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Summary

Over the last few decades the aerospace industry adopted carbon fiber reinforced polymers for lightweight
design of primary structures. Striving to improve structural efficiency the aerospace industry shows increas-
ing interest in variable-stiffness composite laminates. Advanced fiber placement is a hybrid manufacturing
technique that offers the flexibility of both filament winding and automated tape laying. With the devel-
opment of this novel system curved tows can be placed and a spatially variable-stiffness laminate can be
designed with continuous changing stiffness from point to point. The capability to produce variable-stiffness
composites is very promising and allows for sophisticated designs.

The increased design freedom to tailor a structure by in-plane stiffness variation leads to a challenging
design optimization problem. A multi-step framework is developed by the aerospace structures and materi-
als department at TU Delft to optimize variable-stiffness laminates. First the stiffness variation is optimized
in lamination parameter space, a parameterization that yields beneficial optimization properties. After the
optimal lamination parameters are obtained the corresponding fiber angle distribution is retrieved. This re-
trieval step proves to be a challenging exercise, especially when manufacturing constraints are included. An
extension to the framework includes sub-approximations in fiber angle space to assess retrieval. By addi-
tional optimization iterations in fiber angle space a true optimal fiber angle distribution is obtained.

Variable-stiffness laminate design can potentially save weight of structural components if the increment
in tailoring freedom leads to a significant performance boost. Based on this premise Airbus Defence and
Space wants to investigate how such design could improve the structural performance of an engine thrust
frame, a structural application that transfers the thrust loads from the rocket engine to the rest of the launch
system. The engine thrust frame is subject to cryogenic thermal loads, something not incorporated in the
available optimization framework. The goal of this work is to add thermal loads to the laminate analysis
routine and to adjust the optimization routine to incorporate thermal influences.

The optimization routine is based on sequential local approximations, these are re-evaluated to include
thermal influences. The approximations are gradient based and the thermomechanical governing equations
are used to perform sensitivity analyses to build the updated local approximations. For the strength and
buckling responses the thermomechanical sensitivities are derived using an adjoint displacement approach.
Implementation of the thermal analysis is verified by a design study of a simply supported rectangular plate
under uniform end shortening subject to thermomechanical loads. Results from the updated optimization
routine show similar design patterns as the reference papers. A stiffness variation that distributes loads to-
wards the restrained edges and away from the prone to buckling center area proved to be optimal. This design
study shows that variable-stiffness laminates have the design freedom to effectively optimize local properties
and global load distribution.

With the thermomechanical optimization framework in place the engine thrust frame is modeled. Con-
ceptual design optimization of the variable-stiffness laminate of the engine thrust frame under thermome-
chanical loads is performed to increase buckling resistance. Three models are studied to research the ther-
momechanical effects, namely a constant thickness, tapered thickness and stiffened tapered thickness de-
sign. The first two models are axisymmetric nullifying load redistribution to improve buckling performance.
Gains of 10-20% in buckling performance are established by adjusting local resistance to the critical buckling
modes.

The stiffened design has stiffened areas and load can be redistributed in circumferential direction, this
adds more freedom to tailor the design. The optimal variable-stiffness laminate distributes compressive
stresses towards the stiffened areas for the pure mechanical load case. A mismatch in the coefficient of ther-
mal expansion is used by the optimal variable-stiffness design for the thermomechanical load case. The
stiffened areas contract less than the bay regions, thus a stabilizing tensile stress is induced in the prone to
buckling bay regions. For both design cases improvements around 45% are obtained. Although this is signif-
icant it should be interpreted with care. Multiple simplifications regarding geometry and loads are applied
and the conceptual design study is bounded to research the potential of a variable-stiffness laminate design
for the engine thrust frame.
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Introduction

Nowadays carbon fiber reinforced polymers are an integral part of many aerospace applications. They are
often used for lightweight design of primary structures. For a long time only conventional laminates were
used, but with increasing knowledge and experience more and more non-conventional laminates are inves-
tigated and applied. Striving to improve structural efficiency the aerospace industry developed the advanced
fiber placement production technique. With this technique it is possible to place curvilinear tows, enabling
the production of variable-stiffness laminates. The design of such laminates is a challenge and over the last
decade an optimization framework is developed by the aerospace structures and materials department at TU
Delft. Airbus Defence and Space proposed to use this framework to create a conceptual design of a variable-
stiffness engine thrust frame. Due to the design and thermomechanical load conditions of the engine thrust
frame the optimization framework needs additional functionalities before it can be used.

This chapter will start with a short motivation why lightweight design is so important in the aerospace
industry in section 1.1. This is followed by a brief overview why carbon fiber reinforced polymers are one of
the main load bearing materials in section 1.2. Section 1.3 introduces variable-stiffness laminates and section
1.4 will state the project objective. At last an overview of the report structure is provided in section 1.5.

1.1. Motivation for Lightweight Design

According to the U.S. Department of Transportation fuel consumption accounted for 28.1% of operative cost
for American airliners in 2014 [1]. A way to reduce fuel consumption and cost is to strive for lightweight
design. By vertical force equilibrium lighter aircraft require less lift to maintain altitude. A reduction in lift
reduces wing surface and this lowers the loads imposed on the structure, most specifically the root bending
moment. This will lead to weight saving of structural components for well designed aircraft. Furthermore the
corresponding reduced drag requires less thrust by horizontal force equilibrium. This relates to higher fuel
efficiency, that is more distance can be traveled per amount of fuel. The weight saving of structural compo-
nents and fuel lead to another weight saving iteration. This is known as the 'snowball effect’ and emphasizes
the importance of lightweight driven design for aircraft. Lee et al estimated that a reduction of 1% of the gross
weight of an aircraft reduces fuel consumption by approximately 0.75% [2].

Spacecraft is, similar to aircraft design, also driven by weight. For launchers evaluating the well-known
Tsiolkovsky rocket equation clearly shows that a high mass ratio is advantageous in relation to the delta-V
budget. To launch a lighter rocket less propellant is required and a snowball effect similar to aircraft design
can be initiated to reduce the space bus size to account for the reduced propellant requirements. Alternatively
a higher payload fraction could be applied.

1.2. The Road to Carbon Fiber Reinforced Polymers

Many engineering solutions are copied or derived from nature. Looking for load bearing structures in na-
ture our bones and skeleton comes to mind. Cortical bone tissue is a fiber-composite where collagen protein
fibers are dispersed in a mineral apatite matrix. The collagen fibrils add strenght, fracture thoughness and
elasticity to the bones. Due to the fibrous nature the material properties are anisotropic and our body uses
this to improve the mechanical properties of the bone based on the load conditions. For regions supporting
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tensile loads the fiber orientations grow in longitudinal direction and compressive loading results in trans-
versely oriented fibrils [3].

Similarly wood is also a fiber-composite. Wood is made from hollow elongated organic cells and the load
bearing capabilities stem from the cell wall. The walls are made from cellulose polymer microfibrils in a lignin
matrix. Wood yields anisotropic material properties, since the fiber orientation and cell elongation are pri-
marily in the load direction [4].

In the beginning of the 20th century a material with low density and relatively high stiffness and strength
properties was sought for by aircraft pioneers. Due to the small dimensions and low speeds of early aircraft
wood and fabrics were perfect and cheap solutions to build the frame and wings respectively. The anisotropic
properties of wood were used to its advantage in wired braced frameworks. The maturing of aircraft design
came with an increment in weight and speed and the specific properties of wood could not meet the new
requirements. During the 30s the industry started to implement aluminum alloys that showed superior spe-
cific properties. Different alloys have been developed and the aerospace industry has been dominated by
isotropic material design to the end of the 20th century.

Table 1.1: General material properties of an aluminum alloy, GFRP and CFRP [5].

Property Unit  Aluminum GFRP CFRP
Density kg/m3 2700 1800 1600
Stiffness GPa 69 39 181
Ultimate Tensile Strength ~ MPa 276 1062 150

The use of anisotropic materials by load bearing structures in nature shows that isotropic material design
is not the most efficient. With increasing flight speeds and the start of the space age even better material
properties were demanded. Anisotropic glass fiber reinforced polymers (GFRP) have been available since the
30s and showed increased design flexibility and great strength, but the accompanied low stiffness made it not
suitable for mass adoption. A better fiber bed was researched and in the 50s graphite fibers were applied with
excellent properties. It took another decade before high performance continuous carbon fiber reinforced
polymers (CFRP) were manufactured using rayon as the starting compound. General material properties of
aluminum, GFRP and CFRP are given in Table 1.1. Due to the better material efficiency of CFRP aluminum
alloys are slowly being replaced in the aerospace industry to increase the structural efficiency of air- and
spacecraft, this trend is supported by Figure 1.1.

70
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Figure 1.1: Implementation of composite structures in aircraft is illustrated by an incremental trend. From Kassapoglou (2010) [6].

1.3. Variable-Stiffness Composite Laminates

A CFRP laminate is build from multiple plies that are stacked together, this is illustrated in Figure 1.2. Initially
only conventional ply orientations of 0, +45 and 90 degrees were used due to manufacturing constraints. A
conventional quasi-isotropic laminate is often used as a reference design. Even though quasi-isotropic lam-
inates already benefit over aluminum by a higher specific strength and stiffness, it can be further improved
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by tailoring the laminate design to take advantage of the anisotropic ply properties and to increase material
efficiency. Tailored correctly this results in an increased structural performance, allowing a capable design
with less material and reduced weight.

With the development of automated tape laying (ATL) machinery manufacturers show more interest in
non-conventional laminate production. A wider range of fiber angle orientations can be considered for lami-
nate design and a larger design space is addressed. To further increase the design space the aerospace indus-
try shows interest in variable-stiffness laminate design.

Figure 1.2: Laminate constructed from multiple plies with different orientations. From Jones (1980) [7].

Varying the laminate thickness is the most straight-forward mean to vary the stiffness of alaminate and to
further tailor the design. Local thickening by additional plies can alter the stiffness at these regions, the same
holds for ply drops. Another way to design a variable-stiffness laminate is by intra-ply stiffness variation.

A feasible way to manufacture intra-ply variable-stiffness for conventional laminate design is to create
discrete patches with independent fiber orientations, this is illustrated in Figure 1.3 (left). The result is a dis-
crete variable-stiffness laminate. Taking the limit of this approach with infinitesimal patches results in contin-
uous variable fiber paths, also illustrated in Figure 1.3 (right). With this method a spatially variable-stiffness
laminate can be designed with continuous changing stiffness from point to point [8, 9]. This approach holds
more design freedom and avoids stress concentrations between patches.

Production techniques were not capable to produce such designs for a long time. Unlike filament wind-
ing that can change the tow orientation on the go, ATL is limited to straight fiber paths. Advanced Fiber
Placement (AFP) is a hybrid that offers the flexibility of both filament winding and ATL. AFP is a relatively
new production technique with only 20 operational machines in 1999 [10]. With the development of this
novel system curvilinear fiber paths can be placed, thus it is feasible to manufacture intra-ply variable stiff-
ness panels nowadays [11-13]. Potentially this can save weight of structural components if the increment in
tailoring freedom leads to a significant performance boost. Theoretically it is possible to reduce stress con-
centrations by designing the fiber paths in a way that stresses are distributed to less loaded areas [14-17].

