle, somewhere that is one of the most important
categories of the part from designer's point of view, we are
close enough to hit the target of the part geometry.

Blade twist is the rotation of airfoil section in its plane.
To have an indicating baseline to determine the rotational
position of an airfoil section, designers use the stagger
angle (Fig. 1) which is the angle between a line tangent to
LE and TE (cord line) and the turbine axis. In this work, we
rather talk about stagger as an indicator of blade twist.

Fig. 10 Stacking axis lean
values for all samples
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Twist deviation of a blade is defined as the angle
between actual stagger (measured from each section of a
blade) and nominal stagger of the same section.

6.2 Stagger analysis

Up to now, the best data for the blade under our investiga-
tion comes from model after phase 2 manipulations. In fact,
the data coming from this 3D model has the following
positive characteristics:

& It originates from TYPE A data (OEMs) which is the
best selection of the sample parts to start with.

& It has the best thickness distribution due to application
of phase 1 manipulations (SCFA) [14].

& It contains a straight stacking axis due to phase 2
manipulations.

Due to abovementioned characteristics, the phase 3 mani-
pulations should fine tune the model coming out from phase 2.

The first investigation in this regard is to measure the
stagger angle of all types of samples namely A, B, and C.
This has been done using a dedicated program written in
GRIP™ language in UNIGRAPHICS™. The program
inputs are the solid body of each blade sample and the
turbine axis. Then, the program uses its default information
to find the right section and the cord line and measures the
stagger angle value for each section. The outputs are
stagger angles and section number in a text format.

The results show a delightful linear variation of stagger
with respect to section height. The samples from different
types lie quite close to each other (Fig. 12).

The error value of the curves in Fig. 12 from an exact
line is less than 1° in a scale of 6° to 37° change of stagger.
Knowing that a typical twist tolerance for such a blade is
around ±0.55° in the maximum height [16], one can easily
relate the total deviations less than 1.1° to manufacturing
errors. As mentioned above, we continue the reconstruction
of the model with the one with least errors which is the data

Fig. 11 Average values of
stacking axis lean
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regarding the end of phase 2 model. In this case, we have
modified the stagger curve of the phase 2 model to a
straight line which is the result of a linear regression of
stagger angles in phase 2 model (horizontal axis in Fig. 13).
To have a basis for display, all other data are plotted against
this line. Figure 13 depicts the fine deviation of each type
average value from this straight line. This line is nominated
as the new guideline for our phase 3 model and phase 2
stagger angles are modified accordingly by rotating the
sections to establish the phase 3 model.

Figure 13 demonstrates:

& Type A and phase 2 model are quite close to each other
and inside the typical tolerance, but they are not exactly
the same. This is due to minor modifications done
during the phases 1 and 2 on the basic 3D model
originating from Type A. This means that the basic
stagger pattern of Type A changes to curve nominated
as "phase 2 model" after complete thickness distribution
filtration and stacking axis filtration. The fact that both
curves are still within the tolerances and that they are

located quite close to each other is one of the important
characteristics of this method.

& The straight line pattern for stagger deviation scheme is
only 0.2° apart from OEM data while the stagger itself
changes from 6° to 37°.

& Type B blades look accurate enough inside the typical
tolerance band.

& Type C blades which are the new revision of type Bs are
just misaimed from the right way and far from being
acceptable. This has been clarified only after such a
detailed investigation on non-tangible geometric features.

7 Conclusion

In order to perform reverse engineering of turbine blades,
some classified airfoil manipulations have been presented
in three phases with the following conclusions:

Improvement in the reverse-engineered blades using con-
struction geometry has been clearly discussed. Instead of

Fig. 12 Average values of
stagger
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measuring the external surfaces of the part, authors have
aimed to find the location of stacking axis of the blade (a non-
tangible feature belonging to construction geometry) as the
most important feature and governing axis of the 3D body.

