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Fig.4 Schematic diagram of thermocouple layout for type | and T composite parts
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Research on Temperature Field of Composite Structure Based on

Autoclave Processing

YANG Yunxian, LIU Jun, ZHOU Min, QI Jingge
( Shanghai Aircraft Manufacturing Co., Ltd., COMAC, Shanghai 201325, China)

[ABSTRACT]

The quality of composite parts is determined directly by the temperature field during the curing process.

The I-stiffened panel and T-stiffened panel are studied considering two temperature-controlling methods in this paper. The

results indicate that temperature-controlling methods, equipment heating-mode, heating/cooling rate, installing position of

thermoelectric couples and curing pressure all have much effect on the curing temperature field of the composite parts.

Keywords: Composite; Autoclave processing; Temperature-controlling method; Temperature field
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Research Progress on Simulation During Autoclave Processing of

Advanced Composites

LI Yanxia

(Key Laboratory of Aerospace Materials and Performance (Ministry of Education), School of Material Science and

Engineering, Beihang University, Beijing 100191, China)

[ABSTRACT]

Autoclave is one of the most important manufacturing processes commonly used to fabricate composite

structures with high performances in aeronautical and aerospace area. The autoclave process involves the complex inter-
actions between multiphases and the heat and pressure, which affect the quality of composite materials. The numerical
simulation for autoclave process of the composite components based on the physical and chemical mechanism is significant
during the design and optimization of the tooling and process, which provides the theoretical support for developing model
from the traditional “trial and error” pattern to the digital manufacturing mode. The main research progress of numericaly
simulation of autoclave process has been reviewed in recent years. Combined with the research status at home and abroad,
some considerations for the development trends of the autoclave process and urgent problems have been taken in this paper.
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Keywords: Advanced composite; Autoclave processing; Numerical simulation
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