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Description

Field of the Invention

[0001] The present invention relates to a cradle for sup-
porting at least a section of a wind turbine blade and a
method for receiving said section in said cradle. Further-
more, the invention relates to a post-moulding station
using said cradle for use in the manufacture of a wind
turbine blade.

Background of the Invention

[0002] Wind turbine blades are normally manufactured
as first and second blade shells, using a pair of adjacent
blade moulds. The blade moulds comprise first and sec-
ond moulding surfaces conforming to the upwind and
downwind halves (or the suction and pressure sides) of
a wind turbine blade, the first blade mould used to form
a first blade shell and the second blade mould used to
form a second blade shell, the shells subsequently joined
together to form a wind turbine blade.
[0003] A fibrous composite material is initially layered
on top of the first and second moulding surfaces, the
layers of material conforming to the contours of the
moulds to form the external aerodynamic surfaces of the
blade shells. Once sufficient layers of the fibrous material
have been applied in the moulds, a resin is applied to the
fibrous material to cure the material, to allow it to harden.
The resin is most commonly infused using a vacuum bag
system, and takes approximately 2-3 hours from the start
of resin infusion to a time when the blade shells are ef-
fectively cured to have a resilient structure.
[0004] Once the blade shells have sufficiently cured,
the vacuum bags are removed and further operations
can be performed on the hardened shells. For example,
blade laminates and/or webs can be installed in the blade
shells, various repair or patching operations may be car-
ried out on the shells, grinding of shell surfaces, etc.
[0005] Next, an adhesive glue is applied to the edges
of the shells while in the moulds. The blade moulds are
linked via a hinged turning mechanism, and a first of the
blade moulds, containing a first of the blade shells, is
accordingly turned relative to the second mould and shell,
such that the first shell is positioned above the second
shell. This allows for the blade shells to be closed togeth-
er along the edge of the shells, to form a complete wind
turbine blade having an upwind and a downwind side.
To allow for secure bonding of the shells together, a suit-
able pressure is maintained along the exterior surfaces
of the blade shells by the blade moulds, usually for ap-
proximately 3-4 hours.
[0006] Once the complete wind turbine blade is fully
adhered, the first blade mould may be hinged back to an
open state, allowing access to the contained wind turbine
blade. The blade can then be de-moulded from the sec-
ond blade mould, and supported using blade carts to per-
form additional production operations, e.g. grinding of

the external blade surface, coating, etc.
[0007] Documents DE 10 2009 033 164 A1 and US
2011/0067795 A1 describe assembly tools and methods
of manufacturing wind turbine blades.
[0008] High-quality blade moulds are one of the most
expensive pieces of equipment in the blade manufactur-
ing process, requiring extensive tooling and manufacture
before use to ensure accurate reproduction of desired
blade profiles, as well as to allow for the turning of the
moulds to bond blade shell parts together. In addition,
even a minor difference in blade characteristics such as
length, camber, etc. will in general require a completely
new blade mould for the manufacturing process.
[0009] Blade moulds in use in current processes can
cost approximately r1-3 million to manufacture and, de-
pendent on where the moulds are made, extensive trans-
portation time may be a factor before a new mould can
be used at a manufacturing plant. This introduces con-
siderable expense and lead time in the implementation
of a manufacturing process for a new wind turbine blade.
[0010] Accordingly, one of the limitations to efficient
implementation of wind turbine technology is the time
required for the initial setup of a blade manufacturing
system. A further limitation is the time taken for the man-
ufacturing of individual blades within such a system.
[0011] It is an object of the invention to reduce these
limitations.

Summary of the Invention

[0012] Accordingly, there is provided a cradle for sup-
porting at least a section of a wind turbine blade according
to claim 1, the cradle comprising at least one array of
support members extending between a first end and a
second end of said cradle, wherein said support mem-
bers comprise vacuum clamps arranged to receive a sur-
face of said at least a section of a wind turbine blade.
[0013] The use of such a blade cradle allows for a flex-
ible and reliable system for supporting a section of a wind
turbine blade. The cradle is provided as an open-framed
structure, allowing access to the surfaces of the support-
ed wind turbine blade section, while supported in the cra-
dle.
[0014] The vacuum clamps may be provided as suction
cups arranged substantially in a line between the first
end and the second end of the cradle. It will be understood
that the section of a wind turbine blade may comprise a
portion of a shell for a wind turbine blade, e.g. an upwind
shell or a downwind shell, or the section may comprise
a portion of a complete wind turbine blade, e.g. compris-
ing both upwind and downwind surfaces. Additionally or
alternatively, the section may comprise the entire longi-
tudinal extent of the wind turbine blade section, e.g. from
a root end to a tip end of the wind turbine blade, or the
section may comprise a partial length of the blade itself,
e.g. a root end section, a tip end section, a midboard
section, etc. Preferably, the vacuum clamps are provided
as suction cups, but any other suitable vacuum device
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may be used.
[0015] The cradle comprises an open-framed body,
wherein said vacuum clamps are translationally move-
able relative to said cradle body.
[0016] As the vacuum clamps are moveable relative
to the cradle, the clamps can be accurately positioned to
provide the best support for the section of the wind turbine
blade received in the cradle. Additionally, the vacuum
clamps can be moved while attached to the surface of
the wind turbine blade section, allowing for the shape of
the blade section to be adjusted while in the cradle. Ac-
cordingly, portions of the blade section can be pushed
or pulled into a desired shape, allowing for a fine tuning
of the profile of the section as required. Preferably, the
vacuum clamps are coupled with at least one actuator to
provide for said translational movement.
[0017] Preferably, said at least one array of support
members is arranged in a line between the first end and
the second end of the cradle, wherein said line is config-
ured to substantially correspond to the location of a shear
web in a section of a wind turbine blade to be received
in said cradle.
[0018] By providing the support members along the
length of the blade section corresponding to the location
of the shear web for the blade section, the support mem-
bers will be located at that point of the blade section best
able to support the remainder of the blade section, and
to absorb the forces involved in a distributed support bed
provided by the discrete vacuum clamps of the cradle.
The shear web may be provided by a single I-web or C-
web arranged to extend between opposed upwind and
downwind sections of a wind turbine blade, or by a cross-
beam of a spar box received within the interior of a wind
turbine blade. Additionally or alternatively, the support
members may be arranged on the cradle along a line
corresponding to the deepest portion of the wind turbine
blade section or the line of maximum depth of the wind
turbine blade section.
[0019] In one aspect, the cradle comprises first and
second arrays of support members, wherein said first
and second arrays are arranged in substantially parallel
lines between the first end and the second end of the
cradle, wherein said substantially parallel lines are ar-
ranged to extend along either side of a notional line cor-
responding to the location of a shear web in a section of
a wind turbine blade to be received in said cradle.
[0020] Preferably, said cradle is arranged to selectively
control the pressure applied by the vacuum clamps of
said at least one array.
[0021] By controlling the vacuum pressure provided by
the vacuum clamps, the attachment between the cradle
and the blade section can be adjusted as required. This
can allow for a better coupling between the cradle and
the blade section, as the vacuum can be selectively ap-
plied and released by individual vacuum clamps in the
cradle to allow for the blade section to settle into the cra-
dle and ensure a solid fit between the clamps and the
blade surface.

[0022] Preferably, said cradle is arranged to receive a
section of a wind turbine blade comprising a portion of
an upwind or a downwind section of a wind turbine blade,
and wherein the cradle comprises at least one array of
secondary support members extending between a first
end and a second end of said cradle, wherein said at
least one array of secondary support members are ar-
ranged to support a leading edge or a trailing edge of
said section of a wind turbine blade.
[0023] Preferably, said secondary support members
comprise vacuum clamps arranged to receive a surface
of said at least a section of a wind turbine blade.
[0024] Preferably, said secondary support members
are moveable relative to the cradle body, to provide for
an adjustable cradle edge.
[0025] Such an adjustable edge of the cradle allows
for different shapes of blade sections to be supported by
the cradle edge, e.g. different wind turbine blade leading
or trailing edge shapes.
[0026] Preferably, said at least one array of secondary
support members is formed from a plurality of individual
support modules, wherein said plurality of individual sup-
port modules are selectively removeable from said at
least one array of secondary support members.
[0027] By providing removeable support members, ac-
cordingly direct access can be provided to individual sec-
tions of the leading edge or trailing edge of the wind tur-
bine blade section. This allows for various manufacturing
or repair operations to be carried out on the leading and
trailing edges of the blade section, when supported in
the cradle, e.g. a leading edge or trailing edge grinding
operation. It will be understood that the at least one array
of primary support members may additionally or alterna-
tively be formed from a plurality of individual support mod-
ules which are individually removeable from said at least
one array, to selectively provide access to those portions
of the blade section supported by said array of primary
support members.
[0028] Preferably, said support members comprise a
support surface having at least one aperture defined ther-
eon, wherein at least one vacuum clamp is moveably
mounted within said at least one aperture, said at least
one vacuum clamp linearly actuatable from a first re-
cessed position where said at least one vacuum clamp
is held within said at least one aperture, to a second pro-
jecting position wherein said at least one vacuum clamp
projects out from said aperture, said at least one vacuum
clamp standing proud of said support surface.
[0029] The vacuum clamps may be initially provided in
a recessed position while the blade section is being re-
ceived in the cradle, wherein the clamps are protected
from damage by the presence of the support surface.
Once the blade section is resting on the support surface,
the vacuum clamps can be actuated to bear against the
surface of the blade section, and the appropriate vacuum
pressure applied to hold the blade section in place. It will
be understood that the vacuum clamps may be moveable
in any other direction relative to the cradle body, to allow
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for fine-tuning of the position of the vacuum clamps.
[0030] Preferably, said support surface is formed from
a cushioned or resilient material.
[0031] Preferably, the cradle further comprises at least
one edge rail provided along at least a portion of a first
side of said cradle, wherein said at least one edge rail is
arranged to receive a blade processing tool for operation
on at least a portion of a wind turbine blade section re-
ceived in said cradle.
[0032] By providing a rail to receive a blade tool, the
further processing of the blade section may be accom-
plished by an automated tool, which can run along said
rail adjacent the surface of the supported blade section.
Preferably, the rail is provided along the longitudinal di-
rection of the blade section, but a rail or other suitable
supporting system may be provided at the opposed first
and second ends of the cradle, e.g. adjacent the root and
tip ends of a cradle supporting an entire longitudinal ex-
tent of a wind turbine blade. The blade processing tool
may comprise a leading edge or trailing edge grinding
device, a blade root grinder, an adhesive application de-
vice, a spray device for the application of a coating to a
surface of the blade section, etc.
[0033] In a preferred embodiment, the cradle compris-
es:

a first array of secondary support members arranged
to support a leading edge of said at least a section
of a wind turbine blade;
a second array of secondary support members ar-
ranged to support a trailing edge of said at least a
section of a wind turbine blade; and
at least one array of primary support members ar-
ranged to support a portion of said at least a section
of a wind turbine blade between said leading edge
and said trailing edge.

[0034] There is further provided a post-moulding sta-
tion according to claim 11, to receive an upwind wind
turbine blade shell and a downwind wind turbine blade
shell from a blade mould, the post-moulding station com-
prising first and second cradles as described above.
[0035] Preferably, said first and second cradles are
hingedly coupled, wherein said first cradle is arranged to
hinge relative to said second cradle to form a closed wind
turbine blade cradle.
[0036] In a further aspect of the invention, there is also
provided a method according to claim 12, of receiving a
section of wind turbine blade in a cradle as described
above having an array of primary support members com-
prising vacuum clamps extending between a first end
and a second end of said cradle, the method comprising
the steps of:

providing a first cradle to receive a section of a wind
turbine blade;
positioning a section of a wind turbine blade within
said cradle such that a plurality of vacuum clamps

bear against a surface of said section of a wind tur-
bine blade; and
applying a vacuum in said plurality of vacuum clamps
to retain said section of a wind turbine blade in said
cradle.

[0037] Preferably, the method comprises the steps of:
controlling the vacuum applied by individual vacuum
clamps in said array to settle said section of a wind turbine
blade in said cradle.
[0038] Preferably, said step of controlling the vacuum
comprises:

dividing said array of vacuum clamps into a plurality
of sets of vacuum clamps arranged in a numbered
sequence between said first end and said second
end;
starting at the first end of said cradle, applying a vac-
uum to the adjacent first and second sets of vacuum
clamps of said plurality of sets;
releasing the vacuum in the first set of vacuum
clamps of said plurality of sets to allow said wind
turbine blade section to settle on the second set of
vacuum clamps of said plurality of sets; and
re-applying a vacuum in said first set of vacuum
clamps;

wherein the controlling step further comprises :
sequentially repeating the above steps of applying, re-
leasing and re-applying a vacuum for adjacent sets of
vacuum clamps in said array, from said first end to said
second end, to allow the entire wind turbine blade section
received in said cradle to settle on the entire array of
vacuum clamps.
[0039] By cycling the vacuum applied by the individual
clamps in this manner, the seating of the wind turbine
blade section within the cradle is sequentially adjusted
along the length of the cradle, until a solid and secure fit
is achieved for each vacuum clamp in the array. It will be
understood that a set of vacuum clamps within said array
may comprise any number of vacuum clamps, e.g. each
set may comprise a single vacuum clamp or a plurality
of vacuum clamps.
[0040] Preferably, the method comprises the addition-
al step of configuring the profile of the support members
in the cradle by:
adjusting the at least one array of support members to
correspond to the profile of the blade mould master plug
used to design the blade moulds used to form the section
of wind turbine blade to be received in said cradle.
[0041] Said configuring step is accomplished by low-
ering the blade mould master plug into the cradle, and
adjusting the positioning of the at least one array of sup-
port members such that the support members bear
against the surface of the blade mould master plug. Such
a method provides for a relatively simple and accurate
method of ensuring that the support members of the cra-
dle are correctly aligned with the anticipated surface of
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the wind turbine blade section to be received in the cradle.
[0042] In addition, there is provided a method of man-
ufacturing a wind turbine blade of at least 40 metres in
length, the method comprising the steps of:

curing at least a section of a first wind turbine blade
shell in a first blade mould;
curing at least a section of a second wind turbine
blade shell in a second blade mould;
transferring said first and second cured blade shells
from said first and second blade moulds to a post-
moulding station;
closing said first and second cured blade shells to
form a closed wind turbine blade shell, and
bonding said first and second cured blade shells in
said closed wind turbine blade shell to form a wind
turbine blade.

