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The results of modeling thin-walled carbon fiber tubes of square section are presented.

The task of the study is to determine and account for deviations during winding and

rejection of such products. Traditionally, carbon fiber winding tubes are used for

dimensionally stable structures, and circular tubes are used, which are easily wound, but

have significant bending during bending. To eliminate this problem, it is proposed to use

square carbon tubes. Such tubes have an advantage in gluing, since they include flat

surfaces. Bending also decreases. To eliminate this problem, it is proposed to use square

carbon tubes. Such tubes have an advantage in gluing, since they include flat surfaces.

Bending also decreases. However, square tubes require a new approach when winding a

carbon prepreg onto a square core. It is shown in the work that the main factor that leads

to a spread in wall thicknesses is the alternation of straight sections and sections on the

radii of rounding of a square mandrel. This cyclicity manifests itself with each revolution

of the mandrel and leads to a significant increase in the pressing pressure at the corners of

the square mandrel and the absence of such pressure in the straight sections of the square

mandrel. There is no way to avoid this phenomenon on existing equipment. Therefore, a

different approach was proposed. It consists in the fact that each manufactured element

before entering the assembly phase is subjected to statistical analysis in order to determine

the real moment of resistance to bending W. This analysis includes 4 steps. At the first

stage, all four faces of each square tube are marked. At the second stage, the actual

thickness of each wall is determined. At the third stage, the real moment of bending

resistance is calculated for each of the four positions of the tube relative to the main axis

of rotation. At the fourth stage, a map of the location of the tube inside the finished

structure is created. This article provides the actual thickness of the carbon fiber tubes in

the amount of 20 pieces. It is shown that such a method of taking into account thickness

deviations will make it possible to find a reserve for reducing the deflection of the finished

structure.
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Statement of the problem

The modern development of science requires
ever more accurate measuring instruments. This task
becomes even more difficult if it is additionally
required to ensure other important factors, for
example, the minimum mass. Measuring instruments
are usually installed on supporting platforms, which
should also have well-predicted spatial stability
indicators. In addition, such devices and their
platforms often operate in conditions of a significant
temperature difference. All this requires
fundamentally new solutions, primarily in the field
of technology for the production of such structures,

which are most often made from carbon fiber tubes.
This article is devoted to the study of

technological features of the production of carbon
fiber rod structures. Carbon fiber tubes are made by
winding a crude prepreg onto a collapsible core
(mandrel). The final assembly of the frame or truss
is done by gluing. Seats for attaching research
instruments are then attached to the finished rod
structure. As a result, the accuracy of the positioning
of the research instrument is the fifth or sixth stage
of ensuring accuracy. Given that any composite
structure has a natural variation in the output
accuracy parameters, it becomes clear that research
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should be continued.
Under the natural scatter of the output

parameters in this paper, we mean the scatter of the
wall thickness of the carbon fiber tubes, as well as
the scatter of the actual bending elastic modulus.
Thus, the real bending stiffness will be correlated
with both geometric properties and material
properties. Today it should be recognized that the
reserve of properties of geometric sections seems to
be higher than the reserve of properties of composite
materials.

Thus, the idea was formed to replace round
carbon fiber tubes with carbon fiber tubes of square
cross section. However, the production technology
and control of square tubes requires additional
research. The prototypes of square tubes have been
extensively tested, and these results are presented in
this article.

Analysis of recent research and publications

Most modern high-precision platforms are
made of carbon fiber [1–3].

This section of the analysis of publications is
devoted to two important aspects. The first is the
manufacture of carbon fiber tubes. The second is
the control and further use of the tubes in the finished
frame or truss.

An analysis of the available sources for the first
aspect showed that the cross-sectional shape is a
very important factor. Theoretical and practical work
shows that a thin-walled square tube has a 50% less
bending strain at the same profile height. A square
thin-walled pipe with the same profile height has
25% more cross-sectional area. This has a positive
effect on the strength and rigidity of the structure
under tensile and compressive loads. In the case of
square pipes, we have a jealous bonding surface on
the side of all the elements. As a result, we get a
well-controlled glue line. Adhesive bonding is better
than bonding with mechanical elements [4]. These
features give many advantages, however, they require
taking into account the spread of technological
parameters. Until recently, deviations of square tubes
were only taken into account as a margin of safety
or structural rigidity [5]. The article presents new
results that make the production of square carbon
pipes more advanced.

