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Co-Bonding Technology of Composite Stiffened Skin Based on
Self-Adaptive Mould

LIU Wen', GU Wu', LIU Zhijie', HE Kai', LIU Xuan®, SONG Yuxiang’, CUI Yihua’
(1. AVIC Chengdu Aircraft Industrial (Group) Co., Ltd., Chengdu 610092, China;
2. Nanjing University of Aeronautics and Astronautics, Nanjing 210016, China)

[ABSTRACT]
self-adaptive mould was proposed. The rubber was treated as the fitting surface. It was vulcanized and its surface was formed with

In order to improve the fitting accuracy of the stiffened skin profile, an adaptive fitting method based on the

that of the cured composite skin. Then, the rubber was attached to the steel mould to form an adaptive mould. The results showed
that the cooperated clearance and interference were eliminated by the adaptive fitting of the unvulcanized rubber. There were no
negative effects on the mechanical properties of composites, and the mechanical properties of the rubber could satisfy the require-
ment of adaptive fitting. What’s more, the effect of the method on the properties of composites was evaluated.

Keywords: Composite; Stiffened skin; Co-bonding technology; Self-adaptive; Mould
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Influence of Compaction Parameters on Porosity of Composite Part Laminated
Area With Variable Thickness

WEN Shiqi, WEN Youyi, HE Simin, LI Ke, YANG Yongzhong
(AVIC Chengdu Aircraft Industrial (Group) Co., Ltd., Chengdu 610092, China)

[ABSTRACT)]
tural strength. The sandwich structural composite parts were manufactured by vacuum bag-autoclave co-curing method.

Porosity is one of the most unavoidable defects in composite part which has significant impact on struc-

Porosity of sandwich composite part laminated area with variable thickness was studied by adjusting compaction param-
eters including compaction vacuum, compaction time and ancillary material types. Results show that improving compaction
vacuum, extending compaction time appropriately and using perforated release film A4000RP3 and breather Style PC3 can
reduce the porosity of composite part variable thickness area.

Keywords: Porosity; Honeycomb sandwich; Composite; Compaction; Vacuum; Mechanical property
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