[0043] Performing the closing operation away from the
blade moulds allows for a greater utilisation efficiency of
the relatively expensive blade moulds, thereby providing
for a greater throughput of wind turbine blades manufac-
tured according to the method.
[0044] Preferably, said closing step comprises the step
of turning said first cured blade shell relative to said sec-
ond cured blade shell in said post-moulding station to
form a closed wind turbine blade shell, and wherein said
step of bonding is performed on said closed wind turbine
blade shell to form a wind turbine blade.
[0045] Preferably, the method comprises the step of
performing at least one post-moulding operation on at
least one of said first and second cured blade shells at
said post-moulding station.
[0046] Additionally or alternatively, there is provided a
method of manufacturing a wind turbine blade of at least
40 metres in length, the method comprising the steps of:

curing a first wind turbine blade shell in a first blade
mould;
curing a second wind turbine blade shell in a second
blade mould;
transferring said first and second cured blade shells
from said first and second blade moulds to a post-
moulding station;
performing at least one post-moulding operation on
at least one of said first and second cured blade
shells at said post-moulding station; and
bonding said first cured blade shell with said second
cured blade shell to form a wind turbine blade.

[0047] Providing a post-moulding station for use during
the manufacturing process allows for operations to be
performed on the blade shells after curing, away from
the blade moulds, which allows for the blade moulds to
be re-used relatively quickly. In one aspect, said bonding
step is performed subsequent to said at least one post-
moulding operation - this means that operations which
are normally performed within the blade moulds (e.g. web

installation, glue application, etc.) can be performed at
the post-moulding station, freeing up the blade moulds
at an earlier stage of the manufacturing process.
[0048] The term "cured blade shells" is used herein to
refer to blade shells which have been substantially cured
by the curing operation, preferably to a level where the
blade shells can be handled without undergoing signifi-
cant deformation of the shell structure. The duration of
the curing operation performed will depend on the type
of curing resin used in the manufacture of the blade
shells, but may be of the order of 2-3 hours using standard
resins. However, it will be understood that the blade
shells may continue to undergo a curing process within
the body of the blade shells for several hours after the
denoted curing operation.
[0049] While the steps of the method may be per-
formed on at least a section of a wind turbine blade shell
which may be assembled with other shell sections to form
a complete wind turbine blade shell, preferably the steps
of the method are performed on a section of a wind turbine
blade shell which corresponds to substantially an entire
blade shell. In a preferred embodiment, the steps of the
method are performed on a section of a blade shell cor-
responding to at least 50% of an entire wind turbine blade
shell, further preferably at least 70%. In this case, the
remainder of the entire wind turbine blade shell may be
formed from separate dedicated blade sections, e.g. a
dedicated blade root section and/or a dedicated blade
tip section.
[0050] Preferably, said first wind turbine blade shell
and said second wind turbine blade shell substantially
form respective upwind and downwind blade shells.
[0051] The method of manufacture is used to manu-
facture a blade for a wind turbine in a quick and efficient
manner, at a manufacturing location. In one embodiment,
said post-moulding station is provided local to, preferably
adjacent to the blade mould, to provide for a relatively
short transfer distance between the blade mould and the
post-moulding station. Further preferably, said bonding
step is performed local to said post-moulding station,
preferably using said post-moulding station.
[0052] In an alternative embodiment, the cured blade
shells may be transported from the moulding location to
a remote assembly location, for finishing and assembly
using a post-moulding station.
[0053] Preferably, said wind turbine blade shells are
load-bearing wind turbine blade shells.
[0054] It will be understood that said curing steps com-
prise curing said blade shells to a level wherein the shells
may be handled and transferred from a blade mould to
a separate post-moulding station without deformation. It
will further be understood that subsequent curing of the
blade shells may occur in the post-moulding station, or
the blade shells may undergo a second curing operation
after demoulding from the blade mould, e.g. in a dedicat-
ed curing oven.
[0055] In one aspect, there is provided a method of
manufacturing a wind turbine blade of at least 40 metres
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in length, the blade comprising a profiled contour includ-
ing a pressure side and a suction side, and a leading
edge and a trailing edge with a chord having a chord
length extending therebetween, the profiled contour,
when being impacted by an incident airflow, generating
a lift, the method comprising the steps of:

curing a first wind turbine blade shell in a first blade
mould, said first wind turbine blade shell comprising
a body substantially forming a pressure side of a
wind turbine blade having a leading edge and a trail-
ing edge;
curing a second wind turbine blade shell in a second
blade mould, said second wind turbine blade shell
comprising a body substantially forming a suction
side of a wind turbine blade having a leading edge
and a trailing edge;
transferring at least one of said first and second
cured blade shells, preferably both of said shells,
from said first and second blade moulds to a post-
moulding station;
performing at least one post-moulding operation on
at least one of said first and second cured blade
shells at said post-moulding station; and
subsequently bonding said first cured blade shell
with said second cured blade shell to form a wind
turbine blade.

[0056] Preferably, said at least one post-moulding op-
eration is selected from one or more of the following: a
blade shell repair operation, a blade shell grinding oper-
ation, a blade root flange coupling operation, a blade web
installation operation, a gluing operation, a coating op-
eration, an assembly operation to assemble at least two
separate sections of a wind turbine blade shell to form a
single wind turbine blade shell, a main laminate installa-
tion operation, an overlamination operation, installation
of blade sensor systems, installation of blade lightning
protection systems, a geometry check operation, a ge-
ometry adjustment operation to push or pull portions of
the blade shell into position, a secondary curing operation
in for example an oven, additions of external compo-
nents, e.g. aero devices, fans, spoilers, stall fences, or
any other suitable manufacturing or assembly opera-
tions, or any suitable non-destructive testing activity, e.g.
wrinkle measurements, ultra sonic thickness measure-
ment, phased array testing of glue bonds, etc.
[0057] Preferably, the post-moulding station compris-
es at least one blade cradle to receive a cured blade
shell, and wherein said step of transferring comprises
transferring said first cured blade shell to a first blade
cradle and transferring said second cured blade shell to
a second blade cradle.
[0058] The method comprises the step of providing at
least one of said first and second blade cradles as a sub-
stantially open-frame structure.
[0059] Providing at least one of the cradles as an open-
framed structure allows that the at least one post-mould-

ing operation may be performed on substantially any sur-
face of a cured blade shell contained in the cradle. This
allows for workers to easily access practically any part
of the shell, to easily and effectively carry out operations
which previously would be delayed until after the blade
moulding process had carried out and the completed
wind turbine blade removed from the blade moulds, e.g.
grinding operations, coating, etc. Furthermore, as the
cradles are provided to handle a substantially cured shell,
there is a reduced need for 100% geometry support of
the entire shell. As a consequence, the cradle does not
have to be a stiff and strong component to provide com-
plete support to every part of the shell surface, and thus
can be formed of less rigid, lighter components and be
of a reduced height - thereby reducing the height required
during a possible turning operation of the cradle. The
open-framed construction will be understood to relate to
a structure which provides a non-continuous support sur-
face to receive a portion of a shell for a wind turbine blade.
[0060] Additionally or alternatively, at least one of said
first and second blade cradles comprises a plurality of
support members to provide support to a surface of at
least one of said first and second cured blade shells, and
wherein the method comprises the step of removing at
least one of said support members to provide access to
a surface of at least one of said first and second cured
blade shells, to facilitate said step of performing a post-
moulding operation.
[0061] The use of removable support members allows
for increased access to surfaces of the shells. The sup-
port members may be removed to provide direct access
to that section of the surface initially supported by the
support member in question. After the appropriate post-
moulding operations are performed, the support member
may be replaced in the cradles in question. It will be un-
derstood that this step may also be performed for any
intra-bonding operations. It will be understood that the
term "plurality" may refer to any suitable arrangement of
a support surface to receive and support a portion of a
blade shell, and which preferably may be moveable rel-
ative to the blade cradle. For example, a flexible support
surface coupled to an array of moveable actuators may
be provided, the actuators operable to adjust the shape
of the flexible surface to bring sections of the flexible sup-
port surface into and out of contact with a portion of a
supported blade shell, to provide access to the surfaces
of said blade shell.
[0062] Preferably, said step of transferring comprises
demoulding said first and second cured blade shells from
said first and second blade moulds.
[0063] Preferably, said step of transferring comprises
applying a vacuum lifting force to said first and second
cured blade shells to demould said first and second cured
blade shells
[0064] Preferably, at least one of said first and second
blade cradles comprises at least one vacuum clamp, and
wherein said step of transferring comprises applying a
vacuum clamping force to a surface of at least one of
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said first and second cured blade shells received within
said at least one blade cradle, to retain said at least one
blade shell within said at least one blade cradle.
[0065] The use of moveable vacuum clamps to secure
the blade shells provides for a secure coupling mecha-
nism which can be selectively applied with minimum ad-
ditional worker operations.
[0066] Preferably, said at least one vacuum clamp is
initially provided in a retracted position on said at least
one blade cradle, and wherein said step of transferring
comprises the step of advancing said at least one vacuum
clamp from said retracted position to bear against a sur-
face of said at least one blade shell to retain said at least
one blade shell within said at least one blade cradle.
[0067] Preferably, the method comprises the step of
retracting said vacuum clamp to said retracted position
when it is desired to remove said at least one blade shell
from said at least one blade cradle.
[0068] Preferably, said step of performing at least one
post-moulding operation comprises applying an adhe-
sive at a leading edge and a trailing edge of at least one
of said first and second cured blade shells, and wherein
said step of bonding comprises arranging said first and
second cured blade shells to adhere the leading edge of
the first blade shell to the leading edge of the second
blade shell, and to adhere the trailing edge of the first
blade shell to the trailing edge of the second blade shell.
[0069] It will be understood that the invention is not
limited to a direct connection between the respective
leading and trailing edges of the shells, e.g. a tail piece
or insert may be positioned between the leading edges
and/or trailing edges of the shells.
[0070] Preferably, said step of bonding comprises
moving said first blade cradle containing said first cured
blade shell relative to said second blade cradle contain-
ing said second cured blade shell, to close said first and
second cured blade shells to form a wind turbine blade.
[0071] Preferably, said first blade cradle is hingedly
coupled to said second blade cradle, and wherein the
step of moving comprises hinging said first blade cradle
or said second blade cradle to close said first and second
cured blade shells.
[0072] The cradles may be further used as turning de-
vices. As an alternative, there could be a separate station
used for turning operations, wherein the blade shells are
moved from the post-moulding station to the turning sta-
tion after post-moulding operations are completed.
[0073] Preferably, the method further comprises the
step of aligning said first cured blade shell with said sec-
ond cured blade shell such that the leading edge and
trailing edge of said first cured blade shell are in register
with the respective leading edge and trailing edge of said
second cured blade shell during said bonding step.
[0074] The cradles can be moved to adjust for over/un-
der bites between the shells.
[0075] Preferably, said step of aligning comprises
translationally moving at least one of said first and second
blade cradles, preferably, relative to the other of said first

and second blade cradles, to align the first and second
cured blade shells contained within said first and second
blade cradles.
[0076] The cradles are preferably positioned such that
initially the leading edge side of said first blade shell is
provided adjacent the leading edge side of said second
blade shell. The step of moving (preferably hinging) is
performed such that the trailing edge side of said first
blade shell is brought into contact with the trailing edge
side of said second blade shell.
[0077] Preferably, said first and second cured blade
shells have a profiled contour dependent on the wind
turbine blade to be manufactured, wherein at least one
of said first and second blade cradles comprises a plu-
rality of variable support members to support a surface
of a blade shell to be received in said blade cradle, and
wherein the method comprises the step of:
prior to said step of transferring, adjusting the variable
support members of at least one of said first and second
blade cradles based on the profiled contour of the blade
shell to be received in said blade cradle.
[0078] This step provides for the adjustment of the sup-
port ribs/arms to accommodate the shell member to be
received. This allows for the re-use of the cradles for
different blade shell types/dimensions etc.
[0079] Preferably, said step of adjusting comprises
varying said support members to present a support sur-
face substantially conforming to the profiled contour of
the blade shell to be received in said blade cradle.
[0080] Preferably, the post-moulding station is at least
partly provided as a modular construction of a plurality
of interchangeable station sub-modules, said sub-mod-
ules coupled together to form said post-moulding station,
wherein the method comprises the steps of:

selecting a plurality of sub-modules based on a set
of characteristics of the blade being manufactured,
and
assembling the selected plurality of sub-modules to
form said post-moulding station.

[0081] By providing a modular post-moulding station,
the particular construction of station can be varied to ac-
commodate the particular blade being manufactured.
The characteristics of the blade being manufactured may
include any combination of, but are not limited to: blade
length, blade chord, blade camber, blade aerodynamic
profile, blade shell thickness, etc.
[0082] It will be understood that the sub-modules may
comprise structures having different lengths, widths, etc.
Some sub-modules may be designed to receive different
portions of a wind turbine blade shell, for example a sec-
tion for receiving a root section of a blade shell may com-
prise a flange section for securing to the root end of the
shell. A section for receiving a tip end may have a reduced
width compared to a section for receiving a portion of the
blade from towards the mid-point of the blade along the
length of the blade shell, i.e. a portion having a longer

11 12 



EP 2 809 500 B1

8

5

10

15

20

25

30

35

40

45

50

55

chord length than the tip end of the shell.
[0083] Preferably, the method comprises the step of
providing at least one of said first blade mould and said
second blade mould as a substantially fixed mould. Pref-
erably, the mould has substantially rigid foundations, e.g.
concrete foundations.
[0084] Providing the blade moulds as fixed installa-
tions means that the moulds can be relatively easily pro-
duced, and mould costs can be kept relatively low.
[0085] Preferably, the method comprises the step of:
laying up a fibre-based material in an internal surface of
a blade shell mould to form an uncured wind turbine blade
shell.
[0086] The lay-up operation may be used for both of
the first and second blade moulds, to form uncured first
and second blade shells. The lay-up may be a manual
or hand lay-up operation, or an automatic lay-up opera-
tion, e.g. spray lay-up, tape lay-up, fibre pultrusion, au-
tomotive lay-up of plies, etc.
[0087] Preferably, said step of curing comprises infus-
ing said uncured wind turbine blade shell with a resin to
cure the wind turbine blade shell. This infusion step may
be an automatic or a manual process.
[0088] Preferably, the method further comprises, fol-
lowing said transferring step, iteratively repeating said
steps of laying up and curing in said first and second
blade moulds, to provide subsequent first and second
cured blade shells.
[0089] By performing the next lay-up and curing oper-
ation using the moulds freed up by the step of transfer-
ring, the productivity rate of the moulds is greatly in-
creased, as a new moulding operation can be performed
as soon as the curing of the previous blade shells is com-
pleted. Accordingly, occupancy time of the blade moulds
due to post-moulding operations is reduced, preferably
eliminated, providing for a more efficient use of overall
resources and equipment.
[0090] Preferably, the method further comprises itera-
tively repeating said step of transferring, to transfer said
subsequent first and second cured blade shells to a post-
moulding station.
[0091] The cured shells may be transferred to a new
post moulding station, or may be transferred to the post
moulding station used for the first pair of blade shells.
[0092] Preferably, the method further comprises itera-
tively repeating the steps of performing at least one post-
moulding operation on at least one of said subsequent
first and second cured blade shells at said post-moulding
station, and bonding said subsequent first and second
cured blade shells to form a wind turbine blade.
[0093] The transferring of cured shells to the post
moulding station for subsequent post-moulding opera-
tions allows for a streamlining of the blade production
process, as the effectiveness of the individual manufac-
turing components, i.e. the blade moulds and the post
moulding stations, is maximized. Such a system allows
for the use of low-cost blade moulds, which may be easily
manufactured and replaced if necessary.

