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Composite Molding of Skin and Rib of CFRP Wing
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Table 1 Thickness and Young’s modulus of each base
material

Thickness (mm)

Young's modulus (GPa)

Prepreg 0.091 156
Cloth 0.22 70.8
Film

Peel Ply

Sealant ﬂolfﬂlﬂon resin media

L] Y
Heater

i Carbon Cloth
Prepreg

Fig. 1 Schematic view of VaRTM molding method
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Fig. 2 String shapes manufactured by carbon cloth



Weight(4kg)

Silicon rubber

Ciip loac I

Fig. 3 Jig for molding stringer
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Table 2 Thickness and weight of each molded article

Weight (g) Weight per area (g/m?)
skin 3.786 673.8
stringer 2.24 1792

- Carbon cloth

— 90° layer prepreg
— 0° layer prepeg
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Fig.5 Cross-section of hat- Fig.6 Cross-section of T-
type stringer type stringer

Table 3 Bending stiffness of T-stringer and skin

Experiment Analysis Analysis (Skin only)
0.855 4.86 0.0233
Unit:Pa m?
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