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Fig.5 Flow of the steps of RFI molding hat stiffened panels
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Fig.6 Location pallet positioning the soft mold
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Process Design and Verification of RFI Integrated Molding of Composites

Hat Stiffened Panel

YANG Longying, LIU Zhijie, LIU Yangyang
(AVIC Chengdu Aircraft Industrial (Group) Co., Ltd., Chengdu 610091, China)

[ABSTRACT]

Resin film infiltration (RFI) process is a widely used integrated manufacturing technology in composite

material molding, which is very suitable for manufacturing large, reinforced, and complex aviation structural components.

This article selected a typical composite hat stiffened panel, completed the integrated design of the fixture structure and

process flow, and simulated the resin penetration process under different resin film positions and curing pressures. Based on

the simulation results, reasonable resin film positions and curing pressures were selected. Finally, process experiments were

completed according to the selected scheme, and the apparent quality and non-destructive testing of the typical parts were

qualified, verifying the effectiveness of RFI integrated design and simulation analysis for hat stiffened panel.

Keywords: Composites; Hat stiffened panel; RFI integrated molding; Process design; Simulation; Liquid molding of composites
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