[0094] Relating to the step of bonding, preferably, the
method further comprises the step of performing at least
one intra-bonding operation on at least one of said blade
shells in at least one of said first and second blade cra-
dles, during the step of bonding said first cured blade
shell with said second cured blade shell to form a wind
turbine blade.
[0095] Some operations may be performed while the
adhesive between the shells is setting.
[0096] This is accomplished through use of open-
frame cradle structures.
[0097] Preferably, said at least one intra-bonding op-
eration is selected from one or more of the following: a
blade shell repair operation, a surface grinding operation,
a coating operation, a blade root flange finishing opera-
tion.
[0098] Relating to the steps of curing, preferably the
method further comprises the step of performing at least
one intra-curing operation on at least one of said blade
shells in at least one of said moulds, during the step of
curing said blade shell.
[0099] Some operations may be performed while the
blade is curing in the mould, if the shell requires additional
time to cure.
[0100] Preferably, said at least one intra-curing oper-
ation is selected from one or more of the following: a
grinding operation, a blade shell repair operation.
[0101] Further relating to the step of bonding, prefer-
ably the method further comprises the step of performing
at least one post-bonding operation on at least one of
said blade shells in at least one of said moulds, subse-
quent to said bonding step.
[0102] Preferably, said at least one post-bonding op-
eration is selected from one or more of the following: a
leading edge grinding operation, wherein the leading
edge surface of the bonded wind turbine blade is grinded
to a smooth surface; a trailing edge grinding operation,
wherein the trailing edge surface of the bonded wind tur-
bine blade is grinded to a smooth surface; a blade repair
operation, wherein a defect in the blade surface may be
corrected, e.g. by applying a filler material; a coating op-
eration, wherein at least one layer of gel coat or erosion
resistant material or tape is applied to the external surface
of the bonded wind turbine blade.
[0103] In another aspect, there is provided a method
of manufacturing a wind turbine blade comprising the
steps of:

curing a wind turbine blade shell in a mould
transferring the cured blade shell from the mould to
a post-moulding station;
performing at least one post-moulding operation on
the cured blade shell at said post-moulding station;
and
subsequently bonding said cured blade shell with a
second cured blade shell to form a wind turbine
blade.
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[0104] There is also provided a post-moulding station
for performing at least one post-moulding operation on
at least a section of a cured wind turbine blade shell of
at least 40 metres length, the post-moulding station for
use in the manufacture of a wind turbine blade, preferably
in the method described above, and comprising:

at least one cradle to receive at least a section of a
cured wind turbine blade shell transferred from a
blade mould,
wherein at least one post-moulding operation can be
performed on at least one surface of said cured wind
turbine blade shell received in said cradle.

[0105] By providing a cradle to receive a cured blade
shell which is removed from a blade mould, this frees up
the blade mould to be used for a subsequent lay-up and
moulding operation. This increases the productivity of a
single blade mould, and means that post-moulding op-
erations can be performed outside of the mould. Prefer-
ably, the post-moulding station is operable to receive an
entire blade shell, but it will be understood that the post-
moulding station may receive a plurality of sections of a
blade shell to be assembled to form a single blade shell,
or alternatively, individual sections of a blade shell may
be supported by individual post-moulding sections, for
assembly into a single blade shell.
[0106] Preferably, said post-moulding station compris-
es a first cradle to receive a first cured blade shell and a
second cradle to receive a second cured blade shell, said
first and second cured blade shells together substantially
forming a wind turbine blade.
[0107] Providing two cradles at the post-moulding sta-
tion allows for post-moulding operations to be performed
at the same time on the shells forming a wind turbine
blade. Preferably, one of the cradles is arranged to re-
ceive a pressure side shell of a wind turbine blade, with
the other cradle arranged to receive a suction side shell
of a wind turbine blade.
[0108] Preferably, the post-moulding station further
comprises a closing mechanism operable to move said
first cradle having a first cured blade shell relative to said
second cradle having a second cured blade shell to form
a closed cradle, such that said first cured blade shell may
be joined to said second cured blade shell within said
closed cradle to form a wind turbine blade.
[0109] Providing a closing mechanism at the post-
moulding station means that the closing operation can
be performed away from the blade moulds. This means
that blade moulds of relatively simple construction can
be used in the manufacturing process, e.g. moulds which
are fixed to a floor surface using a concrete foundation.
It will be understood that either of the first or second cra-
dles may be the hingedly moved cradle, preferably said
first cradle.
[0110] Preferably, said first cradle is hingedly coupled
to said second cradle, wherein said closing mechanism
is operable to hinge said first cradle relative to said sec-

ond cradle.
[0111] Preferably, said first cradle is translationally
moveable relative to said second cradle when said first
and second cradles are closed, to align a first cured blade
shell with a second cured blade shell within said closed
cradle to form a wind turbine blade.
[0112] As the cradles can be moved relative to one
another when in the closed position, this allows for the
correction of any over- or under-bite misalignment be-
tween the edges of the cured blade shells contained in
the cradles, e.g. as a result of manufacturing variances
and/or post-moulding station alignment. It will be under-
stood that either of said first or second cradles may be
moveable relative to each other.
[0113] Preferably, said cured blade shells are received
in said cradles with the internal surfaces of said shells
facing upwards. Preferably, said post-moulding station
is configured such that the first and second cradles are
positioned adjacent each other. Accordingly, a hinging
operation of one cradle with respect to the other provides
an effective method of closing for the contained blade
shells.
[0114] Preferably, said at least one post-moulding op-
eration comprises applying an adhesive to at least one
of said first and second cured blade shells, and wherein
said closing mechanism is operable to move said first
cradle relative to said second cradle to bond said first
cured blade shell to said second cured blade shell to form
a wind turbine blade.
[0115] As the closing operation can be performed at
the post-moulding station, the cradles provide the opti-
mum location for the gluing operation to apply adhesive
to one or both of the contained blade shells.
[0116] Preferably, said first and second cradles are ar-
ranged to apply a bonding pressure to said first and sec-
ond cured blade shells when said first and second cradles
are closed.
[0117] As the bonding of the shells may require the
application of a bonding pressure to the shells to be bond-
ed, the post-moulding station may be arranged to force
the shells together to produce an effective bonding of the
shells. Preferably, at least one of said cradles comprises
a pressure member extending along substantially the
length of said cradle. Preferably, said pressure member
is operable to apply a pressure along a portion of the
length of a cured blade shell received within said cradle.
Preferably, said pressure member is operable to apply a
bonding pressure along an edge of a cured blade shell
received within said cradle.
[0118] Additionally or alternatively, said at least one
post-moulding operation is selected from one or more of
the following: a blade shell repair operation, a blade shell
grinding operation, a blade web installation operation, a
gluing operation, a coating operation.
[0119] Said at least one cradle is an open-framed
structure having a plurality of support members to sup-
port a surface of a cured wind turbine blade shell received
in said cradle.
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[0120] The use of an open-framed structure as the cra-
dle allows that post-moulding operations may be per-
formed on substantially any surface of a cured blade shell
contained in the cradle. This allows for workers to easily
access practically any part of the shell, to easily and ef-
fectively carry out operations which previously would be
delayed until after the blade moulding process had car-
ried out and the completed wind turbine blade removed
from the blade moulds, e.g. grinding operations, coating,
etc.
[0121] Preferably, at least one of said plurality of sup-
port members is moveable relative to a cured blade shell
received in said cradle, preferably removable, to provide
access to a supported surface of a cured blade shell re-
ceived in said cradle.
[0122] The support members may be adjusted, moved
or removed to provide direct access to that section of the
surface initially supported by the support member in
question. After the appropriate post-moulding operations
are performed, the support member may be replaced or
returned to position in the cradles in question.
[0123] Preferably, at least one of said plurality of sup-
port members is adjustable such that the geometry of a
support surface presented by said plurality of support
members is variable to accommodate cured blade shells
having different/diverse shell profiles.
[0124] As the support members can be adjusted, this
allows for a configurable cradle which can support differ-
ent types of cured blade shells. Accordingly, such a cra-
dle can be re-used in manufacturing processes for dif-
ferently shaped wind turbine blades.
[0125] Preferably, said plurality of support members
comprise at least one vacuum clamp device operable to
apply a vacuum against a portion of the surface of a cured
blade shell received in said cradle, to secure said cured
blade shell within said cradle.
[0126] Vacuum clamps provide a simple and control-
lable mechanism for securing a blade shell within a cra-
dle. It will be understood that the clamps are operable to
retain a shell within the cradle during possible movement
of the cradle, e.g. hinging motion and/or rotational mo-
tion.
[0127] Preferably, said at least one vacuum clamp is
movably mounted on said plurality of support members,
said at least one vacuum clamp operable to move be-
tween a first retracted position wherein said at least one
vacuum clamp is spaced from the surface of a cured
blade shell received in said cradle, and a second ad-
vanced position wherein said at least on vacuum clamp
abuts a surface of said cured blade shell received in said
cradle.
[0128] By moving the vacuum clamps between posi-
tions, it is possible to selectively apply a clamping force
to a blade shell, while preventing damage to the clamps
and/or the blade shell during positioning of the shell in
the cradle, or subsequent removal.
[0129] Preferably, said at least one vacuum clamp is
operable to engage with a surface of a blade shell re-

ceived within said cradle, said vacuum clamp moveable
to push and/or pull a portion of said surface of said blade
shell to an adjusted position.
[0130] The securing of the vacuum clamps against the
surfaces of the shells allows for minor adjustments to be
made to the shell surfaces, e.g. to correct minor errors
in local geometry.
[0131] Preferably, said cured wind turbine blade shell
comprises a profiled shell body having a leading edge
side and a trailing edge side, and wherein said post-
moulding station comprises a first array of support mem-
bers arranged to support a cured blade shell at the lead-
ing edge side of the profiled shell body and a second
array of support members arranged to support a cured
blade shell at the trailing edge side of the profiled shell
body.
[0132] Providing support members or arms at the lead-
ing and trailing edges provides for an optimised and ef-
fective support of the cured blade shell within the cradle.
Furthermore, such an arrangement of support members
can aim in the application of a bonding pressure to the
edges of the blade shells when closing a pair of blade
shells to form a wind turbine blade.
[0133] Preferably, said post-moulding station compris-
es a third array of support members arranged to support
a cured blade shell at a point between the leading edge
side and the trailing edge side of the profiled shell body.
[0134] Preferably, said third array of support members
are arranged to support the deepest section of the pro-
filed shell body between the leading edge side and the
trailing edge side of the profiled shell body. Preferably,
the third array of support members are provided along a
line corresponding to the line of maximum thickness or
camber of a wind turbine blade formed by said cured
blade shell.
[0135] Preferably, said first and/or second arrays of
support members are moveable to allow access to the
leading and/or trailing edge sides of a profiled shell body
received within the cradle.
[0136] By moving the first or second arrays, access is
provided to the edges of the shells and the wind turbine
blade, allowing for operations to be performed directly
on these edges, e.g. a grinding operation. It will be un-
derstood that individual support members of the first and
second arrays may be individually moveable, to provide
access to a localized section of the leading and/or trailing
edge sides of the contained shell body.
[0137] Preferably, said at least one cradle comprises
a root flange clamping mechanism, said root flange
clamping mechanism arranged to couple with a blade
root flange of a cured blade shell to be received within
said at least one cradle.
[0138] The cradle root flange clamping mechanism
provides for a mounting point for a blade shell received
within the cradle. As the blade root flange of the shell is
effectively designed to support the weight of the blade
shell body, it provides a useful initial securing point for
positioning the shell in the cradle. Furthermore, as the
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position of the root flange is defined in the cradle, it can
be used to align a received blade shell with respect to
the other support surfaces of the cradle.
[0139] Preferably, said at least one cradle is formed
by a plurality of cradle sub-modules.
[0140] A modular construction of cradle allows for the
characteristics of the cradle (which are determined by
the characteristics of the blade shell to be received in the
cradle) to be varied through selection of appropriate sub-
modules, e.g. cradle length, root end width, cradle width,
etc.
[0141] Preferably, said plurality of sub-modules are se-
lected based on the characteristics of a cured blade shell
to be received within said at least one cradle.
[0142] Preferably, said plurality of sub-modules are se-
lected from a range of sub-modules having alternative
sub-module dimensions.
[0143] Preferably, said plurality of cradle sub-modules
comprise a root end sub-module arranged to support a
root end of a cured blade shell, a tip end sub-module
arranged to support a tip end of a cured blade shell, and
at least one intermediate sub-module arranged to sup-
port a portion of a cured blade shell between said root
end and said tip end.
[0144] It will be understood that the different types of
sub-modules may have different characteristics, e.g. a
tip end module may have a greater or lesser height to
accommodate a tip end of a pre-bent blade (dependent
on the direction of bending), a root end module may be
provided with a connection for coupling to a root flange,
etc.
[0145] Preferably, said post-moulding station further
comprises at least one support rail which extends along
at least a portion of the length of said post-moulding sta-
tion adjacent said at least one cradle, said support rail
operable to receive a tool for performing a post-moulding
operation on a cured blade shell received in said at least
one cradle.
[0146] The use of a support rail allows for improved
ease of mounting manufacturing equipment at the loca-
tion of the blade shell to be worked upon. Providing a
secure mounting location can improve the safety aspects
of the process, as well as facilitating automated opera-
tions by presenting a configurable platform which can be
used as a guide for movement of a tool with respect to
an adjacent blade shell.
[0147] Preferably, said post-moulding station further
comprises at least one tool, wherein said tool is moveable
along said rail to perform a post-moulding operation
along at least a portion of the length of a cured blade
shell received in said cradle.
[0148] The tool may comprise a grinding device, a glue
applicator device, a spray coating device, etc. The tool
may be remotely controllable. In a further embodiment,
said rail is operable to receive a tool to perform an intra-
bonding or a post-bonding operation on a wind turbine
blade formed by first and second blade shells.
[0149] In a further embodiment, at least one cradle is

