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Description

Technical Field

[0001] The present invention relates to a jig for use in
manufacturing a composite material structure using a fib-
er-reinforced resin composite material according to the
preamble of claim 1, see for example disclosure of
US6143236A. Particularly, the present invention relates
to an inflatable bag-shaped jig (bladder) for use as a jig
of a hat (hat-shaped) stringer in manufacturing a struc-
ture using the hat stringer as a frame member.

Background Art

[0002] In recent years, fiber-reinforced resin compos-
ite materials (hereinafter suitably referred to as "compos-
ite materials") have been widely used in fields in which
metal materials have been used so far. Among the com-
posite materials, carbon-fiber-reinforced materials which
are formed such that carbon fibers used as reinforced
fibers, are impregnated with matrix resin such as epoxy
resin, have a smaller weight and a higher strength than
metal materials. Because of this, the carbon-fiber-rein-
forced materials are widely used in fields of sport activity
articles, industrial machines, and aerospace.
[0003] Among these fields, in the field of aerospace,
for example, in structures such as wings or bodies of
aircraft, a stiffened panel in which a skin comprising a
composite material is integrated with a stiffener which is
a lightweight metal frame member, has been used. As a
typical stiffener, there are a stringer and a frame. The
stringer is a member having a relatively small thickness
and is placed to extend in a lengthwise direction of the
structure. The frame is a member having a relatively great
thickness and is placed to cross the stringer in a direction
(direction perpendicular to the lengthwise direction) of
the transverse cross-section of the structure. The string-
ers are supported by jigs and arranged to conform to the
shape of the structure. Plural sheets of prepreg are
stacked together with the stringers, and the resulting
stack is pressurized and heated in an autoclave. As a
result, the prepreg is cured into skin, and the stringers
are adhesively attached to and integrated with the skin.
Further, the frame is attached to the stringers, thereby
forming a stiffened panel.
[0004] There are various kinds of stringers depending
mainly on a difference in cross-sectional shape. To be
specific, there are known a flat plate shape, a columnar
shape, a C-shape, an I-shape, an L-shape, a Z-shape,
and a hat shape. Among these, the hat stringer has re-
cently attracted an attention, because it is suitable for
weight saving of a structure, for the reason described
below.
[0005] The aircraft is required to minimize its weight,
but is required to have a sufficient strength. Because of
this, a thickness of the skin which is a body of the stiffened
panel cannot be set constant, but is set greater in a region

required to have a higher strength and smaller in a region
which can provide a sufficient strength, thereby achieving
a reduced weight. The jig supporting the stringer is an
elongated member extending along the stringer, and de-
fines a positional relationship between the prepreg and
the stringer. The jig is drawn out along its lengthwise
direction after the prepreg is cured. Because of this, if
the skin has a uniform thickness, a surface of the skin
which contacts the stringer is flat. Therefore, it is relatively
easy to draw out the jig having supported the stringer
after the prepreg is cured. However, if the skin has many
non-uniform thickness regions, unevenness is generated
in the surface of the skin which contacts the stringer. The
jig is also curved to correspond to the unevenness. In
this case, it is difficult to draw out the jig.
[0006] The hat stringer has a pair of flat band-shaped
portions extending in a lengthwise direction of the string-
er, and a channel portion having a transverse cross-sec-
tion recessed in a trapezoidal shape between the band-
shaped portions. If the structure is a body of the aircraft
formed of a one piece barrel (OPB), the band-shaped
portions are surfaces (adhesion surfaces) adhesively at-
tached to the inner surface of the skin. The hat stringers
are placed along the lengthwise direction of the body with
the adhesion surfaces being at an outer side, and the
frame is placed in a circumferential direction of the body,
thereby forming an assembly having a predetermined
structure, for example, a cylindrical structure. The pre-
preg is wound around outside of the cylindrical structure
and stacked thereon. Furthermore, a jig such as a man-
drel is attached to the interior of the cylindrical structure.
In a space formed between the skin and each of the hat
stringers, i.e., inner side of the channel portion, an elon-
gated jig called a bladder is inserted.
[0007] The bladder is made of a material having flexi-
bility and elasticity (stretchability). The bladder is inflat-
able (expandable) and contractible and has a structure
of an elongated bag-shape. During a state where the
bladder is inserted as the jig into the channel portion, an
internal pressure is increased to allow the bladder to be
inflated (expanded). Thus, the bladder maintains a state
where the prepreg is stretched under tension to prevent
the prepreg from being deformed between the band-
shaped portions. At a time point when the prepreg has
been cured into the skin, the internal pressure is lowered,
and the bladder is contracted and drawn out of the chan-
nel portion. At this time, the band-shaped portions of the
stringer are adhesively attached to and integrated with
the inner surface of the skin. Therefore, it may be difficult
to draw out a normal jig due to unevenness on the inner
surface of the skin. However, at this time, the bladder
has changed its state from the inflated state to the con-
tacted state to have a smaller cross-section and has a
flexibility, and therefore, the bladder can be easily drawn
out of the channel portion without being affected by the
unevenness.
[0008] The bladder has a function similar to that of an
inflatable mandrel. An exemplary inflatable mandrel has
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a configuration in which the mandrel is composed of plu-
ral layers and has a cylindrical bag shape inflatable and
contractible, as disclosed in Patent Literature 1. In this
configuration, during molding, the mandrel is inflated and
serves as an inner mold (core) with respect to an outer
mold. In the contracted state, the mandrel is easily in-
serted into a cavity of the outer mold, and is easily drawn
out of a molded drum-shaped object. As a specific man-
ufacturing technique using the inflatable mandrel, for ex-
ample, Patent Literature 2 discloses a manufacturing
technique of a racket using the inflatable mandrel, and
Patent Literature 3 discloses a technique for manufac-
turing a spar of a rotary wing aircraft using the inflatable
mandrel.

Citation Lists

Patent Literature

[0009]

Patent Literature 1: U.S. Patent Publication No.
4632328
Patent Literature 2: Japanese Laid-Open Patent Ap-
plication Publication No. Hei. 8-000770
Patent Literature 3: U.S. Patent Publication No.
5939007

