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Description

Technical Field

[0001] The present invention relates to a method of
bending a composite panel.

Prior Art

[0002] Composite panels having two face sheets and
a center core member between the two face sheets are
known. To assemble a bent panel, using a monopoly
type die having a pair of a convex type and concave dies
and a pressing device, first the two face sheets and the
center core member are adhered and fixed. Alternative-
ly, for example, using a monopoly die having a convex
die, and covering the two face sheets and the center
core member using a non-ventilation sheet, and by
evacuating an inner portion of the sheet, the two face
sheets and the center core member are adhered and
fixed.
[0003] A method of bending a known composite panel
is described in US-A-4078959, and has the features of
the first part of claim 1. An outer facing sheet is not af-
fixed to the core at one end in a region where a bend is
to be formed. The panel is positioned over a forming tie
with this outer facing sheet uppermost. The core and
inner facing sheet are formed into the configuration of
the tie, after which the unaffixed portion of the outer fac-
ing sheet is bent over the core and pressed into place.
[0004] In another bending processing method of a
composite panel, as shown in Japanese Utility Model
Publication No. Hei 2-8567, from the outer side of the
face sheet which forms the inside of a bend after the
bending of the composite panel, a V shape groove is
processed and at the apex of this groove the other face
sheet, at the outside of the bend, is subjected to bend-
ing.
[0005] In the prior art techniques relating to the bend-
ing of the composite panel, the center core member is
transformed in a predetermined bending shape. Since
the face sheets and the center core member are ad-
hered and fixed, use is made of manual working using
a general purpose machine.
[0006] Further, the face sheet and the center core
member which are transformed individually using the
monopoly type die having the convex and the concave
dies (a monopoly type having an upper portion monop-
oly die and a lower portion monopoly die) and the press-
ing device, or for example the concave type monopoly
die (the lower monopoly die), the face sheet and the
center core member are covered by the non-ventilation
characteristic sheet member and the inner portion of the
sheet member and the face sheet and the center core
member are adhered and fixed.
[0007] A mutual gap and a partial contact (a local ap-
plication of pressure) between the center core member,
the face sheet and the monopoly die are generated,

leading to adhesion failure and a buckling in a thickness
direction of the center core member, and reducing
strength of the face sheet. Further, in the face sheet in
which the partial contact (the local application of pres-
sure) is generated a recess and damage may appear,
causing bad outer appearance of the face sheet.

Summary of the Invention

[0008] An object of the present invention is to provide
a bending method for a composite panel which avoids
the occurrence of the gap or the partial contact (the local
application of pressure) between the face sheet and the
center core member, achieving a bent composite panel
having a high strength.
[0009] According to the present invention there is pro-
vided a method of bending a composite panel as set out
in claim 1.
[0010] The present invention can be applied to a pol-
ystyrene foam panel and a honeycomb panel assem-
bled by soldering or brazing or by adhesive. The mate-
rial of the face sheet can be metal such as aluminum, a
FRP (Fiber Reinforced Plastic) or paper, etc. The center
core member can be a metal honeycomb, a honeycomb
shape paper core, a honeycomb shape FRP (Fiber Re-
inforced Plastic) core, or foam material such as those
based on vinyl chloride, phenylic acid (phenol), acrylic,
acrylate or urethane. The joining of the center core
member with the face sheet can be by soldering, adhe-
sive or welding etc.

Brief Description of the Drawings

[0011]

Fig. 1 is a longitudinal cross-sectional view showing
an initial stage of a bending process of a composite
panel, in one embodiment according to the present
invention;
Fig. 2 is a longitudinal cross-sectional view showing
a second stage in the process of Fig. 1;
Fig. 3 is a longitudinal cross-sectional view showing
a third stage following that of Fig. 2 in the bending
process;
Fig. 4 is the longitudinal cross-sectional view show-
ing a fourth stage following that of Fig. 3 in the bend-
ing process;
Fig. 5 is a longitudinal cross-sectional view showing
a final stage in the bending process of Fig. 1;
Fig. 6 is a general perspective view showing the
bending apparatus of Fig. 1;
Fig. 7 is a front view showing an end portion of a
bending table of the bending apparatus of Fig. 6;
and
Fig. 8 is a longitudinal cross-sectional view of the
end portion of a bending table of the apparatus of
Fig. 6.
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Description of the Embodiment