rotatable about a central longitudinal axis of said cradle.
[0150] By providing a rotatable cradle, access to dif-
ferent sections of a contained blade shell may be im-
proved by rotating the cradle and contained shell.
[0151] Additionally or alternatively, said post moulding
station comprises a first cradle to receive a first cured
blade shell and a second cradle to receive a second cured
blade shell, said first and second cradles operable to
close to form a wind turbine blade from said first and
second shells, wherein said first and second cradles are
rotatable when closed about a central longitudinal axis
of said closed first and second cradles.
[0152] A single cradle may be rotatable about its own
longitudinal axis. Additionally or alternatively, the entire
post-moulding station and/or the first and second cradles
may be rotatable about a longitudinal axis when the cra-
dles are closed, to allow for rotation of the wind turbine
blade formed from first and second blade shells as the
shells are being bonded together in the closed cradles.
[0153] There is also provided a manufacturing system
for the manufacture of wind turbine blades formed from
a pair of cured blade shells bonded together, the system
comprising:

a first upwind blade mould to produce at least a por-
tion of a first upwind cured blade shell;
a second downwind blade mould to produce at least
a portion of a second downwind cured blade shell;
a post-moulding station to receive said at least a por-
tion of said first and second cured blade shells from
said first and second blade moulds, wherein a post-
moulding operation can be performed on said first
and second cured blade shells at said post-moulding
station; and
a closing mechanism operable to close first and sec-
ond cured blade shells to form a wind turbine blade.

[0154] The use of such a manufacturing system pro-
vides for a relatively quick and efficient manufacture of
wind turbine blade, allowing for maximum effective blade
mould usage. The closing mechanism is operable to
bond said first and second blade shells together, to form
a wind turbine blade having an upwind and a downwind
section. In one embodiment, said post-moulding station
is local to said first and second blade moulds. Alterna-
tively, said post-moulding station is remote from said first
and second blade moulds.
[0155] In a preferred aspect, an entire blade shell is
moulded using a single blade mould. In an alternative
aspect, the blade shells may be moulded as individual
sections with each section manufactured in a separate
blade mould for later assembly.
[0156] Preferably, said post-moulding station compris-
es said closing mechanism.
[0157] Preferably, said post-moulding station compris-
es first and second blade cradles operable to receive
said first and second cured blade shells.
[0158] Preferably, the system further comprises a lift-
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ing device operable to demould or remove said first and
second cured blade shells from said first and second
blade moulds. Preferably, said lifting device is further op-
erable to transfer said first and second cured blade shells
to said post-moulding station.
[0159] Preferably, said first and second blade moulds
are used in a lay-up process of a fibrous composite ma-
terial to produce said first and second cured blade shells.
Preferably, said manufacturing system further comprises
an infusion mechanism operable to infuse said fibrous
composite material with a resin to cure said fibrous com-
posite material to form said first and second cured blade
shells.
[0160] Preferably, said post-moulding station compris-
es a plurality of support modules to receive individual
sections of said first and second cured blade shells for
assembly to form said first and second cured blade shells,
Said support modules may comprise individual supports
for separate root sections, tip sections, and/or aerody-
namic sections of individual blade shells.
[0161] Preferably, said post-moulding station compris-
es a post-moulding station as described above.
[0162] There is further provided a wind turbine blade
manufactured using the system and method described
above.

Description of the Invention

[0163] An embodiment of the invention will now be de-
scribed, by way of example only, with reference to the
accompanying drawings, in which:

Fig. 1 shows a wind turbine;
Fig. 2 shows a schematic view of a wind turbine
blade;
Fig. 3 shows a schematic view of an airfoil profile of
the blade of Fig. 2;
Fig. 4 illustrates an embodiment of a manufacturing
process for a wind turbine blade according to the
disclosure;
Fig. 5 is a top plan view of an embodiment of a post-
moulding station for use in the manufacture of a wind
turbine blade according to the invention;
Fig. 6 is a perspective view of the post-moulding sta-
tion of Fig. 5;
Fig. 7(a) is a side view of the post-moulding station
of Fig. 5 when in an open state;
Fig. 7(b) is a side view of the post-moulding station
of Fig. 5 when in a closed state;
Fig. 8(a) is an end view of the post-moulding station
of Fig. 5 when in an open state;
Fig. 8(b) is an end view of the post-moulding station
of Fig. 5 when in a closed state;
Fig. 9 is an enlarged perspective view of the root end
of the post-moulding station of Fig. 5;
Fig. 10(a) is a front perspective view of a side support
element of the post-moulding station of Fig. 5;
Fig. 10(b) is a rear perspective view of a side support

element of the post-moulding station of Fig. 5;
Fig. 11(a) is an enlarged perspective view of a side
support element of Fig. 10 when the vacuum clamp
members are retracted;
Fig. 11(b) is an enlarged perspective view of a side
support element of Fig. 10 when the vacuum clamp
members are advanced;
Fig. 12 is a perspective view of the open post-mould-
ing station of Fig. 5 when supporting a pair of cured
blade shells;
Fig. 13 is a perspective view of the post-moulding
station of Fig. 12 when closed;
Fig. 14 is an enlarged perspective view of the root
end of the post-moulding station of Fig. 12;
Fig. 15(a) is a perspective view of a cradle body of
a first cradle of the post-moulding station of Fig. 5;
Fig. 15(b) is a perspective view of the cradle body
of Fig. 15(a) when disassembled into separate mod-
ular sections; and
Fig. 16 is an overview of the manufacturing process
according to the disclosure.

[0164] Fig. 1 illustrates a conventional modern upwind
wind turbine according to the so-called "Danish concept"
with a tower 4, a nacelle 6 and a rotor with a substantially
horizontal rotor shaft. The rotor includes a hub 8 and
three blades 10 extending radially from the hub 8, each
having a blade root 16 nearest the hub and a blade tip
14 furthest from the hub 8. The rotor has a radius denoted
R. While a three-bladed upwind wind turbine design is
presented here, it will be understood that the disclosure
may equally apply to blades of other wind turbine designs,
e.g. two-bladed, downwind, etc.
[0165] Fig. 2 shows a schematic view of a first embod-
iment of a wind turbine blade 10. The wind turbine blade
10 has the shape of a conventional wind turbine blade
and comprises a root region 30 closest to the hub, a pro-
filed or an airfoil region 34 furthest away from the hub
and a transition region 32 between the root region 30 and
the airfoil region 34. The blade 10 comprises a leading
edge 18 facing the direction of rotation of the blade 10,
when the blade is mounted on the hub, and a trailing
edge 20 facing the opposite direction of the leading edge
18.
[0166] The airfoil region 34 (also called the profiled re-
gion) has an ideal or almost ideal blade shape with re-
spect to generating lift, whereas the root region 30 due
to structural considerations has a substantially circular
or elliptical cross-section, which for instance makes it
easier and safer to mount the blade 10 to the hub. The
diameter (or the chord) of the root region 30 is typically
constant along the entire root area 30. The transition re-
gion 32 has a transitional profile 42 gradually changing
from the circular or elliptical shape 40 of the root region
30 to the airfoil profile 50 of the airfoil region 34. The
chord length of the transition region 32 typically increases
substantially linearly with increasing distance r from the
hub.
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[0167] The airfoil region 34 has an airfoil profile 50 with
a chord extending between the leading edge 18 and the
trailing edge 20 of the blade 10. The width of the chord
decreases with increasing distance r from the hub.
[0168] It should be noted that the chords of different
sections of the blade normally do not lie in a common
plane, since the blade may be twisted and/or curved (i.e.
pre-bent), thus providing the chord plane with a corre-
spondingly twisted and/or curved course, this being most
often the case in order to compensate for the local ve-
locity of the blade being dependent on the radius from
the hub.
[0169] Fig. 3 shows a schematic view of an airfoil profile
50 of a typical blade of a wind turbine depicted with the
various parameters, which are typically used to define
the geometrical shape of an airfoil. The airfoil profile 50
has a pressure side 52 and a suction side 54, which dur-
ing use - i.e. during rotation of the rotor - normally face
towards the windward (or upwind) side and the leeward
(or downwind) side, respectively. The airfoil 50 has a
chord 60 with a chord length c extending between a lead-
ing edge 56 and a trailing edge 58 of the blade. The airfoil
50 has a thickness t, which is defined as the distance
between the pressure side 52 and the suction side 54.
The thickness t of the airfoil varies along the chord 60.
The deviation from a symmetrical profile is given by a
camber line 62, which is a median line through the airfoil
profile 50. The median line can be found by drawing in-
scribed circles from the leading edge 56 to the trailing
edge 58. The median line follows the centres of these
inscribed circles and the deviation or distance from the
chord 60 is called the camber f. The asymmetry can also
be defined by use of parameters called the upper camber
and lower camber, which are defined as the distances
from the chord 60 and the suction side 54 and pressure
side 52, respectively.
[0170] Airfoil profiles are often characterised by the fol-
lowing parameters: the chord length c, the maximum
camber f, the position df of the maximum camber f, the
maximum airfoil thickness t, which is the largest diameter
of the inscribed circles along the median camber line 62,
the position dt of the maximum thickness t, and a nose
radius (not shown). These parameters are typically de-
fined as ratios to the chord length c.
[0171] The wind turbine blades may further comprise
pre-bent blades, wherein the body of the blade is de-
signed having a bend or curve, preferably in the direction
of the pressure side of the blade. Pre-bent blades are
designed to flex during operation of the wind turbine, such
that the blades straighten under the effect of optimum
wind speed at the wind turbine. Such a pre-bent blade
will provide improved performance during wind turbine
operation, resulting in numerous advantages, e.g. tower
clearance, swept area, blade weight, etc.
[0172] One way of constructing a wind turbine blade
10 comprises forming the blade 10 as two separate shell
pieces - a first piece which substantially forms the pres-
sure or upwind side 52 of the blade 10, and a second

piece which substantially forms the suction or downwind
side 54 of the blade 10. Such shell pieces are normally
formed in separate open blade moulds conforming to the
aerodynamic shapes of the respective sides, and are
subsequently joined together by closing the blade moulds
to form a wind turbine blade 10.
[0173] It will be understood that the disclosure may ap-
ply for the manufacture and/or handling of straight blades
or of pre-bent blades.
[0174] An embodiment of a manufacturing system for
a wind turbine blade comprising a cradle according to
the invention is illustrated in Fig. 4. The manufacturing
system comprises a blade moulding station (indicated at
70) and a post-moulding station (indicated at 90). The
blade moulding station 70 comprises a set of first and
second blade shell moulds 72,74. The blade moulds
comprise respective first and second internal surfaces
76,78 which are arranged to produce first and second
shaped blade shells having an aerodynamic profile sub-
stantially corresponding to respective upwind (or pres-
sure side) and downwind (or suction side) halves of a
wind turbine blade.
[0175] During manufacture of a wind turbine blade, a
lay-up operation is performed at the blade moulding sta-
tion 70, wherein a plurality of layers of a preferably fibre-
based composite material are applied to the internal sur-
faces 76,78 of the blade moulds 72,74. The fibre layers
are applied to conform to the mould shape, and may be
arranged at various thicknesses or densities dependent
on the structural requirements of the wind turbine blade
to be manufactured.
[0176] In the embodiment shown in Fig. 4, the blade
moulding station 70 is provided with an automatic fibre
lay-up apparatus 80, which allows for machine-controlled
lay-up of the layers of fibre-based material in the blade
moulds 72,74. The automatic fibre lay-up apparatus com-
prises at least one fibre applicator device suspended on
a moveable gantry provided above the blade moulds
72,74, the at least one fibre applicator device operable
to move along the length of the blade moulds 72,74 to
apply fibre layers, e.g. fibre tape, to the internal surfaces
76,78 of the blade moulds 72,74.
[0177] However, it will be understood that the manu-
facturing system of the disclosure may be implemented
using any suitable lay-up mechanism, e.g. hand lay-up.
Furthermore, the lay-up operation may comprise the use
of pultruded elements or pre-pregs of composite material
within the blade moulds, either as an alternative to or in
addition to the layers of fibre-based material.
[0178] Once sufficient layers of the fibre-based mate-
rial have been applied to the surfaces of the moulds
72,74, a curing operation is then performed to cure the
fibre layers to a relatively hardened state. In one embod-
iment, this may comprise applying a cover or vacuum
bag over the fibre layers to form a container, and subse-
quently applying a vacuum pressure to the interior of the
container defined by the vacuum bag and the surface of
the blade mould 72,74.
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[0179] A curing resin is then infused or injected into
the interior of the container, the resin spreading through-
out the fibre layers by the action of the vacuum pressure.
The resin is then allowed to cure and accordingly harden
and join the layers of fibre-based material into a blade
shell (not shown), having a structural profile correspond-
ing to the shape of the surface of the blade moulds 72,74.
[0180] The term "cured blade shells" is used herein to
refer to blade shells which have been substantially cured
by the curing operation, preferably to a level where the
blade shells can be handled without undergoing signifi-
cant deformation of the shell structure. The duration of
the curing operation performed will depend on the type
of curing resin used in the manufacture of the blade
shells, but may be of the order of 2-3 hours using standard
resins. However, it will be understood that the blade
shells themselves may continue to undergo a curing
process within the body of the blade shells for several
hours after the denoted curing operation.
[0181] Accordingly, once the blade shells have sub-
stantially cured, the associated cover or vacuum bag may
be removed, and the cured blade shells can be demould-
ed from the blade moulds 72,74. To demould the blade
shells, any manufacturing equipment which may be pro-
vided above the blade moulds 72,74, e.g. automatic fibre
applicator device 80, may be removed, and a lifting ap-
paratus (not shown) may be positioned above the blade
shells contained in the blade moulds 72,74. The lifting
apparatus is operable to lift the cured blade shells out of
the blade moulds 72,74, and to transfer the cured blade
shells to the post-moulding station 90, where additional
post-moulding operations may be performed.
[0182] It will be understood that the transferring oper-
ation may be performed using any suitable lifting appa-
ratus for the transferral of a wind turbine blade shell, e.g.
a vacuum lifting device, a crane, a manual lifting opera-
tion, etc.
[0183] Examples of post-moulding operations which
can be performed at the post-moulding station 90 on the
blade shells can include, but are not limited to: a blade
shell repair operation, involving a repair of any minor de-
fects in a cured blade shell; a blade shell cutting or grind-
ing operation, wherein a portion of a surface of the cured
blade shell can be cut away or ground to present a rela-
tively smooth profile; a blade root flange coupling oper-
ation, wherein a pair of blade root flanges which are pro-
vided on first and second blade shells are coupled to-
gether to form a single integral blade root flange; a gluing
operation, wherein an adhesive is applied to a surface
of a blade shell to bond components or blade shells to-
gether; a coating operation, wherein an external surface
of a blade shell is coated with a coating layer, e.g. a gel
coat or suitable erosion resistant material; a laminate in-
stallation operation, wherein a main laminate or other
element of the interior of a wind turbine blade may be
fixed to an internal surface of one of the blade shells for
positioning in the interior of a wind turbine blade; an over-
lamination operation; installation of internal blade com-

