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Research on Application of Standard Manufacture of Beam-Rib in Aircraft Wing Box
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[ABSTRACT] The standard process which is used
to manufacture bean-ribs of aircraft wing box is de-
scribed. It standardizes the operation procedure in manu-
facture through the standard application about machining
period of parts, technology method, machine selection,
quick-clamped fixture design, procedure parameter op-
timization, measure method, manufacture quality and so
on, in order to achieve greater efficiency and quality of
NC machining.
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Fig.1 Time distribution chart for NC process preparation
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Fig.2 Design basis for standard process flow
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Fig.3 Diagram for standard process flow design
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Fig.4 Standard process flow of NC machining about beam-ribs
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Fig.5 Standard fixture for finishing beam-ribs
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Fig.6 Typical machining tools of NC milling
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Fig.9 Evaluation diagram of manufacturing effect
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Fig.10 Variation curve of X’ deformation of fiber placement
head end with horizontal skateboarding
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Fig.11  Variation curve of Z deformation of fiber placement
head end with horizontal skateboarding
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