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Description

BACKGROUND INFORMATION

Field:

[0001] The present disclosure generally relates to the
fabrication of composite resin parts, and deals more par-
ticularly with a method and apparatus for reducing po-
rosities in the parts.

Background:

[0002] Composite resin parts may be fabricated by lay-
ing up multiple plies of fiber reinforced resin in the form
of prepreg. The prepreg part layup is cured by placing it
on a tool and subjecting it to a combination of heat and
pressure. As the part layup is heated, the prepreg plies
soften and flow to form a consolidated structure, however
air and/or volatile gases may be entrapped within the
plies during the curing process that result in porosities in
the cured part. These porosities are undesirable because
they may reduce the performance of the part. Entrapped
air and/or gases near the tool side of the part layup are
particularly problematic and difficult to remove in some
applications. One solution to the problem of tool-side part
porosity involves curing the part layup in an autoclave
where high pressures are applied to the part that may
force out entrapped air and/or gases. Autoclave curing
of composite part layups is time consuming, labor inten-
sive and requires large, relatively expensive capital
equipment. Another solution to the problem focuses on
allowing the part layup to breathe through outer skins of
the layup using bagging techniques that employ embed-
ded breathing materials such as glass or polyscrim ma-
terials. The extensive use of breathing materials, includ-
ing embedded breathing materials when used in oven
curing is also time consuming and labor intensive, and
may not be completely effective in eliminating part po-
rosities, particularly those occurring near the tool-side of
the part.
[0003] Document US 6 017 484 A shows a process
and associated apparatus used to prepare a thermoplas-
tic composite from a plurality of plies of thermoplastic
resin prepregs. The prepregs are formed into a compos-
ite structure under two chambers; a rigid ouoter chamber
(of any convenient size or shape) and a second flexible
inner chamber containing a prepreg lay-up. The absolute
pressures are reduced concurrently in a stepwise method
in both chambers. This concurrent, stepped pressure re-
duction is accomplished at a rate which prevents the vac-
uum bag from moving
[0004] far from the prepregs, and prevents wrinkles
from form the prepregs. Document DE 23 36 487 A1
shows band generator for generating static electricity of
high voltage.
[0005] Accordingly, there is a need for a method and
apparatus for curing composite resin part layups that sub-

stantially reduces or eliminates tool-side part porosities.
Further, there is a need for a method and apparatus as
mentioned above which allows out-of-autoclave process-
ing of a composite resin part layup using conventional
vacuum bagging techniques and curing within a conven-
tional oven.