ponents, e.g. load or deflection monitoring sensors, light-
ning protection systems, etc.; a survey of blade shell ge-
ometry; a secondary curing operation in, for example, an
oven; or any other suitable manufacturing or assembly
operations.
[0184] As a result of performing these post-moulding
operations at the post-moulding station 90, the blade
moulds 72,74 are now released from the production time
associated with the above post-moulding operations,
which traditionally have been performed with the blade
shells retained in the blade moulds 72,74. Accordingly,
the use of a post-moulding station 90 to receive blade
shells from a blade moulding station allows for the blade
moulds 72,74 to be freed up for a subsequent lay-up op-
eration once the curing and transferring of the blade
shells has been completed, and provides for reduced oc-
cupancy time of the blade moulds 72,74 by the compo-
nents of a single wind turbine blade. This acts to increase
the productivity of a single set of blade moulds 72,74,
and provides for greater flexibility in the manufacturing
process.
[0185] In the embodiment of Fig. 4, the post-moulding
station comprises an open-ribbed cradle structure to re-
ceive a cured blade shell from a blade moulding station,
and to support said cured blade shells during post-mould-
ing operations. With reference to Figs. 5-8, a more de-
tailed view is provided of an alternate embodiment of a
post-moulding station 100 according to the invention.
[0186] The post-moulding station 100 of Figs. 5-8 com-
prises first and second blade shell cradles 102,104 which
are arranged to receive a cured blade shell after de-
moulding from a blade mould 72,74. The cradles 102,104
comprise open-framed structures or cradle bodies 105
having respective tip ends 102a,102b and root ends
102b,104b, the open-framed structures 105 having a plu-
rality of support members 106 provided thereon to sup-
port the external surfaces of the cured blade shells.
[0187] The first blade cradle 102 is arranged to receive
a first cured blade shell corresponding to an upwind or
pressure side blade shell, and the second blade cradle
104 is arranged to receive a second cured blade shell
corresponding to a downwind or suction side blade shell,
wherein the support members 106 are configured to
present a support arrangement appropriate for the char-
acteristic dimensions of the blade shells, e.g. blade
length, blade camber on the upwind and downwind sur-
faces, transition zones in the aerodynamic profile be-
tween different blade sections, etc. While the cradles
102,104 are illustrated as two parts of a single post-
moulding station 100, it will be understood that the cra-
dles 102,104 may be provided as separate entities used
for the support and handling or individual blade sections
or of an entire wind turbine blade.
[0188] The first and second cradles 102,104 are ar-
ranged in a parallel longitudinal relationship, the first cra-
dle 102 coupled to the second cradle 104 via a plurality
of hinging mechanisms 108. With reference to Figs. 7
and 8, the first cradle 102 is arranged to be hinged relative
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to the second cradle 104, as indicated by the arrow X
shown in Fig. 8(b), such that the first cradle 102 is posi-
tioned above the second cradle 104 to form a closed
post-moulding station 100, as seen in Figs. 7(b) and 8(b).
The post-moulding station 100 is further operable to
translationally move the first cradle 102 relative to the
second cradle 104 when in the closed position, in order
to correct the alignment between the first and second
cradles 102,104, as indicated by the arrows A and B in
Fig. 8(b). The first cradle 102 may be moveable along
the horizontal and/or vertical axis with respect to the sec-
ond cradle 104.
[0189] With reference to Fig. 5, the plan layout of the
post-moulding station 100 is substantially symmetrical
about the hinge axis Y, which extends through the plu-
rality of hinging mechanisms 108. The first and second
cradles 102,104 are connected to the hinging mecha-
nisms 108 at the opposed sides 107 of the cradle bodies
105 corresponding to the leading edges of the blade
shells to be received within the cradles 102,104. Accord-
ingly, through the hinging of the first cradle 102 relative
to the second cradle 104, the sides 109 of the cradle
bodies 105 corresponding to the trailing edges of the
blade shells to be received within the cradles 102,104
are brought into close alignment.
[0190] With reference to the enlarged view of the root
end of a post-moulding station 100 shown in Fig. 9, the
first and second cradles 102,104 each comprise opposed
arrays of side support elements 106 located at the re-
spective opposed leading edge side 107 and trailing edge
side 109 of the open-frame cradle body 105 of each cra-
dle 102,104. The cradles 102,104 each further comprise
an array of support pads 110 provided on the cradle body
105, between the leading edge side 107 and the trailing
edge side 109 of the cradle body 105. The support pads
110 provide a primary support surface, operable to bear
a substantial portion of the weight of the blade shell to
be received in the cradle 102,104.
[0191] The array of side support elements 106 and the
array of support pads 110 extend in a longitudinal direc-
tion along the length of the cradle body 105, substantially
corresponding to the length of the blade shell to be re-
ceived in the cradle 102,104.
[0192] An embodiment of an individual side support
element 106 is illustrated in greater detail in Fig. 10. The
side support elements 106 each comprise a support main
body 112 which is provided on a pair of support legs 114
for attachment to the cradle body 105. As described
above, the side support elements 106 may be moveable
relative to the cradle body 105, preferably removable
from the post-moulding station cradle 102,104, to provide
easy access to a surface of a blade shell received within
the cradle 102,104. For example, the side support ele-
ments 106 indicated in Fig. 9 may be removed from the
cradle body 105, to provide access to that portion of the
leading or trailing edge of a blade shell supported by the
indicated elements.
[0193] With further reference to the enlarged views of

Fig. 11, the support 106 comprises a support main body
112 having a shell-facing surface 116 shaped to substan-
tially conform to the external surface of a blade shell to
be received in the post-moulding station 100, such that
the shell-facing surface 116 of the support element 106
is provided adjacent the external surface of the blade
shell when received in the post-moulding station 100.
[0194] A plurality of apertures 118 are defined in the
shell-facing surface 116 of the main body 112, wherein
a series of vacuum clamp members 120 are received in
said plurality of apertures 118. The vacuum clamp mem-
bers 120 comprise a substantially circular body, and are
linearly translatable relative to the main body 112 of the
support element 106, the vacuum clamp members 120
coupled to linear actuators 122 located on the opposite
side of the main body 112 to the shell-facing surface 116,
as indicated in Fig. 10(b).
[0195] The vacuum clamp members 120 are actuata-
ble from a first recessed position, as indicated in Fig.
11(a), wherein the vacuum clamps 120 are positioned
within the apertures 118 of the support element body 112
and do not substantially project beyond the shell-facing
surface 116 of the main body 112, to a second advanced
position, as indicated in Fig. 11(b), wherein the vacuum
clamps 120 project proud of the shell-facing surface 116
of the main body 112. The vacuum clamp members 120
are operable to apply a vacuum clamping pressure to the
external surface of a blade shell received within the post-
moulding station 100, to secure the blade shell within the
cradles 102,104 of the post-moulding station 100.
[0196] It will be understood that the side support ele-
ments 106 may have any suitable configuration, e.g. the
side support elements 106 might not comprise the vac-
uum clamping members 120 of the embodiment of Figs.
10 and 11, i.e. the side support members 106 may be
operable to simply support a blade shell received in the
cradles 102,104.
[0197] It will be understood that individual side support
elements 106 may be removable by detaching the sup-
port main body 112 from the pair of support legs 114, to
provide access to a surface of a received blade shell.
Additionally or alternatively, the entire side support ele-
ment 106, including the pair of support legs 114, may be
removable from the cradle body 105, to provide said ac-
cess.
[0198] Additionally or alternatively, it will be under-
stood that the side support elements 106 may be height
adjustable, e.g. by variation of the height of the support
legs 114, wherein access to a supported surface can be
provided by adjusting the height of the side support ele-
ment 106 in question. Additionally or alternatively, it will
be further understood that said support main body 112
may be pivotably coupled to said support legs 114, such
that the support main body 112 may be pivoted or hinged
relative to said support legs 114, and accordingly relative
to an adjacent surface of a received blade shell, to pro-
vide access to said surface.
[0199] During use of the manufacturing system ac-
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cording to the disclosure, when the post-moulding station
100 is idle (i.e. not containing a blade shell) the vacuum
clamp members 120 are initially provided in the first re-
cessed position, such that the vacuum clamp members
120 are safely protected from any damage by the main
body 112 of the support element 106.
[0200] In a further preferred aspect, the vacuum clamp
members 120 of the side support elements 106 are op-
erable to be moved relative to the cradle body 105 while
a vacuum pressure is applied to the surface of a blade
shell received within the cradle 102,104. This allows for
minor adjustments to be made to the shape of the exter-
nal surface of the blade shell, as the vacuum clamp mem-
bers 120 are operable to push and/or pull the surface of
the blade shell to which they are clamped to, to deform
the blade shell into a desired profile or contour.
[0201] Returning to Fig. 9, the support pads 110 of the
post-moulding station 100 are operable to be arranged
to follow the aerodynamic profile of a blade shell to be
received within the cradles 102,104.
[0202] In a preferred embodiment, for a particular con-
struction of wind turbine blade, the support pads 110 are
arranged on the cradle body 105 based on the profile of
the wind turbine blade shell, to follow a nominal line cor-
responding to locations on the external surface of the
blade shell matching the point of maximum distance from
the external surface of the blade shell to the chord 60 of
the wind turbine blade formed by said shell. Such a nom-
inal line would correspond to the deepest section of the
blade section received within the cradle 102,104. Such
an arrangement thereby provides the most efficient lo-
cation for the support pads 110 in the cradle 102,104,
being arranged to support the lowest points of the surface
of the blade shell along the length of the blade shell when
received in the cradle 102,104.
[0203] Additionally or alternatively, in a further pre-
ferred embodiment, the support pads 110 are arranged
on the cradle body 105 based on the design of the blade
shell to be received in the cradle, along a notional line
corresponding to the outline of the shear web or webs to
be provided in the wind turbine blade. Such a notional
line corresponds to that section of the finished blade hav-
ing the greatest reinforcement and structural loading ca-
pability, and accordingly is most suitable to absorb the
forces involved in the point-loading support of the post-
moulding station, where the blade shell can effectively
be supported on a plurality of individual vacuum clamp
supports.
[0204] The support pads 110 are preferably moveable
on the cradle body 105 between the leading edge side
107 and the trailing edge side 109 of the respective cra-
dles 102,104. For example, the support pads 110 may
be provided on a lockable shuttle element (not shown)
carried on at least one frame bar extending across the
cradle body 105 between the leading edge side 107 and
the trailing edge side 109 of the cradle body 105. Fur-
thermore, the support pads 110 may be pivotably mount-
ed to the respective cradle bodies 105, allowing for the

