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ROTOR BLADE PRODUCTION PROCESS.

SANDING FIXTURE.

2. Sand or cut the foam core to shapein ajig

In three one meter pieces

NOTE! See aso point 10b.

Sanding tool

Sandpaper
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1.Apply release agent and then thin, white epoxy geelcoat onto the mold surfaces and let cure.

I — |

6. Sand the foam core into proper shape using a sanding tool.
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Sandpaper
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Mold root studs to fit the aluminium
blade root block for rowing layup.

\epoxy will flow out.
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11. Close and press the mold
halves together. The excess

3. Layup epoxy+glass fabric on both mold halves.
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4. Press the foam on the wet fabric for bonding

7. Cut the foam core into proper width using a knife.

of the blade.

9. Add the |ead weights into the sti

10.Add alayer of

10b. Optional! Y ou can layup the epoxy/fabric
on this side at this point instead of point 3. It

will result in a better bond. \
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Usealinear jig. CAUTION! Do not cut fafrics!
Jig
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12. After curing remove the blade from the mold.

5. After curing, remove excess fabric by knife.
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8. Layup the unidirectional rowing onto the leading and trailing edges

et epoxy/unidirectional laminate.

Cut excessfabric and flash by knife and smooth the

leading and trailing edges by wet sanding.
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13. Postcure the finished rotor bladein a

sturdy jig at an even temperature of 70
degrees Celcius (maximum).
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