[0012] A bending process of a composite panel of one
embodiment according to the present invention will be
explained referring to Fig. 1 to Fig. 5. Firstly, the con-
struction of a composite panel to be subjected to bend-
ing will be explained. In Fig. 1, the composite panel to
be subjected to bending comprises a face sheet 11
which in use of the panel is an outer face, a face sheet
12 which in use becomes the inner face, and a center
core member 13 which is arranged between the two face
sheets 11,12. These three members (the face sheet 11,
the face sheet 12 and the center core member 13) are
united as one body by adhesion.
[0013] Each of the face sheets 11,12 is a metal sheet
such as an aluminum sheet, a steel sheet and the like,
or is such a metal sheet having an adhered polyvinyl
chloride coating sheet or an adhered melanin resin coat-
ing sheet etc. The thickness of the face sheet 11 or the
face sheet 12 is about 0.5 mm - 2.0 mm.
[0014] The center core member 13 is a paper center
core member such as a roll core or a paper honeycomb,
or further may have a urethane-foam resin which is filled
in the cells of such a paper center core member to
achieve heat insulation and sound shielding. The thick-
ness of the center core member 13 is about 20 mm - 50
mm.
[0015] The whole face of the face sheet 11 and the
center core member 13 are adhered substantially to
each other. The meaning of the whole faces will be made
clear by the explanation of the adhesion of the face
sheet 12 and the center core member 13. The face sheet
12 and the center core member 13 are adhered only at
an adhesion portion 12b but are not adhered at a re-
maining ion-adhesion portion 12a. The non-adhesion
portion 12a can be obtained by avoiding coating an ad-
hesion agent. The non-adhesion portion 12a is a region
in which a bending is carried out.
[0016] The length of the face sheet 12 is shorter than
the length of the face sheet 11 by a length 12c. The face
sheet 12 is bent to form an inner side of the bend. Ac-
cordingly, when the bending of the composite panel is
carried out, a peripheral length difference 12c is gener-
ated between the face sheet 11 and the face sheet 12.
[0017] Next, the method of bending this composite
panel will be explained. Fig. 1 shows the composite pan-
el set on a bending device. Firstly, the composite panel
is laid on a stationary table 30 and a bending table 40
of the bending device with the face sheet 12 above. The
upper faces of the stationary table 30 and the bending
table 40 are at the same horizontal plane. The non-ad-
hesion portion 12c is laid on the bending table 40.
[0018] Next, vacuum suction pads 31 and 41 of a vac-
uum holding device installed on the stationary table 30
and the bending table 40 operate to hold the face sheet
11. A bending table 50 is lowered and is laid on the face
sheet 12 of the non-adhesion portion 12a, and a vacuum
suction pad 51 of a vacuum holding device installed on