orientation of the support pads 110 to be adjusted as
required.
[0205] In a further aspect, the support pads 110 may
be provided on a height-adjustable arm (not shown), such
that the height of the support pads 110 relative to the
adjacent cradle body 105 surface may be varied. Accord-
ingly, the location, orientation and/or height of the support
pads 110 may be adjusted based on the aerodynamic
profile of the blade shells to be received within the cradle
102,104. It will be understood that the support pads 110
may comprise simple support units, and/or the support
pads may comprise a vacuum clamping mechanism sim-
ilar to that described in Figs. 10 and 11 for the side support
elements 106, and may be further operable to be trans-
lationally adjustable relative to the cradle body.
[0206] It will be understood that the vacuum pressure
applied in the vacuum clamps of the cradle may be ad-
justed and regulated to provide for secure retention of
blade shells within the cradle.
[0207] In an example of such a suitable pressure con-
trol method, the vacuum clamps of the primary support
pads 110 may be cycled through different pressure levels
to allow for the ’settling’ of a blade shell into the cradle.
Taking the primary support pads 110 as an array of in-
dividual sets of vacuum clamps extending from the root
end of a cradle to the tip end of a cradle, as a blade shell
is initially lowered into the cradle, with an optional blade
root flange affixed to the cradle frame to align the blade
shell with the body of the cradle, a vacuum pressure is
applied in the first set of vacuum clamps adjacent the
root end of the cradle, pulling the surface of the blade
shell towards said first set of clamps. Next, a vacuum
pressure is applied in the adjacent second set of clamps,
pulling the blade shell towards said second set. While
the vacuum pressure is being applied in the said second
set of clamps, the vacuum pressure is released in the
preceding first set, to allow the blade shell surface to
settle towards the clamps of the second set. Once settled,
a vacuum pressure can be applied to the adjacent third
set of vacuum clamps, before the vacuum pressure is
released in the second set to allow the blade to further
settle in the cradle.
[0208] At that time, a further vacuum pressure is ap-
plied in an adjacent third set of clamps, with the vacuum
in the second set then released to enable the blade shell
surface to settle at the third set of clamps. This cycled
application and release of vacuum pressure along the
length of the cradle allows for the blade shell to be se-
curely and relatively delicately retained in the cradle.
[0209] It will be understood that a vacuum may be re-
applied in the preceding vacuum clamp sets, as the cycle
continues along the length of the cradle between the root
and tip ends of the cradle.
[0210] With reference to Figs. 12-14, a post-moulding
station 100 is shown when having first and second blade
shells 122,124 received within said first and second cra-
dles 102,104 respectively.
[0211] As a blade shell 122,124 is transferred to a cra-
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dle 102,104 of the post-moulding station 100 from the
blade moulding station 70, the external surface of the
blade shell 122,124 may initially rest upon the support
pads 110 extending along the longitudinal direction of
the cradle body 105. The blade shell 122,124 may also
rest against a selection of the side support elements 106.
[0212] Preferably, as the cured blade shell 122,124 is
formed in the blade moulding station 70, a blade root
flange 126 is provided at the root end of the cured blade
shells 122,124. The blade root flange 126 comprises a
substantially semi-circular metal flange provided about
the end of the blade shell 122,124, and is used as the
mounting point for the finished wind turbine blade. The
flange 126 comprises a plurality of bolt holes provided
about the circumference of the flange 126.
[0213] In this preferred embodiment, the cradles
102,104 comprise at least one blade root flange coupling
element 111 provided at the respective root ends
102b,104b of the cradles 102,104. Accordingly, with ref-
erence to Fig. 14, as the cured blade shell 122,124 is
transferred to the appropriate cradle 102,104, the blade
root flange coupling element 111 is secured to the blade
root flange 126 of the blade shell 122,124, to provide an
anchor point for the blade shell 122,124 in the cradle
102,104.
[0214] In the case of wind turbine blades wherein the
external blade shell 122,124 is designed as a load-bear-
ing structure, as the root of the blade is designed to sup-
port the weight of the entire blade during normal opera-
tion, the blade root flange 126 provides an effective an-
chor and support point for the blade shell 122,124, at
least during the initial action of transferring the blade shell
122,124 to the post-moulding cradle 102,104. Further-
more, as the coupling of the blade root flange 126 to the
blade root flange coupling element 111 of the cradle
102,104 presents a defined location for a basic structural
component of the blade shell 122,124, the location of the
remaining surfaces and edges of the blade shell 122,124
may be relatively easily predicted, e.g. the location of the
tip end 102a,102b, and the leading and trailing edges
along the length of the shell.
[0215] Accordingly, the mounting of the blade root
flange 126 to the cradle 102,104 allows for the surfaces
of the blade shell 122,124 and the support components
of the post-moulding cradle, i.e. the side support ele-
ments 106 and the support pads 110, to be relatively
easily aligned for effective support of the surfaces of the
cured blade shell 122,124 by the cradle 102,104.
[0216] It will be understood that the blade root flange
coupling element 111 may comprise a clamp arranged
to couple with a blade root flange 16 of a cured blade
shell 122,124. Additionally or alternatively, the blade root
flange coupling element 111 may comprise a bolt circle
corresponding to a bolt circle defined on the blade root
flange 126 of the blade shell 122,124, to allow for bolting
of the blade root flange 126 to the cradle 102,104.
[0217] In a preferred aspect, the main body 116 of the
side support elements 106, and/or the support pads 110,

are formed from a cushioned material which is operable
to prevent damage to the external surface of a blade shell
122,124 received in the cradle 102,104 when bearing
against said external surface.
[0218] Once the cured blade shells 122,124 are se-
cured within the cradles 102,104 via the blade root flange
126 coupling, the vacuum clamping members 120 of the
side support elements 106 and/or the support pads 110
are actuated to the said second advanced position bear-
ing against the external surface of the blade shells
122,124, and a vacuum applied against the surface of
the cured blade shells 122,124 to completely secure the
shells in position in the cradles 102,104.
[0219] It will be understood that further securing mech-
anisms may be applied to secure the blade shells
122,124 within the cradles 102,104, e.g. mechanical
clamps (not shown) may be applied from the cradles
102,104 about the edges of the shells 122,124 in the
cradles, to provide a further securing effect.
[0220] At this point, as described above, suitable post-
moulding operations may be performed on the blade
shells 122,124, with direct access provided to the internal
surfaces (128, Fig. 14) of the blade shells 122,124 and
access provided to portions of the external surfaces of
the blade shells 122,124 via appropriate removal or ad-
justment of the adjacent side support elements 106
and/or support pads 110.
[0221] Examples of post-moulding operations which
can be performed at the post-moulding station 100 on
the blade shells 122,124 can include, but are not limited
to: a blade shell repair operation, involving a repair of
any minor defects in a cured blade shell; a blade shell
cutting or grinding operation, wherein a portion of a sur-
face of the cured blade shell can be cut away or ground
to present a relatively smooth profile; a gluing operation,
wherein an adhesive is applied to a surface of a blade
shell to bond components or blade shells together; a coat-
ing operation, wherein an external surface of a blade shell
is coated with a coating layer, e.g. a gel coat or suitable
erosion resistant material; a laminate installation opera-
tion, wherein a main laminate or other element of the
interior of a wind turbine blade may be fixed to an internal
surface of one of the blade shells for positioning in the
interior of a wind turbine blade; an overlamination oper-
ation; installation of internal blade components, e.g. load
or deflection monitoring sensors, lightning protection sys-
tems, etc.; a survey of blade shell geometry; a secondary
curing operation in, for example, an oven; or any other
suitable manufacturing or assembly operations.
[0222] In a preferred embodiment of the invention, the
post-moulding station 100 further comprises a rail or oth-
er suitable carriage mechanism (not shown) provided
along at least one of the leading edge side 107 or the
trailing edge side 109 of the cradle body 105 of at least
one of the first and second cradles 102,104, wherein the
rail is operable to support an automated tool for perform-
ing a post-moulding operation on a cured blade shell
122,124 received in said cradle 102,104. An example of
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such a tool includes but is not limited to an automated
grinding tool, for grinding a surface of a cured blade shell
122,124, or an automated coating tool, for applying a
coat to a surface of a cured blade shell 122,124. Addi-
tionally or alternatively, the cradles of the post-moulding
station may comprise a mounting element at the root end
of the cradles arranged to receive a root grinding tool,
for appropriate grinding of the root end of the blade shells
or of the root end of a finished wind turbine blade.
[0223] Once the appropriate post-moulding operations
are completed, an adhesive is applied to the leading edge
and the trailing edge of at least one of the cured blade
shells 122,124. The first cradle 102 is then hinged relative
to the second cradle 104 using the hinging mechanisms
108, i.e. the post-moulding station is closed as shown in
Fig. 8(b), such that the contained first blade shell 122 is
positioned in substantial alignment with the second blade
shell 124 contained in the second cradle 104, as shown
in Fig. 13. At this point, the first cradle 102 and the con-
tained blade shell 122 may be translationally moved, as
described in Fig. 8(b), to align the edges of the cured
blade shells 122,124 and to correct for any possible over-
or under-bite between the shells after the hinged closing
operation.
[0224] A final translational movement of the first cradle
may then be performed, to close the first and second
blade shells 122,124 together to form a complete wind
turbine blade. The cradles 102,104 and the contained
shells 122,124 are maintained in the closed arrangement
of Fig. 13 until the adhesive has set to bond the first shell
122 to the second shell 124. During the bonding time of
the adhesive, the side support elements 106 are operable
to apply pressure against the sides of the contained blade
shells 122,124, to ensure that a correct adhesive bonding
pressure is maintained at the leading edge and the trailing
edge of the shells 122,124 to provide a strong and effec-
tive bond between the shells 122,124.
[0225] In addition, during the bonding time, the side
support elements and/or the support pads may be re-
moved or adjusted to provide access to sections of the
external surfaces of the blade shells 122,124, to allow
additional post-moulding operations to be carried out on
the blade shells 122,124 while the cured shells are bond-
ing together.
[0226] The provision of a post-moulding station allows
for the optimisation of a manufacturing system for a wind
turbine blade, as the occupancy time of the relatively ex-
pensive blade moulds 70 can be minimised by transferral
of cured blade shells to a post-moulding station 90,100
once the moulding of the shells has completed. Further-
more, the flexible open-framed structure of the post-
moulding station 90,100 allows for numerous manufac-
turing operations to be relatively easily carried out on the
cured blade shells, even during the bonding operation.
[0227] With reference to Fig. 15, an open-frame cradle
body 105 for a post-moulding station 100 is illustrated,
minus the side support elements 106, support pads 110
and turning mechanisms. As can be seen in Fig. 15(a),

the cradle body 105 comprises an open-framed structure
having a length substantially corresponding to the length
of the cured blade shell to be received by the cradle. The
cradle body 105 has a profile which varies in height and/or
width, dependent on the profile of the cured blade shell
to be received in the cradle. The cradle body 105 shown
in Fig. 15(a) has a greater height in the middle section
of the body 105 along the length of the body 105, accord-
ingly the cradle body 105 shown in Fig. 15(a) is suitable
for receiving a pre-bent blade shell, in particular a pres-
sure side shell of a pre-bent wind turbine blade. It will be
understood that the dimensions and profile of the cradle
body 105 may be varied as required to provide adequate
support for the particular blade shell to be supported by
the cradle.
[0228] With reference to Fig. 15(b), the cradle body
105 may be composed from a plurality of modular sec-
tions 130 assembled together to form the cradle body
105, preferably a plurality of modular steel trestles. The
modular sections 130 may vary in dimensions, e.g. in
section width and/or height, and are interchangeable
such that the structure of the cradle body 105 may be
varied dependent on the characteristics of the blade shell
to be supported by the cradle, e.g. blade length, chord
width, camber, etc.
[0229] The use of such a modular construction allows
for a greater flexibility of the overall manufacturing sys-
tem, as cradles can be easily constructed suitable for
different blade designs, with individual cradles and mod-
ular sections re-used for different manufacturing proc-
esses.
[0230] While in the above embodiment an entire blade
shell is moulded using a single blade mould, in a further
alternative embodiment, the blade shells 122,124 may
be manufactured as individual blade shell sections in
separate blade moulds, the individual blade shell sec-
tions provided for later assembly into a complete blade
shell or wind turbine blade.
[0231] For example, a blade shell may be formed as a
separate blade root section, a blade tip section, an inter-
mediate aerodynamic section, etc., with each section
manufactured in a separate blade mould designed to
form that particular section of the blade shell. The indi-
vidual sections may then be transferred from the different
blade moulds to a post-moulding station as described
above, wherein assembly of the different sections can
be performed to form a complete blade shell, with sub-
sequent closing and bonding of the complete blade shells
to form the wind turbine blade.
[0232] Alternatively, the individual blade sections of
the first and second blade shells may be closed and bond-
ed before assembly into a complete wind turbine blade.
i.e. the upwind and downwind blade root sections may
be closed to form a complete blade root portion, the up-
wind and downwind blade aerodynamic sections may be
closed to form a complete blade aerodynamic portion,
etc., which can then be assembled to form the complete
blade.
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[0233] This may provide a further optimisation of the
manufacturing process, as individual sections may be
manufactured according to different requirements, e.g.
structural requirements. In such a system, the post-
moulding station of the invention provides a flexible and
practical assembly bench for coupling the individual sec-
tions together.
[0234] While the embodiment of Fig. 4 illustrates a
manufacturing system wherein the post-moulding station
is provided locally to the blade moulds, it will be under-
stood that alternative arrangements of manufacturing
systems may be provided. For example, the blade shells
may be manufactured at a first location using blade
moulds, as described above. The cured shells may then
be demoulded, and transported to a post-moulding sta-
tion provided at a relatively remote location for further
manufacturing operations and eventual assembly. Such
a system allows for the precision moulding of the blade
shell parts to be conducted at a centralised location, using
dedicated equipment and a focused workforce, with the
relatively easier post-moulding and assembly tasks per-
formed at distributed locations, e.g. adjacent a wind park
under construction. This approach provides for a greater
distribution of resources and a more efficient manufac-
turing process overall, combined with reduced transpor-
tation costs as readily stackable shells may be transport-
ed as opposed to finished wind turbine blades.
[0235] Additionally or alternatively, the cradles may be
moveable, and provide a support frame for blade shells
and/or complete wind turbine blades for the handling of
such items at a manufacturing facility and/or at an instal-
lation site.
[0236] An overview of manufacturing process accord-
ing to an aspect of the disclosure is provided in Fig. 16.
Initially, a fibre lay-up is performed in a blade mould (step
200). Such a lay-up operation may be an automatic or
machine-controlled lay-up, or a hand lay-up operation. It
will be understood that additional manufacturing opera-
tions may be performed at this stage, for example the
blade mould may be coated with an initial layer of gel
coat prior to the fibre lay-up.
[0237] Once lay-up is complete, a vacuum bag is pro-
vided over the fibre layers in the blade mould (step 210).
Once the bag forms a seal about the fibre layers, resin
infusion is started (step 220), and a resin infused into the
fibre layers in the mould. The resin is allowed to cure
(step 230), to bond the fibre layers in the mould and to
form a cured blade shell.
[0238] As described above, the actual blade shell may
continue to cure within the body of the blade shell for
several hours after the initial curing process, but it is un-
derstood in the context of this description that a cured
blade shell refers to a blade shell which has undergone
this initial curing step, and can be handled without expe-
riencing considerable structural deformation.
[0239] Once cured, the vacuum bag is removed from
the mould (step 240), and the cured blade shell can be
removed or demoulded from the blade mould (step 250).