Figure 1.3: Discrete patches of material (left) and continuous variable fiber paths (right). Two ways to create variable-stiffness laminates.
From IJsselmuiden (2011) [18].
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1.4. Research Objective

The capability to produce variable-stiffness composites is very promising and allows for sophisticated de-
signs. Airbus Defence and Space is interested in variable-stiffness laminates and wants to investigate how
such design could improve the structural performance of an engine thrust frame (ETF). An optimization
framework is developed by the aerospace structures and materials department at TU Delft to optimize variable-
stiffness laminates. The engine thrust frame is subject to thermal loads, something not incorporated in the
available optimization framework. Before a design study can be executed thermal loads should be imple-
mented in the laminate analysis routine and the optimization framework. Therefore the research is split into
two research objectives:

1. Implementation of thermal loads in the laminate analysis routine and incorporation of the correspond-
ing influences in the optimization framework.

2. Modeling and conceptual design optimization of the variable-stiffness laminate of the engine thrust
frame under thermomechanical loads.

The first objective is to include thermal analysis in the existing framework. The existing framework also
includes thickness optimization. Ply densities will be included in the thermal laminate and optimization
analysis to prepare the framework for thickness optimization in future work. However, thickness optimization
is outside the research scope and will not be used for the design application in this project. After the existing
framework is updated to work with thermomechanical load conditions the newly obtained routine will be
verified.

Only then the conceptual design optimization of the ETF is executed. The design problem is split in three
design cases and complexity is added to the model by every design iteration. First a constant thickness design
is considered, followed by a tapered thickness design. Finally stiffeners will be added to model a stiffened
tapered design.

1.5. Report Structure

First a state-of-the-art background is given in chapter 2. This includes a brief explanation of the AFP pro-
duction technique and its characteristics, followed by a historic overview of variable-stiffness optimization
based on different parameterizations. Composite laminate analysis is treated in chapter 3, including ther-
mal analysis. The implementation in the linear finite element and buckling analysis is also discussed. The
optimization framework is discussed in chapter 4 and the influence of thermal loads is explained. After the
framework is updated the optimization routine is verified in chapter 5. The conceptual design results of the
ETF are thoroughly discussed in chapter 6. After the results are discussed a conclusion of the project is drawn
in chapter 7 and finally recommendations for future work are given in chapter 8.



State-of-the-Art Background

Relevant background information about variable-stiffness panels will be discussed in this chapter. The Au-
tomated Fiber Placement (AFP) machine will be addressed in section 2.1 to describe its working principle
and how the characteristics influence fiber steering. Over the past two decades many studies have been
performed to research variable-stiffness panels by fiber steering. Different parameterizations are used to de-
scribe the design. The optimization problem is influenced by the chosen parameterization, therefore the
different parameterizations will be discussed in section 2.2.

2.1. The Automated Fiber Placement Machine

Nowadays most companies involved with composite manufacturing adapted Automated Fiber Placement
technologies. Although all machines will be different they are all based on the same working principles [19].
All machines have a creel; a storage chamber to store tows or slittape on bobbins. The creel has controlled
conditions and come with tension regulated bobbin unwinding systems. A tow feeding system feeds the tows
to the placement head with regulated tension. A schematic of a general placement head is given in Figure 2.1.

Redirect
roller

Compaction roller ‘ :
Controlled heat

Figure 2.1: A schematic of a placement head for automated fiber placement machines. From Evans (2001) [19], adjusted by Lopes et al
(2008) [20].

The most notorious improvements during its maturing are the switch from soaked to prepreg systems
and development of cut, clamp and restart (CCR) technology. The former improves the quality of the resin
fiber bed and the latter gives the possibility to cut and restart tows on the fly [10]. The head is capable to feed
individual tows with controlled tension by the tenstion regulated unwinding system. This differentail pay out
is one of the key features and important to allow different tows to conform the shape of the mold individually.
The CCR technique allows to control the width of the fiber band by adjusting the amount of tows that are
placed. After the CCR system the tows are flattened and fed as a collimated fiber band which will be heated
before the compaction rollers presses the band firmly on the mold and previous layers [19]. Depending on
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the type of polymer the heating is normally done by infra-red or laser heating devices for thermosets and
thermoplastics respectively [21]. Multi-axial range of motion allows the head to follow complex band paths
which are given as an input to the placement machine.

Figure 2.2: Curved tows have compression on the inside and tension on the outside. This limits the minimum curvature of a fiber to
avoid local buckling. From IJsselmuiden (2011) [18].

2.1.1. Characteristics

The fiber placement technique has characteristics directly related to the design of composite structures. It
is important to know what these limitations are since they influence the feasible design region. The most
important characteristics are listed:

¢ Curvature: This is a geometric constraint on the design by the tows rather than the machine itself. A
tow is curved by in-plane bending and local compression and tension are present at the curve, this is
illustrated in Figure 2.2. Alternatively in-plane angle variation by shearing is researched [22].

The smaller the turn radius the higher the compression becomes and local buckling can occur [19, 23,
24]. Although it might be possible for the placement head to turn with a small radius this could cause
excessive local buckling of the tows which reduces the local load bearing capabilities of the structure.
A minimum curvature constraint is introduced on the design to avoid this. The minimum curvature is
affected by the tow size, smaller tow width can follow smaller radii but will slow down the manufactur-
ing process. For an 3.2mm tow or slit tape a minimum turn radius of 625mm is suggested in literature
(19, 24].

¢ Minimum cut length: This is a geometric constraint by the machine. With the CCR technology fiber
placement machines can cut and place tows on the go. The minimum cut length determines the short-
est tow the machine is able to place. The minimum cut length depends on the design of the machine
and is given by the distance between the cutting mechanism and the compaction roller [19]. In the
design this limitation has to be accounted for that every tow in the design can be placed. If tow lengths
smaller than the minimum cut length are present in the design the machine is not able to place and a
resin rich pocket without fiber content is produced instead.

¢ Mold size and shape: This is a geometric constraint by the machine. The mold and placement machine
should not collide and this influences suitable mold sizes and shapes. This is important to consider
for concave designs since chances of collision are inherently more present. Fiber bridging should be
considered if the turn radius of the mold becomes steep [19]. Tackiness helps to avoid fiber bridging.
Since Thermoplastic resin systems have less tackiness it is essential to lower the tension forces of the
bobbins to avoid fiber bridging [25].

¢ Deposition Rate: This is a capacity and productivity constraint by the machine. Deposite rate depends
on the fiber band size and the speed of the placement head. The band size is determined by the amount
of tows and the tow width. More and larger tows results in a larger surface area covered by one iteration.
However this limits steering and consequently diminishes the advantage of AFP.

2.1.2. Future Development: In-situ Consolidation

Traditionally epoxy is used in the aerospace industry, however a shift is noticable towards thermoplastic poly-
mers due to their better toughness, fracture resistance and low cost production cycles [25, 26]. Curing and
consolidation takes place in an autoclave, but the usage of autoclaves results in costly and slow production
cycles and is considered to be a bottleneck for AFP [25]. New in the field are the new generation AFP machines
that are able to use thermoplastic polymers with similar production speeds as thermoset polymers [21].
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For a long time in-situ consolidation with AFP was thought to be unfeasible. This idea was based on
classical reptation theory introduced by Gennes. One of the assumptions in raptation theory is that it takes
time to establish proper diffusion of polymer chains. In-situ consolidation comes with quick application of
pressure causing shear thinning. This enhances diffusing significantly, thereby ultrasonic vibrations can be
used to further improve diffusion [25]. Another aspect of reptation theory is that pressure is important to
ensure intimate contact. However, the influence of pressure on bond strength is proven to be limited [27],
although pressure is still important to reduce the inter and intra-laminate void content [28].

Development of diode laser heating devices result in very short and effective heating times with a narrow
affected heating zone [21]. Polymer degradation due to repeatedly high temperature heating by in-situ con-
solidation is overstated due to this short heating time and small heat affected zone [25].

Although thermoplastic in-situ consolidation AFP machines are commercially available the quality is still
sub-par compared to autoclave post-processing of both thermoset and thermoplastic composite structures
[25]. Accudyne systems, NASA, and the university of Delaware performed a series of studies to research the
most important parameters to get in-situ consolidation to a next level [29-31]. The void content after in-situ
consolidation was too high to compete with autoclave quality. The supplied tows need better surface rough-
ness and resin rich tow surfaces to reduce interlaminar void content to create full layer to layer weld strength.
A new experimental placement grade tow shows improvement in strength of 7% compared to commercial
available tows and slittape. This is promising and could close the gap with autoclave processes.

2.1.3. Parallel and Shifted Fiber Bands

The main design decision regarding manufacturing of variable-stiffness laminates is how the fiber courses are
given as input to the placement machine. For varying fiber paths in one spatial direction the first technique is
to apply parallel courses [32]. Adjacent courses follow the trajectory of the reference course, this is illustrated
in Figure 2.3 (left). The advantage is that adjacent fiber bands are perfectly aligned and no gaps or overlaps
are present. The disadvantage is that the courses deviate from the optimum reference course. Furthermore
the steering constraints can be voided.
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Figure 2.3: Parallel fiber courses (left). Shifted fiber courses with gaps (middle). Shifted fiber courses with overlap (right). From Gurdal
and Tatting (2006) [32].

Another technique is to shift the reference course, illustrated in Figure 2.3 (middle). In contrast to the
parallel technique the curvatures of the optimum reference path are contained, however resin filled gaps are
now present. These gaps have no fiber content and reduce the mechanical properties of the structure. Alter-
natively adjacent courses can overlap to elminate resin filled gaps, this is given in Figure 2.3 (right). Although
this yields favorable properties more material is added by local thickening and the weight of the structure
increases. To prevent thickening accumulation and evenly distribute the properties over the panel ply stag-
gering is applied [12].

Tow-Drop and Overlap Techniques

The AFP machine comes with differential control of tows and the control of the bandwidth by the CCR tech-

nique. It is therefore possible to prevent overlap of shifted fiber bands by dropping tows one by one at the

boundary of adjacent band courses. This is referred to as the tow-drop method and is illustrated in Figure 2.4

(left). As a reference the tow courses for the overlap method without tow-drops are given in Figure 2.4 (right).
With the tow-drop method it is important to indicate the coverage of the tows [33]. The percentage of cov-

erage indicates how much the tows overlap previous placed fiber courses at the boundary curve before they
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Figure 2.4: Manufacturing with tow-drops to prevent overlap (left) and without tow-drops with full overlap and local thickening (rigth).
From Gurdal and Tatting (2005) [33].

are cut. A coverage of 0% indicates that the tow is cut once the leading edge reaches the boundary curve. The
result is that there is zero overlap and small resin rich gaps are present. A coverage of 100% indicates cutting
once the trailing edge reaches the boundary curve. The result is full coverage and no gaps but small overlaps
are present. The coverage is illustrated in Figure 2.5 for 0, 50 and 100% coverage. Note that there is some local
thickening of tow-drop with 100% coverage, but limited compared to a fully overlap manufacturing method
where tows are not dropped.

