PN
RESEARCH mﬁl‘r&l

INAFEENR VAR B E T 2%t 5WE

ME@E", BFEE, IER

(1.PEAF RAARERA CMBEARFL TS, LT 102211;
2. L lE AR A A FRNE] L, TR 212314 )

[HZE ] A —Fr 5 Sk i B AR, R LS MR T L RAEF HAORA L L3801, B et AR PAM-RTM #k
P AR B RACEE I, SHARIEAEIN2E RS 3 09 R f o XA Ry, RAARIE P ik 7 R T T LRI I,
XM REATAR 5 AR, A 25 R 2 M A MRS IR A LA, RATRIE T o i BB A T LRt

BAEIN T B 2

K AT MBS S SR A (VARL) ; Ae iy B M, T 44K A

Process Design and Verfication of VARI Integrated Forming of Stiffened Panels
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[ABSTRACT] Based on the characteristics of composite stiffened panels, We develop its process design of VARI inte-

grated forming technology including the mold and the process steps, and then create some viable flow runner project to

simulate and analysis by PAM—-RTM. According to the results, we chosen the project with reasonable injection mode and

flow run-ner to manufacture the stiffened panels by VARI process. the result of the nondestructive testing show that internal

defect barely exists in the component, which proved that the process design and the simulation is effective.
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Fig.5 Flow of the steps of making stiffened panels
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Fig.7 Simulation results of resin filling time
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Fig.8 Simulation results of resin flow




PN
RESEARCH mﬁr&x

(a) BefRE5 (b) i X dak
B9 mEEEIR LS
Fig.9 Structure of stiffened panel
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