SUMMARY

[0006] The disclosed embodiments provide a method
and apparatus for out-of-autoclave curing of composite
resin part layups that may be carried out using conven-
tional ovens, and which is effective in reducing or elimi-
nating tool-side part porosities. Tool-side part porosities
are reduced by placing a charge on a cure tool using an
electric charge generator, such as, without limitation, an
electrostatic charge generator. The reduction of tool-side
porosities may enable parts to be cured using out-of auto-
clave processes.
[0007] In one embodiment, the electrical charge gen-
erator is used to negatively charge the tool, causing a
negative charge to be placed on the tool surface engag-
ing the part layup. The part layup carries a positive
charge. The negative charge on the tool surface forms a
charge imbalance or potential difference between the
cure tool and the positively charged part layup, and this
potential difference results in an electrostatic attractive
force. As the part layup is heated during the cure process,
the resin becomes less viscous and begins to flow, al-
lowing any entrapped gas molecules to migrate. The
electrostatic force attracts molecules of both the en-
trapped gasses and the resin toward the tool surface,
thereby substantially reducing or eliminating part poros-
ities, especially tool-side porosities.
[0008] The negative charge may be placed on the tool
using a mechanical technique such as without limitation,
triboelectric charging. The triboelectric charging is
achieved by placing two materials on the backside of the
tool that are sufficiently far apart on the triboelectric series
to produce the necessary potential difference between
the uncured composite part layup and the tool surface.
In other embodiments, the negative charge may be
placed on the tool using a dynamically powered system,
such as a Van der Graaff generator.
[0009] According to the invention, a method is provided
of reducing porosities in a composite resin part. The
method comprises placing an uncured composite part
layup on a surface of a tool and placing an electrical
charge on the tool by electrically charging the tool. The
method further comprises using the electrical charge on
the tool to attract molecules within the uncured composite
part layup to the surface of the tool, and curing the com-
posite part layup. The electrical charging of the tool may
be performed using triboelectric charging or a Van der
Graaff generator. Charging is performed by placing a
negative charge on the tool, which is used to attract mol-
ecules of gasses in the composite part layup toward the
tool surface.
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[0010] According to another disclosure, a method is
provided of fabricating a composite part, comprising plac-
ing an uncured composite resin part layup on a surface
of a tool and sealing a vacuum bag over the composite
part layup. The method further comprises drawing a vac-
uum in the bag, heating the composite part layup, and
placing an electric charge on the tool to attract gas mol-
ecules within the composite resin part layup towards the
surface of the tool. The method also includes curing the
composite part layup. The curing process may be carried
out within an oven. Placing the electric charge in the tool
may be performed by triboelectrical charging of the tool.
[0011] According to still another disclosure, a method
is provided of reducing tool-side porosities in a composite
resin part layup while being cured on the surface of the
tool. The method comprises using an electric charge to
attract gas molecules in a composite resin part layup to
the tool surface.
[0012] According to another embodiment, apparatus
is provided for curing a composite resin part, comprising
a tool having a tool surface adapted to engage a com-
posite resin part layup, and an electrical charge generator
for generating a charge on the tool surface sufficient mag-
nitude to attract gas molecules in the composite resin
part layup to the tool surface. The apparatus further com-
prises a rack adapted to support the tool within a curing
oven and a layer of electrical insulation between the elec-
tric charge generator and the rack.
[0013] According to an aspect of the present disclosure
there is provided method of reducing porosities of a com-
posite resin part, comprising placing an uncured com-
posite part layup on a surface of a tool and attracting
molecules within the uncured composite part layup to the
surface of the tool. Advantageously the method may fur-
ther comprise curing the part layup. Advantageously the
method may include attracting the molecules to the sur-
face of the tool includes placing an electrical charge on
the tool by electrically charging the tool. Advantageously
the method may include wherein electrically charging the
tool is performed using triboelectric charging. Advanta-
geously the method may include wherein electrically
charging the tool is performed using a Van der Graaff
generator. Advantageously the method may include
wherein electrically charging the tool is performed using
a negative charge generator and the charge placed on
the tool is a negative charge. Advantageously the method
may further comprise using the electrical charge on the
tool to attract molecules of gas in the composite part layup
toward the surface of the tool. Advantageously the meth-
od may include wherein electrically charging the tool is
performed using an electrostatic charge generator. Ad-
vantageously the method may include wherein charging
the tool includes placing a layer of material in contact
with the tool, and passing air over the surface of the layer
of material.
[0014] Advantageously the method may include
wherein electrically charging the tool is performed by
placing a layer of FEP against the tool, and placing a

material against the layer of FEP, wherein the material
is one of nylon and polyester.
[0015] According to another aspect of the present dis-
closure there is provided a method of fabricating a com-
posite part, comprising placing an uncured composite
resin part layup on a surface of a tool, sealing a vacuum
bag over the composite resin part layup, drawing a vac-
uum in the vacuum bag, heating the composite resin part
layup and placing an electric charge on the tool to attract
gas molecules within the composite resin part layup to-
ward the surface of the tool. Advantageously the method
may further comprise curing the composite part layup.
Advantageously the method may include wherein placing
the electric charge on the tool is performed by triboelec-
trical charging of the tool. Advantageously the method
may include wherein the triboelectric charging is per-
formed by placing a first layer of a first material in contact
with the tool, wherein the first layer of the first material is
relatively negative on a triboelectric series, and contact-
ing the first layer of the first material with a second ma-
terial, wherein the first and second materials are sub-
stantially spaced apart on the triboelectric series. Advan-
tageously the method may include wherein contacting
the first material with a second material includes passing
air over the first material.
[0016] According to yet another aspect of the present
disclosure there is provided method of reducing tool-side
porosities in a composite resin part layup while being
cured on the surface of a tool, comprising using an elec-
tric charge to attract gas molecules in the composite resin
part layup to the surface of the tool.
According to yet another aspect of the present invention,
there is provided apparatus for curing a composite resin
part, comprising a tool having a tool surface adapted to
contact a composite resin part layup and an electrical
charge generator for generating a charge on the tool sur-
face sufficient in magnitude to attract gas molecules in
the composite resin part layup to the tool surface. The
apparatus further comprises a rack adapted to support
the tool within a curing oven and a layer of electrical in-
sulation between the electric charge generator and the
rack. Advantageously the apparatus may include where-
in the electrical charge generator includes a triboelectric
charge generator. Advantageously the apparatus may
include wherein the triboelectric charge generator in-
cludes at least two materials in contact with each other
and sufficiently separated in the triboelectric series to
produce the electric charge on the tool surface. Advan-
tageously the apparatus may include wherein the tribo-
electric charge generator is located on the tool. Advan-
tageously the apparatus may include wherein the tribo-
electric charge generator includes a first material con-
tacting the tool and having a inherently negative charge
in a triboelectric series, and a second material contacting
the first material and separated from the first material in
the triboelectric series by an amount sufficient to gener-
ate the electric charge on the tool surface. Advanta-
geously the apparatus may include wherein the first ma-
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terial includes first and second layers, and the second
material is disposed between the first and second layers
and is pervious to allow flow of air across surfaces of the
first and second layers. Advantageously the apparatus
may include wherein the second material includes a flex-
ible bag covering the first material and sealed to the tool.
Advantageously the apparatus may include wherein the
first material is fluorinated ethylene propylene (FEP) and
the second material is one of a nylon and a polyester.
Advantageously the apparatus may include wherein the
flexible bag includes an air inlet, and the electrical charge
generator includes a Venturi device for drawing air from
the air inlet across the first material and out of the flexible
bag.
[0017] The features, functions, and advantages can be
achieved independently in various embodiments of the
present disclosure or may be combined in yet other em-
bodiments in which further details can be seen with ref-
erence to the following description and drawings.