Boundary curve Boundary curve Boundary curve

(a) 0% coverage (b) 50% coverage (¢) 100% coverage

Figure 2.5: Coverage percentage for the tow-drop production technique. From Gurdal and Tatting (2005) [33].

Croft et al performed coupon and laminate tests to show the influence of gap and overlap defects on the
ultimate strength [34]. Overlap placement show minor improvements in tensile and compression strength,
whereas tow-drop techniques show improvements in shear strength.

2.2. History and Parameterization of Variable-Stiffness Laminates

Intra-ply stiffness variation can be established by spatially varying the material properties within a ply. There
are multiple ways to optimize a laminate with spatially varying fiber orientations. Suitable optimization al-
ghorithms to design variable-stiffness laminates depend on the choice of parameterization. Three parame-
terization methods can be distinguished, namely discrete stiffness represenation, functional representation
of fiber paths and the direct stiffness approach [18].

2.2.1. Discrete Stiffness Representation

This parameterization approach uses design variables related to the stacking sequence, that is the fiber ori-
entation of each ply or subsets of plies. This is directly related to the stiffness properties of the laminate by
classical laminate plate theory. This approach is intuitive, since it is a bottom-up design process commonly
applied to design traditional composite panels.

One of the first propositions to design variable-stiffness panels is based on discrete stiffness representa-
tion. In 1989 Hyer and Charette researched curved fibers around a center hole to improve the mechanical
properties of a panel under tensile loads [8]. To obtain a spatially varying fiber path the structure is dis-
cretized into a mesh grid. For all elements the fiber angles were aligned with the local principle stress direc-
tions and improved in-plane behavior was obtained. In a follow-up study Hyer and Lee modelled the same
quarter plate and used a gradient search optimization routine to maximise the buckling load for uniform end
shortening [9]. To limit the amount of design variables every element is represented by a (+45|6g) stack-
ing sequence. A radial mesh of 6 elements and a mesh that refines each radial element in 3 elements are
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modeled. The optimal fiber orientations are given in Figure 2.6. Compared to a quasi-isotropic design the
buckling resistance was improved by a factor of 1.85 and 2.96 for both mesh grids respectively. Nagendra et al
implemented constraints to ensure continuity and smoothness of the fiber angle orientations. The buckling
improvement factor was reduced to 1.72 for the 6 element mesh grid [35].
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Figure 2.6: Discretization of a quarter plate into 6 radial elements (left) and 18 elements (right). For the given fiber orientations a buckling
resistance improvement of 1.85 and 2.96 compared to an isotropic design was found respectively. From Hyer and Lee (1991) [9].

In 1991 Pedersen applied optimallity criteria based on strain energy to optimize for both thickness and
fiber orientations [36]. Thickness optimization results in a uniform strain energy distribtution and orienta-
tion optimization improves the stiffness by strain minimization. In 2004 the work was extended to include
manufacturing considerations into the thickness optimization. With a black and white formulation plies are
either fully present or not at all [37].

In 2003 Setoodeh and Gurdal optimized a plate with a center hole under tension and shear loading by
Cellular Automata [38]. To get a smoother variation of fiber orientations the design variables are defined at
the nodes instead of the elements. To get the stiffness at the elements the nodal results are simply averaged.
This approach is used before in topology optimization using cellular automata to avoid checkerboard results
[39]. Pattern matching is applied is applied to generate smoother designs. Improvements of 50% and 72% in
compliance was obtained for shear and tensile loads respectively. In a follow-up study the previous study was
extended to include topology optimization [40].

Defining the stacking sequence at discretized locations the number of design variables increase rapidly
with increasing mesh densities. To ensure a manageable design space the degree of discretization is limited.
Structural responses are related to the stiffness matrices of the laminate. The stiffness properties have a non-
linear relation with the fiber angle orientation. Therefore most structural responses behave in a non-convex
way in the fiber angle design space and the design result can be a local optimum [9, 41, 42].

2.2.2. Functional Representation of Fiber Paths

The disadvantages encountered with discrete stiffness representations led to functional representation of
fiber paths. Parameterization is related to the fiber paths. At discrete points the stacking sequence can be
derived as a function of the fiber paths and the stiffness matrix can be computed.

Linearly Varying Fiber Orientations
Inspired by the idea of variable-stiffness laminates Gurdal and Olmedo were the first to introduce a pa-
rameterization based on a curvilinear fiber paths in 1992 [14, 15]. A simple parameterization that only lin-
early varies the orientation along one spatial direction was introduced due to limitations of processing tech-
niques and in an effort to use realistic manufacturable fiber paths. The general form of the spatially varying
fiber angle is given by Equation 2.1 and illustrated in Figure 2.7. Corresponding fiber paths are denoted as
< ¢, (Tp | T1) >, where ¢ indicates the direction of linear variation and Ty and T; represent the fiber orienta-
tions at the center and edges of the panel respectively.

In the same year Gurdal and Olmedo evaluated the buckling response of variable-stiffness panels with
curvilinear fiber paths [16, 17]. For a simply supported rectangular plate under uniform end shortening with
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Figure 2.7: Fiber path by linearly varying the fiber orientation. The fiber paths is defined by parameters ¢, Ty and T;. From Gurdal et al
(2007) [16].

straight transverse edges it is shown that load is distributed from the middle towards the edges. The edges
are more restrained from buckling by the boundary conditions than the middle region, hence the critical
buckling load is increased. This study proves that redistributing load by global design can be more beneficial
than local optimization for bending stiffness. Improvements up to 80% over straight fiber laminates were
found for panels without adding weight. This effect increases for larger aspect ratios.

0(x)=¢+ Ti-To) x
d

In the previous studies manufacturing constraints on curvature imposed by the tow placement machines
were not included. However, this introduced parameterization allows for easy implementation of manu-
facturing constraints and consequently this was done by Waldhart et al [43]. Results for the same buckling
application now only yield 44% improvement over the optimal straight fiber design. Thereby an updated for-
mulation of the fiber paths allows for truly parallel fiber paths within a ply, causing the stiffness also to vary
in y-direction for < 0, (Tp|T7) >. The parallel fiber paths do not distribute the stresses to the transverse edges
as effective as the shifted fiber paths do, therefore reducing the critical buckling load.
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Figure 2.8: Ideal design (left) vs a design with tow drop and staggering corrections (right) for <0, (0/80) >. From Lopes et al (2010) [44]

In 2007 Lopes et al studied the buckling and first ply failure of panels with linearly varying fiber orien-
tations by finite element analysis (FEA) [20]. They used the LaRCO0# failure criteria developed by Langley
Research Center for fiber reinforced laminates. This failure criterion is able to assess different failure modes
and is suitable for computational analysis [45]. The loads corresponding to first ply failure increased by 34%
and 25% for tow-drop and overlap tow placement respectively. In a follow-up study a rectangular plate with
a center hole was optimized for first ply failure [44]. An improvement of 20% for an optimal variable-stiffness
design was obtained over the optimal straight fiber baseline panel. Applying manufacturing corrections to
account for tow-drop and staggering yields and improvement of roughly 13%. The differences between the
ideal and manufacturable design are illustrated in Figure 2.8.

Blom ez al investigated the influence of the tow-drop technique on the strength and stiffness of variable-
stiffness panels [46]. By FEA and the LaRC0# failure criteria the influence of tow-drops, staggering, tow-width
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and laminate thickness are investigated. In most cases damage is initiated at tow-drop areas. Reducing the
tow width to reduce gaps and using a staggered design improves the strength.

Experimental Results

Wu et al manufactured two panels based on the optimal design found by Waldhard with tow-drop and overlap
techniques with the Viper Fiber Placement System from Cincinnati Machines [11]. The result of both tech-
niques are given in Figure 2.9, note that the overlap regions caused a weight increment of 20%. For uniform
end shortening an excellent correlation between experimental data and analysis was found for linear pre-
buckling. Larger differences were found for non-linear post-buckling. Including thermal pre-stresses caused
by curing in the analysis improved the buckling and failure prediction. Compared to a conventional baseline
design of +45° an improvement of 28% was measured for the failure load of a panel with overlaps and 8% for
a panel with ply drops. These values are corrected for weight differences, however local thickening stemming
from the overlap technique functions as a stiffened design which improves the load carrying capability of the
panel.

Figure 2.9: Panels manufactured with the tow-drop (left) and overlap technique (right). From Gurdal and Tatting (2002) [47]

In two follow-up studies the commercial FEA routine STAGS (Structural Analysis of General Shells) from
Lockheed Martin and the OLGA (Optimization of Laminates using Genetic Algorithm) optimization routine
from ADOPTECH were integrated [32, 47]. The obtained automated analysis routine is used to determine the
optimal linear variation of fiber orientations to increase the buckling resistance of a plate with a center hole
under compressive and shear loads. Jegley ef al conducted experiments and reasonable agreement with the
numerical results was found [12, 13]. Improvements of 10% and 30% were predicted and improvements of
10% and 90% were found by the experiments for panels with the tow-drop and overlap techniques respec-
tively. Thermal pre-stresses are not included in the numerical analysis and could be a possible cause for the
deviation.

Weaver et al researched post-buckling effects [48]. Experiments concluded that for an optimized variable-
stiffness panel the post-buckling stiffness was still 92% of the pre-buckling stiffness, whereas for a quasi-
isotropic baseline design the post-buckling stiffness dropped to 72%. Additionally the critical buckling load
was 30% higher.

Conical and Cylindrical Surfaces

Blom et al derived path definitions for conical and cylindrical geometries to apply linearly varying fiber orien-
tations [49, 50]. Fiber angles are measured in polar coordinates with respect to the projected center line, this
is illustrated in Figure 2.11 on a flattened cone. The reference system coincides with the principal axes of the
structure [33]. In-plane steering curvature and out of plane geometric curvature are split, and only the former
is used for the steering constraint imposed on the design optimization. Due to the decreasing circumference
overlap is inherent, for a two layer laminate this is illustrated in Figure 2.10. The tow drop technique becomes
essential to produce constant thickness plies, even if no steering is present.

The path defenitions are used by the same authors to maximize the fundamental eigenfrequency of a
conical structure [51]. For larger dimensions the fundamental frequency was increased up to 20%. The work
was extended by a design study of a cylinder under a bending moment. The optimization objective is to
maximize the buckling load subject to manufacturing, strength and stiffness constraints [52]. Multiple seg-
ments are used in circumferential direction to increase the design flexibility and the complete fiber path is
formulated by five parameters. The structural responses behave non-convex in the design space due to the
dependence on the fiber angle design parameters. A design of experiments is conducted to sample the de-
sign space. A surrogate model is build to approximate the structural responses and its derivatives to reduce
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Figure 2.10: Overlap is inherent for conical surface Figure 2.11: Rectangular and polar coordinates for annular surfaces. Polar coordi-
if tow-drops are not applied. From Blom et al nates are more convenient to describe the fiber orientation in principal directions.
(2006) [49]. From Gurdal et al (2005) [33].

the number of finite element evaluations. Improvements up to 17% were found compared to a traditionally
optimized baseline design.

Other Fiber Path Parameterizations

Blom et al applied multiple segments to increase design flexibility. For this reason other paths representations
are also researched. For example Lobatto-Legendre polynomials are introduced by Alhajahmad et al to add
non-linear variation in fiber orientation [53]. With the gain in design freedom larger improvement steps were
found.