The second aspect of the manufacture of carbon
fiber structures is the subsequent control. An example
of non-destructive testing using the method of
holographic interferometry is given in [3]. This is a
good method for determining the imperfection of a
composite element. However, this method does not
allow to establish the actual values of the modulus
of elasticity in bending.

The next important task is where and how to
place the carbon fiber tube in the finished structure.
To date, the design documentation does not regulate
the sequence of the assembly process from existing
tubes. But we know that each tube has its own unique
modulus of elasticity. This suggests that the place of
each tube in the finished structure must somehow
correspond to its individual stiffness characteristics.
Unfortunately, it was not possible to find works on
this subject in the public domain.

Research objective

As an object of research, the manufacturing
process of a carbon fiber square tube is considered.
The manufacture is made by winding a carbon fiber
impregnated with epoxy resin, which we will call
prepreg on a square core (mandrel). Before starting
production, it is necessary to develop a mathematical
model of winding the prepreg on a square mandrel,
since existing models are applicable only for round
tubes.

It is believed that the process of winding carbon
fiber will be carried out on the same equipment on
which the traditional round tubes are wound. The
only difference is that the core will be square, not
round. The carbon filament winding angles will be
the same for the two types of tubes.

An additional research factor is the need to
control the external crimping of a square tube. This
is very important, since on such surfaces the
installation of connection elements between the
platform and the research equipment takes place. If
the outer surface will be of high quality, then the
glue connection with the seat under the device will
be durable and have good control of all sizes in space.

In addition to the absolute advantages of a
square carbon fiber tube, relative advantages should
also be taken into account. For example, the
adequacy of the mathematical model of a round tube
is considered higher than for a square tube. It should
be noted that the spread of technological parameters
for a round tube will be less than that of a square
tube. This is due to a simpler cross-sectional shape
in terms of winding processes. In addition, to date,
not enough experience has been gained in operating
detachable square cores, especially with prolonged
use. These factors should be taken into account both
in the mathematical model and in engineering
practice.

Thus, the consideration of structural and
technological factors in the manufacture of the core
structure from carbon fiber tubes of square section
is part of the overall process of obtaining a high-
quality and dimensionally stable structure.

The aim of the work is to develop a
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mathematical model for winding carbon fiber tubes
of square cross section.

Main material of the research

A mathematical model for the manufacture of
carbon fiber rods

As experience shows, the shape of the cross
section is a factor that is very poorly appreciated.
Theoretical and practical work shows that a thin-
walled tube of square cross section has 50 % less
bending at a bend at the same profile height. A square
thin-walled pipe with the same profile height has
25 % more cross-sectional area [1]. Hubble telescope
elements are made from such material [2]. This has
a positive effect on the strength and rigidity of the
structure under tensile and compressive loads. In
the case of square tubes, we have a jealous gluing
surface on the side of all elements. As a result, we
get a well-controlled glue line. Adhesive bonding is
better than bonding with mechanical elements [3,4].
These features give many advantages, however, they
require taking into account the spread of
technological parameters [4]. Until recently,
deviations of square tubes were taken into account
only as safety margins or structural stiffnesses. The
paper presents new results that make the production
of square carbon fiber tubes more perfect.

In the manufacture of carbon fiber tubes and
of circular cross section:
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In the manufacture of carbon fiber tubes of a
square cross section:
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where Pro – the force acting on the core when
winding a carbon thread on a round core; Ðsq – the
force acting on the core when winding a carbon
thread on a square core; n – the number of layers of
winding; N – carbon thread tension;  – angle of
winding carbon thread; R – radius of the cross section
of the round core; R1 – rounding radius at the corners
of a square core.