the bending table 50 is operated to grip the face sheet
12. A plurality of the pads 31,41,51 are arranged at pre-
determined positions along the longitudinal direction i.
e. the line of bending (see Fig. 6).
[0019] Next, as shown in Fig. 2, by rotating the bend-
ing table 50 upwardly the face sheet 12 at the non-ad-
hesion portion 12a is bent upwardly. In this embodiment
of the invention, since the face sheet 12 is bent at a right
angle, the contact face of the bending table 50 is brought
to the perpendicular. The bending table 50 is at the non-
adhesion portion 12a, and its end is positioned at the
boundary of the non-adhesion portion 12a and the ad-
hesion portion 12b or at a small distance into the non-
adhesion portion 12a from this boundary. The position
of the end of the bending table 50 becomes the center
of the bending. The side face at this side of the bending
table 50 is inclined (as seen in Figs. 1 and 2) so that it
does not contact the face sheet 12, when the bending
table 50 is rotated.
[0020] Next, as shown in Fig. 3, the center core mem-
ber 13 is cut to form a V shape notch by a V cutting
device 60, which removes only the center core member
13, leaving the face sheet 11. The position of the V notch
is the bending position. The angle of the apex of the V
notch is the bending angle and in this embodiment is a
right angle. For example, using a knife 61 for carrying
out the cutting, two faces are cut at the same time. As
shown, the rotating knife 61, such as a router and an
end miller, is inclined at a predetermined angle, and is
moved along the bending line to remove the center core
member 13. If the center core member 13 is a paper
member or a member in which a urethane-foam resin is
filled in a paper center core, even if the center core mem-
ber is partially remaining at the left side, it can be
crushed during the bending.
[0021] Next, as shown in Fig. 4, an adhesive is applied
from above onto the non-adhesion portion 12a and the
V cut portion of the center core member 13, by an ad-
hesive coating device 70. At this time, since the gap be-
tween the lifted part of the face sheet 12 and the center
core member 13 is large, the coating with adhesive can
be carried out easily. The adhesive is self-hardening.
[0022] Next, as shown in Fig. 5, with the apex of the
V notch as a center, the bending table 40 is rotated up-
wardly to the vertical, to bring the face coated with ad-
hesive into contact with the rear face of the face sheet
12. Further, the inclined faces of the V notch of the core
member 13 are contacted together. The center core
member 13 is maintained in this state until the adhesive
has completed its hardening.
[0023] Next, after the vacuum of the pad 51 of the
bending table 50 has been released, the bending table
50 is lifted, and after the vacuum of the pad 41 of the
bending table 40 is released, the bending table 40 is re-
versed to its initial position. The composite panel which
has been subjected to the bending process can be re-
moved by means of the bending table 40.
[0024] In this method of bending the panel bending is
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achieved without the occurrence of a gap and the partial
contact (the local application of pressure) between the
face sheets 11,12 and the center core member 13. At
the bend, since the face sheet 12 is not separated into
two portions after bending, it is not necessary to weld
the non-adhesion portion 12a and the adhesion portion
12b, together e.g. using another member.
[0025] In Fig. 6, the V cutting device 60 and the ad-
hesive coating device 70 are shown mounted on a trav-
eller 80, which moves longitudinally along the bending
line of the composite panel, along a rail 81 at a side face
of the bending device. The V cutting device 60 and the
adhesive coating device 70 are installed on a vertical lift
83.
[0026] The two ends of the bending table 50 are
mounted rotatably on a lifting device 55 by a shaft 53.
Reference number 56 shows a drive machine for this
rotation.
[0027] A rotation device of the bending table 40 will
be explained by reference to Fig. 7 and Fig. 8. At each
end of the bending table 40 a semi-circular flange 43 is
arranged, supported by plural rollers 45b and 45c
mounted on a circular arc on a frame stand 44. The low-
er rollers 45b support a lower face of the flange 43. The
rollers 45c contact an upper face of a circular arc shape
guide rail 43b which is installed on the flange 43. Further,
at the lower face of the bending table 40 circular arc
shape projection portions are provided at a predeter-
mined spacing and are supported by the frame stand 44.
[0028] Gear toothing 46 is carried on each flange 43.
On the frame stand 44, pinion gears 46b meshing with
the toothing 46 are rotatably mounted, driven by a single
motor 47.
[0029] In the illustrated embodiment of the present in-
vention, the bending angle is 90 degrees, but bending
at another angle is equally possible, with the appropriate
angle of cutting of the V notch. A cutting tool having its
cutting faces at the desired angle to each other may be
employed. Further, even if the angle of the V cutting is
smaller than the bending angle, the center core member
13 may be partially crushed, in the bending of the com-
posite panel.
[0030] The adhesive can be coated only on the side
of the center core member 13 which contacts the face
sheet 12, but when the adhesive is coated on the V cut
portion as well, a high strength can be obtained.
[0031] In the present invention, a gap between the
face sheet and the center core member and partial con-
tact (the local application of pressure) are avoided, and
since neither face sheet is cut at the bend line high
strength at the bend can be obtained.

Claims

1. A method of bending a composite panel comprising
the steps:

forming an assembly of a flat face sheet (11), a
flat second face sheet (12) and a flat center
core (13) joined to said face sheets and sepa-
rating them, with the core (13) not joined to a
portion of the second face sheet (12) adjacent
an edge thereof;
installing said first face sheet on a support hav-
ing a stationary portion (30),

characterized in that said support further
has a movable portion (40), and said method further
comprises the steps:

contacting a lifting member (50) to said non-
joined portion of said second face sheet (12)
and rotating the lifting member to bend the non-
joined portion relative to the core to separate it
from the core;
removing a portion of the core (13) to form a V
shape at the location of the bend;
coating an adhesive to at least one of the sec-
ond face sheet and an opposed face of the core
and bringing the core into contact with the non-
joined portion of the second face sheet to ad-
here them, by rotating said movable portion
(40) of the support.

2. A method according to claim 1, wherein the first face
sheet (11) is held by at least one vacuum suction
pad on said support and said non-joined portion of
the second face sheet (12) is held by at least one
vacuum suction pad of the lifting member (50).