In general the limited amount of design variables makes functional representation of fiber paths an ex-
cellent parameterization for early research of variable-stiffness design applications. However it primarily
focuses on global design and does not use the complete tailoring flexibility offered by the AFP production
technique.

2.2.3. Direct Stiffness Approach

The limited design flexibility from the functional representation of fiber paths resulted in the need for a pa-
rameterization that offers more design freedom. While the discrete stiffness representation offers this the
structural responses show a non-convex behavior in the fiber angle design space. The direct stiffness pa-
rameterization uses a top-down approach a design parameters are directly related to the stiffness matrices.
Although this may not be as intuitive the advantage is that this approach is independent of the amount of
layers, reducing the design space significantly for thicker laminates.

Lamination Parameters

Laminate analysis by classical laminate plate theory is discussed in chapter 3. The stiffness properties of
a laminate plate are represented by the ABD-matrix, which contains 18 unique entries. The entries them-
selve could be used as paramterization, but more convenient parameterization methods are introduced over
time to reduce the amount of design variables. The most common parameterization is the use of lamina-
tion parameters, introduced by Tsai and Pagano in 1980 [54]. Lamination parameters are functionals of the
through thickness distribution of fiber orientations. Laminate analysis by lamination parameters is elabo-
rated in chapter 3. In the most general case 12 lamination parameters are required to describe the stiffness
matrices, but for balanced symmetric stacking conditions only 6 lamination parameters suffice.

The stiffness matrices are linearly dependent on the lamination parameters. Svanberg proved that con-
vex objective functions can be created if the structural stiffness is linearly dependent on its parameterization
[55]. Grenestedt and Gudmundson proved that convexity of the object functions in the lamination parameter
design space is independent of stiffness variations within the laminate [56]. This is an important property
related to variable-stiffness laminates [56].

Once one lamination parameter is chosen the others cannot freely be chosen since the lamination param-
eters are interrelated. The explicit feasible design region in R'? is still unknown. In 2006 an efficient approach
to implictly determine the feasible design region is introduced by Setoodeh et al that uses feasible points to
create convex hulls [57]. This approach forms the basis for an optimization algorithm developed by TU Delft
to design variable-stiffness laminates in the lamination parameter design space.
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In a follow-up study by the same authors the convex hull of the feasible design region is used to optimize
a variable-stiffness laminate for in-plane behavior under in-plane and out of plane loads [58]. Compliance
minimization was numerically solved with Feasible Sequential Quadratic Programming which uses the gra-
dient of the complementary strain energy. Compared to the constant stiffness optimum an improvement of
36% was obtained. Optimization in the fiber angle design space yields an improvement of 30%. These results
show the superior use of lamination parameters over fiber angles to determine the optimal stiffness distribu-
tion. Optimization in lamination parameter space is characterized by a well-behaved convex design problem.
This leads to a global optimum, whereas local optima are present in the fiber angle design space. However
the lamination parameters were not converted to discretized stacking sequences, which contributes to the
difference.

Sequential Approximation Routine

In 2007 the research was extended by Abdalla et al by implementing successive approximations to generate
separable approximations of the objective function and constraints [59]. Approximations are an integral part
of gradient based optimization and chapter 4 elaborates on different approximation routines. Abdalla et al
carried out the optimization on the reciprocal approximation, ultimately leading to a new design. Only then
the design will be analyzed using FEA, improving computational efficiency. This new evaluation leads to an
updated approximation. Separability is convenient in discretized domains, since the design variables can be
optimized locally at the nodes. Using different aspect ratios increments up to 30% in fundamental frequency
was obtained.

In a follow up study in 2008 IJsselmuiden et al applied the method of successive approximations to buck-
ling analysis [60]. For buckling the reciprocal approximation is non-homogeneous and non-convex, therefore
a hybrid approximation aggregated from the linear and reciprocal approximations was introduced. Addition-
ally, to improve the behavior of the optimization algorithm the conservative convex separable approximation
introduced by Svanberg is implemented [61]. Optimizing for a simply supported plate under uniform end
shortening results in an increment of 55% in critical buckling load. The lamination parameter distribution
shows increased flexural stiffness in the middle area and increased in-plane stiffness around the edges. That
is the critical buckling load optimized by local optimization of buckling resistance and global load redistribu-
tion from the middle area to the restrained edges.

Although the developed algorithm is suitable for in-plane and flexural stiffness design, designs based on
strength are still impossible due to the nature of lamination parameters. Established failure criteria depend
on fiber angles, and only after the fiber angle distribution is obtained in a post-processing step strength can
be assessed. To resolve this IJsselmuiden et al introduced a conservative failure envelope in strain space.
A strength response approximation is implemented within the lamination parameter optimization frame-
work [62]. Although stiffness maximization may be used to limit excessive deformations and corresponding
stresses in preliminary design, this research showed that strength based optimization yields a 48% higher
safety factor.

In 2009 the buckling response approximation was updated to include buckling of curved shells [63].
Multi-modal buckling evaluation was integrated by Falk’s dual formulation to include shifts between buck-
ling modes. Compared to an isotropic design improvements up to 70-80% were obtained. A follow-up study
used the same algorithm to research other compressive load applications to a variable stiffness panel [64]. A
performance gain up to 189% was obtained over a conventional quasi-isotropic laminate.

Multi-Step Framework

Fiber placement machines cannot use lamination parameters as input. Once the lamination parameter dis-
tribution is known it is therefore essential to obtain a corresponding fiber angle distribution. The problem
is that lamination parameters yield non-unique equivalence to stacking sequences and that the relation is
non-convex [65]. Inclusion of manufacturing constraints increase the difficulty of the conversion optimiza-
tion problem. In 2011 IJsselmuiden combined lamination parameter optimization, fiber angle retrieval, and
fiber path construction into a 3-step design framework to get the optimal fiber path distribution [18].

Khani et al applied the multi-step approach to a reactangular plate with a center hole under uniaxial ten-
sion [66]. An updated failure index for strength analysis is implemented. Using a strength based optimization
over a maximum stiffness optimization results in a better stress distribution, this is illustrated in Figure 2.12.
The two post-processing steps to retrieve the fiber angle and fiber path result in the fiber path distribution
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given by Figure 2.13 for a symmetric and balanced 16-ply laminate.

In two follow-up studies Khani et al used the same multi-step approach to design cylinders for maximum
buckling resistance successfully [67, 68]. Strength constraints were applied and improvements up to 30% are
obtained.
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(a) Quasi-isotropic design (b) Stiffness-optimal design (c) Strength-optimal design

Figure 2.12: Failure index for a quasi-isotropic design (a), a design based on maximum stiffness optimization (b), and a design based on
minimum failure index (c). Note the effective distribution for the latter, where the loads are almost equally carried by the entire structure.
From Khani et al (2011) [66].

(a) Ply 1 (b) Ply 2 (c) Ply 3 (d) Ply 4

Figure 2.13: Retrieved fiber paths corresponding to minimum failure index optimization. From Khani et al (2011) [66].

Extension by Fiber Angle Parameterization

The fiber angle retrieval remains difficult, therefore Peeters and Abdalla adapted the multi-step framework to
work with a discrete stiffness approach based on fiber angles [69, 70]. The approximations implemented in
the multi-step framework are given in stiffness space for generality. Since the stiffness properties are linearly
related to the lamination parameters the lamination parameters are directly superimposed. The general for-
mulation allows to form an approximate sub-problem in the fiber angle design space. This shows similarities
with a study by Setoodeh et al from 2008 where the generalized reciprocal approximation was used in the
fiber angle design space [71].

If the general approximation is based on the optimal lamination parameter distribution the new approach
can be used as a retrieval step to determine the corresponding fiber angle distribution. Furthermore true
optimal fiber angle distributions are obtained by additional optimization iterations, thereby manufacturing
constraints are directly imposed on the optimization design problem.

Peeters et al also added other functionalities to the algorithm, such as topology optimization, implemen-
tation of the 10% design rule and ply drop optimization [72-75].

Relevance to the Research Objectives
The multi-step framework and sub-approximations in fiber angle space form the basis of the presented work,
therefore they are extensively discussed in chapter 4. Emphasis is on the optimization step that uses the
successive, conservative and separable approximation mentioned before, but the fiber angle and fiber path
retrieval steps are also briefly covered.

In chapter 4 the influence of thermal loads are added to the approximations and thermomechanical sen-
sitivities are derived. The updated framework is used to conceptually design the engine thrust frame with a
variable-stiffness laminate design.



Composite Laminate Analysis

Before the optimization framework is updated to include thermal effects composite laminate analysis is ex-
plained in this chapter. Classical laminate plate theory is briefly summarized in section 3.1 and laminate
analysis by lamination parameters is discussed in section 3.2. To assess strength the Tsai-Wu failure criteria
is shortly discussed in section 3.3. Section 3.4 explains how thermal loads can be obtained from the stacking
sequence and lamination parameters. In section 3.5 thermal loads are included in the linear finite element
and buckling analysis. At last section 3.6 will explain how thermal laminate analysis is implemented in the
existing framework that is used for the optimization of variable-stiffness panels by fiber steering.

3.1. Classical Laminate Plate Theory

Classical laminte plate theory is thouroughly explained by many authors and is for this report based on Jones,
Kassapoglou and Tsai and Hahn [6, 7, 76]. In order to simplify the calculations the constitutive relation can
be simplified by plane stress assumption. It is assumed that there are no stresses at the upper side and lower
side of the laminate. As a result it can be assumed that the out-of-plane variation of stresses is zero since
the laminate is very thin compared to the other dimensions, i.e. stresses o3 = 713 = T23 = 0. According to
Jones (1975) this assumption is not a mere idealization but functions as an objective. A lamina should only be
loaded in plane stress since this is intrinsic to a lamina’s fundamental capabilities. The constitutive equation
describing the stress-strain relation for a single ply is now given by:

g1 Qu Q2 0 €1
o2 p=(Q12 Q2 0 £ (3.1
T12 0 0 Qes] ly12

where Q;; are the stiffness terms. To use this relation the orthotropic material ply properties are required.
By standard coupon test the axial stiffness properties E;, E» and major Poisson ratio vi, can be obtained.
Pure shear tests are performed to get the shear modulus G;2. The minor Poisson’s ratio can be calculated by
the relation:

vo1E1 =vi2E (3.2)
(3.3)

The stiffness terms Q;1, Q12, Q12 and Qgg can be expressed by the orthotropic material ply properties:

Qu=——" (3.4)

1-viava
vi2Ep va1Eq

Q2= = (3.5)

1=-vipvar  1-vipvy
E;

Qp=——"7"— (3.6)
1-vi2vay

Qo6 = G12 (3.7)

15
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AN P

Figure 3.1: The fiber orientation 6 indicates the angle between the principal axes of the ply (1,2) and the global laminate coordinate
system (xy).