We calculate the difference in pressure on the
round and square core. The initial parameters are
indicated as formula:

N=10 kgs; a±45°; R=0.015 m; R1=0.005 m.  (3)

The structure of the layers of the round and
square tube is the same. The tube consists of 7 prepreg
layers. Each layer has an estimated thickness of
0.13 mm, with a filament thickness of 0.06 mm and
an epoxy filler thickness of 0.07 mm. 1st layer wound
under. angle; then 2-6 layers are wound at an angle;
the last 7th layer is wound at an angle. The theoretical
prepreg thickness after winding is 0.91 mm. The
theoretical prepreg thickness after crimping is
0.9 mm.

The pressure on the core for one revolution of a
round mandrel according to formulas (2) and (4) is:
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The pressure on the core for one revolution of the
square mandrel according to formulas (3) and (4) is:
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Comparing formulas (5) and (6), it becomes
clear that at the corners of square tubes the pressure
on the core is 2.5 times greater than when winding
around a round core. Moreover, on flat sections of a
square profile according to formula (4), this force is
kg/m, and at the fillet corners 1842 kg/m. This is a
very large unevenness.

Mathematical modeling of prepreg thickness
We see that at the corners of the square core

the pressure rises sharply. This means that the epoxy
matrix will actually be extruded from the prepreg.
Thus, the real prepreg of the prepreg at the corners
of the square core will be grassy with the thickness
of the carbon thread. We write this feature through
a change in the volume of the prepreg:

n
1 1

Т prpr

i 1

4H 8R 2 R
V t ,

cos

  


   (6)

where VÒ – theoretical prepreg volume when wound
on a square core; n – number of winding layers;
H – square tube profile height;  – angle of winding
carbon thread; R1 – rounding radius at the corners
of a square core; tprpr – prepreg thickness.

The real volume of the prepreg, taking into
account the fact that the epoxy matrix will be
extruded at the corners of the square tube, is written
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as follows:

 n
prpr 1 1 f
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where VA – actual prepreg volume when wound on
a square core; n – number of winding layers; H –
square tube profile height;  – angle of winding
carbon thread; R1 – rounding radius at the corners
of a square core; tprpr – prepreg thickness; tf – carbon
fiber thickness.

Next, we determine the scatter of prepreg
thicknesses for the first layer. The parameters of a
square tube are as follows: H=30 mm; =±45o;
R1=5 mm; tprpr=0.13 mm; tf=0.06 mm.

We write it like this:
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The unevenness of the volume of the prepreg
on the radii of rounded and flat areas during winding
on a square core can exceed 30%. If we recalculate
the volume of the prepreg to its comrade, we get the
following values:
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It is seen that the spread of prepreg can exceed
60% for traditional production (Table 1).

To confirm the mathematical model, 20 carbon
fiber tubes were manufactured. Then they were
marked and the actual wall thicknesses t1, t2, t3, t4
were determined. The bending moment of resistance
W is calculated for four positions that reflect the rotation
of each bar relative to the main axis. In calculations of
the moment of resistance to bending W, this is expressed
through a cyclic permutation of the thicknesses. Step
1. Without turning – t1, t2, t3, t4. Step 2. Rotate 90
degrees – t4, t1, t2, t3. Step 3. Rotate 180 degrees –
t3, t4, t1, t2. Step 4. Turn 270 degrees – t2, t3, t4, t1.
The calculation results are shown in table 1 and table 2.
The spread of the moment of resistance during bending
is shown in table 3.