BRIEF DESCRIPTION OF THE DRAWINGS

[0018] The novel features believed characteristic of the
advantageous embodiments are set forth in the append-
ed claims. The advantageous embodiments, however,
as well as a preferred mode of use, further objectives
and advantages thereof, will best be understood by ref-
erence to the following detailed description of an advan-
tageous embodiment of the present disclosure when
read in conjunction with the accompanying drawings,
wherein:

FIG. 1 is an illustration of a functional block diagram
of apparatus for curing a composite resin part layup
that reduces part porosities.

FIG. 2 is an illustration of an exploded side view of
one embodiment of the apparatus shown in FIG. 1.

FIG. 3 is an illustration of an unexploded sectional
view taken along the line 3-3 in FIG. 2.

FIG. 4 is an illustration of a side view of another em-
bodiment of the apparatus

FIG. 4A is an illustration a diagrammatic view of a
Van der Graaff generator employing the triboelectric
effect.

FIG. 5 is an illustration of a side view of a further
embodiment of the apparatus.

FIG. 6 is an illustration of a flow diagram of a method
of curing a composite resin part layup that reduces
part porosities.

FIG. 7 is an illustration of a flow diagram of aircraft
production and service methodology.

FIG. 8 is an illustration of a block diagram of an air-
craft.