Constitutive Relation for a Rotated Ply

The given relations are for a single orthotropic ply. The main advantage of laminates over isotropic mate-
rials is that it is assembled from multiple plies. This gives the opportunity to tailor the design by orienting
plies in different directions to improve structural performance. The in-plane rotation of a ply is illustrated
in Figure 3.1, where 6 is positive for counterclockwise rotation and represents the fiber angle orientation of
a ply with respect to the laminate reference system. Stress and strain components will change due to this
rotation according to prescribed patterns. To obtain the stiffness matrix that is aligned with the laminate co-
ordinate system the stiffness matrix in lamina coordinates is rotated. The constitutive stress-strain relation
for a rotated ply in the laminate coordinate system is given by:

Ox Q:11 Q:IZ Q:IB Ex
oy p=|[Qiz Qx Q|4 &y (3.8)
Txy Qs Q2 Qss Yxy

where entries Q; j form the transformed reduced stiffness matrix. The transformed reduced stiffness terms
can be calculated using n = sin and m = cos6:

Qi1 = m*Qu1 + n* Qa2 +2m*n Qiz + 4m* n® Qes 3.9)
Q22 = n*Quy + m* Qa2 +2m*n* Q12 + 4m* n* Qes (3.10)
Q12 = m*n*Quy + m*n® Qa2 + (m*n*)Quz — 4m* n® Qs @.11)
Qo6 = m*1* Qi1 + m*n’ Qaz = 2m* n*) Qi + (m* — n*)* Qs (3.12)
Qi6 = m°nQu1 — mn®Qay + (mn® — m* n)Quz + 2(mn® — m*n) Qe (3.13)
Qa6 = n°mQy1 — nm>Qap + (nm® — n®*m)Qyz + 2(nm? — n®m) Qg (3.14)

The variation of the transformed reduced stiffness terms for a varying fiber orientation are given in Fig-
ure 3.2. The variations show that optimization based on fiber angle parameterization results in a non-convex
response, the statement given in chapter 2.

Ply Density

Before explaining how the laminate properties are calculated the definition of ply density if introduced. Fig-
ure 3.3 (left) indicates the used convention for ply numbering. The first ply is the outer most ply laying at the
outside of the stack. In this work laminates are considered to be symmetric, therefore the last design layer d
lays at the symmetry axis. The through thickness coordinate z is also illustrated, where the through thickness
value at the top of ply k is indicated as z;_; and the bottom as z;. Ply density is used to scale the ply thickness
to allow for thickness optimization. The density factor is a value between 0 and 1 and scales the physical
thickness t,g of ply k to a thickness to be used for laminate analysis by:

tr=pxty for 0=pp<1 (3.15)

This effect is explained in Figure 3.3 (right). Since such range of ply thickness is physically not possible
to manufacture it is preferred to have density values of either 1 or 0 referring to plies being fully present or
not present respectively. A black and white formulation is included in the optimization to either have a ply
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Figure 3.2: Variation of Q for a rotating fiber orientation 6. It shows the non-convex relation to the stiffness terms. Note that for a rotation
of zero degrees the components correspond to the stiffness matrix of a single ply: Q16 = Q26 =0, Q11 = Q11, Q12 = Q12, Q22 = Q22 and
Qo6 = Qe6-
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Figure 3.3: Convention for ply numbering (left) and the influence of ply density on the ply thickness and through thickness coordinate z
(right). Reproduced from Peeters (2017) [77].

present or not, in this way thickness is optimized by ply drops. For generality the laminate properties are
calculated for any density value by changing the through thickness z-coordinates according to:

s k
zr(p) = _leitl(')_ lej ] (3.16)
i= j=

where s indicates the number of symmetric plies and k the ply of interest. The corresponding change in
ply-thicknesses will influence the laminate stiffness matrices A and D and the thermal load N7 which will
be explained in the next section.

Laminate Stiffness Matrices

In classical laminate plate theory the strains are assumed to be linear through the thickness by Equation 3.17,
where £° is the mid-plane strain and « is the curvature of the laminate. This is a crucial assumption based on
the Kirchhoff-Love theory [7].

Ex E?C Kx
ey = eo‘; +24 Ky (3.17)
Yxy ny Kxy

The stresses in a ply depend on the fiber orientation, since this affects the transformed reduced stiffness
matrix. Laminates are normally very thin and it is convenient to use stress resultants which represent the
integrated stress state of the laminate by:
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h h

N:fzhadz:fi()edz (3.18)
-3 -3
; :

M:fhazdz=/hQ£zdz (3.19)
-3 -3

where N is the force resultant per unit width and similarly M is the moment resultant per unit width.
With the stress resultants and the linear through thickness strains the ABD-matrix can be obtained. The
ABD-matrix relates the midplane strain and curvature to the force and moment resultants. The A-Matrix
corresponds to in-plane behavior of the laminate. The D-matrix corresponds to pure bending behavior of
the laminate. The B-matrix corresponds to bending-stretching coupling of the laminate. Based on the ply
orientation it is possible that the laminate bends under in-plane loads, or that the laminate exhibits in-plane
extension under bending loads. The A, B and D matrices are calculated by:

h
2 - noo_

Ajj= f L Qijdz=Y (Qip®(zx1 - 20) (3.20)
2 k=1
h n 2 2
7 a 22 -z

B"f:f L Qijzdz=Y (Qip"F=—F (3.21)
-3 k=1 2
b n 3 3
7 N 2 -z

Dij:thijzz dz=) Q"=+ (3.22)
2 k=1

Now the ABD-matrix is known the force and moment resultants are obtained by multiplication with the
mid-plane strain and the laminate curvature:

Ny Al Az A B Bz Bis €5

Ny Az Az Az Bz By By 50?,

Nxy\ _ [A16 A2 Ass Bis B Beo | ) Vxy (3.23)
My Bin Bz Bis D1 D1z Dig| | xx '
M, Biz2 B2 Bz Diz Dz Dol | xy

My Big Bz Bes Die D2 Des| |Kxy

It is mentioned before that in this work only symmetric laminates are applied. Therefore there is no
bending-extension coupling and the B-matrix is equal to zero. Therefore the governing equation is simplified
to:

N=A¢" and M=Dx (3.24)

3.2. Lamination Parameters

Traditionally laminate plate theory with fiber angle parameterization is used in the design of composite lami-
nates. Using this parameterization potentially creates an enormous design space for fine discretizations with
ill-behaved objective functions, as is explained in the chapter 2. Due to the non-linear relation between ply
angles and stiffness it becomes hard to understand how the ABD-matrix will change if multiple plies are ro-
tated.

An alternative is to use a direct stiffness approach based on lamination parameters. Lamination param-
eters were first introduced by Tsai and Pagano [54]. By use of various trigonometric identities they were able
to do rewrite the transformed reduced stiffness terms in a simplified form:
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Q11 = Uy + U cos20 + Uz cos 40 Uy = 3Qu +3Q2 ;2Q12 +4Qes

Q22 = Uy — Us c0s 20 + Uz cos 40 U Q11— Q2
= < <22
2

Q12 = Uy — U3 cos 46 _ Qui+Q2—2Q12-4Qs

) (3.25) Us (3.26)
Q16 =—3U>sin20 — U3 sin40 8

) U, = Qut Qa2 +6Qu2 — 4Q%6

Q26 = —1 U sin20 + Us sin40 4 8

) +Qu—2Q12+4

Qs6 = Us — U3 cos40 Us = Qu Qe 8 iz 2 2o

Note that the sign in Q6 and Q¢ is opposite to the sign used by Tsai and Pagano since they used the op-
posite sign notation for fiber orientation [14, 16]. The transformed reduced stiffnesses are based on material
invariants U; 5. These material invariants are invariant of orientation 6 and depend on the material proper-
ties only. Therefore the newly obtained set of equations for Q;; contain an invariant part. In Figure 3.4 Qy;
and Q2 are decomposed to show the variation of each term. Some understanding of the material invariants
can now be derived. The left graphs are the total variation for a varying 6. The variation of the three individ-
ual terms is presented in the other graphs in the row, which superimposed yield the same variance as the left
graph.
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Figure 3.4: Decomposition of Q11 and Q2. The left graphs present the total variance and the right three graphs represent the variance
of the individual terms.

For Qy; the first term is U;, which represents the quasi-isotropic material properties and is invariant of
6. The second term is U cos (20) and reduces from +X to —X for 8 = 0 to 8 = 90 degrees respectively and
is zero at O = 45 degrees. This term includes the dominant longitudinal/transverse stiffness deviation from
the quasi-isotropic stiffness. This explains why this term is of opposite sign for Q;; and Q.. The third term
varies at a higher frequency but generally has less influence on the stiffness values due to the lower value of
Us. The term is highest at 0 and 90 degrees and lowest at 45 degrees. This indicates that this component gives
a relation between shear and axial stiffness for a given orientation. In a similar fashion one can decompose
the other Q; j-values.

Based on the new formulation of the transformed reduced stiffness terms the A, B and D matrix can now
be obtained by:

h? nd

[A)ByD]: » Ty TS
412

h

(ro /SRR SRS VAL P As W V4A'B‘D) (3.27)

in which I'; are matrices containing the material invariants:
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Uy Uy 0 U 0 0 0 0o iu,
To=|Us U 0 ri=(0 -U, 0 Ib=| 0 0 §Uz
0 0 Us 0o 0 0 3Us 3U; 0 (3.28)
Us -Us 0 0 0 U
I's=|-Us Us O I'y=10 0 -Us
0 0 0 U; -Us 0

The lamination parameters Vl.A’B "D contain the through thickness integrated properties of the variant

terms of the transformed reduced stiffness terms given in Equation 3.25. All lamination parameters ViA’B D e
[-1,1] are calculated by:

VPP =11,0,1)

1/2
VIA’B’D :f cos20(1,z, 22] dz
-1/2

1/2
AB,D . C 21 s
v, :f_llzstG[l,z,zz]dz (3.29)

1/2
vBP = f cos40[1,z,7?] dz
-1/2

1/2
VPP = / sin46[1,2,2%] dz
-1/2

Note that in these equations the laminate thickness # is factorized, therefore the integrals for the lamina-
tion parameters can be assessed by upper and lower bounds of % and —% instead. Equation 3.27 shows that
matrices A, B and D are linear dependent on the 12 lamination parameters and the laminate thickness. Svan-
berg proved that convex objective functions can be created if the structural stiffness is linearly dependent on
its parameterization [55]. Furthermore only six lamination parameters are required to describe a balanced
symmetric laminate and this limits the number of design variables. Combining these characteristics yield
favorable properties for optimization.

Vg for rotating ply V’: for rotating ply V? for rotating ply
1 1 1
0.5 0.5 0.5
<o O < 0 <~ 0
> > >
-0.5 -0.5 -0.5
-1 -1 -1
90 -45 0 45 90 90 -45 0 45 90 90 -45 0 45 90
0 [deg] 0 [deg] 0 [deg]
V: for rotating ply VdA for rotating ply
1 1
\ /\ \ [ //\\ A
_ 0.5 \\ / \ / _ 0.5 / \ / \\
Sooy L E oL
> \ / \ | > \ / \
o5b | 05 \ \
NERVARERV. N VIRV
90 -45 0 45 90 90 -45 0 45 90
0 [deg] 0 [deg]

Figure 3.5: Relation of lamination parameters ViA to a varying ply angle 6 for a single ply laminate.