The results coming from measurement of real parts
depicts that stacking axis encounters many errors and
deviates from a straight line. Analyzing the different types
of samples show that the non-OEM manufacturer has put a
considerable effort to enhance the quality of type B and,
therefore, has achieved a tight deviation among the samples
of type C, but because of ignoring the construction
geometry behind the blade (stacking axis concept), the
end product quality is even worse than before.

The lean graph shows a wide difference between OEM
and non-OEM parts. The OEM type As all have a negative
lean, while non-OEMs are all positive in lean which has a
detrimental effect on blade life.

Surprisingly, the results of investigations show a perfect
linear variation of stagger with respect to section height. It
should be mentioned that this outcome is not accidental.
This is the benefit of performing the reverse engineering
steps not blindly but based on design knowledge of the
part. Having known that dealing with a freeform surface
like a blade, there is a parameter (i.e., stagger angle)
somewhere that is one of the most important categories of

the part from designer's point of view, we are close enough
to hit the target of the geometry.

The characteristics of the presented blade model are:

✓ It is made by input data of the profiles of type A
(OEM) samples.
✓ The thickness distribution is completely applied
(using SCFA). This results in an arc based smooth 2D
profile which is compatible to OEM design of turbine
blades of this type.
✓ The stacking axis filtration is completely applied. It
results a blade with a straight stacking line passing
through the turbine axis. Maximum section tilt of this
blade against OEM average is about 0.2 mm compared
to 1 mm deviation of other Non-OEM parts. It also
results a maximum section lean of about 0.3 mm to
OEM average compared to nearly 2 mm deviation of
Non-OEM parts.
✓ Stagger angle modifications completely applied. It
makes linearly increasing stagger angle from hub to tip
with a maximum deviation of 0.2° to OEM parts com-
pared to up to 1° deviation of Non-OEM ones.
✓ The modifications applied are all within the
manufacturing tolerances and there is no large change
in the presented model.

Fig. 13 Stagger deviation from
straight line

686 Int J Adv Manuf Technol (2010) 49:675–687



References

1. Varady T, Martin RR, Cox J (1997) Editorial special issue: reverse
engineering of geometric models. Comput Aided Des 29(4):253–254

2. Langbein FC (2003) Beautification of reverse engineered geo-
metric models. PhD Thesis. Dept. of Computer Science, Cardiff
University

3. Wolovich W, Albakri H, Yalcin H (2002) The precise measure-
ment of freeform surfaces. Trans of ASME: J Manuf Sci Eng
124:326–332

4. Huang J, Menq CH (2001) Automatic data segmentation for
geometric feature extraction from unorganized 3-D coordinate
points. IEEE Trans on Robotics and Automation, V17, No. 3:268–
279

5. Chen LC, Lin GCI (2000) Reverse engineering in the design of
turbine blades – a case study in applying the MAMDP. Robot
Cim-Int Manuf 16:161–167

6. Tai CC, Huang MC (2000) The processing of data points basing
on design intent in reverse engineering. Int J Mach Tool Manuf
40:1913–1927

7. Thompson WB, Owen JC (1999) Feature-based reverse engineer-
ing of mechanical parts. IEEE T Robotic Autom 15(1):120–125

8. Mills BI, Langbein FC, Marshall AD, Martin RR (2001) Estimate
of frequencies of geometric regularities for use in reverse

engineering of simple mechanical components. Internal Technical
Report GVG 2001–1, Computational Geometry and Computer
Vision Group, Dept. of Computer Science, Cardiff University,
http://ralph.cs.cf.ac.uk/papers/Geometry/survey.pdf

9. Huang J, Menq CH (2002) Combinatorial manifold mesh
reconstruction and optimization from unorganized points with
arbitrary topology. Comput Aided Des 34:149–165

10. Li Y, Huang X, Gong C, Wang K (2004) An engineering rules
based parameterization approach for turbine blade reverse engi-
neering. Geom Model Process 2004:311

