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Research on Honeycomb and Laminate Disbond in Composite Sandwich Structure
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[ABSTRACT]

disbond problem and solution of vacuum oven curing com-

This article mainly discusses the

posite sandwich structure. Through analyzing disbond rea-
sons of composite sandwich structure, proposing solutions
and the process test, we provide the solution of disbonding
composite sandwich structure.
Keywords: Sandwich structure Disbond Hon-
eycomb Curing oven
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Fig.1 Composite pressure cabin
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Fig.2 Laminate and honeycomb disbond
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Fig.4 Curing cycle of T700 prepreg pressure cabin part
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Fig.5 Section of pressure cabin part
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Fig.6 Wing box specimen layer
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