Summary of the Invention

Technical Problem

[0010] As described above, the general bladder has a
configuration in which a terminal metal member which is
a metal-made sealing member and has a pressurization
hole for pressurizing the interior of a pipe-shaped body
is attached to one end portion of the pipe-shaped body
and a terminal plug which is a sealing member made of
an elastic material is attached to the other end portion.
In some cases, the bladder having the terminal metal
member has a problem which is not assumed in the gen-
eral inflatable mandrel.
[0011] To be specific, the bladder serves as a "backing
member" of the prepreg. Since the terminal metal mem-
ber has the pressurization hole, the terminal metal mem-
ber is not covered with the prepreg but is exposed in the
channel portion in a state where the bladder is inserted
into the channel portion of the hat stringer. This is be-
cause of the fact that when the hat stringer and the blad-
der are introduced into the autoclave and heated and
pressurized therein, a pressurized atmosphere is trans-
mitted to the interior of the body through the pressuriza-
tion hole. Therefore, when the bladder is drawn out of
the channel portion after treatment in the autoclave, the
terminal metal member is dragged to outside.
[0012] However, if the bladder is drawn out by dragging
the terminal metal member to outside in repetition, a por-
tion of the body and a portion of the terminal metal mem-

ber which are adhesively attached together may be sep-
arated from each other, depending on the structure of
the bladder. Even slight separation may lead to a phe-
nomenon in which the pressurized atmosphere leaks
from the interior of the body in the middle of the treatment
in the autoclave, while significant separation may lead to
a situation in which the bladder cannot be used. Such a
problem will not exist in the techniques disclosed in Pat-
ent Literature 1 to Patent Literature 3 in which the bladder
is used only as the inner mold during the molding, but is
unique to the bladder serving as the "backing member."
[0013] The present invention is directed to solving the
above mentioned problem, and an object of the present
invention is to provide a bladder-type jig which is suitably
used to manufacture a stiffened panel structure using a
hat stringer, among composite material structures, and
can implement durability which enables repeated use.

Solution to Problem

[0014] According to the present invention, there is pro-
vided a jig used for manufacturing a composite material
structure, the jig being inserted into a channel portion of
a hat stringer and used, when the composite material
structure is manufactured by attaching prepreg to a frame
structure including the hat stringer as a frame member,
the channel portion extending in a lengthwise direction
of the hat stringer; the jig comprising: a body having a
pipe shape and made of an elastic material, the body
having a transverse cross-section of a trapezoidal shape
which is a cross-section perpendicular to a lengthwise
direction of the body; and a terminal metal member at-
tached to one end portion of the body and having a pres-
surization hole for pressurizing an interior of the body;
wherein the terminal metal member has an insertion por-
tion inserted into a hollow space of the body; the insertion
portion has a columnar shape having a transverse cross-
section conforming in shape to a contour shape of the
hollow space of the body; the insertion portion is provided
on an outer peripheral surface thereof with a band-
shaped groove portion wound around the outer periph-
eral surface; and the insertion portion is inserted into the
hollow space of the body in a state where an adhesive
(adhesive agent) is filled in the band-shaped groove por-
tion.
[0015] In accordance with this configuration, the band-
shaped groove portion provided on the insertion portion
forms a space in which an adhesive is filled, and allows
the filled adhesive to be retained in an annular shape like
a seal material (sealing component) around the insertion
portion, in a state where the insertion portion is inserted
into the body. This makes it possible to improve an ad-
hesive state between the terminal metal member and the
body and improve air tightness in the interior of the body.
Because of this, when the
jig used for manufacturing the composite material struc-
ture is drawn out of the region between the cured skin
and the hat stringer, the adhesive state between the ter-
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minal metal member and the body is not reduced. As a
result, a life of the jig used for manufacturing the com-
posite material structure can be extended, and the inflat-
ed state of the jig used for manufacturing the composite
material structure can be maintained stably.
[0016] In the jig used for manufacturing the composite
material structure, preferably, the band-shaped groove
portion includes a plurality of band-shaped groove por-
tions provided on the insertion portion. The plurality of
band-shaped groove portions can improve the adhesive
state and the air tightness more effectively.
[0017] In the jig used for manufacturing the composite
material structure, the elastic material which is a material
of the body is not particularly limited, but a heat resistant
rubber composition material is preferably used. As the
heat resistant rubber composition material, there are a
silicone rubber composition material, a fluorine rubber
composition material, etc..
[0018] The above and further objects, features and ad-
vantages of the present invention will more fully be ap-
parent from the following detailed description of preferred
embodiments with accompanying drawings.

Advantageous Effects of the Invention

[0019] As described above, in accordance with the
present invention, the jig used for manufacturing the com-
posite material structure is suitably used for manufactur-
ing a stiffened panel structure using the hat stringer. The
present invention has an advantage that durability of the
jig for enabling repeated use of the jig is implemented.

Brief Description of the Drawings

[0020]

[Fig. 1] Figs. 1A and 1B are schematic perspective
views showing an exemplary external appearance
configuration of a bladder as a jig used for manufac-
turing a composite material structure, according to
an embodiment of the present invention.
[Fig. 2] Fig. 2A is a sectional view of the bladder of
Fig. 1, in a lengthwise (longitudinal) direction, and
Figs. 2B and 2C are perspective views showing ex-
emplary structures of a body, and a terminal metal
member constituting the bladder of Fig. 2A.
[Fig. 3] Figs. 3A and 3B are schematic partial cross-
sectional views showing steps for attaching the ter-
minal metal member of Fig. 2C to the body.
[Fig. 4] Figs. 4A and 4B are schematic partial cross-
sectional views showing steps for attaching a stand-
ard terminal metal member to a body.
[Fig. 5] Figs. 5A to 5F are schematic views showing
specific shapes of band-shaped groove portions
formed on an insertion portion.
[Fig. 6] Figs. 6A and 6B are partial perspective views
showing an exemplary configuration of the hat string-
er.

[Fig. 7] Figs. 7A and 7B are schematic cross-sec-
tional views showing a positional relationship among
the bladder, the prepreg, and a mandrel, in the step
of curing the prepreg in an autoclave.
[Fig. 8] Figs. 8A and 8B are schematic cross-sec-
tional views showing a state where the bladder is
drawn out after the prepreg is cured.

Reference Signs Lists

[0021]

10 bladder (jig used for manufacturing a composite
material structure)
11 body
11a contact wall portion (wall portion corresponding
to upper base of trapezoidal-shaped transverse
cross-section)
11b exposed wall portion (wall portion corresponding
to lower base of trapezoidal-shaped transverse
cross-section)
12 terminal metal member (metal-made sealing
member)
12a pressurization hole
12b insertion portion
13 terminal plug (sealing member made of elastic
material)
17 terminal metal member (metal-made sealing
member)
17a pressurization hole
17b insertion portion
20 hat stringer
20a band-shaped portion
20b channel portion
30 prepreg
31 skin

Description of Embodiments

[0022] Hereinafter, preferred embodiments of the
present invention will be described with reference to the
drawings. Throughout the drawings, the same or corre-
sponding components are designated by the same ref-
erence numerals and repetitive description thereof will
not be given.

