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Fig.1 Schematic diagram of honeycomb
structure
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Fig.2 Schematic diagram of fixing method
using double-sided adhesive tape
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Fig.3 Schematic diagram of fixing method
by vacuum adsorption
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Fig.5 Schematic diagram of stress on
honeycomb hole
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Research Progress in Processing Technology of Honeycomb Materials

MA Cheng, LIU Fangjun
(School of Mechanical Engineering and Automation, Beihang University, Beijing 100191, China)

[ABSTRACT] Honeycomb material is a kind of advanced structure material that has been widely used, and it attracts a
great attention in the field of aerospace. The characteristics of honeycomb material structure, performance and application,
and the research status of honeycomb material processing technology are elaborately introduced. Different methods of fix-
ing and ways of processing, especially the processing of numerical control machining by choosing better cutting tools and
more accurate process parameters are analyzed. Finally, summary and prospect of honeycomb material processing technol-
ogy are described.

Keywords: Honeycomb material; Fixing; Numerical control machining; Processing parameter
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