11. Werghi N, Fisher R (1999) Object reconstruction by incorporating
geometric constraints in reverse engineering. Comput Aided Des
31:363–399

12. Benko P, Varady T (2002) Constrained fitting in reverse
engineering. Comput Aided Geom Des 19:173–205

13. Fisher RB (2004) Applying knowledge to reverse engineering
problems. Comput Aided Des 36:501–510

14. Mohaghegh K, Sadeghi MH, Abdullah A (2007) Reverse
engineering of turbine blades based on design intent. Int J Adv
Manuf Tech 32:1009–1020

15. Society of Automotive Engineers (1996) Airfoil shapes: dimen-
sioning of turbine engine, aeronautical recommended practice
ARP 265A. Society of Automotive Engineers, New York

16. FEP International Private Ltd (1980) Investment casting hand-
book. FEP, Punjab, pp 205–210

Int J Adv Manuf Technol (2010) 49:675–687 687

http://ralph.cs.cf.ac.uk/papers/Geometry/survey.pdf

	Improvement of reverse-engineered turbine blades using construction geometry
	Abstract
	Introduction
	Terminology
	Related work
	Phase 1: thickness distribution of the airfoil 2D sections
	Definition of thickness distribution
	Selection of the best fit strategy
	Preparing the airfoil sections
	Segmentation and constrained fitting algorithm

	Phase 2: stacking analysis
	Definition of stacking axis
	Tilt analysis
	Lean analysis
	Gas force compensation