DETAILED DESCRIPTION

[0019] FIG. 1 broadly illustrates the components of ap-
paratus for curing a composite resin part layup that re-
duces part porosities due to entrapped gases. The re-
duction in part porosities, particularly tool-side porosities,
may enable the use of out-of-autoclave processes to cure
composite part layups. An uncured composite part layup
20 is placed on the surface 25 of a suitable tool 22, some-
times referred to as a cure tool or a bond tool. As will be
discussed in more detail below, a vacuum bag (not shown
in FIG. 1) may be placed over the part layup 20 and sealed
to the tool surface 25 in order to apply compaction pres-
sure to the part layup 20 during the cure process. The
part layup 20 placed on the tool 22 may be cured in a
conventional oven indicated by the broken line 26. In or-
der to reduce part porosities, particularly part porosities
near the tool surface 25, an electric charge generator 24
is used to place a negative charge - on the tool 22 which
may be maintained throughout the cure cycle. The un-
cured composite part layup 20 carries a positive charge
+. The potential difference V resulting from the positively
charged part layup 20 and the negatively charged tool
22 produces an electrostatic force F that attracts en-
trapped air and/or volatile gas molecules 58 (hereinafter
collectively referred to as gas, gasses or gas molecules)
to the surface 25 of the tool 22. As a result of the migration
of the gas molecules 58 to the tool surface 25, porosities
in the cured part layup 20 caused by entrapped gasses
are substantially reduced or eliminated.
[0020] Attention is now directed to FIGS. 2 and 3 which
illustrate one embodiment of the apparatus shown in FIG.
1 that may be employed to cure a composite resin part
layup 20 within conventional oven 26 using conventional
vacuum bagging techniques to apply compaction pres-
sure to the part layup 20 during the cure process. The
uncured composite part layup 20 may comprise multiple
plies of a prepreg, each including a fiber reinforcement
20a (FIG. 3) held in a polymer resin matrix 20b. The un-
cured composite part layup 20 is placed on surface 25
of a tool 22. In the illustrated embodiment, the tool surface
25 is shown as being substantially flat, however in other
applications the tool surface 25 may have one or more
contours or curves or a combination of flat areas and
contours (not shown). The tool 22 may comprise metal,
a composite or other materials capable of maintaining an
electric charge that is produced by an electric charge
generator 24, which in this example is an unpowered,
mechanical form of the electric charge generator 24
shown in FIG. 1.
[0021] A conventional flexible vacuum bag 32, which
may comprise without limitation, nylon or polyester, cov-
ers the part layup 20 and is sealed to the tool surface 25
using conventional sealing tape or other sealing methods
(not shown). Although not illustrated in the drawings, one
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or more breathers, peel plies, caul plates, etc. may be
placed over the part layup 20 beneath the vacuum bag
32. The vacuum bag 32 includes an air outlet 38 coupled
with vacuum tube 40 that is used to evacuate the bag
32, resulting in compaction pressure being applied to the
part layup 20 during a cure cycle.
[0022] An electric charge generator 24, described lat-
er, is attached to the bottom side 36 of the tool 22. The
electric charge generator 24 along with the tool 22 and
the part layup 20 are supported on an oven rack 30 that
may be placed within a conventional heating oven 26 to
carry out curing. The electric charge generator 24 is elec-
trically insulated from the oven rack 30 by an insulation
layer 28, which may comprise, without limitation, a glass
fabric. During charging of the tool 22 by the electric
charge generator 24, the insulation layer 28 electrically
insulates the electric charge generator 24 from the oven
rack 30, thus preventing discharge of the negative charg-
es placed on the tool 22.
[0023] In the embodiment shown in FIGS. 2 and 3, the
electric charge generator 24 comprises a triboelectric
static charge generator that includes first and second lay-
ers 42, 44 respectively, of a first material, spaced apart
and separated by pervious layer 46 of a second material
that allows air to pass therethrough. The first and second
layers 42a, 44a respectively of the first material, have
opposing surfaces 42a, 44a (FIG. 3) that are in contact
with the layer 46 of the second material. The triboelectric
charge generator 24 generates an electric charge by the
triboelectric effect. The triboelectric effect, sometimes
known as triboelectric charging, is a form of contact elec-
trification in which certain materials become electrically
charged after they come in contact with another different
material, and are then separated, such as through rub-
bing, although charge transfer may occur in some cases
through simple contact without rubbing or separation.
The polarity and the strength of the charges produced
differ according to the materials, surface roughness, tem-
perature, strain and other properties of the materials. Ma-
terials may be arranged in a list, known as the triboelectric
series, according to the order of a polarity of charge sep-
aration when they are touched by another object. A ma-
terial towards the bottom of the series, when touched by
a material near the top of the series, will attain a more
negative charge, and vice versa. The further away ma-
terials are from each other on the triboelectric series, the
greater the charge transferred.
[0024] The layers of material 42, 44, 46 are covered
by a vacuum bag 56 which may comprise for example,
and without limitation, polyester or nylon. The vacuum
bag 56 is sealed to the bottom side 36 of the tool 22 by
any suitable technique, such as use of a conventional
sealing tape (not shown) and conformally engages one
the second layer 44 of the second material. A Venturi
device 52 attached to one side of the bag 56 is coupled
with a suction tube 54. The Venturi device 52 includes
an internal Venture tube (not shown) that produces a
local partial vacuum within the bag 56. This local partial