Table  1

Calculations of the moment of resistance to bending W. Step 1 and step 2

Thickness, mm Thickness, mm Tube 

number t1 t2 t3 t4 
W 

t4 t1 t2 t3 
W 

1 1.05 1.00 0.95 1.15 810635.24 1.15 1.05 1 0.95 818813.08 

2 1.10 1.1 1.05 1.1 824294.49 1.1 1.1 1.1 1.05 827047.64 

3 1.20 0.95 1.2 1.1 840868.82 1.1 1.2 0.95 1.2 821501.77 

4 1.00 1.15 1.05 1 814717.96 1 1 1.15 1.05 820183.44 

5 1.10 1.1 0.95 0.95 812004.44 0.95 1.1 1.1 0.95 812004.44 

6 0.95 1 0.95 1.05 799837.34 1.05 0.95 1 0.95 807934.16 

7 1.25 1.05 1.2 1.15 849281.86 1.15 1.25 1.05 1.2 835310.72 

8 1.10 1.1 1 0.95 816087.16 0.95 1.1 1.1 1 813361.20 

9 1.05 1.05 0.95 1.1 810635.24 1.1 1.05 1.05 0.95 818813.08 

10 1.20 1.25 1.25 1.25 857751.85 1.25 1.2 1.25 1.25 860587.66 

11 0.95 1.15 1.15 0.95 817450.71 0.95 0.95 1.15 1.15 817450.71 

12 1.10 1.25 1.15 1.1 836720.91 1.1 1.1 1.25 1.15 842295.68 

13 1.05 1.05 1.05 1.1 818814.25 1.1 1.05 1.05 1.05 821553.79 

14 1.05 1.05 1.1 1.15 824294.49 1.15 1.05 1.05 1.1 827047.64 

15 1.10 1.1 1.05 1.1 824294.49 1.1 1.1 1.1 1.05 827047.64 

16 1.15 1 1.1 0.95 825648.65 0.95 1.15 1 1.1 809252.60 

17 1.15 1.05 0.95 1.25 822904.89 1.25 1.15 1.05 0.95 833944.68 

18 1.00 1.15 1.15 1 822924.14 1 1 1.15 1.15 822924.14 

19 1.25 0.95 1.1 1.1 836704.46 1.1 1.25 0.95 1.1 820145.01 

20 1.05 1.05 1.15 1.1 827047.64 1.1 1.05 1.05 1.15 824294.49 
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Conclusions

1. Developed a mathematical model of winding
on a square core.

2. It was found that the pressure of the prepreg
at the radii of rounded square core significantly
exceeds that in flat areas. This leads to extrusion of
the epoxy matrix from the prepreg, which violates
the quality of the square tube.

3. Using the developed model, it was found
that the spread in the volume of the prepreg on the
radii of rounded and on a flat section of the square
core can exceed 30%.

4. Using the developed model, it was found
that the spread of the prepreg thicknesses on the
radii of rounded and on the flat sections of the square
core can exceed 60%.

5. The proposed mathematical model can be
used for a wide range of square tubes.

6. The increase in bending moment was 6.12%
without increasing the mass of the finished
constructions.
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11 820183.44 
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2 817450.71 

14 842295.68 
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19 825648.65 

3 833944.68 

12 822924.14 
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Pipe number and reduction W
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ÌÀÒÅÌÀÒÈ×ÍÅ ÌÎÄÅËÞÂÀÍÍß ÍÀÌÎÒÊÈ
ÊÂÀÄÐÀÒÍÈÕ ÂÓÃËÅÏËÀÑÒÈÊÎÂÈÕ ÒÐÓÁ

Áîðçîâ Ñ.Î.