[Basic configuration of bladder as jig used for man-
ufacturing composite material structure]

[0023] Figs. 1A and 1B are schematic perspective
views showing an exemplary external appearance con-
figuration of a bladder as a jig used for manufacturing a
composite material structure, according to the present
embodiment. Fig. 2A is a sectional view of the bladder
of Fig. 1, in a lengthwise direction. Fig. 2B is a partial
perspective view showing a shape of a body of the blad-
der of Fig. 1. Fig. 2C is a perspective view showing a
shape of a terminal metal member 12 attached to one
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end portion of the bladder of Fig. 1. Hereinafter, the
lengthwise direction of the bladder is referred to as "lon-
gitudinal direction," and a direction perpendicular to the
longitudinal direction is referred to as "transverse direc-
tion." A cross-section of the bladder in the longitudinal
direction is referred to as "longitudinal cross-section,"
and a cross-section of the bladder in the transverse di-
rection is referred to as "transverse cross-section."
[0024] As shown in Figs. 1A and 1B, a bladder 10A
according to the present embodiment has a columnar
shape in its overall external appearance. The bladder
10A includes at least a body 11, the terminal metal mem-
ber 12, and a terminal plug 13. The body 11 is a member
which becomes a main body of the bladder 10A, and has
a hollow pipe shape as shown in Figs. 2A and 2B.
[0025] As shown in Fig. 2B, the body 11 has a trans-
verse cross-section of a trapezoidal-shape. As described
later, the bladder 10A is required to conform in shape to
a channel portion formed on the hat stringer into which
the bladder 10A is inserted. A wall portion of the body 11
which corresponds to the upper base of the trapezoidal-
shaped transverse cross-section is referred to as "con-
tact wall portion 11a" in the present embodiment, as
shown in Fig. 1B and 2B, because the outer surface of
the wall portion contacts the channel portion of the hat
stringer. A wall portion of the body 11 which corresponds
to the lower base of the trapezoidal-shaped transverse
cross-section is referred to as "exposed wall portion 11b"
in the present embodiment, as shown in Fig. 1A and 2B,
because the outer surface of the wall portion is exposed
in a state where the bladder 10A is inserted into the chan-
nel portion of the hat stringer. Therefore, Fig. 1A is a
perspective view showing a state where the exposed wall
portion 11b is the upper side, while Fig. 1B is a perspec-
tive view showing a state where the contact wall portion
11a is the upper side. Of course, the contact wall portion
11a (wall portion corresponding to the upper base) and
the exposed wall portion 11b (wall portion corresponding
to the lower base) which face each other are parallel to
each other.
[0026] As shown in Fig. 2B, in the present embodiment,
the transverse cross-section of the body 11 has a trap-
ezoidal-shape, to be precise, an isosceles-trapezoidal
shape, which is symmetric with respect to a line segment
passing through a center point of the upper base and a
center point of the lower base. When the wall portions of
the body 11, corresponding to oblique sides (lines) of the
trapezoidal-shaped transverse cross-section, are in-
clined wall portions 11c, respectively, the inclined wall
portions 11c are inclined in opposite directions with an
equal inclination angle. The outer surfaces of the inclined
wall portions 11c are surfaces contacting the channel
portion of the hat stringer, like the contact wall portion
11a.
[0027] As shown in Fig. 2A, the body 11 is pipe-shaped
and is sealed at both ends by the terminal metal member
12 and the terminal plug 13, respectively so that the body
11 has a sealed inner space. The body 11 is made of an

elastic material. As described later, the body 11 is inflated
by pressurization of the interior of the body 11. The thick-
nesses of the wall portions of the body 11 (contact wall
portion 11a, exposed wall portion 11b and inclined wall
portions 11c) of the body 11, are required to provide flex-
ibility which allows the body 11 to be inflatable, although
this depends on conditions such as a physical property
of the elastic material and the degree to which the body
11 is pressurized during use. In the present embodiment,
as the elastic material constituting the body 11, a known
silicone rubber composition material is preferably used,
as described later. Therefore, the thicknesses of the re-
spective wall portions of the body 11 are preferably within
a range of 4.0 ∼ 6.0mm, more preferably, a range of 4.5
∼ 5.5mm. If the thicknesses of the respective wall portions
of the body 11 are within this range, the body 11 can be
inflated sufficiently under pressurizing conditions de-
scribed below, although it depends on a monomer struc-
ture or average molecular weight of silicone elastomer
which is a major component of the silicone rubber com-
position material, or the kinds or composition of the com-
ponents of the silicone rubber composition material. The
thicknesses of the respective wall portions may be equal
to or differed from each other.
[0028] As described above, the transverse-cross sec-
tion of the body 11 may be the trapezoidal shape con-
forming in shape to the channel portion of the hat stringer,
and its specific dimension is not particularly limited. In
the present embodiment, the length of the upper base of
the transverse cross-section, i.e., the width of the contact
wall portion 11a is within a range of 20 ∼ 25mm, the length
of the lower base of the transverse cross-section, i.e.,
the width of the exposed wall portion 11b is within a range
of 70 ∼ 73mm, and the height H of the transverse cross-
section, i.e., a distance between the contact wall portion
11a and the exposed wall portion 11b in the body 11 is
within a range of 34 ∼ 37mm. However, the dimensions
of the transverse cross-section of the body 11 are not
limited to these numeric value ranges, but are suitably
set according to the shape of the channel portion of the
hat stringer.
[0029] The overall length of the body 11 is not partic-
ularly limited. As described later, the bladder 10A of the
present embodiment is used as a jig used for manufac-
turing a composite material structure, and is inserted into
each of channel portions of a plurality of hat stringers for
use as a frame member of the composite material struc-
ture. Therefore, the body 11 is designed to have various
lengths. For example, when the composite material struc-
ture is a body of aircraft formed as a one piece barrel
(OPB), the length of the hat stringer may be set to fall
within a range of 1 ∼ 10m. Therefore, the length of the
body 11 may be set to fall within a range of 1 ∼ 10m, to
conform to the length of the hat stringer.
[0030] The terminal metal member 12 is a member for
sealing one end portion of the body 11. As shown in Fig.
1A and 2A, the terminal metal member 12 has a pres-
surization hole 12a. In the present embodiment, as
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shown in Fig. 2C, the terminal metal member 12 includes
at least an insertion portion 12b inserted into a hollow
space of the body 11 and a head portion 12c connected
to the insertion portion 12b. The insertion portion 12b is
adhesively attached to the inner surface of the body 11
by an adhesive (agent) in a state where the terminal metal
member 12 is inserted into the body 11. The head portion
12c is exposed to outside in a state where the terminal
metal member 12 is inserted into the body 11. As shown
in Fig. 2C, a plurality of band-shaped groove portions
12d are provided on the outer peripheral surface of the
insertion portion 12b to extend in a direction perpendic-
ular to the longitudinal direction (extending direction of
the insertion portion 12b).
[0031] The insertion portion 12b may conform in shape
to the hollow space of the body 11. In the present em-
bodiment, as shown in Fig. 2B, the wall portions of the
body 11 have an equal thickness, and therefore, the
transverse cross-section of the hollow space has a trap-
ezoidal shape. Therefore, the insertion portion 12b has
a short columnar shape in which its transverse cross-
section has a trapezoidal shape. The length of the inser-
tion portion 12b is not particularly limited. The length of
the insertion portion 12b may ensure a sufficient contact
area to maintain air tightness in the interior of the body
11 in a state where the insertion portion 12b is inserted
into the hollow space of the body 11 and adhesively at-
tached to the inner surface of the body 11 by the adhe-
sive. In the present embodiment, the length of the inser-
tion portion 12b is within a range of, for example, 50 ∼
70mm.
[0032] As shown in Fig. 2C, the band-shaped groove
portions 12d have a shape in which they are wound
around the outer peripheral surface of the insertion por-
tion 12b in the lateral direction of the insertion portion
12b, i.e., direction perpendicular to the direction (longi-
tudinal direction, i.e., lengthwise direction of the bladder
10A) in which the insertion portion 12b is inserted into
the hollow space of the body 11. The terminal metal mem-
ber 12 is fastened to the body 11 in such a manner that
an adhesive (adhesive agent) is applied to the insertion
portion 12b and the insertion portion 12b is inserted into
the hollow space of the body 11. As described later, the
band-shaped groove portions 12d of the insertion portion
12b allow the insertion portion 12b and the body 11 to
be adhesively attached together in a state where the ad-
hesive is filled in the band-shaped groove portions 12d.
This can improve an adhesive state between the terminal
metal member 12 and the body 11, and enhance air tight-
ness in the interior of the body 11.
[0033] The head portion 12c may have a shape having
a dimension sufficiently greater than a dimension of the
hollow space of the body 11 so that the head portion 12c
can be surely exposed to outside of the body 11. As de-
scribed later, the transverse cross-section of the head
portion 12c is preferably substantially equal to a dimen-
sion of the outer shape of the body 11 so that the bladder
10A is easily inserted into the channel portion of the hat

