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Fig.1 Surface material distribution of CR929
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Automated Manufacturing Technology of Large Stiffened Panel

MA Gang, ZHANG Xiaozhe, TANG Wenfeng
(AVIC Shenyang Aircraft Corporation, Shenyang 110034, China)

[ABSTRACT]

As manual forming prevails in China’s composite manufacturing, study of automatic manufacturing on large-sized stiffened

Advanced composite material has been widely used in aviation industry because of good performances.

panel has significant importance in promoting China’s composite manufacturing industry. This paper focuses on the study
of manufacturing of center-wing-box lower panel of an aircraft, verifies automatic manufacturing flow with combination
of automated tape layup, hot drape forming, automatic turn-over, which provides a foundation for establishment of future
composite automatic manufacturing line.

Keywords: Automation; Automated tape layup (ATL); Composite; Stiffened panel; Center-wing-box
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Properties of Chopped Fiber Reinforced Polyimide Composites

ZHANG Peng', DU Jianan®, BAO Jianwen', ZHONG Xiangyu', LIU Gang', CHEN Xiangbao'
(1. National Key Laboratory of Advanced Composites, AVIC Composite Technology Center,

Beijing 101300, China;

2. School of Statistics, Jiangxi University of Finance and Economics, Nanchang 330013, China)

[ABSTRACT]

The chopped fiber reinforced thermosetting polyimide composites (C—T700/HT-350RTM) were pro-

duced through molding process, and the chopped T700 carbon fiber (C-T700) were chosen as reinforcing material, the HT-
350RTM polyimide were chosen as resin matrix. The influences of changing carbon fiber volume fraction on the coefficient
of linear expansion and mechanical properties of C-T700/HT-350RTM composites were investigated. The experimental
results showed that the coefficient of linear expansion of C-T700/HT-350RTM composites decreased with the chopped fi-
ber volume fraction increased, and the tensile modulus, compression modulus, flexural modulus increased with increasing
chopped fiber volume fraction, while the tensile strength and flexural strength first increased and then decreased, the com-
pressive strength has slowly increased with the increasing of chopped fiber volume fraction.
Keywords: Polyimide; Composites; Chopped fiber; Mechanical property; Coefficient of linear expansion
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