vacuum causes air to be drawn into an inlet 48 in the bag
56 and through the layer 46 of the second material.
[0025] The air flowing through the layer 46 of the sec-
ond material moves across over the surfaces 42a, 44a
(FIG. 3) of the first and second layers 42, 44 of the first
material. The second material forming layer 46 and the
first material forming the layers 42, 44, are chosen such
that they are sufficiently spaced apart in the triboelectric
series to generate the desired magnitude of negative
charge on the tool 22 when air flows through the layer
46 and over the first and second layers 42, 44. For ex-
ample, and without limitation, in one embodiment, each
of the first and second layers 42, 44 of material may com-
prise a material that has a relatively negative charge in
the triboelectric series, such as, without limitation, a suit-
able FEP (fluorinated ethylene propylene) such as Te-
flon®, and the layer 46 of the second material may com-
prise a woven glass/N10 having a relatively positive
charge in the triboelectric series.
[0026] Contact of the bag 56 with second layer 44,
along with air flow 50 over the opposing surfaces 42a,
44a of the first and second layers 42, 46 respectively
result in a negative charge being placed on the tool 22
by a triboelectric charge generation effect. Other ar-
rangements of materials may be employed on the back-
side 36 of the tool 22 in order to generate an electrostatic
charge on tool 22 through a triboelectric effect. As pre-
viously discussed, the electric charge produced by the
electric charge generator 24 negatively charges the tool
22. The negative charge on the tool surface 25 results in
an electrostatic force F (FIG. 1) that attracts molecules
(FIG. 3) of both the gases and the resin 58, 60 respec-
tively, toward the tool surface 25, thereby substantially
reducing or eliminating porosities in the cured part, par-
ticularly tool-side porosities. The migration of the resin
molecules 60 toward the tool surface 25 caused by the
electrostatic force F may aid in moving the gas molecules
58 out of the part layup 20 to the tool surface 25.
[0027] As previously mentioned, the electric charge
generator 24 shown in FIG. 1 may comprise any of a
number of devices that are capable of generating an elec-
tric charge that may be transferred to the tool 22 in order
to establish a negative electrostatic charge on the tool
surface 25 and the desired potential difference between
the tool 22 and the composite part layup 20. For example,
referring to FIG. 4, the electric charge generator 24 may
comprise a powered electrostatic charge generator 64
that may be directly connected to the tool 22. In this ex-
ample, the tool 22 is supported on an oven rack 30 that
is insulated from the tool 22 by a layer 28 of electrical
insulation.
[0028] Electrostatic generator 64 may comprise, with-
out limitation, a Van der Graaff generator comprising a
belt (not shown) of flexible dielectric material running over
two or more pulleys (not shown), and electrodes posi-
tioned near the pulleys (not shown). Alternatively, the
electrostatic generator 64 may comprise a form of a Van
der Graaff generator employing the triboelectric effect,
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such as that shown in FIG. 4A. In this latter example, the
friction between one or more belts 65 and a pair of rollers
67, 69, one of them being made of insulating material, or
both being made of insulating materials at different po-
sitions on the triboelectric scale, one above and the other
below the material or the belt, charges the rollers 67, 69
with opposite polarities. An electric field (not shown) from
the rollers 67, 69 then induces a corona discharge on
electrodes 71, 73 which spray the charge onto the belts
65 which are opposite in polarity to the charge on the
rollers 67, 69. Use of the powered type electrostatic gen-
erator 64 described above may be desirable in connec-
tion with cure tools 22 that have complex or highly con-
toured tool surfaces, and with both large and small tool
strings.
[0029] A further embodiment of apparatus for curing a
composite part layup 20 that reduces or eliminates part
porosity is illustrated in FIG. 5. In this example, the bottom
side 36 of the tool 22 is substantially covered by a layer
of a first material 42. A layer 56 of a second material
covers the layer 42 of the first material and is sandwiched
between layer 42 and the insulating layer 28. The first
and second layers of 42, 56 have inherent charges that
are sufficiently different on the triboelectric scale to pro-
duce the desired static electric charge on the tool surface
25. For example, layer 42 contacting the bottom side 36
of the tool 22 may comprise an FEP/Teflon material hav-
ing a relatively negative charge, and layer 56 may be
comprise a nylon or polyester having a relatively positive
charge on the triboelectric series. In the embodiment
shown in FIG. 5, it is not necessary to pass air over either
of the layers 42, 56 as is carried out in the embodiment
shown in FIGS. 2 and 3.
[0030] Attention is now directed to FIG. 6 which broadly
illustrates the overall steps of a method for curing a com-
posite part layup that reduces tool side porosity in cured
part, and which may be carried out using conventional
vacuum bag processing techniques and a conventional
curing oven. Beginning at 66, an uncured part layup 20
is placed on the surface 25 of a tool 22. At 68, a vacuum
bag 32 is placed over the part layup 20 and sealed to the
tool 22. At 78, a vacuum is drawn within the vacuum bag
32, and at 72, the tool 22 is electrically charged, which
in the illustrated example comprises placing a negative
charge on a tool 22, which results in a negative electro-
static charge on the tool surface 25. At 74, the electro-
static charge placed on the tool surface 25 is used to
attract gas and resin molecules to the tool surface 25. At
76, the composite part layup is cured by placing the part
layup 20 along with the negatively charged tool 22 in a
conventional oven 26.
[0031] Embodiments of the disclosure may find use in
a variety of potential applications, particularly in the trans-
portation industry, including for example, aerospace, ma-
rine, automotive applications and other application where
automated layup equipment may be used. Thus, referring
now to FIGS. 7 and 8, embodiments of the disclosure
may be used in the context of an aircraft manufacturing