Ó äàí³é ðîáîò³ íàâîäÿòüñÿ ðåçóëüòàòè ìîäåëþâàííÿ
òîíêîñò³ííèõ âóãëåïëàñòèêîâèõ òðóáîê êâàäðàòíîãî ïåðåòè-
íó. Çàâäàííÿì äîñë³äæåííÿ º âèçíà÷åííÿ òà îáë³ê â³äõèëåíü ï³ä
÷àñ íàìîòóâàííÿ ³ îòâåðäæåííÿ òàêèõ âèðîá³â. Òðàäèö³éíî
íàìîòóâàëüí³ òðóáêè ç âóãëåïëàñòèêó çàñòîñîâóþòüñÿ äëÿ ðîç-
ì³ðîñòàá³ëüíèõ êîíñòðóêö³é, ïðè÷îìó âèêîðèñòîâóþòüñÿ òðóáêè
êðóãëîãî ïåðåòèíó, ÿê³ ëåãêî íàìîòóþòüñÿ, àëå ìàþòü çíà÷-
íèé ïðîãèí ïðè âèãèí³. Äëÿ óñóíåííÿ ö³º¿ ïðîáëåìè çàïðîïîíîâà-
íî âèêîðèñòîâóâàòè âóãëåïëàñòèêîâ³ òðóáêè êâàäðàòíîãî ïå-
ðåòèíó. Òàê³ òðóáêè ìàþòü ïåðåâàãó ïðè ñêëåþâàíí³, òàê ÿê
âêëþ÷àþòü ïëîñê³ ïîâåðõí³. Òàêîæ çìåíøóºòüñÿ ïðîãèí ïðè
çãèí³. Îäíàê êâàäðàòí³ òðóáêè âèìàãàþòü íîâîãî ï³äõîäó ï³ä
÷àñ íàìîòóâàííÿ âóãëåöåâîãî ïðåïðåãè íà êâàäðàòíèé ñåðäå÷-
íèê. Â ðîáîò³ ïîêàçàíî, ùî îñíîâíèì ôàêòîðîì, ÿêèé ïðèçâî-
äèòü äî ðîçêèäó òîâùèíè ñò³íîê, º ÷åðãóâàííÿ ïðÿìîë³í³éíèõ
ä³ëÿíîê ³ ä³ëÿíîê íà ðàä³óñàõ çàîêðóãëåííÿ êâàäðàòíîãî äîðíà.
Öÿ öèêë³÷í³ñòü ïðîÿâëÿºòüñÿ ïðè êîæíîìó îáåðò³ äîðíà ³ ïðè-
çâîäèòü äî ñóòòºâîãî çðîñòàííÿ òèñêó ïðåñóâàííÿ íà êóòàõ
êâàäðàòíîãî äîðíà ³ â³äñóòíîñò³ òàêîãî òèñêó íà ïðÿìîë³í³é-
íèõ ä³ëÿíêàõ êâàäðàòíîãî äîðíà. Óíèêíóòè öüîãî ÿâèùà íà ³ñíó-
þ÷îìó îáëàäíàíí³ íåìàº ìîæëèâîñò³. Òîìó áóâ çàïðîïîíîâà-
íèé ³íøèé ï³äõ³ä. Â³í ïîëÿãàº â òîìó, ùî êîæåí âèãîòîâëåíèé
åëåìåíò ïåðåä íàäõîäæåííÿì íà åòàï çá³ðêè ï³ääàºòüñÿ ñòà-
òèñòè÷íîìó àíàë³çó ç ìåòîþ âèçíà÷åííÿ ðåàëüíîãî ìîìåíòó
îïîðó íà âèãèí W. Öåé àíàë³ç âêëþ÷àº â ñåáå 4 åòàïè. Íà ïåð-
øîìó åòàï³ âèêîíóºòüñÿ ìàðêóâàííÿ âñ³õ ÷îòèðüîõ ãðàíåé êîæ-
íî¿ êâàäðàòíî¿ òðóáêè. Íà äðóãîìó åòàï³ âèêîíóºòüñÿ âèçíà-
÷åííÿ ôàêòè÷íî¿ òîâùèíè êîæíî¿ ñò³íêè. Íà òðåòüîìó åòàï³
ðîçðàõîâóºòüñÿ ðåàëüíèé ìîìåíò îïîðó íà âèãèí äëÿ êîæíîãî ç
÷îòèðüîõ ïîëîæåíü òðóáêè ùîäî ãîëîâíî¿ îñ³ ïîâîðîòó. Íà ÷åò-
âåðòîìó åòàï³ ñòâîðþºòüñÿ êàðòà ðîçòàøóâàííÿ òðóáêè âñå-
ðåäèí³ ãîòîâî¿ êîíñòðóêö³¿. Ó äàí³é ñòàòò³ íàâîäÿòüñÿ ôàê-
òè÷í³ òîâùèíè âóãëåïëàñòèêîâèõ òðóáîê â ê³ëüêîñò³ 20 øòóê.

Ïîêàçàíî, ùî òàêèé ìåòîä îáë³êó â³äõèëåíü òîâùèíè äîçâî-
ëèòü çíàéòè ðåçåðâ çìåíøåííÿ ïðîãèíó ãîòîâî¿ êîíñòðóêö³¿.