However, it may be harder to understand lamination parameters physically. The lamination parameter
variation for a single ply is given by Figure 3.5 to better understand what happens when a ply is rotated. For
membane stiffness given by the A-matrix [18]:
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¢ T'y: Matrix I'g stands for the quasi-isotropic laminate properties, normalized by the laminate thickness.
For this reason it is the only I'-matrix not multiplied by a lamination parameter. IJsselmuiden states that
T’y is the quasi-isotropic basis for the stiffness properties and the lamination parameters can be used to
tailor the laminate in desirable directional properties. Therefore it is intrinsic that for a quasi-isotropic
stacking sequence the lamination parameters VIA to V4A are zero.

o VlAl“lz Matrix I'; contains information related to the axial stiffness entries A;; and Az,. Therefore VIAFI
changes the longitudinal and transverse axial stiffness direction. For example if VIA reaches 1 most plies
are aligned at 0 degrees and A;; is dominant. If VlA reaches —1 the opposite is true and mainly 90 degree
oriented plies are present and Ay becoming dominant. In general this is the most dominant term to
tailor the design.

o VZAFZ and V4AF4: Both matrices I'> and I'y only contain material invariants at the shear-extension en-
tries. In combination with the lamination parameters this term influences the shear-extension cou-
pling of the laminate expressed by Ajg and Ayg. It is known for a balanced laminate that there is no
shear-extension coupling, therefore a balanced laminate inherently has lamination parameters VZA and
V4A equal to zero. In Figure 3.5 the parameters reach +1 since unidirectional laminates oriented other
than 0 or 90 degrees are the "most unbalanced" laminates. For non-unidirectional unbalanced lami-
nates the lamination parameters will have a maximum absolute value between 0 and 1 based on the
severity of the unbalanced design.

J V3AF3: Matrix I's relates the axial and shear stiffness and extension coupling and bending coupling.
Physically this represents the ratio between 45 degree plies and 0,90 degree plies. As one can see in
Figure 3.5 if V3A reaches —1 most plies will have a 45 degree orientation and the shear stiffness will
increase. As V3A reaches 1 the axial and transverse stiffness increases at a cost of shear stiffness. Note
that based on V3A nothing can be said about the ratio 0,90 degree plies.

Feasible Design Space

Once one lamination parameter is chosen the others cannot freely be chosen. The lamination parameters
are not independent, since they are based on the same variation of ply orientations through the thickness.
Although Vl.A’B P € [-1,1] holds this explains why the design domain is not simply given by the full unit cube
[-1,1]'2 in R'? [65]. There exist a feasible design region where values of lamination parameters are limited by
others. For the general case with 12 lamination parameters this feasible region is still unknown and has yet to
be determined. Although this feasible region is unknown, Grenestedt and Gudmundson were able to prove
that the feasible design region for the 12 lamination parameters in R!2 is convex [56].

Together the concave objective function and convex feasible design space lead to a well-behaved objective
function. Global optima is obtained, whereas using fiber orientation as parameterization leads to ill-behaved
objective functions with many local optima, especially for buckling [42, 56]. In Appendix A the feasible design
space is elaborated, specifically for symmetric and balanced laminates.

3.3. Tsai-Wu Failure Criteria

Failure critera can be distinguised in two categories, namely stress-based and fracture-mechanics-based cri-
teria [78]. The former assesses failure by checking if the stress within the structure reaches a critical value.
The latter assumes that failure occurs by growth of initial flaws. For the design of a composite panel with
variable-stiffness a stress-based failure criteria is easier to implement within the optimization routine.

The easiest way to assess failure is by the simple non-interactive maximum stress criterion. One could
simply check if stresses expressed in the material ply axes exceed the strength values obtained from coupon
tests. However, it is known that stresses interact and therefore interaction behavior should be included for
more accurate failure predictions. The Von Mises and Tresca yield criteria include this behavior for isotropic
materials. The Tsai-Wu formula is probably the best known failure criterion for anisotropic laminates and
has acceptable predictions compared with test results [6]. This criteria was first introduced by Tsai and Wu
in 1971 and is more of a curve fit rather than a physics based theory [6, 79]. For a 2-dimensional planar stress
state the failure index f is calculated by:

f = F110% + Fxp05 + Fee12, + F101 + Fo03 + 2F12010 (3.30)
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where the F-values are given in Appendix B and are based on the strength values in the material ply axes
derived from compression and tensile coupon tests. The failure index is useful to assess first ply failure. First
ply failure is predicted to occur within a laminate if the following relation is violated:

f=1 (3.31)

To determine the critical load for first ply failure the input loads should be increased until the failure index
becomes larger then one at a certain location for one of the plies.

Conservative Failure Envelope in Strain Space

To address the failure index the stress state of the individual plies are required, which are based on the fiber
orientation. Lamination parameters represent the integrated laminate properties over the thickness. Assess-
ing failure criteria is not straight forward since orientations are unknown. It would be inefficient to apply
failure criteria after retrieval of the fiber orientations. Therefore IJsselmuiden ef al proposed to apply a con-
servative Tsai-Wu failure criteria [62].

Using the constitutive stress-strain relation the Tsai-Wu failure index given by Equation 3.30 is tranformed
into strain space. The criteria still depends on the stacking sequence, therefore it cannot be used in conjunc-
tion with lamination parameter optimization. However, it is possible to determine a region in strain space
that is safe regardless of the stacking sequence. The boundary of this conservative region in strain space is
given by the failure envelope and every point that lays within the enclosed area will fulfill the Tsai-Wu failure
criteria. This envelope is derived by IJsselmuiden et al and later simplified by the same authors to [62, 66]:

1 1
f:Eu1112+u21114+Eu3[f+u412+u511+u614 (3.32)

where I; and u; and are respectively strain invariants and parameters to map the stress-based Tsai-Wu
criteria in strain-space. The failure envelope is given by the most critical fiber angle where the failure index
equals one:

maxf =1 (3.33)

Note that this formulation is conservative, especially for load conditions where certain stacking sequences
are known to be avoided. For example, it is common to use +45 oriented plies at the outside of a stack to
improve bending resistance, however the conservative failure criteria does not take such design rules into
consideration and will also assess fiber angles that are normally avoided. The conservative failure envelope
can be expressed in terms of I; and u;, for the sake of brevity this formulation is given in Appendix B.

3.4. Thermal Laminate Analysis

So far the stress-strain relations are based on mechanical imposed strains. Before optimization of thermo-
mechanical load applications can be performed the influence of thermal loads should be included in the
governing stress-strain relations. The analysis presented in this section is based on Gurdal et al and Staab
(80, 81].

Thermal Uni-directional Ply Analysis

When thermal loads are applied a structure can undergo stress free thermal expansion. An unconstrained
plate will expand and contract without creating internal stresses for a uniform temperature difference. The
stress free thermal expansion for a uni-directional ply is given by:

El;T a)
et b= as p-AT (3.34)
nz) Lo

where « is the coefficient of thermal expansion (CTE). Mechanical strains and thermal strains induced by
mechanical and thermal loads can be superimposed to yield the total strain:
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Figure 3.6: Thermal expansion of a ply is constrained by adjacent plies. The first laminate presents a laminate not exposed to thermal
loads. The second laminate illustrates the stress free thermal contraction of the single plies. However, the plies are not free to contract
due to the bonding with the adjacent plies. This will constrain the contraction of the layers and cause residual stresses and strains, which
is illustrated in the third laminate. Adjusted from Staab [81].

et = M gFT (3.35)

Note that T corresponds to stress free thermal expansion, thus in this formulation only mechanical
strain will cause stresses in the structure. If the ply is free to expand/contract for a pure thermal load the
total strain equals the stress free thermal expansion, thus no stresses are present within the structure. If the
thermal expansion/contraction is fully constrained the total strain equals zero and a mechanical strain of
—£'T is induced which will exert stresses in the ply. Hence the stress-strain relation for a single ply subject to
mechanical and thermal loads is given by the following equation:

o1 Qu Q2 0 e il
02 p=|Qi2 Qa2 0 & =1 €yt (3.36)
T12 0 0 Qes) \ Ly Yia

oM

£

When a ply is rotated with respect to the laminate coordinate system the thermal expansion coefficient of
the ply can be rotated to the laminate coordinate system using m = cosf and n = sin@:

et aym? + apn? T Ay
£f,T =l o n? + as m? | -AT — Ef,T =4 ay p-AT (3.37)
yfg, 2(a1 —az) mn yf& Ay

Thermal Laminate Analysis

Looking at a laminate of multiple plies, the adjacent plies will constrain the free thermal expansion of a sin-
gle layer. This is effect is illustrated in Figure 3.6. This restraining will cause stresses, referred to as residual
stresses since they are often considered with curing temperatures. The residual strain £® due to a pure ther-
mal load of ply k within a laminate is given by:

e (z1) = €0 + zpx ™ — €™F (21) (3.38)

where zj represents the through thickness ply location within the laminate. Note that the stress free
thermal expansion depends on zj if asymmetrical laminates and through thickness temperature gradients
are considered. With the calculated strain the residual stress can be obtained:
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o (z1) = Q] € (z1) (3.39)

However, the total strains are unknown and the residual strains cannot be calculated. Therefore it is con-
venient to represent the residual strains and stresses by equivalent thermal loads. For a pure thermal load
case there are no external forces, hence an equivalent thermal load can be calculated that corresponds to the
existing stress state by:

h

n B n n ax
Nsz_zh oRdz=0 — NTh:/Zh [Q]eTOtdz=f2h [Q]eFTdefi [Q]{ ay }Asz (3.40)
2 T2 T2 T2
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2 2 Axy

In a similar way the equivalent thermal moment resultant can be computed:

I ) A I Ay
MR:[Zh(rdez:O - MTh:fzh [Q]eTOtzdz:fzh [Q]sFTzdz:fzh [Q]{ ay }ATzdz (3.41)
-3 -3 -3 -3 Ay

Now the stress strain relation including thermal loads can be written as:

N| _[A B] (e’ (N
tul=[n o/ {i}-{un] 0
Thermal Loads by Lamination Parameters

The equivalent thermal loads can also be calculated with lamination parameters. Three thermal invariants
are introduced:

Ky = (Ui + Uy (a1 + a2) + Uz (a1 — ) (3.43)
Kg = Ug ((,Kl+052)+(U1 +2U3—U4) ((ll—(lz) (3.44)
K3 = Uz (a1 + az) +2(Us + Us) (a1 — @) (3.45)

These invariants depend only on the material invariants and the thermal expansion coefficients of the ply
and are independent of the ply rotation. The equivalent thermal loads can now be calculated by:

| b [Ki+Kzpcos20 . Vi K + VK,
NTh:gfh Ki—K>cos20 ¢ AT dz=h VK - VAK, p AT (3.46)
“2 | Kssin26 VK3
n (Ky+Kzcos260 2 [ VEK,
Th_ 1 [2 1h 5
M= 3 Ki—Ky,co820 } AT zdz = 37 VP Ky p AT (3.47)
T2 K3sin26 VZBK3