	Phase 3: blade twist analysis
	Definition of blade twist
	Stagger analysis

	Conclusion
	References



<<
  /ASCII85EncodePages false
  /AllowTransparency false
  /AutoPositionEPSFiles true
  /AutoRotatePages /None
  /Binding /Left
  /CalGrayProfile (Gray Gamma 2.2)
  /CalRGBProfile (sRGB IEC61966-2.1)
  /CalCMYKProfile (ISO Coated v2 300% \050ECI\051)
  /sRGBProfile (sRGB IEC61966-2.1)
  /CannotEmbedFontPolicy /Error
  /CompatibilityLevel 1.3
  /CompressObjects /Off
  /CompressPages true
  /ConvertImagesToIndexed true
  /PassThroughJPEGImages true
  /CreateJDFFile false
  /CreateJobTicket false
  /DefaultRenderingIntent /Perceptual
  /DetectBlends true
  /DetectCurves 0.0000
  /ColorConversionStrategy /sRGB
  /DoThumbnails true
  /EmbedAllFonts true
  /EmbedOpenType false
  /ParseICCProfilesInComments true
  /EmbedJobOptions true
  /DSCReportingLevel 0
  /EmitDSCWarnings false
  /EndPage -1
  /ImageMemory 1048576
  /LockDistillerParams true
  /MaxSubsetPct 100
  /Optimize true
  /OPM 1
  /ParseDSCComments true
  /ParseDSCCommentsForDocInfo true
  /PreserveCopyPage true
  /PreserveDICMYKValues true
  /PreserveEPSInfo true
  /PreserveFlatness true
  /PreserveHalftoneInfo false
  /PreserveOPIComments false
  /PreserveOverprintSettings true
  /StartPage 1
  /SubsetFonts false
  /TransferFunctionInfo /Apply
  /UCRandBGInfo /Preserve
  /UsePrologue false
  /ColorSettingsFile ()
  /AlwaysEmbed [ true
  ]
  /NeverEmbed [ true
  ]
  /AntiAliasColorImages false
  /CropColorImages true
  /ColorImageMinResolution 150
  /ColorImageMinResolutionPolicy /Warning
  /DownsampleColorImages true
  /ColorImageDownsampleType /Bicubic
  /ColorImageResolution 150
  /ColorImageDepth -1
  /ColorImageMinDownsampleDepth 1
  /ColorImageDownsampleThreshold 1.50000
  /EncodeColorImages true
  /ColorImageFilter /DCTEncode
  /AutoFilterColorImages true
  /ColorImageAutoFilterStrategy /JPEG
  /ColorACSImageDict <<
    /QFactor 0.40
    /HSamples [1 1 1 1] /VSamples [1 1 1 1]
  >>
  /ColorImageDict <<
    /QFactor 1.30
    /HSamples [2 1 1 2] /VSamples [2 1 1 2]
  >>
  /JPEG2000ColorACSImageDict <<
    /TileWidth 256
    /TileHeight 256
    /Quality 10
  >>
  /JPEG2000ColorImageDict <<
    /TileWidth 256
    /TileHeight 256
    /Quality 10
  >>
  /AntiAliasGrayImages false
  /CropGrayImages true
  /GrayImageMinResolution 150
  /GrayImageMinResolutionPolicy /Warning
  /DownsampleGrayImages true
  /GrayImageDownsampleType /Bicubic
  /GrayImageResolution 150
  /GrayImageDepth -1
  /GrayImageMinDownsampleDepth 2
  /GrayImageDownsampleThreshold 1.50000
  /EncodeGrayImages true
  /GrayImageFilter /DCTEncode
  /AutoFilterGrayImages true
  /GrayImageAutoFilterStrategy /JPEG
  /GrayACSImageDict <<
    /QFactor 0.40
    /HSamples [1 1 1 1] /VSamples [1 1 1 1]
  >>
  /GrayImageDict <<
    /QFactor 1.30
    /HSamples [2 1 1 2] /VSamples [2 1 1 2]
  >>
  /JPEG2000GrayACSImageDict <<
    /TileWidth 256
    /TileHeight 256
    /Quality 10
  >>
  /JPEG2000GrayImageDict <<
    /TileWidth 256
    /TileHeight 256
    /Quality 10
  >>
  /AntiAliasMonoImages false
  /CropMonoImages true
  /MonoImageMinResolution 600
  /MonoImageMinResolutionPolicy /Warning
  /DownsampleMonoImages true
  /MonoImageDownsampleType /Bicubic
  /MonoImageResolution 600
  /MonoImageDepth -1
  /MonoImageDownsampleThreshold 1.50000
  /EncodeMonoImages true
  /MonoImageFilter /CCITTFaxEncode
  /MonoImageDict <<
    /K -1
  >>
  /AllowPSXObjects false
  /CheckCompliance [
    /None
  ]
  /PDFX1aCheck false
  /PDFX3Check false
  /PDFXCompliantPDFOnly false
  /PDFXNoTrimBoxError true
  /PDFXTrimBoxToMediaBoxOffset [
    0.00000
    0.00000
    0.00000
    0.00000
  ]
  /PDFXSetBleedBoxToMediaBox true
  /PDFXBleedBoxToTrimBoxOffset [
    0.00000
    0.00000
    0.00000
    0.00000
  ]
  /PDFXOutputIntentProfile (None)
  /PDFXOutputConditionIdentifier ()
  /PDFXOutputCondition ()
  /PDFXRegistryName ()
  /PDFXTrapped /False