stringer. In this way, if the transverse cross-section of the
head portion 12c is substantially equal in size to the trans-
verse cross-section of the body 11, then the outer sur-
faces of the respective wall portions of the bladder 10A
are substantially the same flat surfaces, to allow the entire
bladder 10A to be inserted into and drawn out of the chan-
nel portion more easily.
[0034] In the present embodiment, the outer end of the
head portion 12c of the terminal metal member 12 is not
flat but is an inclined surface protruding. To be specific,
when the surface of the terminal metal member 12, cor-
responding to the contact wall portion 11a, is a contact
surface, and the surface of the terminal metal member
12, corresponding to the exposed wall portion 11b, is an
exposed surface, in a state where the terminal metal
member 12 is attached to the body 11, the contact surface
of the terminal metal member 12 is flat and the exposed
surface is inclined toward the contact surface as shown
in Fig. 2C. This allows the outer end surface of the ter-
minal metal member 12 to be an inclined surface. Al-
though not shown, the contact surface may have a width
decreasing toward the outer end and its outer end may
be pointed. If the outer end of the head portion 12c is the
inclined surface (or pointed surface), the bladder 10A is
easily drawn out of the channel portion of the hat stringer
into which the body 11 is inserted. But, the shape of the
head portion 12c is not limited to this shape. The shape
of the terminal metal member 12 is not limited to the
above configuration in which it includes the insertion por-
tion 12b and the head portion 12c, but may be configured
to include another constituent.
[0035] As shown in Figs. 1A and 2A, the terminal metal
member 12 has a structure in which one opening of the
pressurization hole 12a is formed on the exposed surface
of the head portion 12c, and the other opening of the
pressurization hole 12a is formed on the end surface of
the insertion portion 12b. In Fig. 2C, the exposed surface
of the terminal metal member 12 is at a lower side and
therefore the pressurization hole 12a is not depicted. The
pressurization hole 12a is configured to extend substan-
tially vertically from one opening formed on the exposed
surface of the head portion 12c toward an inside of the
head portion 12c, then is bent in a substantially center
of the head portion 12c toward the insertion portion 12b,
and further extends to the opening formed on the end
surface of the insertion portion 12b. Therefore, in a state
where the bladder 10A is inserted into the channel portion
of the hat stringer, one opening of the pressurization hole
12a is exposed in the exposed surface of the head portion
12c of the terminal metal member 12, and the other open-
ing of the pressurization hole 12a is connected to a hollow
space of the body 11. Therefore, the pressurization hole
12a is an air passage which provides communication be-
tween inside of the body 11 and outside of the body 11,
and can pressurize the interior of the body 11 sealed
tightly. For example, in the interior of an autoclave in a
high-pressure atmosphere, the interior of the body 11 is
placed in a high-pressure condition through the pressur-
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ization hole 12a, so that the interior of the body 11 sealed
tightly is pressurized and hence of the body 11 is inflated.
[0036] In the present embodiment, as a material of the
terminal metal member 12, aluminum or alloy of alumi-
num is used. But, the material of the terminal metal mem-
ber 12 is not limited this. Since the bladder 10A is used
as the jig, the terminal metal member 12 is preferably
made of a material having a smallest possible weight. In
addition, the terminal metal member 12 is preferably
made of a material which allows the pressurization hole
12a to be formed easily inside and its shape to be main-
tained easily. In view of this and to achieve cost saving,
in the present embodiment, aluminum or alloy of alumi-
num is suitably used as the material of the terminal metal
member 12. Depending on manufacturing conditions of
a composite material structure, conditions other than
"lightweight" may be sometimes considered as impor-
tant. Therefore, for example, a known metal material oth-
er than aluminum, ceramic, or a heat-resistant resin com-
position material, may be selected, or a composite ma-
terial of metals, ceramic, or heat-resistant resin compos-
ite materials may be used.
[0037] The terminal plug 13 is a member for tightly seal-
ing the other end portion (end portion on the opposite
side of the end portion sealed by the terminal metal mem-
ber 12) of the body 11. In the present embodiment, as
shown in Fig. 2A, the terminal plug 13 includes an inser-
tion portion 13a inserted into the hollow space of the body
11, and an outer lid portion 13b connected to the insertion
portion 13a.
[0038] Like the insertion portion 12b of the terminal
metal member 12, the insertion portion 13a of the terminal
plug 13 has a short-column shape with a transverse
cross-section of a trapezoidal-shape to conform in shape
to the transverse cross-section of the hollow space of the
body 11, while the outer lid portion 13b has a plate shape
in which its outer diameter is substantially equal to the
outer diameter of the body 11. Like the insertion portion
12b of the terminal metal member 12, the length of the
insertion portion 13a is not particularly limited, but may
be a length for ensuring a sufficient contact area so that
the interior of the body 11 is maintained in a sealed con-
dition in a state where the insertion portion 13a is inserted
into the hollow space of the body 11 and is adhesively
attached to the inner surface of the body 11 by the ad-
hesive. In the present embodiment, the length of the in-
sertion portion 13a is within a range of, for example, 20
∼ 30mm.
[0039] A specific shape of the terminal plug 13 and
specific dimensions of the constituents of the terminal
plug 13 are not limited to the above configuration. For
example, the terminal plug 13 may be configured to in-
clude constituents other than the insertion portion 13a
and the outer lid portion 13b as necessary. Or, the outer
lid portion 13b may have a shape other than the plate
shape so long as the terminal plug 13 can tightly seal the
interior of the body 11.
[0040] As described above, in the present embodi-

ment, the body 11 is sealed by two kinds of sealing mem-
bers which are the terminal metal member 12 and the
terminal plug 13. Of course, the present invention is not
limited to this. The body 11 may be sealed by metal-made
sealing members. Instead of using the separate member
which is the sealing member, the pipe-shaped body 11
may be secondarily molded to seal the opening at the
other end portion of the body 11.