Êëþ÷îâ³ ñëîâà: âóãëåöåâå âîëîêíî, âóãëåïëàñòèê,
ïðåïðåãè, íàìîòóâàííÿ, âóãëåïëàñòèêîâà òðóáêà.

ÌÀÒÅÌÀÒÈ×ÅÑÊÎÅ ÌÎÄÅËÈÐÎÂÀÍÈÅ ÍÀÌÎÒÊÈ
ÊÂÀÄÐÀÒÍÛÕ ÓÃËÅÏËÀÑÒÎÂÛÕ ÒÐÓÁ

Áîðçîâ Ñ.À.

Â äàííîé ðàáîòå ïðèâîäÿòñÿ ðåçóëüòàòû ìîäåëèðîâàíèÿ
òîíêîñòåííûõ óãëåïëàñòèêîâûõ òðóáîê êâàäðàòíîãî ñå÷åíèÿ.
Çàäàíèåì èññëåäîâàíèÿ ÿâëÿåòñÿ îïðåäåëåíèå è ó÷¸ò îòêëîíåíèé
ïðè íàìîòêå è îòâåðäæåíèè òàêèõ èçäåëèé. Òðàäèöèîííî
íàìîòî÷íûå òðóáêè èç óãëåïëàñòèêà ïðèìåíÿþòñÿ äëÿ
ðàçìåðîñòàáèëüíûõ êîíñòðóêöèé, ïðè÷åì èñïîëüçóþòñÿ òðóáêè
êðóãëîãî ñå÷åíèÿ, êîòîðûå ëåãêî íàìàòûâàþòñÿ, íî èìåþò
çíà÷èòåëüíûé ïðîãèá ïðè èçãèáå. Äëÿ óñòðàíåíèÿ ýòîé ïðîáëåìû
ïðåäëîæåíî èñïîëüçîâàòü óãëåïëàñòèêîâûå òðóáêè êâàäðàòíîãî
ñå÷åíèÿ. Òàêèå òðóáêè èìåþò ïðåèìóùåñòâî ïðè ñêëåèâàíèè,
òàê êàê âêëþ÷àþò ïëîñêèå ïîâåðõíîñòè. Òàêæå óìåíüøàåòñÿ
ïðîãèá ïðè èçãèáå. Îäíàêî êâàäðàòíûå òðóáêè òðåáóþò íîâîãî
ïîäõîäà ïðè íàìîòêå óãëåðîäíîãî ïðåïðåãà íà êâàäðàòíûé
ñåðäå÷íèê. Â ðàáîòå ïîêàçàíî, ÷òî îñíîâíûì ôàêòîðîì,
êîòîðûé ïðèâîäèò ê ðàçáðîñó òîëùèí ñòåíîê, ÿâëÿåòñÿ
÷åðåäîâàíèå ïðÿìîëèíåéíûõ ó÷àñòêîâ è ó÷àñòêîâ íà ðàäèóñàõ
ñêðóãëåíèÿ êâàäðàòíîãî äîðíà. Ýòà öèêëè÷íîñòü ïðîÿâëÿåòñÿ
ïðè êàæäîì îáîðîòå äîðíà è ïðèâîäèò ê ñóùåñòâåííîìó
âîçðàñòàíèþ äàâëåíèÿ ïðåññîâàíèÿ íà óãëàõ êâàäðàòíîãî äîðíà
è îòñóòñòâèþ òàêîãî äàâëåíèÿ íà ïðÿìîëèíåéíûõ ó÷àñòêàõ
îñíàñòêè. Èçáåæàòü äàííîãî ÿâëåíèÿ íà ñóùåñòâóþùåì
îáîðóäîâàíèè íåò âîçìîæíîñòè. Ïîýòîìó áûë ïðåäëîæåí äðóãîé
ïîäõîä. Îí çàêëþ÷àåòñÿ â òîì, ÷òî êàæäûé èçãîòîâëåííûé
ýëåìåíò ïåðåä ïîñòóïëåíèåì íà ñáîðêó ïîäâåðãàåòñÿ
ñòàòèñòè÷åñêîìó àíàëèçó ñ öåëüþ îïðåäåëåíèÿ ðåàëüíîãî
ìîìåíòà ñîïðîòèâëåíèÿ íà èçãèá W. Ýòîò àíàëèç âêëþ÷àåò â
ñåáÿ 4 ýòàïà. Íà ïåðâîì ýòàïå âûïîëíÿåòñÿ ìàðêèðîâêà âñåõ
÷åòûð¸õ ãðàíåé êàæäîé êâàäðàòíîé òðóáêè. Íà âòîðîì ýòàïå
âûïîëíÿåòñÿ îïðåäåëåíèå ôàêòè÷åñêîé òîëùèíû êàæäîé
ñòåíêè. Íà òðåòüåì ýòàïå ðàññ÷èòûâàåòñÿ ðåàëüíûé ìîìåíò
ñîïðîòèâëåíèÿ íà èçãèá äëÿ êàæäîãî èç ÷åòûð¸õ ïîëîæåíèé
òðóáêè îòíîñèòåëüíî ãëàâíîé îñè ïîâîðîòà. Íà ÷åòâåðòîì
ýòàïå ñîçäà¸òñÿ êàðòà ðàñïîëîæåíèÿ òðóáêè âíóòðè ãîòîâîé
êîíñòðóêöèè. Â äàííîé ñòàòüå ïðèâîäÿòñÿ ôàêòè÷åñêèå
òîëùèíû óãëåïëàñòèêîâûõ òðóáîê â êîëè÷åñòâå 20 øòóê.
Ïîêàçàíî, ÷òî òàêîé ìåòîä ó÷¸òà îòêëîíåíèé òîëùèí
ïîçâîëèò íàéòè ðåçåðâ óìåíüøåíèÿ ïðîãèáà ãîòîâîé
êîíñòðóêöèè.