and service method 78 as shown in FIG. 7 and an aircraft
80 as shown in FIG. 8. Aircraft applications of the dis-
closed embodiments may include, for example, without
limitation, curing of composite resin parts such as, with-
out limitation beams, spars and stringers, to name only
a few. During pre-production, exemplary method 78 may
include specification and design 82 of the aircraft 80 and
material procurement 84. During production, component
and subassembly manufacturing 86 and system integra-
tion 88 of the aircraft 80 takes place. Thereafter, the air-
craft 80 may go through certification and delivery 90 in
order to be placed in service 92. While in service by a
customer, the aircraft 80 is scheduled for routine main-
tenance and service 94, which may also include modifi-
cation, reconfiguration, refurbishment, and so on.
[0032] Each of the processes of method 78 may be
performed or carried out by a system integrator, a third
party, and/or an operator (e.g., a customer). For the pur-
poses of this description, a system integrator may include
without limitation any number of aircraft manufacturers
and major-system subcontractors; a third party may in-
clude without limitation any number of vendors, subcon-
tractors, and suppliers; and an operator may be an airline,
leasing company, military entity, service organization,
and so on.
[0033] As shown in FIG. 8, the aircraft 80 produced by
exemplary method 78 may include an airframe 96 with a
plurality of systems 98 and an interior 100. Examples of
high-level systems 98 include one or more of a propulsion
system 102, an electrical system 104, a hydraulic system
106, and an environmental system 108. Any number of
other systems may be included. Although an aerospace
example is shown, the principles of the disclosure may
be applied to other industries, such as the marine and
automotive industries.
[0034] Systems and methods embodied herein may
be employed during any one or more of the stages of the
production and service method 78. For example, com-
ponents or subassemblies corresponding to production
process 86 may be fabricated or manufactured in a man-
ner similar to components or subassemblies produced
while the aircraft 80 is in service. Also, one or more ap-
paratus embodiments, method embodiments, or a com-
bination thereof may be utilized during the production
stages 86 and 88, for example, by substantially expedit-
ing assembly of or reducing the cost of an aircraft 80.
Similarly, one or more of apparatus embodiments, meth-
od embodiments, or a combination thereof may be uti-
lized while the aircraft 80 is in service, for example and
without limitation, to maintenance and service 94.
[0035] The description of the different advantageous
embodiments has been presented for purposes of illus-
tration and description, and is not intended to be exhaus-
tive or limited to the embodiments in the form disclosed.
Many modifications and variations will be apparent to
those of ordinary skill in the art. Further, different advan-
tageous embodiments may provide different advantages
as compared to other advantageous embodiments. The
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embodiment or embodiments selected are chosen and
described in order to best explain the principles of the
embodiments, the practical application, and to enable
others of ordinary skill in the art to understand the dis-
closure for various embodiments with various modifica-
tions as are suited to the particular use contemplated.

Claims

1. A method of reducing porosities of a composite resin
part, comprising:

placing an uncured composite part layup on a
surface of a tool; and
attracting molecules within the uncured com-
posite part layup to the surface of the tool,
wherein attracting the molecules to the surface
of the tool includes placing an electrical charge
on the tool by electrically charging the tool, using
the electrical charge on the tool to attract mole-
cules of gas in the composite part layup toward
the surface of the tool.

2. The method of claim 1, further comprising curing the
part layup.

3. The method of claim 1 or 2, wherein electrically
charging the tool is performed using triboelectric
charging.

4. The method of claim 1 or 2, wherein electrically
charging the tool is performed using a Van der Graaff
generator.

5. The method of claim 1 or 2, wherein electrically
charging the tool is performed using a negative
charge generator and the charge placed on the tool
is a negative charge.

6. The method of any of claims 1 to 5, wherein electri-
cally charging the tool is performed using an elec-
trostatic charge generator.