[Adhesion configuration of terminal metal member 
and body]

[0041] In the bladder 10A of the present embodiment,
the terminal metal member 12 is adhesively attached to
the body 11 by the adhesive more firmly because of the
band-shaped groove portions 12d provided on the outer
peripheral surface of the insertion portion 12b. This will
be described with reference to Figs. 3A and 3B and Figs.
4A and 4B, in conjunction with the manufacturing method
of the bladder 10A.
[0042] Figs. 3A and 3B are schematic partial cross-
sectional views showing steps for attaching the terminal
metal member 12 of Fig. 2C to the body 11. Figs. 4A and
4B are schematic partial cross-sectional views showing
the steps for attaching a standard terminal metal member
17 to the body 11. Figs. 5A to 5F are schematic views
showing specific shapes of the band-shaped groove por-
tions 12d formed on the insertion portion 12b.
[0043] Firstly, the body 11 is molded by a known mold-
ing method using a heat resistant rubber composition
material, and the terminal metal member 12 and the ter-
minal plug 13 are attached to the both ends of the body
11 as the sealing members, respectively. At this time, as
shown in Fig. 3A, in a state where a known heat resistant
adhesive 18 for use as a heat resistant rubber composi-
tion material is applied to the insertion portion 12b of the
terminal metal member 12 and the insertion portion 13a
of the terminal plug 13 (not shown), the insertion portion
12b and the insertion portion 13a are inserted into the
end portions of the body 11, respectively.
[0044] Typically, the size of the transverse cross-sec-
tion of the insertion portion 12b is set substantially equal
to the size of the hollow space of the transverse cross-
section of the body 11, to improve air tightness in the
interior of the bladder 10A.
[0045] If the size of the transverse cross-section of the
insertion portion 12b is smaller than the size of the hollow
space of the transverse cross-section of the body 11,
there is a clearance between the outer peripheral surface
of the insertion portion 12b and the inner surface of the
body 11, in a state where the terminal metal member 12
is inserted into and fastened to the body 11. This clear-
ance is effective as the space for retaining the adhesive
18. The body 11 is inflated by pressurization of the interior
of the body 11. If the clearance is too great, the interior
of the body 11 cannot be maintained in an air-tight con-
dition, although it depends on the degree of the adhesive
state formed by the adhesive 18. In view of the degree
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to which the body 11 is inflated, the size of the transverse
cross-section of the insertion portion 12b is preferably
substantially equal to the size of the hollow space of the
transverse cross-section of the body 11.
[0046] As shown in Fig. 3A, when the insertion portion
12b of the terminal metal member 12 is inserted into the
hollow space of the body 11 in the state where the ad-
hesive 18 is applied to the entire outer peripheral surface
of the insertion portion 12b of the terminal metal member
12, the adhesive 18 applied to the outer peripheral sur-
face of the insertion portion 12b is scraped by the opening
edge of the end portion of the body 11. Because of this,
as shown in Fig. 3B, when the insertion portion 12b is
inserted into the hollow space of the body 11 substantially
completely, a most part of the adhesive 18 is scraped
from the outer peripheral surface of the insertion portion
12b, and the scraped adhesive 18 gathers in a space
between the opening of the end portion of the body 11
and a stepped portion formed between the head portion
12c and the insertion portion 12b in the terminal metal
member 12, and a part of it protrudes outward from the
side surface of the body 11 and the side surface of the
terminal metal member 12.
[0047] The same applies to a case where the standard
terminal member 17 is attached to the body 11 as shown
in Fig. 4A and 4B. As shown in Fig. 4A, when the entire
outer peripheral surface of an insertion portion 17b of the
terminal metal member 17 is applied with the adhesive
18 and the insertion portion 17b is inserted into the hollow
space of the body 11, a most part of the adhesive 18 is
scraped by the opening edge of the end portion of the
body 11, and the scraped adhesive 18 gathers in a space
between the opening of the end portion of the body 11
and a stepped portion formed between a head portion
17c and the insertion portion 17b in the terminal metal
member 17 as shown in Fig. 4B.
[0048] However, in the present embodiment, the plu-
rality of (e.g., three) band-shaped groove portions 12d
are provided on the outer peripheral surface of the inser-
tion portion 12b to extend in the direction perpendicular
to the longitudinal direction. In the case of the standard
terminal metal member 17, as shown in Fig. 4B, a most
part of the adhesive 18 is removed from the outer periph-
eral surface of the insertion portion 17b, when the inser-
tion portion 17b is inserted into the hollow space of the
body 11. However, in accordance with the configuration
of the present embodiment, as shown in Fig. 3B, the ad-
hesive 18 is filled in the band-shaped groove portions
12d and is left between the insertion portion 12b and the
body 11.
[0049] As described above, the band-shaped groove
portions 12d are provided on the outer peripheral surface
of the insertion portion 12b to extend in the direction per-
pendicular to the longitudinal direction. Because of this,
the adhesive 18 left between the insertion portion 12b
and the body 11 is retained like an annular seal material
between the outer peripheral surface of the insertion por-
tion 12b and the inner surface of the body 11 and form

