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Table 1 Physical properties of domestic T800/603B laminate
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Fig.1 Schematic and real products illustrations of splitting machine
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Fig.2 Prepreg scroll after splitting
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Fig.3 Sketch illustration of prepreg joint
strength test
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Fig.4 Scope of prepreg splitting width
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Table 2 Average value of prepreg joint strength under different pressure N
" 5mm et 22 10mm FETiiE 22
53 HEHEE SR R SR
25 48.77 61.43
5 50.95 63.54
7.5 50.88 63.47
10 50.65 63.98
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Table 3 Result of Smm width prepreg joint strength test

FEHEACE /mm PSR E /N SFEI{E N
10 23.80 22.80 25.10 25.90 26.00 24.72
20 48.80 44.60 45.00 46.70 44.60 45.94
30 48.80 51.00 50.30 47.50 50.60 49.64
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Table 4 Result of 10mm width prepreg joint strength test

PEHAE /mm PR BEfE N S N
10 50.90 51.20 42.50 45.50 47.80 47.58
20 48.80 55.10 53.00 46.70 49.60 50.64
30 53.60 50.40 53.90 54.20 52.10 52.84
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Fig.5 Microstructure of prepreg tow edge after splitting
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Discussion on Trajectory Design Technology Based on Automated Composites
Fiber Placement Process
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(1. School of Materials Science and Technology, Nanjing University of Aeronautics and Astronautics,
Nanjing 210016, China;

2. Commercial Aircraft Corporation of China, Ltd., Shanghai 200210, China)

[ABSTRACT] During the process of automatic fiber placement, aiming at the technological defects such as fiber folding
and delamination in laying of resin-based fiber reinforced composites, this paper emphasizes on the advantages and disad-
vantages of different trajectory design methods (fixed angle, geodesic line, variable curvature) in technological defects. The
different trajectory planning methods are compared. Finally, a trajectory design method for different surface characteristics
and different wire laying process requirements is given.

Keywords: Composite material; Fiber placement process; Trajectory design; Defect Supperession
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Research on Slitting Property of Prepreg Tow Applied in Automated Fiber

Placement for Grid

HUANG Xiaochuan, ZHANG Jianbao, ZHAO Wenyu, LIU Yongjiao, WANG Junfeng,

SUN Hongjie

(Aerospace Research Institute of Material & Processing Technology, Beijing 100076, China)

[ABSTRACT] According to the characteristic of prepreg tow applied in grid automatic fiber placement, the prepreg by do-
mestic T800/603B is slit into tows which is suitable for mesh laying width according to grid size. Taking slitting width of 5mm
and 10mm prepreg tow for example, the preparation technology of which was researched. In addition the accuracy of slitting
width, the strength of overlap joint and damage situation of slitting prepreg tow edge were studied. Results showed that differ-
ent widths of the tows cut out can meet the requirements of prepreg tow applied in grid automated fiber placement.
Keywords: Automated fiber placement into grid; Prepreg tow slitting; Accuracy of slitting width; Strength of overlap joint;
Damage situation of slitting prepreg tow edge
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