7. An apparatus for curing a composite resin part, com-
prising:

a tool having a tool surface adapted to contact
a composite resin part layup;
an electrical charge generator for generating a
charge on the tool surface sufficient in magni-
tude to attract gas molecules in the composite
resin part layup to the tool surface,
a rack adapted to support the tool within a curing
oven; and
a layer of electrical insulation between the elec-
tric charge generator and the rack.

8. The apparatus of claim 7, wherein the electrical
charge generator includes a triboelectric charge
generator.

9. The apparatus of claim 8, wherein the triboelectric
charge generator includes at least two materials in
contact with each other and sufficiently separated in
the triboelectric series to produce the electric charge
on the tool surface.

10. The apparatus of claim 8 or 9, wherein the triboelec-
tric charge generator is located on the tool.

11. The apparatus of any of claims 8 to 10, wherein the
triboelectric charge generator includes:

a first material contacting the tool and having a
inherently negative charge in a triboelectric se-
ries, and
a second material contacting the first material
and separated from the first material in the tri-
boelectric series by an amount sufficient to gen-
erate the electric charge on the tool surface.

12. The apparatus of claim 11, wherein:

the first material includes first and second layers,
and
the second material is disposed between the first
and second layers and is pervious to allow flow
of air across surfaces of the first and second
layers.

Patentansprüche

1. Verfahren zum Verringern der Poren eines Verbund-
werkstoff-Harz-Teils, mit den folgenden Schritten:

Anordnen einer unausgehärteten Verbund-
werkstoffteilschichtung auf einer Oberfläche ei-
nes Werkzeugs; und
Anziehen von Molekülen innerhalb der unaus-
gehärteten Verbundwerkstoffteilschichtung zu
der Oberfläche des Werkzeugs, wobei das An-
ziehen der Moleküle zu der Oberfläche des
Werkzeugs das Anordnen einer elektrischen La-
dung auf dem Werkzeug durch elektrisches La-
den des Werkzeugs, und das Nutzen der elek-
trischen Ladung auf dem Werkzeug zum Anzie-
hen der Moleküle aus Gas in der Verbundwerk-
stoffteilschichtung zu der Oberfläche des Werk-
zeugs aufweist.

2. Verfahren nach Anspruch 1, des Weiteren mit dem
Schritt des Aushärtens der Teilschichtung.

3. Verfahren nach Anspruch 1 oder 2, wobei das elek-
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trische Laden des Werkzeugs durch Nutzen von tri-
boelektrischem Laden durchgeführt wird.

4. Verfahren nach Anspruch 1 oder 2, wobei das elek-
trische Laden des Werkzeugs durch Nutzen eines
Van der Graaff-Generators durchgeführt wird.

5. Verfahren nach Anspruch 1 oder 2, wobei das elek-
trische Laden des Werkzeugs durch Nutzen eines
Negative-Ladung-Generators durchgeführt wird und
die auf dem Werkzeug angeordnete Ladung eine ne-
gative Ladung ist.

6. Verfahren nach einem der Ansprüche 1 bis 5, wobei
das elektrische Laden des Werkzeugs durch Nutzen
eines Elektrostatische-Ladung-Generators durch-
geführt wird.

7. Vorrichtung zum Aushärten eines Verbundwerk-
stoff-Harz-Teils, mit:

einem Werkzeug, das eine Werkzeugoberflä-
che aufweist, die dazu ausgelegt ist, eine Ver-
bundwerkstoff-Harzteilschichtung zu kontaktie-
ren;
einen Elektrische-Ladung-Generator zum Ge-
nerieren einer Ladung auf der Werkzeugober-
fläche, die ausreichend in ihrer Größe ist, Gas-
moleküle in der Verbundwerkstoff-Harzteil-
schichtung zu der Werkzeugoberfläche anzu-
ziehen,
ein Gestell, das dazu ausgelegt ist, das Werk-
zeug innerhalb eines Aushärtungsofens zu stüt-
zen; und
eine Schicht aus elektrischer Isolierung zwi-
schen dem Elektrische-Ladung-Generator und
dem Gestell.

8. Vorrichtung nach Anspruch 7, wobei der Elektrische-
Ladung-Generator einen Triboelektrische-Ladung-
Generator aufweist.

9. Vorrichtung nach Anspruch 8, wobei der Triboelek-
trische-Ladung-Generator mindestens zwei Materi-
alien aufweist, die miteinander in Kontakt sind, und
genügend voneinander in der triboelektrischen Rei-
he beabstandet sind, um die elektrische Ladung auf
der Werkzeugoberfläche zu erzeugen.