a plurality of (e.g., three) adhesive layers 14. By curing
the adhesive 18, the insertion portion 12b and the body
11 can be sufficiently adhesively attached together by
the plurality of adhesive layers 14, and can be joined
together in a sealed state. This makes it possible to pro-
vide a more firmly adhesive state (secured state) be-
tween the terminal metal member 12 and the body 11
and improve air tightness in the interior of the body 11.
[0050] To particularly improve air tightness in the inte-
rior of the body 11, the size of the transverse cross-sec-
tion of the insertion portion 12b may be set substantially
equal to the size of the transverse cross-section of the
hollow space of the body 11. In accordance with this con-
figuration, it is possible to prevent formation of a wasteful
clearance between the outer peripheral surface of the
insertion portion 12b and the inner surface of the body
11. However, in the case of the standard terminal metal
member 17, the adhesive 18 cannot be retained between
the insertion portion 12b and the body 11, if the size of
the transverse cross-section of the insertion portion 12b
is set substantially equal to the size of the transverse
cross-section of the hollow space of the body 11.
[0051] By setting the clearance appropriately, the body
11 can be kept in an air-tight condition, and the adhesive
18 can be retained appropriately. However, in the case
of the standard terminal metal member 17, since the outer
peripheral surface of the insertion portion 12b is flat, it is
difficult to retain the adhesive 18 stably. By comparison,
in the present embodiment, since the plurality of adhesive
layers 14 can be formed by forming the plurality of band-
shaped groove portions 12d on the outer peripheral sur-
face of the insertion portion 12b, it is possible to adhe-
sively attach the terminal metal member 12 to the body
11 more surely.
[0052] The specific configuration of the band-shaped
groove portions 12d is not particularly limited. For exam-
ple, as represented by oblique lines in Fig.5A, band-
shaped groove portions 12d-1 may have a band shape
in which they are wound around the outer peripheral sur-
face of the insertion portion 12b to extend along a direc-
tion (lateral direction) perpendicular to the longitudinal
direction, but need not extend along the direction per-
pendicular to the longitudinal direction. For example, as
represented by oblique lines in Fig. 5B, a configuration
in which band-shaped groove portions 12d-2 are inclined
with respect to the lateral direction, may be used. In a
state where the insertion portion 12b is inserted into the
body 11, the band-shaped groove portions 12d not only
serve as a space in which the adhesive 18 is filled (ad-
hesive retaining function), but also serves to retain the
filled adhesive 18 around the insertion portion 12b in an
annular shape, like a seal material (have a sealing func-
tion). The band-shaped groove portions 12d may have
any shape so long as they can implement such functions.
[0053] For example, as represented by oblique lines
in Fig. 5C, band-shaped groove portions 12d-3 having a
corrugated shape may be used. Or, as represented by
oblique lines in Fig. 5D, the band-shaped groove portion
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12d-1 having a greater width and a band-shaped groove
portion 12d-4 having a smaller width may coexist. Or, as
represented by oblique lines in Fig. 5E, a band-shaped
groove portion 12d-5 may be added to connect three
band-shaped groove portions 12d-1 in the longitudinal
direction. Or, as represented by oblique lines in Fig. 5F,
standard band-shaped portions 12d-1 may be formed at
a tip end side and a base end side of the insertion portion
12b, and a broken-line-shaped recess 12d-6 divided in
a broken line shape may be formed between them.
[0054] By using a combination of the band-shaped
groove portion 12d-1 and the band-shaped groove por-
tion 12d-4 shown in Fig. 5D, or a combination of the band-
shaped groove portion 12d-1 and the band-shaped
groove portion 12d-5 shown in Fig. 5E, an area of the
adhesive layers 14 can be advantageously increased.
By using a combination of the band-shaped groove por-
tion 12d-1 and the broken-line-shaped recess 12d-6 as
shown in Fig. 5F, the band-shaped groove portions 12d-
1 at the tip end side and at the base end side of the
insertion portion 12b provide the sealing function, and
the broken-line-shaped recess 12d-6 between them can
form the adhesive layer 14 in the intermediate portion of
the insertion portion 12b. This can reduce the amount of
the adhesive 18.
[0055] The dimension of the band-shaped groove por-
tion 12d is not particularly limited. For example, the width
and depth of the band-shaped groove portion 12d may
be suitably set based on the specific dimension of the
insertion portion 12b and the specific dimension of the
body 11, provided that the adhesive retaining function
and the sealing function can be implemented. In the
present embodiment, the width of the band-shaped
groove portion 12d may be within a range of 2 ∼ 5mm
and the depth of the band-shaped groove portion 12d
may be within a range of 1 ∼ 3mm, if the length of the
insertion portion 12b is 50mm.
[0056] The number of the band-shaped groove por-
tions 12d formed on the insertion portion 12b is not par-
ticularly limited. To implement the adhesive retaining
function and the sealing function, at least one band-
shaped groove portion 12d may be formed. To ensure a
stably adhesive state over the entire outer peripheral sur-
face of the insertion portion 12b, the band-shaped groove
portions 12d are preferably formed at three locations
which are the tip end side of the insertion portion 12b,
the base end side of the head portion 12c, and a portion
between them. That is, the band-shaped groove portions
12d are preferably formed at three locations. Nonethe-
less, the band-shaped groove portions 12d may be
formed at two locations which are the tip end side and
the base end side, or at two or more locations between
the tip end side and the base end side, in view of condi-
tions such as the length of the insertion portion 12b, or
a contact surface area of the band-shaped groove portion
12d with the inner surface of the body 11.

[Method of using bladder]