3.5. Linear Finite Element and Buckling Analysis

To allow for intricate geometry an 18 degree of freedom (DOF) triangular shell element is used in the finite
element routine. This element is superimposed from a membrane and a bending element. The membrane
element is a 12 DOF triangular element that includes drilling degrees of freedom (i.e. in-plane rotation). The
bending element is based on the 9 DOF Kirchoff-plate triangular bending element. The elements are high
performance finite elements and the stiffness matrix is decomposed in a basic and higher-order stiffness
matrix. How these matrices are build is well documented in templates provided by Felippa and Militello
[82-84]. In the next two sections it will be explained how the element properties are tied to the linear finite
element and buckling analysis.
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3.5.1. Linear Finite Element Analysis

The parameterization of the design variables is executed at nodal level. To perform finite element analysis the
nodal properties have to be mapped to elemental properties. To generate a smooth distribution reciprocal
interpolation of the stiffness matrices is used [59]:

Al =Y wAy! (3.48)
neYe

where Y, is the set of nodes connected to element e. The value of weight w,, depends on the element
type and is equal to % for the triangular elements used in the finite element routine. The linear finite element
problem is solved to compute the displacements:

Ku=FM+F"=F (3.49)

For a general membrane element the stiffness matrices K, to build the global stiffness matrix are calcu-
lated by the relationship:

K, = f h.BLA.B.dQ, (3.50)
Q.

where B is the strain displacement matrix and Q is the element domain. The nodal forces acting on the
structure are given by the right hand sight of Equation 3.49. The mechanical forces FM are given as an input
and the equivalent thermal forces F™? are derived from the thermal loads by:

Flh =fQ BIN™dQ, = A, -B,-N.P (3.51)

Since the thermal loads are assumed to be constant within the element the integral over the domain re-
sults in the area A multiplied by the average strain displacement matrix B. Note that the thermal element
loads are calculated from the nodal properties according to:

NP =Y w,NIP (3.52)

neY,

After executing the linear finite element analysis and calculating the displacements the element strains
and curvatures can be found by:

€. =B.u, (3.53)

From the strains and curvatures the stress resultants are then obtained by Equation 3.42. The equation is

repeated for convenience:
N g% (N
AR

The thermal stress resultants have to be subtracted to get the actual stress state. Once the stresses are
known the failure criteria can be assessed and the buckling analysis can be executed.

A B
B D

3.5.2. Buckling Analysis
Within this work only the critical buckling load is considered and post-buckling behavior is not evaluated.
The critical buckling load can be assessed by the linear prebuckling stability eigenvalue problem [63, 64, 71].

(K —AKg)a=0 (3.55)
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where K, is the global material stiffness matrix, Ky is the global geometrical stiffness matrix, and a is the
mode shape. The mode shapes are normalized so the following relation holds:

al ' K,-a=1 (3.56)

The global geometrical stiffness matrix is related to the in-plane stress resultants of the elements N =
(nx, ny, nxy) " and constant matrices that depend on the element geometry Ky, Ky and Kyy:

Kg,e = —1y,eKi — 11y,Ky — 11xy, e Ky (3.57)

Thermomechanical Buckling

Equation 3.57 shows that the critical buckling load depends on the stress state of the structure. For thermo-
mechanical load applications both mechanical and thermal stresses attribute to the total stress state. There-
fore the eigenvalue problem is given by:

(Km — K - ;LThK"gh) a=0 (3.58)

The geometric stiffness is decomposed in mechanical and thermal terms with corresponding load mul-
tipliers Ay and A7jp,. There are two unknowns in this formulation, thus it cannot be solved directly. There
are two possibilities to assess the posed eigenvalue problem. The first possibility is to assume either the me-
chanical or thermal load to be constant and check whether this load is stable. If the sub-problem is stable the
total buckling problem can be assessed. If for example the structure is subject to a thermal load due to curing
the thermal buckling problem is assessed first to check for stability. This assessment is then proceeded by the
total buckling analysis.

The second possibility is to scale both thermal and mechanical load by the same load multiplier. The
buckling problem formulation is then given by:

(Km ~AKY - ;LK"gh) a= [Km ) (Kg4 + th)] a=0 (3.59)

The influence of the buckling formulation is illustrated in Figure 3.7. The magnitude of the safety margin
of a design depends on the chosen buckling formulation. For the first option one of the loads is set to be con-
stant, in this example A1y = 1, and the safety margin is determined by the critical mechanical load multiplier.
If both mechanical and thermal load are scaled by the same load factor the safety margin becomes different
and depends on both load multipliers.
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Figure 3.7: For option 1 either the thermal or mechanical load is assumed to be constant (in this illustration the thermal load). For option
2 both loads are scaled by the same multiplier. The safety margin depends on the chosen buckling formulation. Note that the curve is
not a representation of reality due to shifting buckling modes during optimization.
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It depends on the optimization problem statement which formulation is suitable. If the objective is to
maximize the safety margin the chosen formulation will influence the design. If buckling is a constraint the
buckling formulation is not of an influence. The constraint only checks whether buckling occurs or not. As is
depicted in the figure for both buckling formulations both load multipliers have to be larger than 1.

In the aerospace industry buckling is often a constraint rather than an objective. In this work Equa-
tion 3.59 is implemented for practical reasons. Only a single calculation is necessary to determine how close
to buckling the structure is. By adjusting the mechanical and thermal loads the influence on the buckling
performance can be further studied.

3.6. Implementation in the Framework

The framework presented in this work only considers symmetric laminate to avoid bending-extension cou-
pling, i.e. the B-matrix is zero. Due to symmetry the ply angles and densities of only half the stack are required
to fully determine the laminate stacking sequence.

Optionally the laminate can be set to be balanced to avoid shear-extension coupling, i.e. Ajg = Az =0.
Consequently only a fourth of the ply angles and densities is needed to acquire the lay-up. If stacks are given
as a balanced laminate the symmetric part of the laminate is generated by the following linking formulation:

0,=Ly-0, (3.60)

pssz'pd (361)

In this report balanced layers are assumed to be adjacent to limit the effect on values Dys and D»g. Hence
the following linking matrices are implemented:

0 (1 0
- 1
1
- 1
Lo = L,= (3.62)
| 0 |0

Based on the ply angles and ply densities the nodal properties are calculated. First the lamination param-
eters and its first and second order derivative are calculated for the k-th layer:

1 0 0
cgsZHk v, —2sin20; a2V, -4 C?S 20,

Vi = | sin26y 20, 2c0s260} — = —4sin 20y (3.63)
cos460; k| -4sin46; doy —16cos46;,
sin46; 4cos46; —16sin460;

To ease the density optimization these are obtained slightly different from the equations given before-
hand. Two terms are introduced for the k-th layer:

I = pr (3.64)

2 2
Z5+ Zp_12i + 25
=1k 3l k1 (3.65)

With the lamination parameters, densities, ply thicknesses and material invariants the stiffness matrices
and thermal load for the k-th layer can be computed. The nodal stiffness and thermal load is obtained by
summation of the layer properties, where the summation is over the number of symmetric layers s:



28 3. Composite Laminate Analysis

A 2- 18100V - A,
N ——
L

S
Ak
k

D 2-IF 1)UV -~ D,
——— k
Ly
S
k Th
N[" = 20§ KVi-AT  —  NI" = YN[
L ¢

Il
g/

)
~o

(3.66)

where n denotes the node. Since only symmetric laminates are considered the doubling multiplier indi-
cates that only the symmetric part of the laminate has to be evaluated.

First and Second Order Derivatives:
During optimization the derivatives of the nodal properties with respect to the fiber orientation and ply den-
sity are required. The first order fiber angle derivatives for the k-th ply are obtained by:

oA dA dvi |, dV
0, avy dor 4o,
oD dD dv av
o - 4U 4V _ L}g._’c (3.67)
00y avy doy dby
oONTh dNTh gy dv
_ R UL
00 dvy dfy doy

The second order derivatives are obtained in a similar fashion using the second order derivative of the
lamination parameters. The practical relevance of the introduced Iy and I, terms become apparent when
taking the density derivatives:

dléc 1 (3.68)
dpi '
dlzk _ zi+zk+lzi+zi+l (3.69)
dopy 3 '
Applying the chain rule the density derivative of the nodal properties can now easily be determined:
0A dA dIf ) drk Uy
- - =.70 = 2.—2 .UV,
0pr a1 dpr dpg
(3.70)
ONT" dNT! dIf ) ark KVLAT
= B —— = — I . .
0p arf - dp dpe ¢

For the flexural stiffness matrix D the density derivative is more complicated. The change in density of a
specific layer also influences the z-values of the layers placed on top, thus further influencing the D-matrix.
The local effect of a change in density is captured in the first term and the change in z-values of the layer itself
and the layers placed on top are included in the second and third terms:

oD  dD d12k+ k dp dlIj
0pk aI¥ dox {541, dpk
. 3.71)
dl k-1 2.z 4z k 42z
= 2'—2-t2-U-Vk+2-Zpi-M't§-’-U'Vf+2-Zpi'u-t§’-U-V1~
dpy i1 3 i1 3
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Symmetry is already taken into account in the derivatives. During optimization only the design layers are
considered, hence if balanced conditions are used the derivatives of the symmetric layers have to be mapped
back to the design layers by the linking matrices given by Equation 3.62.






Multi-Step Framework

The optimization scheme depends on the chosen parameterization method. Over the years many different
approaches have been introduced and demonstrated and some of these are mentioned in chapter 2. Specifi-
cally useful is the multi-step approach used by IJsselmuiden, which code is available at the Aerospace Struc-
tures and Materials department of the Aerospace Engineering faculty of Delft University of Technology. The
3-step approach is illustrated in Figure 4.1 and tackles the design problem in the following order:

Step 1 - Optimize the design problem to determine the optimum lamination parameter distribution.

Step 2 - Retrieve the corresponding stacking sequence taking curvature constraints into account.
Step 3 - Determine the corresponding fiber paths.

1 - Conceptual Optimization 2 - Fiber Angle Retrieval 3 - Fiber Path Construction

Optimum Stiffness True Fibre Architecture Fiber Paths
(Lamination Parameters)

A
- =2
.

Figure 4.1: The 3-step design approach based on parameterization by lamination parameters. From IJsselmuiden (2011) [18]

Peeters added sub-approximations in fiber angle space to the multi-step framework. This approach func-
tions as an alternative retrieval step and makes it possible to optimize in the fiber angle design space to find
the true optimum fiber angle distribution.

In the first three sections the multi-step framework from IJsselmuiden will be explained step by step.
The influence of thermal loads is added to the optimization routine in the first step of the framework to
allow for thermomechanical optimization. The extension by Peeters is elaborated in section 4.4 and thermal
influences are added. Section 4.5 provides a work flow diagram to explain how composite laminate analysis,
the optimization step and sub-approximations come together in the optimization routine. At last several
structural responses will be given to fit in the optimization framework in section 4.6.

4.1. Step 1 - Conceptual Optimization

The first step solves the optimization problem to find the optimal lamination parameter distribution. Before
explaining how this is achieved the general optimization problem will be stated first. The next two sections
will explain the method of sequential local approximations and the conservative convex separable approxi-
mation. These successive approximation methods are used to solve the optimization problem in lamination
parameter space by means of a dual and bound formulation.