3. A method according to claim 1 or 2, wherein the ad-
hesive is coated on said core member (13).

4. A method according to claim 3, wherein the adhe-
sive is coated on the surfaces of said V shape.

5. A method according to any one of the preceding
claims wherein said composite panel assembly is
mounted on said support in a substantially horizon-
tal condition.

Patentansprüche

1. Verfahren zum Biegen einer Verbundplatte mit fol-
genden Schritten:

Ausbilden einer Baugruppe aus einer flachen
Decklage (11), einer zweiten flachen Decklage
(12) und einem mit den Decklagen verbunde-
nen und sie voneinander trennenden flachen
Mittelkern (13), der mit einem Bereich der zwei-
ten Decklage (12) bei deren Kante unverbun-
den ist,
Einrichten der ersten Decklage auf einem Trä-
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ger mit einem stationären Bereich (30),

dadurch gekennzeichnet, daß der Träger
außerdem einen bewegbaren Bereich (40) aufweist
und das Verfahren ferner die folgenden Schritte ent-
hält:

Inkontaktbringen eines Hebe-Elements (50)
mit dem unverbundenen Bereich der zweiten
Decklage (12) und Schwenken des Hebe-Ele-
ments, um den unverbundenen Bereich gegen-
über dem Kern zu biegen und ihn vom Kern zu
trennen,
Entfernen eines Bereichs des Kerns (13) unter
Ausbildung einer V-Form am Ort der Biegung,
Auftragen eines Haftmittels auf die zweite
Decklage und/oder eine gegenüberliegende
Fläche des Kerns und Inkontaktbringen des
Kerns mit dem unverbundenen Bereich der
zweiten Decklage, um sie aneinander haften zu
lassen, indem der bewegbare Bereich (40) des
Trägers geschwenkt wird.

2. Verfahren nach Anspruch 1, wobei die erste Deck-
lage (11) von mindestens einem Vakuum-Saugkis-
sen auf dem Träger gehalten wird und der unver-
bundene Bereich der zweiten Decklage (12) von
mindestens einem Vakuum-Saugkissen des Hebe-
Elements (50) gehalten wird.

3. Verfahren nach Anspruch 1 oder 2, wobei das Haft-
mittel auf das Kernelement (13) aufgetragen wird.

4. Verfahren nach Anspruch 3, wobei das Haftmittel
auf die Flächen der V-Form aufgetragen wird.

5. Verfahren nach einem der vorhergehenden Ansprü-
che, wobei die Verbundplatten-Baugruppe in im we-
sentlichen horizontalem Zustand auf dem Träger
befestigt wird.

Revendications

1. Procédé de cintrage d'un panneau composite, com-
prenant les étapes consistant à :

former un assemblage constitué d'une feuille
de parement plane (11), d'une deuxième feuille
de parement plane (12) et d'une âme plane (13)
réunie auxdites feuilles de parement et sépa-
rant celles-ci, l'âme (13) n'étant pas réunie à
une partie de la seconde feuille de parement
(12) au voisinage immédiat d'un bord de celle-
ci;
installer ladite première feuille de parement sur
un support ayant une partie fixe (30) ;

caractérisé en ce que ledit support comporte
en outre une partie mobile (40), et ledit procédé
comprend en outre les étapes consistant à :

mettre un élément de levage (50) au contact de
ladite partie non réunie de ladite seconde
feuille de parement (12) et faire tourner l'élé-
ment de levage pour cintrer la partie non réunie
par rapport à l'âme pour séparer celle-ci de
l'âme ;
retirer une partie de l'âme (13) pour créer une
forme en V à l'emplacement de la pliure ;
appliquer un adhésif sur la seconde feuille de
parement et/ou une face opposée de l'âme et
mettre l'âme au contact de la partie non réunie
de la seconde feuille de parement pour les faire
adhérer, en faisant tourner ladite partie mobile
(40) du support.

2. Procédé selon la revendication 1, dans lequel la
première feuille de parement (11) est retenue sur
ledit support par au moins un patin-ventouse sur le-
dit support et ladite partie non réunie de la seconde
feuille de parement (12) est retenue par au moins
un patin-ventouse de l'élément de levage (50).

3. Procédé selon la revendication 1 ou 2, dans lequel
l'adhésif est appliqué sur ladite âme (13).

4. Procédé selon la revendication 3, dans lequel l'ad-
hésif est appliqué sur les surfaces de ladite forme
en V.

5. Procédé selon l'une quelconque des revendications
précédentes, dans lequel ledit assemblage de pan-
neau composite est monté sur ledit support dans
une position sensiblement horizontale.
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