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Technology of Cementing and Assembling Composite Truss

Liu Jin Li Zhihui Zhu Jun
('Shanghai Institute of Spacecraft Equipment, Shanghai 200240)

Liu Liangwei

Abstract This paper describes the supporting conditions, technology and quality control, etc, in the process of
cementing and assembling truss of a certain model satellite which is made of carbon fiber composite. The research
shows that the truss has higher bonding strength when fitting clearance of rods and joints is between 0. 1 and 0. 3 mm.
The precision of truss is entirely depend on high-precision tooling, and ultimately precision can reach the accuracy of

0.2 mm. Appropriate technological process and quality control method can satisfy the high precision of the carbon fi-

ber truss structure and cementing quality, and this method is also suitable for other products.
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Fig.1 Main forms of cementing and assembling composite truss
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Fig.2 Positioning equipment for cementing and assembling
composite truss
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Fig.3  Main process flow diagram of cementing and

assembling composite truss
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