This demoulding step may be performed using any suit-
able blade shell lifting device, e.g. a crane or vacuum
lifting device.
[0240] At this point in the manufacturing process, as
the cured blade shell has been removed from the blade
mould, the blade mould may be re-used to form a second
cured blade shell. Accordingly, the process branches off
at this point, and loops back to the initial fibre lay-up step
(200). As the blade moulds have a relatively low occu-
pancy time, the production rate of the individual mould
is increased, leading to improved production times for
the entire manufacturing process. Furthermore, as the
blade moulds are not used for post-moulding operations
and/or turning operations, the blade moulds may be of a
simpler construction, and/or comprise a structure which
may be fixed to the factory floor, e.g. having concrete
foundations, which provides for easier and cheaper man-
ufacture and implementation of new moulds for a new
manufacturing process.
[0241] Once the cured blade shell has been demould-
ed from the blade mould, the shell is transferred to a post-
moulding station according to the invention (step 260).
At this point, the blade shell may be secured to the post-
moulding station, e.g. through coupling the blade root
flange of the blade shell to the root end of a cradle to
receive the blade shell, the application of vacuum clamps
against the external surface of the blade shell, etc.
[0242] It will be understood that the process may fur-
ther include a post-moulding station calibration step (not
shown), prior to an initial transferral step 260. This step
may involve the calibration of the cradles of the post-
moulding station to receive the blade shells, e.g. through
appropriate adjustment of the various cradle supports to
ensure that a blade shell is securely received and sup-
ported in the cradle. In one approach, the original master
plug used for the milling of the blade mould may be used
to calibrate the cradle supports, i.e. a cradle may be po-
sitioned on the surface of the master plug, and the various
supports adjusted to securely abut the surface of the
master plug, thereby ensuring that the supports of the
cradle match the corresponding support profile of the
blade mould in question.
[0243] Once the shell is received in the cradle of the
post-moulding station, various post-moulding operations
as described above may be performed on the secured
blade shell (step 270). These operations may be carried
out on any surface of the cured blade shell via the open-
framed structure of the cradle body, and through appro-
priate removal or adjustment of the support elements
and/or support pads of the cradle.
[0244] In addition, imperfections in the cured blade
shell may be corrected, e.g. minor shape adjustments
may be made to the profile contours of the blade shell
by securing vacuum clamps against the surface of the
blade shell, and subsequently moving the vacuum
clamps to accordingly push and/or pull the surface of the
blade shell into a preferred profile.
[0245] Once the various post-moulding operations
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have been completed, the post-moulding station may be
closed (step 280), such that a first cured blade shell may
be bonded with a second cured blade shell to form a wind
turbine blade.
[0246] In parallel to the time required for the adhesive
between the two blade shells to bond effectively (step
290), various intra-bonding operations may be performed
at the post-moulding station on the contained blade shells
(step 300). Such operations may include any manufac-
turing operations which may be applied on the shells dur-
ing the bonding action, and may include any suitable
post-moulding operations as described above, e.g. sur-
face grinding, coating, etc. As with step 270, access may
be provided to the surfaces of the blade shells through
the open-framed structure of the cradle body, as well as
through appropriate removal or adjustment of the support
elements and/or support pads of the cradle.
[0247] The possibility to perform operations on the
blade shells (step 300) in parallel to the bonding (step
290) provides for a further increase in the productivity of
the manufacturing process, providing for less-down time
of workers, equipment, etc., in comparison to prior art
systems wherein a closing operation using turnable blade
mould would prevent any access to the surfaces of the
blade shells while the adhesive sets to bond the shells
together.
[0248] Once the cured blade shells have bonded to-
gether to form a wind turbine blade, the post-moulding
station may be opened and the completed blade removed
from the post-moulding station (step 310), for any finish-
ing operations and subsequent transport from the man-
ufacturing facility. It will be understood that any finishing
operations may be performed while the completed blade
is supported by the post-moulding station.
[0249] Once the completed blade is removed from the
post-moulding station, the process can loop back to step
260, to receive a new cured blade shell at the post-mould-
ing station.
[0250] The manufacturing system of the disclosure
provides for an improvement in productivity and effec-
tiveness of the individual manufacturing components,
and results in a greater efficiency of the blade manufac-
turing process, reducing ineffective down-time of the
blade moulds, and providing a system where different
manufacturing operations may be performed in parallel
which were traditionally performed in series.
[0251] It will be understood that various alternative ar-
rangements and implementations of manufacturing proc-
esses may be considered. For example, in one alterna-
tive, a manufacturing system is provided wherein a first
blade mould performs a turning operation to demould a
first contained cured blade shell onto an inverse blade
cradle (i.e. when supported on the blade cradle, the ex-
ternal surface of the cured blade shell faces upwards).
In this case, the post-moulding operations may per-
formed on the inverted shell. A second cured blade shell
may be lifted out of a second blade mould as previously
described, with the webs, etc., installed on the internal

surface of the second blade shell. Accordingly, a lifting
device is operable to lift the inverted first shell to position
it in place on top of the second blade shell for bonding.
[0252] Some advantages of this approach include that
the demoulding operation may be performed at same
time for both blade shells, with only a single lifting device
required (i.e. the second one shell is demoulded using
the lifting device, while the first shell is demoulded using
the hinging mechanism of the mould. Furthermore, the
lifting device can be reused at the time of positioning the
inverted first shell on top of the second shell, thereby
increasing productivity of the lifting device.
[0253] In a further alternative, the blade cradles may
be provided as a plurality of separate, discrete individual
support components, which are each operable to support
a particular point along the length of the blade shells.
Advantages of this approach include that the separate
components may be used as for example blade carts
after the bonding operation, for easy local transportation
of the bonded wind turbine blade. Furthermore, the indi-
vidual components may provided for easier storage of
the post-moulding station, as the individual components
may be stored in a reduced-space location when not in
use.

Claims

1. A cradle (102, 104) for supporting at least a section
of a wind turbine blade, the cradle (102, 104) com-
prising at least one array of support members (110)
extending between a first end and a second end of
said cradle (102, 104), wherein said support mem-
bers (110) comprise vacuum clamps arranged to re-
ceive a surface of said at least a section of a wind
turbine blade
characterised in that, the cradle (102, 104) com-
prises an open-framed cradle body (105), and said
vacuum clamps are translationally moveable relative
to said cradle body (105).

2. The cradle of claim 1, wherein said at least one array
of support members (110) is arranged in a line be-
tween the first end and the second end of the cradle
(102, 104), wherein said line is configured to sub-
stantially correspond to the location of a shear web
in a section of a wind turbine blade to be received in
said cradle (102, 104).

3. The cradle of any preceding claim, wherein the cra-
dle (102, 104) comprises first and second arrays of
support members (110), wherein said first and sec-
ond arrays (110) are arranged in substantially par-
allel lines between the first end and the second end
of the cradle (102, 104), wherein said substantially
parallel lines are arranged to extend along either side
of a notional line corresponding to the location of a
shear web in a section of a wind turbine blade to be
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received in said cradle.

4. The cradle of any preceding claim, wherein said cra-
dle is arranged to selectively control the pressure
applied by the vacuum clamps of said at least one
array.

5. The cradle of any preceding claim, wherein said cra-
dle is arranged to receive a section of a wind turbine
blade comprising a portion of an upwind or a down-
wind section of a wind turbine blade, and wherein
the cradle comprises at least one array of secondary
support members (106) extending between a first
end and a second end of said cradle (102, 104),
wherein said at least one array of secondary support
members (106) are arranged to support a leading
edge or a trailing edge of said section of a wind tur-
bine blade.

6. The cradle of claim 5, wherein said secondary sup-
port members comprise vacuum clamps arranged
to receive a surface of said at least a section of a
wind turbine blade.

7. The cradle of claim 5 or claim 6, wherein said at least
one array of secondary support members is formed
from a plurality of individual support modules, where-
in said plurality of individual support modules are se-
lectively removeable from said at least one array of
secondary support members.

8. The cradle of any preceding claim, wherein said sup-
port members comprise a support surface having at
least one aperture defined thereon, wherein at least
one vacuum clamp is moveably mounted within said
at least one aperture, said at least one vacuum clamp
linearly actuatable from a first recessed position
where said at least one vacuum clamp is held within
said at least one aperture, to a second projecting
position wherein said at least one vacuum clamp
projects out from said aperture, said at least one vac-
uum clamp standing proud of said support surface.

9. The cradle of any preceding claim, wherein the cra-
dle further comprises at least one edge rail provided
along at least a portion of a first side of said cradle,
wherein said at least one edge rail is arranged to
receive a blade processing tool for operation on at
least a portion of a wind turbine blade section re-
ceived in said cradle.

10. A cradle as claimed in any preceding claim, the cra-
dle comprising:

a first array of secondary support members ar-
ranged to support a leading edge of said at least
a section of a wind turbine blade;
a second array of secondary support members

arranged to support a trailing edge of said at
least a section of a wind turbine blade; and
at least one array of primary support members
arranged to support a portion of said at least a
section of a wind turbine blade between said
leading edge and said trailing edge.

11. A post-moulding station (100) to receive an upwind
wind turbine blade shell and a downwind wind turbine
blade shell from a blade mould, the post-moulding
station comprising first and second cradles (102;
104) as claimed in any one of claims 1-10.

12. A method of receiving a section of wind turbine blade
in a cradle (102, 104) as claimed in any one of claims
1-10 having an array of primary support members
(110) comprising vacuum clamps extending be-
tween a first end and a second end of said cradle
(102, 104), the method comprising the steps of:

providing a first cradle (102, 104) to receive a
section of a wind turbine blade;
positioning a section of a wind turbine blade
within said cradle (102, 104 such that a plurality
of vacuum clamps bear against a surface of said
section of a wind turbine blade; and
applying a vacuum in said plurality of vacuum
clamps to retain said section of a wind turbine
blade in said cradle (102, 104).

13. The method of claim 12, wherein the method com-
prises controlling the vacuum applied in said plurality
of vacuum clamps, comprising:

dividing said array of vacuum clamps into a plu-
rality of sets of vacuum clamps arranged in a
numbered sequence between said first end and
said second end;
starting at the first end of said cradle, applying
a vacuum to the first set of vacuum clamps of
said plurality of sets;
applying a vacuum to the second set of vacuum
clamps of said plurality of sets;
releasing the vacuum in the first set of vacuum
clamps of said plurality of sets to allow said wind
turbine blade section to settle on the second set
of vacuum clamps of said plurality of sets; and
re-applying a vacuum in said first set of vacuum
clamps,

wherein the controlling step further comprises :
sequentially repeating the above steps of applying,
releasing and re-applying a vacuum for adjacent sets
of vacuum clamps in said array, from said first end
to said second end, to allow the entire wind turbine
blade section received in said cradle to settle on the
entire array of vacuum clamps.
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14. The method of claim 12 or claim 13, wherein the
method comprises the additional step of configuring
the profile of the support members in the cradle by:
adjusting the at least one array of support members
to correspond to the profile of the blade mould master
plug used to design the blade moulds used to form
the section of wind turbine blade to be received in
said cradle.

Patentansprüche

1. Träger (102, 104) zum Stützen mindestens eines Ab-
schnitts eines Windkraftanlagenflügels, wobei der
Träger (102, 104) mindestens eine, sich zwischen
einem ersten Ende und einem zweiten Ende des Trä-
gers (102, 104) erstreckende Anordnung von Stütz-
elementen (110) umfasst, wobei die Stützelemente
(110) Vakuumspannvorrichtungen umfassen, die
dazu angeordnet sind, eine Oberfläche des mindes-
tens einen Abschnitts eines Windkraftanlagenflü-
gels aufzunehmen,
dadurch gekennzeichnet, dass
der Träger (102, 104) einen Trägerkörper (105) in
offener Rahmenbauweise umfasst und die Vakuum-
spannvorrichtungen relativ zu dem Trägerkörper
(105) translatorisch bewegbar sind.

2. Träger nach Anspruch 1, wobei die mindestens eine
Anordnung von Stützelementen (110) in einer Linie
zwischen dem ersten Ende und dem zweiten Ende
des Trägers (102, 104) angeordnet ist, wobei die Li-
nie dazu konfiguriert ist, im Wesentlichen der Lage
eines Scherstegs in einem in dem Träger (102, 104)
aufzunehmenden Abschnitt eines Windkraftanla-
genflügels zu entsprechen.

3. Träger nach einem der vorangehenden Ansprüche,
wobei der Träger (102, 104) eine erste und eine zwei-
te Anordnung von Stützelementen (110) umfasst,
wobei die erste und die zweite Anordnung (110) in
im Wesentlichen parallelen Linien zwischen dem
ersten Ende und dem zweiten Ende des Trägers
(102, 104) angeordnet sind, wobei die im Wesentli-
chen parallelen Linien dazu angeordnet sind, sich
entlang beider Seiten einer imaginären Linie zu er-
strecken, die der Lage eines Scherstegs in einem in
dem Träger aufzunehmenden Abschnitt eines Wind-
kraftanlagenflügels entspricht.

4. Träger nach einem der vorangehenden Ansprüche,
wobei der Träger dazu angeordnet ist, den von den
Vakuumspannvorrichtungen der mindestens einen
Anordnung ausgeübten Druck selektiv zu steuern.

5. Träger nach einem der vorangehenden Ansprüche,
wobei der Träger dazu angeordnet ist, einen Ab-
schnitt eines Windkraftanlagenflügels aufzuneh-

men, der einen Teilabschnitt eines windzugewand-
ten oder eines windabgewandten Abschnitts eines
Windkraftanlagenflügels umfasst, und wobei der
Träger mindestens eine Anordnung von Sekundär-
stützelementen (106) umfasst, die sich zwischen ei-
nem ersten Ende und einem zweiten Ende des Trä-
gers (102, 104) erstreckt, wobei die mindestens eine
Anordnung von Sekundärstützelementen (106) da-
zu angeordnet ist, eine Eintrittskante oder einen Aus-
trittskante des Abschnitts eines Windkraftanlagen-
flügels zu stützen.

6. Träger nach Anspruch 5, wobei die Sekundärstütz-
elemente Vakuumspannvorrichtungen umfassen,
die dazu angeordnet sind, eine Oberfläche des min-
destens einen Abschnitts eines Windkraftanlagen-
flügels aufzunehmen.

7. Träger nach Anspruch 5 oder Anspruch 6, wobei die
mindestens eine Anordnung von Sekundärstützele-
menten aus einer Vielzahl von einzelnen Stützmo-
dulen gebildet ist, wobei die Vielzahl von einzelnen
Stützmodulen aus der mindestens einen Anordnung
von Sekundärstützelementen selektiv entfernbar
sind.