Êëþ÷åâûå ñëîâà: óãëåðîäíîå âîëîêíî, óãëåïëàñòèê,
ïðåïðåã, íàìîòêà, óãëåïëàñòèêîâàÿ òðóáêà.
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MATHEMATICAL MODELING OF WINDING SQUARE
CARBOPLASTIC TUBES

Borzov S.O.

Ukrainian State University of Chemical Technology, Dnipro,
Ukraine

The results of modeling thin-walled carbon fiber tubes of
square section are presented. The task of the study is to determine
and account for deviations during winding and rejection of such
products. Traditionally, carbon fiber winding tubes are used for
dimensionally stable structures, and circular tubes are used, which
are easily wound, but have significant bending during bending. To
eliminate this problem, it is proposed to use square carbon tubes.
Such tubes have an advantage in gluing, since they include flat
surfaces. Bending also decreases. To eliminate this problem, it is
proposed to use square carbon tubes. Such tubes have an advantage
in gluing, since they include flat surfaces. Bending also decreases.
However, square tubes require a new approach when winding a
carbon prepreg onto a square core. It is shown in the work that the
main factor that leads to a spread in wall thicknesses is the alternation
of straight sections and sections on the radii of rounding of a square
mandrel. This cyclicity manifests itself with each revolution of the
mandrel and leads to a significant increase in the pressing pressure
at the corners of the square mandrel and the absence of such pressure
in the straight sections of the square mandrel. There is no way to
avoid this phenomenon on existing equipment. Therefore, a different
approach was proposed. It consists in the fact that each manufactured
element before entering the assembly phase is subjected to statistical
analysis in order to determine the real moment of resistance to bending
W. This analysis includes 4 steps. At the first stage, all four faces of
each square tube are marked. At the second stage, the actual thickness
of each wall is determined. At the third stage, the real moment of
bending resistance is calculated for each of the four positions of the
tube relative to the main axis of rotation. At the fourth stage, a map
of the location of the tube inside the finished structure is created.
This article provides the actual thickness of the carbon fiber tubes in
the amount of 20 pieces. It is shown that such a method of taking
into account thickness deviations will make it possible to find a
reserve for reducing the deflection of the finished structure.

Keywords: carbon fiber, carbon plastic, prerpeg, carbo-
plastic, tube.
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