[0057] The bladder 10A of the present embodiment is
suitably used as a jig of a hat stringer included in a stiff-
ener of a frame member, to manufacture various kinds
of composite material structures using stiffened panels.
This will be described with reference to Figs. 6A and 6B,
Figs. 7A and 7B, and Figs. 8A and 8B.
[0058] Figs. 6A and 6B are partial perspective views
showing an exemplary configuration of the hat stringer.
Figs. 7A and 7B are schematic cross-sectional views
showing a positional relationship among the bladder 10A,
the prepreg, and a mandrel, in the step of curing the pre-
preg in the autoclave. Figs. 8A and 8B are schematic
cross-sectional views showing a state where the bladder
10A is drawn out after the prepreg is cured.
[0059] As shown in Figs. 6A and 6B, the hat stringer
20 has a rod shape or an elongated-plate shape extend-
ing in a particular direction. The hat stringer 20 includes
a pair of flat band-shaped portions 20a which extend in
parallel with each other in its lengthwise direction and a
channel portion 20b which is located between the band-
shaped portions 20a and is recessed from the surface of
the flat portion. The upper surface of the channel portion
20b whose opening is directed downward as shown in
Fig. 6A is referred to as an inner surface, while the upper
surface of the channel portion 20b whose opening is di-
rected upward is referred to as an outer surface. The
bladder 10A is inserted into the channel portion 20b and
used.
[0060] To be specific, the hat stringer 20 is assembled
into a predetermined frame shape conforming to a shape
of the structure (structural component). At this time, since
the hat stringer 20 is assembled such that its outer sur-
face is located at an outer side, the bladder 10A is insert-
ed into the channel portion 20b. In this state, the prepreg
30 is bonded and attached to the outer surfaces of the
band-shaped portions 20a of the hat stringer 20 and to
the outer surface of the exposed wall portion 11b of the
bladder 10A.
[0061] A method of attaching the prepreg 30 to the out-
er surfaces is not particularly limited. For example, when
the structure is a body of aircraft, its frame structure is
assembled in a cylindrical shape. In this case, by using
an automatic stacking machine including a stacking roll-
er, the prepreg 30 may be bonded and stacked while
rotating the cylindrical frame structure. Instead of bond-
ing and attaching the prepreg 30 such that the thickness
of the structure is uniform, more layers are stacked to-
gether to increase the thickness of the skin in a portion
which is required to have enhanced stiffness and
strength. For example, in the case of the body of the
aircraft, the skin is entirely thinned to achieve lightweight,
while the skin is required to be thickened to enhance
strength in a portion in the vicinity of a window, a door,
or the like. Therefore, before curing, the thickness of the
prepreg 30 is not constant.
[0062] Then, as schematically shown in Fig. 7A, in a
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state where stacking of the prepreg 30 is complete, the
mandrel 42 which is the jig for maintaining the cylindrical
shape is attached to the interior of the cylindrical struc-
ture. In addition, the entire structure is covered with a
bagging film 43 and is introduced into the autoclave. In-
side the autoclave, this structure is heated under a pre-
determined temperature and pressurized under a prede-
termined pressure. At this time, as shown in Fig. 7A, a
high-temperature and high-pressure atmosphere inside
the autoclave is transmitted to the entire prepreg 30 via
the bagging film 43, and to the interior of the bladder 10A
through the pressurization hole 12a of the terminal metal
member 12 of the bladder 10A (arrow HO in Fig. 7A), so
that the bladder 10A is inflated. The high-temperature
and high-pressure atmosphere inside the autoclave is
applied to the entire prepreg 30 (arrow H1 in Fig. 7A).
[0063] As indicated by dotted-lines in Fig. 7A, the plu-
rality of (three in Fig. 7A) adhesive layers 14 are formed
between the outer peripheral surface of the insertion por-
tion 12b and the inner surface of the body 11. The adhe-
sive layers 14 are retained by the band-shaped groove
portions 12d formed on the outer peripheral surface of
the insertion portion 12b. This follows that a plurality of
annular seal meterials formed by the adhesive layers 18
are provided on the outer peripheral surface of the inser-
tion portion 12b. Because of this, the high-temperature
and high-pressure atmosphere inside the bladder 10A
does not leak through a clearance between the insertion
portion 12b and the body 11, which enables the bladder
10A to be inflated sufficiently.
[0064] Since the bladder 10A is inflated, a state where
the band-shaped portions 20a of the hat stringer 20 (not
shown in Fig. 7A) are pressed against the prepreg 30 by
a strong external force is maintained, and curing of the
prepreg 30 progresses. After the curing of the prepreg
30 is complete, a stiffened panel structure is attained, in
which the frame constituted by the hat stringer 20 and
the skin formed by curing the prepreg 30 are firmly ad-
hesively attached to each other and integrated with each
other.
[0065] Thereafter, as shown in Fig. 8A, the bladder 10A
is drawn out of the region between the cured skin 31 and
the hat stringer 20. In the present embodiment, as de-
scribed above, the bladder 10A is provided with the plu-
rality of adhesive layers 14 between the outer peripheral
surface of the insertion portion 12b of the terminal metal
member 12 and the inner surface of the body 11, as sur-
rounded by the dotted line in Fig. 8A. Since the adhesive
layers 14 are formed at three locations which are the tip
end side of the insertion portion 12b, the base end side
of insertion portion 12b, and the portion between the tip
end side and the base end side, the entire insertion por-
tion 12b can be adhesively attached to the body 11.
[0066] . As described above, the skin 31 does not have
a constant thickness, but has unevenness on its inner
surface as indicated by a region D surrounded by the
dotted line in Fig. 8A. As shown in Fig. 8A, the bladder
10A is inserted in between the hat stringer 20 and the

skin 31 such that the upper portion of the bladder 10A is
curved along the unevenness (region D). When the blad-
der 10A is drawn out of the region between the skin 31
and the hat stringer 20, an external for pulling out the
bladder 10A is applied to the head portion 12c of the
terminal metal member 12, as indicated by an arrow P
in Fig. 8A.
[0067] In accordance with the bladder 10A of the
present embodiment, the plurality of adhesive layers 14
surrounded by the dotted line in Fig. 8A allow the insertion
portion 12b and the body 11 to be adhesively attached
together stably. Therefore, even when the upper portion
of the bladder 10A is curved along the unevenness of
the inner surface of the skin 31, the bladder 10A can be
drawn out by dragging the head portion 12c of the termi-
nal metal member 12 to outside.
[0068] By comparison, as shown in Fig. 7B, in the case
of a bladder 10B including the standard terminal metal
member 17, the adhesive is not sufficiently retained be-
tween the insertion portion 17b and the body 11, which
frequently happens (see Figs. 4A and 4B). For this rea-
son, if the bladder 10B is drawn out by pulling the head
portion 17c of the terminal metal member 17, as indicated
by an arrow P in Fig. 8B, the adhesive state between the
terminal metal member 17 and the body 11 is not retained
sufficiently. This may possibly cause the insertion portion
17b to be disengaged away from the body 11. In this
case, the bladder 10B cannot be drawn out easily. In
addition, depending on the state of the unevenness on
the inner surface of the skin 31, the bladder 10B cannot
be drawn out completely.
[0069] Even if the insertion portion 17b is not disen-
gaged away from the body 11 completely but the inner
surface of the body 11 is separated from the outer pe-
ripheral surface of the insertion portion 17b, the air tight-
ness in the interior of the body 11 which should be pro-
vided by the insertion portion 17b cannot be maintained
sufficiently. If the cylindrical structure is manufactured
using the bladder 10B in such a state, as shown in Fig.
7B, in a next occasion, the high-temperature and high-
pressure atmosphere leaks from a portion where the in-
sertion portion 17b and the body 11 are not adhesively
attached together, which results in a situation where the
bladder 10B cannot be inflated sufficiently.
[0070] To be specific, as described above, when the
prepreg 30 is cured, the mandrel 42 is attached to the
interior of the structure, and the entire structure is covered
with the bagging film 43 and is introduced into the auto-
clave. As shown in Fig. 7B, the high-temperature and
high-pressure atmosphere in the interior of the autoclave
is applied to the entire prepreg 30 via the bagging film
43, and is transmitted to the interior of the bladder 10B
through the pressurization hole 17a of the terminal metal
member 17 of the bladder 10B (arrow HO in Fig. 7B). If
the inner surface of the body 11 is separated from the
outer peripheral surface of the insertion portion 17b, the
high-temperature and high-pressure atmosphere to be
applied to the interior of the body 11 leaks from that por-
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tion where the body 11 is separated from the insertion
portion 17b (arrow H2 in Fig. 7B).
[0071] If the bladder 10B cannot be inflated sufficiently
as described above, curing of the prepreg 30 might
progress in a state where the band-shaped portions 20a
of the hat stringer 20 which are not shown in Fig. 7B are
not pressed against the prepreg 30 with a strong external
force, and it becomes impossible to manufacture a struc-
ture having a proper shape. Therefore, if the adhesive
state between the body 11 and the insertion portion 17b
in the bladder 10B is insufficient, the bladder 10B cannot
be used to manufacture a structure in a next occasion.
[0072] As described above, since the bladder 10A of
the present invention is provided with the band-shaped
groove portions 12d on the outer peripheral surface of
the insertion portion 12b of the terminal metal member
12, the adhesive state between the terminal metal mem-
ber 12 and the body 11 can be improved. Because of
this, the bladder 10A is drawn out of the region between
the cured skin 31 and the hat stringer 20 without lessen-
ing the adhesive state between the terminal metal mem-
ber 12 and the body 11. As a result, the life of the bladder
10A can be extended. In addition, since the adhesive
layers 14 retained by the band-shaped groove portions
12d serve as the seal material on the outer peripheral
surface of the insertion portion 12b, the air tightness in
the interior of the body 11 can be improved more effec-
tively, and the inflated state of the bladder 10A can be
maintained stably.
[0073] Numerous modifications and alternative em-
bodiments of the invention will be apparent to those
skilled in the art in view of the foregoing description. Ac-
cordingly, the description is to be construed as illustrative
only, and is provided for the purpose of teaching those
skilled in the art the best mode of carrying out the inven-
tion. The details of the structure and/or function may be
varied substantially within the scope of appended claims.