10. Vorrichtung nach Anspruch 8 oder 9, wobei der Tri-
boelektrische-Ladung-Generator auf dem Werk-
zeug angeordnet ist.

11. Vorrichtung nach einem der Ansprüche 8 bis 10, wo-
bei der Triboelektrische-Ladung-Generator auf-
weist:

ein erstes Material, das das Werkzeug kontak-

tiert und eine inhärente negative Ladung in einer
triboelektrischen Reihe aufweist, und
ein zweites Material, das das erste Material kon-
taktiert und von dem ersten Material in der tri-
boelektrischen Reihe um ein Maß beabstandet
ist, das ausreichend ist, die elektrische Ladung
auf der Werkzeugoberfläche zu generieren.

12. Vorrichtung nach Anspruch 11, wobei
das erste Material eine erste und eine zweite Schicht
aufweist, und
das zweite Material zwischen der ersten und der
zweiten Schicht angeordnet ist und durchlässig ist,
um einen Luftstrom über Oberflächen der ersten und
der zweiten Schicht zu ermöglichen.

Revendications

1. Procédé de réduction des porosités d’une pièce en
résine composite, comportant les étapes consistant
à :

placer un empilement non polymérisé pour piè-
ce composite sur une surface d’un outil ; et
attirer des molécules présentes à l’intérieur de
l’empilement non polymérisé pour pièce com-
posite vers la surface de l’outil, l’attraction des
molécules vers la surface de l’outil comprenant
les étapes consistant à placer une charge élec-
trique sur l’outil en chargeant électriquement
l’outil, à utiliser la charge électrique présente sur
l’outil pour attirer des molécules de gaz présen-
tes dans l’empilement pour pièce composite
vers la surface de l’outil.

2. Procédé selon la revendication 1, comportant en
outre l’étape consistant à polymériser l’empilement
pour pièce.

3. Procédé selon la revendication 1 ou 2, l’étape con-
sistant à charger électriquement l’outil étant réalisée
par une charge triboélectrique.

4. Procédé selon la revendication 1 ou 2, l’étape con-
sistant à charger électriquement l’outil étant réalisée
à l’aide d’un générateur de Van de Graaff.

5. Procédé selon la revendication 1 ou 2, l’étape con-
sistant à charger électriquement l’outil étant réalisée
à l’aide d’un générateur de charges négatives et la
charge placé sur l’outil étant une charge négative.

6. Procédé selon l’une quelconque des revendications
1 à 5, l’étape consistant à charger électriquement
l’outil étant réalisée à l’aide d’un générateur de char-
ges électrostatiques.

13 14 



EP 2 671 702 B1

9

5

10

15

20

25

30

35

40

45

50

55

7. Appareil destiné à polymériser une pièce en résine
composite, comportant :

un outil doté d’une surface d’outil prévue pour
toucher un empilement pour pièce en résine
composite ;
un générateur de charges électriques servant à
générer une charge sur la surface de l’outil d’une
ampleur suffisante pour attirer des molécules de
gaz présentes dans l’empilement pour pièce en
résine composite vers la surface de l’outil,
un râtelier prévu pour soutenir l’outil à l’intérieur
d’une étuve de polymérisation ; et
une couche d’isolation électrique entre le géné-
rateur de charges électriques et the râtelier.

8. Appareil selon la revendication 7, le générateur de
charges électriques comprenant un générateur de
charges triboélectriques.

9. Appareil selon la revendication 8, the générateur de
charges triboélectriques comprenant au moins deux
matériaux en contact entre eux et suffisamment sé-
parés dans la série triboélectrique pour produire la
charge électrique sur la surface de l’outil.

10. Appareil selon la revendication 8 ou 9, le générateur
de charges triboélectriques étant situé sur l’outil.

11. Appareil selon l’une quelconque des revendications
8 à 10, le générateur de charges triboélectriques
comprenant :

un premier matériau touchant l’outil et possé-
dant une charge intrinsèquement négative dans
une série triboélectrique, et
un deuxième matériau touchant le premier ma-
tériau et séparé du premier matériau dans la sé-
rie triboélectrique par une quantité suffisante
pour générer la charge électrique sur la surface
de l’outil.

12. Appareil selon la revendication 11 :

le premier matériau comprenant des première
et deuxième couches ; et
le deuxième matériau étant disposé entre les
première et deuxième couches et étant perméa-
ble pour permettre un écoulement d’air sur
l’étendue de surfaces des première et deuxième
couches.
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