8. Träger nach einem der vorangehenden Ansprüche,
wobei die Stützelemente eine Stützfläche umfassen,
die mindestens eine daran gebildete Aussparung
aufweist, wobei mindestens eine Vakuumspannvor-
richtung bewegbar in der mindestens einen Ausspa-
rung angebracht ist, wobei die mindestens eine Va-
kuumspannvorrichtung aus einer ersten, zurückge-
setzten Stellung, in der die mindestens eine Vaku-
umspannvorrichtung in der mindestens einen Aus-
sparung gehalten wird, zu einer zweiten, vorstehen-
den Stellung, in der die mindestens eine Vakuum-
spannvorrichtung aus der Aussparung vorsteht, wo-
bei die mindestens eine Vakuumspannvorrichtung
über die Stützfläche ragt, linear betätigbar ist.

9. Träger nach einem der vorangehenden Ansprüche,
wobei der Träger ferner mindestens eine entlang
mindestens eines Teilabschnitts einer ersten Seite
des Trägers bereitgestellte Randschiene umfasst,
wobei die mindestens eine Randschiene dazu an-
geordnet ist, ein Flügelbearbeitungswerkzeug zum
Arbeiten an mindestens einem Teilabschnitt eines
in dem Träger aufgenommenen Windkraftanlagen-
flügelabschnitts aufzunehmen.

10. Träger nach einem der vorangehenden Ansprüche,
wobei der Träger Folgendes umfasst:

eine erste Anordnung von Sekundärstützele-
menten, die dazu angeordnet sind, eine Ein-
trittskante des mindestens einen Abschnitts ei-
nes Windkraftanlagenflügels zu stützen;
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eine zweite Anordnung von Sekundärstützele-
menten, die dazu angeordnet sind, eine Aus-
trittskante des mindestens einen Abschnitts ei-
nes Windkraftanlagenflügels zu stützen; und
mindestens eine Anordnung von Hauptstütze-
lementen, die dazu angeordnet sind, einen Teil-
abschnitt des mindestens einen Abschnitts ei-
nes Windkraftanlagenflügels zwischen der Ein-
trittskante und der Austrittskante zu stützen.

11. Eine Nachbearbeitungsstation (100) zum Aufneh-
men einer windzugewandten Windkraftanlagenflü-
gelschale und einer windabgewandten Windkraftan-
lagenflügelschale von einer Flügelform, wobei die
Nachbearbeitungsstation einen ersten und einen
zweiten Träger (102; 104) nach einem der Ansprü-
che 1-10 umfasst.

12. Verfahren zum Aufnehmen eines Abschnitts eines
Windkraftanlagenflügels in einem Träger (102, 104)
nach einem der Ansprüche 1-10 mit einer Anordnung
von Vakuumspannvorrichtungen umfassenden
Hauptstützelementen (110), die sich zwischen ei-
nem ersten Ende und einem zweiten Ende des Trä-
gers (102, 104) erstreckt, wobei das Verfahren fol-
gende Schritte umfasst:

Bereitstellen eines ersten Trägers (102, 104)
zum Aufnehmen eines Abschnitts eines Wind-
kraftanlagenflügels;
Positionieren eines Abschnitts eines Windkraft-
anlagenflügels in dem Träger (102, 104), so-
dass eine Vielzahl von Vakuumspannvorrich-
tungen auf eine Oberfläche des Abschnitts ei-
nes Windkraftanlagenflügels drückt; und
Anlegen eines Unterdrucks in der Vielzahl von
Vakuumspannvorrichtungen, um den Abschnitt
eines Windkraftanlagenflügels in dem Träger
(102, 104) zu halten.

13. Verfahren nach Anspruch 12, wobei das Verfahren
das Steuern des in der Vielzahl von Vakuumspann-
vorrichtungen angelegten Unterdrucks umfasst, um-
fassend:

Teilen der Anordnung von Vakuumspannvor-
richtungen in eine Vielzahl von Sätzen von Va-
kuumspannvorrichtungen, die in einer numme-
rierten Folge zwischen dem ersten Ende und
dem zweiten Ende angeordnet sind;
beginnend an dem ersten Ende des Trägers,
Anlegen eines Unterdrucks an den ersten Satz
von Vakuumspannvorrichtungen der Vielzahl
von Sätzen;
Anlegen eines Unterdrucks an den zweiten Satz
von Vakuumspannvorrichtungen der Vielzahl
von Sätzen;
Lösen des Unterdrucks in dem ersten Satz von

Vakuumspannvorrichtungen der Vielzahl von
Sätzen, um es dem Windkraftanlagenflügelab-
schnitt zu ermöglichen, sich auf dem zweiten
Satz von Vakuumspannvorrichtungen der Viel-
zahl von Sätzen zu setzen; und
erneutes Anlegen eines Unterdrucks in dem ers-
ten Satz von Vakuumspannvorrichtungen, wo-
bei der Steuerschritt weiter Folgendes umfasst:
der Reihe nach Wiederholen der vorangehen-
den Schritte des Anlegens, Lösens und erneu-
ten Anlegens eines Unterdrucks für benachbar-
te Sätze von Vakuumspannvorrichtungen in der
Anordnung von dem ersten Ende zu dem zwei-
ten Ende, um es dem gesamten in dem Träger
aufgenommenen Windkraftanlagenflügelab-
schnitt zu ermöglichen, sich auf der gesamten
Anordnung von Vakuumspannvorrichtungen zu
setzen.

14. Verfahren nach Anspruch 12 oder Anspruch 13, wo-
bei das Verfahren den zusätzlichen Schritt des Kon-
figurierens des Profils der Stützelemente in dem Trä-
ger wie folgt umfasst:
Anpassen der mindestens einen Anordnung von
Stützelementen, um dem Profil des Flügelform-Ur-
modells zu entsprechen, das zum Auslegen der zum
Bilden des in dem Träger aufzunehmenden Ab-
schnitts des Windkraftanlagenflügels verwendeten
Flügelformen verwendet wurde.

Revendications

1. Berceau-support (102, 104) servant à des fins de
support d’au moins une section d’une pale d’éolien-
ne, le berceau-support (102, 104) comportant au
moins un ensemble d’éléments de support (110)
s’étendant entre une première extrémité et une
deuxième extrémité dudit berceau-support (102,
104), dans lequel lesdits éléments de support (110)
comportent des dispositifs de serrage à vide agen-
cés pour recevoir une surface de ladite au moins une
section d’une pale d’éolienne,
caractérisé en ce que le berceau-support (102,
104) comporte un corps de berceau-support à cadre
ouvert (105), et lesdits dispositifs de serrage à vide
sont mobiles dans le sens de la translation par rap-
port audit corps de berceau-support (105).

2. Berceau-support selon la revendication 1, dans le-
quel ledit au moins un ensemble d’éléments de sup-
port (110) est agencé en une ligne entre la première
extrémité et la deuxième extrémité du berceau-sup-
port (102, 104), dans lequel ladite ligne est configu-
rée pour correspondre sensiblement à l’emplace-
ment d’une âme de cisaillement dans une section
d’une pale d’éolienne destinée à des fins de récep-
tion dans ledit berceau-support (102, 104).
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3. Berceau-support selon l’une quelconque des reven-
dications précédentes, dans lequel le berceau-sup-
port (102, 104) comporte des premier et deuxième
ensembles d’éléments de support (110), dans lequel
lesdits premier et deuxième ensembles (110) sont
agencés en des lignes sensiblement parallèles entre
la première extrémité et la deuxième extrémité du
berceau-support (102, 104), dans lequel lesdites li-
gnes sensiblement parallèles sont agencées pour
s’étendre le long de chaque côté d’une ligne théori-
que correspondant à l’emplacement d’une âme de
cisaillement dans une section d’une pale d’éolienne
destinée à des fins de réception dans ledit berceau-
support.

4. Berceau-support selon l’une quelconque des reven-
dications précédentes, dans lequel ledit berceau-
support est agencé pour réguler de manière sélec-
tive la pression appliquée par les dispositifs de ser-
rage à vide dudit au moins un ensemble.

5. Berceau-support selon l’une quelconque des reven-
dications précédentes, dans lequel ledit berceau-
support est agencé pour recevoir une section d’une
pale d’éolienne comportant une partie d’une section
face au vent ou d’une section sous le vent d’une pale
d’éolienne, et dans lequel le berceau-support com-
porte au moins un ensemble d’éléments de support
secondaires (106) s’étendant entre une première ex-
trémité et une deuxième extrémité dudit berceau-
support (102, 104), dans lequel lesdits éléments du-
dit au moins un ensemble d’éléments de support se-
condaires (106) sont agencés pour supporter un
bord d’attaque ou un bord de fuite de ladite section
d’une pale d’éolienne.

6. Berceau-support selon la revendication 5, dans le-
quel lesdits éléments de support secondaires com-
portent des dispositifs de serrage à vide agencés
pour recevoir une surface de ladite au moins une
section d’une pale d’éolienne.

7. Berceau-support selon la revendication 5 ou la re-
vendication 6, dans lequel ledit au moins un ensem-
ble d’éléments de support secondaires est formé à
partir d’une pluralité de modules de support indivi-
duels, dans lequel les modules de ladite pluralité de
modules de support individuels sont amovibles de
manière sélective en provenance dudit au moins un
ensemble d’éléments de support secondaires.

8. Berceau-support selon l’une quelconque des reven-
dications précédentes, dans lequel lesdits éléments
de support comportent une surface de support ayant
au moins une ouverture définie sur celle-ci, dans le-
quel au moins un dispositif de serrage à vide est
monté de manière mobile à l’intérieur de ladite au
moins une ouverture, ledit au moins un dispositif de

serrage à vide étant en mesure d’être actionné de
manière linéaire depuis une première position en re-
trait dans laquelle ledit au moins un dispositif de ser-
rage à vide est retenu à l’intérieur de ladite au moins
une ouverture, jusqu’à une deuxième position fai-
sant saillie dans laquelle ledit au moins un dispositif
de serrage à vide fait saillie hors de ladite ouverture,
ledit au moins un dispositif de serrage à vide dépas-
sant de ladite surface de support.

9. Berceau-support selon l’une quelconque des reven-
dications précédentes, dans lequel le berceau-sup-
port comporte par ailleurs au moins un rail de bord
mis en oeuvre le long d’au moins une partie d’un
premier côté dudit berceau-support, dans lequel ledit
au moins un rail de bord est agencé pour recevoir
un outil de traitement de pale à des fins de fonction-
nement sur au moins une partie d’une section de
pale d’éolienne reçue dans ledit berceau-support.

10. Berceau-support selon l’une quelconque des reven-
dications précédentes, le berceau-support
comportant :

un premier ensemble d’éléments de support se-
condaires agencé pour supporter un bord d’at-
taque de ladite au moins une section d’une pale
d’éolienne ;
un deuxième ensemble d’éléments de support
secondaires agencé pour supporter un bord de
fuite de ladite au moins une section d’une pale
d’éolienne ; et
au moins un ensemble d’éléments de support
primaires agencé pour supporter une partie de
ladite au moins une section d’une pale d’éolien-
ne entre ledit bord d’attaque et ledit bord de fuite.

11. Station de post-moulage (100) servant à recevoir
une coque de pale d’éolienne face au vent et une
coque de pale d’éolienne sous le vent en provenance
d’un moule de pale, la station de post-moulage com-
portant des premier et deuxième berceaux-supports
(102 ; 104) selon l’une quelconque des revendica-
tions 1 à 10.

12. Procédé servant à recevoir une section d’une pale
d’éolienne dans un berceau-support (102, 104) se-
lon l’une quelconque des revendications 1 à 10 ayant
un ensemble d’éléments de support primaires (110)
comportant des dispositifs de serrage à vide s’éten-
dant entre une première extrémité et une deuxième
extrémité dudit berceau-support (102, 104), le pro-
cédé comportant les étapes consistant à :

mettre en oeuvre un premier berceau-support
(102, 104) servant à recevoir une section d’une
pale d’éolienne ;
positionner une section d’une pale d’éolienne à
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l’intérieur dudit berceau-support (102, 104) de
telle sorte qu’une pluralité de dispositifs de ser-
rage à vide viennent prendre appui contre une
surface de ladite section d’une pale d’éolienne ;
et
appliquer un vide dans ladite pluralité de dispo-
sitifs de serrage à vide à des fins de retenue de
ladite section d’une pale d’éolienne dans ledit
berceau-support (102, 104).

13. Procédé selon la revendication 12, dans lequel le
procédé comporte l’étape consistant à réguler le vide
appliqué dans ladite pluralité de dispositifs de ser-
rage à vide, comportant les étapes consistant à :

diviser ledit ensemble de dispositifs de serrage
à vide en une pluralité de jeux de dispositifs de
serrage à vide agencés en une séquence nu-
mérotée entre ladite première extrémité et ladite
deuxième extrémité ;
en commençant au niveau de la première extré-
mité dudit berceau-support, appliquer un vide
sur le premier jeu de dispositifs de serrage à
vide de ladite pluralité de jeux ;
appliquer un vide sur le deuxième jeu de dispo-
sitifs de serrage à vide de ladite pluralité de jeux ;
libérer le vide dans le premier jeu de dispositifs
de serrage à vide de ladite pluralité de jeux pour
permettre à ladite section de pale d’éolienne de
se stabiliser sur le deuxième jeu de dispositifs
de serrage à vide de ladite pluralité de jeux ; et
réappliquer un vide dans ledit premier jeu de
dispositifs de serrage à vide,

dans lequel l’étape consistant à réguler comporte
par ailleurs l’étape consistant à :
répéter de manière séquentielle les étapes ci-des-
sus consistant à appliquer, libérer et réappliquer un
vide pour des jeux adjacents de dispositifs de ser-
rage à vide dans ledit ensemble, depuis ladite pre-
mière extrémité jusqu’à ladite deuxième extrémité,
pour permettre à l’intégralité de la section de pale
d’éolienne reçue dans ledit berceau-support de se
stabiliser sur l’intégralité de l’ensemble de dispositifs
de serrage à vide.

14. Procédé selon la revendication 12 ou la revendica-
tion 13, dans lequel le procédé comporte l’étape sup-
plémentaire consistant à configurer le profil des élé-
ments de support dans le berceau-support en :
ajustant ledit au moins un ensemble d’éléments de
support pour correspondre au profil du fond maître
de moule de pale utilisé pour concevoir les moules
de pale utilisés pour former la section de pale d’éo-
lienne destinée à des fins de réception dans ledit
berceau-support.
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