Industrial Applicability

[0074] The present invention is suitably used in a field
of manufacturing of composite material structures, in par-
ticular, in a field of manufacturing of a stiffened panel
structure including a hat stringer.

Claims

1. A jig used for manufacturing a composite material
structure, the jig being inserted into a channel portion
(20b) of a hat stringer and used, when the composite
material structure is manufactured by attaching pre-
preg (30) to a frame structure including the hat string-
er (20) as a frame member, the channel portion ex-
tending in a lengthwise direction of the hat stringer;
the jig comprising:

a body (11) having a pipe shape and made of

an elastic material, and
a terminal metal member (12) attached to one
end portion of the body and having a pressuri-
zation hole (12a) for pressurizing an interior of
the body;
wherein the terminal metal member has an in-
sertion portion (12b) inserted into a hollow space
of the body; and
the insertion portion has a columnar shape hav-
ing a transverse cross-section conforming in
shape to a contour shape of the hollow space
of the body;
characterized in that
the body (11) has a transverse cross-section of
a trapezoidal shape which is a cross-section per-
pendicular to a lengthwise direction of the body,
the insertion portion (12b) is provided on an out-
er peripheral surface thereof with a band-
shaped groove portion (12d) wound around the
outer peripheral surface; and
the insertion portion is inserted into the hollow
space of the body in a state where an adhesive
(18) is filled in the band-shaped groove portion.

2. The jig used for manufacturing the composite mate-
rial structure according to Claim 1, wherein the band-
shaped groove portion (12d) includes a plurality of
band-shaped groove portions provided on the inser-
tion portion.

3. The jig used for manufacturing the composite mate-
rial structure according to Claim 1 or 2, wherein the
elastic material is a heat resistant rubber composi-
tion material.

Patentansprüche

1. Schablone zur Herstellung einer Verbundstoffstruk-
tur, wobei die Schablone in einen Kanalabschnitt
(20b) eines Omega-Stringers eingesetzt und ver-
wendet wird, wenn die Verbundstoffstruktur herge-
stellt wird, indem ein Vorimprägnat (30) an einer
Rahmenstruktur angebracht wird, die den Omega-
Stringer (20) als Rahmenelement umfasst, wobei
der Kanalabschnitt sich in einer Längsrichtung des
Omega-Stringers erstreckt; wobei die Schablone
Folgendes umfasst:

einen Körper (11), der eine Rohrform aufweist
und aus einem elastischen Material hergestellt
ist, und
ein Metall-Endelement (12), das an einem En-
dabschnitt des Körpers befestigt ist und ein
Druckloch (12a) aufweist, um das Innere des
Körpers unter Druck zu setzen;
wobei das Metall-Endelement einen Einführab-
schnitt (12b) aufweist, der in einen Hohlraum
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des Körpers eingeführt wird; und
wobei der Einführabschnitt eine Säulenform mit
einem transversalen Querschnitt aufweist, des-
sen Form einer Form der Kontur des Hohlraums
des Körpers entspricht;
dadurch gekennzeichnet, dass
der Körper (11) einen transversalen Querschnitt
in einer Trapezform aufweist, bei dem es sich
um einen Querschnitt handelt, der rechtwinklig
zu einer Längsrichtung des Körpers ist,
der Einführabschnitt (12b) an einer äußeren
Umfangsfläche davon mit einem bandförmigen
Nutabschnitt (12d) versehen ist, der um die äu-
ßere Umfangsfläche gewickelt ist; und
der Einführabschnitt in den Hohlraum des Kör-
pers eingeführt wird in einem Zustand, in dem
ein Haftmittel (18) in den bandförmigen Nutab-
schnitt eingefüllt ist.

2. Schablone zur Herstellung der Verbundstoffstruktur
nach Anspruch 1, wobei der bandförmige Nutab-
schnitt (12b) eine Vielzahl von bandförmigen Nutab-
schnitten enthält, die an dem Einführabschnitt vor-
gesehen sind.

3. Schablone zur Herstellung der Verbundstoffstruktur
nach Anspruch 1 oder 2, wobei es sich bei dem elas-
tischen Material um ein hitzebeständiges Kaut-
schuk-Material handelt.

Revendications

1. Gabarit entrant dans la fabrication d’une structure
en matériau composite, le gabarit étant introduit
dans une partie de canal (20b) d’une lisse à profil
oméga et utilisé lorsque la structure en matériau
composite est fabriquée par fixation d’un préimpré-
gné (30) sur une structure de support comportant la
lisse à profil oméga (20) en tant qu’élément de sup-
port, la partie de canal s’étendant dans le sens lon-
gitudinal de la lisse à profil oméga, le gabarit
comprenant :

un corps (11) de forme tubulaire et composé
d’un matériau élastique, et
un élément métallique terminal (12) rattaché à
une partie terminale du corps et présentant un
trou de mise sous pression (12a) permettant de
mettre sous pression l’intérieur du corps ;
ledit élément métallique terminal présentant une
partie une partie d’introduction (12b) introduite
dans un espace creux du corps, et
ladite partie d’introduction ayant une forme de
colonne dont la section transversale correspond
à la forme d’un contour de l’espace creux du
corps ;
caractérisé en ce que

le corps (11) a une section transversale de forme
trapézoïdale, c’est-à-dire une section perpendi-
culaire au sens longitudinal du corps,
la partie d’introduction (12b) est dotée, sur une
surface périphérique extérieure, d’une partie à
rainure en forme de ruban (12d) s’enroulant
autour de la surface périphérique extérieure, et
la partie d’introduction est introduite dans l’es-
pace creux du corps lorsqu’un adhésif (18) est
apporté dans la partie à rainure en forme de ru-
ban.

2. Gabarit entrant dans la fabrication d’une structure
en matériau composite selon la revendication 1,
dans lequel la partie à rainure en forme de ruban
(12d) comporte une pluralité de parties à rainure en
forme de ruban prévues sur la partie d’introduction.

3. Gabarit entrant dans la fabrication d’une structure
en matériau composite selon la revendication 1 ou
2, dans lequel le matériau élastique est un matériau
à base de caoutchouc résistant à chaleur.
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