  /Description <<
    /CHS <FEFF4f7f75288fd94e9b8bbe5b9a521b5efa7684002000410064006f006200650020005000440046002065876863900275284e8e5c4f5e55663e793a3001901a8fc775355b5090ae4ef653d190014ee553ca901a8fc756e072797f5153d15e03300260a853ef4ee54f7f75280020004100630072006f0062006100740020548c002000410064006f00620065002000520065006100640065007200200035002e003000204ee553ca66f49ad87248672c676562535f00521b5efa768400200050004400460020658768633002>
    /CHT <FEFF4f7f752890194e9b8a2d7f6e5efa7acb7684002000410064006f006200650020005000440046002065874ef69069752865bc87a25e55986f793a3001901a904e96fb5b5090f54ef650b390014ee553ca57287db2969b7db28def4e0a767c5e03300260a853ef4ee54f7f75280020004100630072006f0062006100740020548c002000410064006f00620065002000520065006100640065007200200035002e003000204ee553ca66f49ad87248672c4f86958b555f5df25efa7acb76840020005000440046002065874ef63002>
    /DAN <>
    /ESP <>
    /FRA <>
    /ITA <>
    /JPN <>
    /KOR <FEFFc7740020c124c815c7440020c0acc6a9d558c5ec0020d654ba740020d45cc2dc002c0020c804c7900020ba54c77c002c0020c778d130b137c5d00020ac00c7a50020c801d569d55c002000410064006f0062006500200050004400460020bb38c11cb97c0020c791c131d569b2c8b2e4002e0020c774b807ac8c0020c791c131b41c00200050004400460020bb38c11cb2940020004100630072006f0062006100740020bc0f002000410064006f00620065002000520065006100640065007200200035002e00300020c774c0c1c5d0c11c0020c5f40020c2180020c788c2b5b2c8b2e4002e>
    /NLD (Gebruik deze instellingen om Adobe PDF-documenten te maken die zijn geoptimaliseerd voor weergave op een beeldscherm, e-mail en internet. De gemaakte PDF-documenten kunnen worden geopend met Acrobat en Adobe Reader 5.0 en hoger.)
    /NOR <>
    /PTB <>
    /SUO <>
    /SVE <>
    /ENU (Use these settings to create Adobe PDF documents best suited for on-screen display, e-mail, and the Internet.  Created PDF documents can be opened with Acrobat and Adobe Reader 5.0 and later.)
    /DEU <FEFF004a006f0062006f007000740069006f006e007300200066006f00720020004100630072006f006200610074002000440069007300740069006c006c0065007200200037000d00500072006f006400750063006500730020005000440046002000660069006c0065007300200077006800690063006800200061007200650020007500730065006400200066006f00720020006f006e006c0069006e0065002e000d0028006300290020003200300031003000200053007000720069006e006700650072002d005600650072006c0061006700200047006d006200480020>
  >>
  /Namespace [
    (Adobe)
    (Common)
    (1.0)
  ]
  /OtherNamespaces [
    <<
      /AsReaderSpreads false
      /CropImagesToFrames true
      /ErrorControl /WarnAndContinue
      /FlattenerIgnoreSpreadOverrides false
      /IncludeGuidesGrids false
      /IncludeNonPrinting false
      /IncludeSlug false
      /Namespace [
        (Adobe)
        (InDesign)
        (4.0)
      ]
      /OmitPlacedBitmaps false
      /OmitPlacedEPS false
      /OmitPlacedPDF false
      /SimulateOverprint /Legacy
    >>
    <<
      /AddBleedMarks false
      /AddColorBars false
      /AddCropMarks false
      /AddPageInfo false
      /AddRegMarks false
      /ConvertColors /ConvertToRGB
      /DestinationProfileName (sRGB IEC61966-2.1)
      /DestinationProfileSelector /UseName
      /Downsample16BitImages true
      /FlattenerPreset <<
        /PresetSelector /MediumResolution
      >>
      /FormElements false
      /GenerateStructure false
      /IncludeBookmarks false
      /IncludeHyperlinks false
      /IncludeInteractive false
      /IncludeLayers false
      /IncludeProfiles true
      /MultimediaHandling /UseObjectSettings
      /Namespace [
        (Adobe)
        (CreativeSuite)
        (2.0)
      ]
      /PDFXOutputIntentProfileSelector /NA
      /PreserveEditing false
      /UntaggedCMYKHandling /UseDocumentProfile
      /UntaggedRGBHandling /UseDocumentProfile
      /UseDocumentBleed false
    >>
  ]
>> setdistillerparams
<<
  /HWResolution [2400 2400]
  /PageSize [595.276 841.890]
>> setpagedevice