31
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4.1.1. Optimization Formulation

A general optimization formulation is presented by Equation 4.1. In this work minimization of f is used as
the optimization objective. The objective normally represents a structural response, such as buckling, stiff-
ness, strength or weight. Structural responses can also be used as constraint g to the optimization problem.
The optimization problem can also be subject to other constraints such as established design rules. The be-
havior of the structural responses and constraints determine what optimization scheme is suitable to tackle
the problem. This behavior is influenced by the chosen parameterization and corresponding set of design
variables x. The design parameters do not only influence the response behavior but also indicate whether the
parameter space is continuous, discontinuous or contains a discrete variation.

min [ (X)
st.  gix=0 for j=1..m 4.1
xl.L <x; < xl.U for i=1..n
Convexity is necessary to ensure global optima [85]. A well-behaved convex design problem is defined
by a convex objective function for minimization and has a convex feasible design region. A convex objective
function is best explained for a 2-dimensional problem statement. A function is strictly convex if a line be-
tween any two points of the response lays above the original function. This is illustrated by Figure 4.2 (left)
and the mathematically relation is given by:

fX-a+x-1-a)lsa-f&)+(Q—-a)fx), for Osa<l. (4.2)

This relation implies that there is non-negative curvature, i.e. the second derivative is larger than zero. It
is also possible to have a non-strictly convex function. In this case there exists a line connecting two points
on the function curve that lies on the curve itself, i.e. the function curve contains a straight segment with
a second derivative that equals zero. For a set of n variables function f is convex if the matrix of second
derivatives (referred to as the Hessian) is positive semi-definite. Function f is strictly convex if the matrix of
second derivatives is positive definite.

The feasible region of set S is convex if a line connecting any design vectors in S is also in S. This is illus-
trated in Figure 4.2 (right) and the mathematical relation is given by:

X],X €S, Xjra+xy-(1-a)eS for 0<sa<l (4.3)

Furthermore the design space is related to the constraints, to have a convex feasible region inequality
constraints have to be convex and equality constraints have to be linear.

Figure 4.2: Convex objective function (left) and convex feasible design region (right). From Grenestedt and Gudmundson (1993) and
from Haftka and Gurdal (1992) [56, 85].

4.1.2. Sequential Local Approximations

Global approximations try to approximate the response accurately for the entire design space and are most
commonly related to response surface approaches [85]. A design of experiments is performed to obtain the
response for given sets of design variables, thereafter curve fitting techniques are applied to obtain a global
approximation. A global approximation can be applied to structural responses and many evaluations are re-
quired to accurately approximate the global response. For large amounts of nodes and elements the finite
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Figure 4.3: Method of sequential/successive local approximations. Using local approximations the number of FEA evaluations is re-
duced. In the figure only three FEA evaluations are used to reach xg 3 which is already close to the global optimum. Using an optimization
scheme based on global approximations could significantly increase this number.

element analysis routine to calculate the structural responses dominates the computational demand com-
pared to the computational demand of the optimization procedure. For this reason global approximations
are inefficient and often avoided.

To reduce the amount of finite element iterations sequential local function approximations are often ap-
plied in structural optimization [59, 85, 86]. The original design problem is replaced by an explicit local ap-
proximate design problem based on a single finite element analysis iteration. This local approximation is
used to obtain the optimum which in turn will be used to update the original problem which leads to a new
local approximation. Hence such methods are called successive or sequential local approximate optimization
and this approach is illustrated in Figure 4.3. Such methods reduce the amount of finite element iterations,
thus speeding up the optimization process. The simplest form of a local approximation is the linear Taylor
series expansion, given by [85]:

fa= f(xO)+Z( (xl xm)) (4.4)

l

where f4 is approximate response function, f is the actual response, xg is the approximate point and
n is the number of design variables. For certain responses linear approximations are not accurate. Adding
higher order derivatives improves accuracy, but are computationally demanding. As an alternative interven-

ing variables can be used to improve the accuracy. Popular is the reciprocal variable leading to the reciprocal
approximation given by [85]:

Xoi
— (x; - xl)i)) (4.5)
0 Xi

n
fa=f&o)+} ( o
iz1\ 0x;
It depends on the response behavior what approximation yields the most accurate representation. A com-
bination of both is also possible and is called the conservative or hybrid approximation given by Equation 4.6
[85]. An approximation is considered conservative if f4 > f for all possible set of design variables. This effec-
tively means that the optimization always improves the objective function and the optimization is globally
convergent, this is explained by Figure 4.4. Conservativeness for the hybrid approximation is true if Equa-
tion 4.7 holds, which selects the most conservative of the linear and reciprocal formulations.

[l

fa= — Xoi)

of
ox;

+(1—5,~)(

& (xi — xm)] (4.6)
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Figure 4.4: The conservative approximation (blue) always yields and improvement in the objective function, i.e. f; < fy. Althought it is
possible for an unconservative approximation (red) to yield an improvement step, it is not guaranteed and therefore global convergence
cannot be guaranteed. In this case fy¢ > fo. From Peeters (2016) [77].

of
= 1 foraxi 2'0 4.7)
0 otherwise

All three approximations are convex, using them on the constraints and the objective function will yield a
convex design problem. Thereby the approximations have the characteristic to be separable, that is [85]:

N
F®=) fi(x) 4.8)
i=1
N
gi®=> gji(x) for j=l.m (4.9)
i

This is advantageous if both the objective function and constraints are separable, since the approximation
and the optimization can be evaluated and executed at nodal level i. Furthermore if a second order approxi-
mation would be applied to increase accuracy, no mixed partial derivatives between nodes need to be taken
and only the diagonal of the Hessian is evaluated [87].

4.1.3. Conservative Convex Separable Approximation

In 2002 Svanberg introduced a conservative convex separable approximation (CCSA) method [61]. This method
is suitable to solve problems with many design variables. Due to separability the problem can be approxi-
mated by a set of convex subproblems and the conservativeness guarantees global convergence. The general
form of the approximation is given by:

fe®=fa®+{fp® (4.10)

The first term f4 (x) is the local approximation and has the same function value and gradient at the local
approximate point xy as the original objective function. The second term { fp (X) ensures conservativeness
and can also be used to ensure convexity if necessary. Within this work this term is referred to as damping.
The following should be true to conform with the CCSA methodology:

1. Functions f4 and fp have to be continuous. They must be separable and differentiable twice with
continuous derivatives.
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2. The value and gradient of f4 must equal the original function. Therefore the value and gradient of fp
have to be zero at the approximate point to not interfere with the local approximation.

3. The Hessian of f4 must be positive semi-definite. This means the approximation is not required to be
strictly convex.

4. The Hessian of fp must be positive definite. Therefore this term functions as convexifying term to
ensure a strictly convex approximation fc.

Based on the advantages of CCSA proposed by Svanberg IJsselmuiden et al derived a generic approxi-
mation form for structural responses to comply with variable stiffness optimization. A modified conservative
approximation is used for the local approximation f,. Instead of using the §-term to select between the linear
an reciprocal terms the physical response behavior is studied to determine whether the linear, reciprocal or
combination of both terms should attribute to the approximation. In general form the local approximation is
given by [18, 60]:

N

fa=fxo)+),

i=1

57
(xi = Xoi) + ]_(1
0 0x;

of
6xl'

-1_ -1
(x;" = xq; )) (4.11)
0
For composite laminate analysis the ABD-matrix is directly related to structural responses. Design vari-
able x can be considered to contain the stiffness terms related to the structural response of interest. Thus the
approximated response f4 can be given as [63]:

. Y |of . of . af
= —:(Aj—Aj)+—:(D;-D;
fA f+l:Zi 0A; ( 1 l)+ dD; ( ! l)+ aA;l

aof
oD ! 3

1

(A7 -ATY) + D;'-D;")

+Co (4.12)

in which N represents the number of nodes or elements and A; and D; are the corresponding stiffness ma-
trices. The hat-accent denotes the values at the approximate point. Cy includes all remaining constant terms
and can be used to enforce homogeneity. The : operator is a matrix contraction and is the Fobrenius inner
product or trace, i.e. A: B =} A;;B;;. By Euler’s theorem for homogeneous functions the approximation can
be simplified to the form [18, 63]:

N
fa=) (\P;"|0 A+ \P?|O:D,~+ |, :A7 + @7, :D;l) +Co (4.13)
i=1

where the ®” and W™ terms are the stiffness sensitivity tensors given by:

of m_ Of
m_ o= —— 4.16
Y= 3, (4.14) e (4.16)
of p_ Of
wh— L 4.15 ol = 417
! 0D; (4.15) ) @17

Assessing the second variation of the approximation IJsselmuiden proved that sensitivities ®”*” have to
be positive semi-definite to ensure that the response function has non-negative curvature, which is required
for convexity. Thus the convexity of the approximation depends on the derivatives of the response with re-
spect to the A~! and D! matrices.

When thermal load applications are considered the structural responses are influenced by the thermal
loads. According to the thermal analysis in section 3.4 a change in laminate design will change the exerted
thermal loads accordingly. To capture this behavior a term is added to the approximation:

N
fa= X (0o A+ WP| D+ @] A7 + @] D7+ mify- AN + o (4.18)
i=1

where 7 is the thermal sensitivity tensor:

N

(4.19)

ni

= ONth
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Note that the thermal moment is not added since only symmetric laminates are considered and the
through thickness temperature gradient is assumed to be zero in this work.

Lamination Parameters

For generality the approximation is related to the stiffness matrices and change in thermal load. Different
parameterizations can be applied to the general approximation by sub-approximations, referred to as level-
2 approximations in this work. Lamination parameters are specifically chosen in the work of IJsselmuiden
to reduce the number of design variables and to limit the design space. Lamination parameters are linearly
related to the stiffness matrices and thermal load. Therefore the general approximation can directly be ex-
pressed by the lamination parameter design variables while the convex properties are retained. This results
in a well-behaved optimization problem.

To use fiber angles as design parameters the level-2 sub-approximation becomes more complicated, since
fiber angles are not linearly related to the stiffness matrices. In section 4.4 optimization in the fiber angle de-
sign space will be discussed.

Thickness Optimization

Since the general formulated approximation is given in terms of stiffness it is possible to consider thickness
as an additional design variable. The combination of lamination parameters and thickness does not yield
a linear relation with stiffness. Therefore adjustments to the general approximations are made to include a
thickness term in the approximation. For the sake of brevity this is not repeated in this work, for details the
reader is referred to the work of IJsselmuiden [18].

Damping Term

Guaranteed conservativeness is lost due to the modified approximation. In early studies by IJsselmuiden et al
the proximal point algorithm by Rockafellar is applied in lamination parameter space [18, 63, 64]. In essence
this approach uses a move limit on the iteration step to create a conservative approximation. However, a
more general damping term is sought for in the stiffness space so it is free to choose any parameterization
that leads to the stiffness matrices. Applying the CCSA method by Svanberg the convexity term { fp (x) scales
dynamically throughout the optimization algorithm, thus improving convergence. A damping function is
derived and given by Equation 4.20.

N
fo=Y wi(Ag}:Ai+Dg}:D;+Ag;: A + Do, D} - 41:1) (4.20)
i=1

The last term is required to ensure a function value of zero at the approximate point, therefore fp ful-
fills the four requirements imposed by Svanberg to conform with the CCSA framework. The weight factor
w; scales the contributing of the separable terms. The separable terms are represented by the nodes and
elements of the discretized structure, therefore their corresponding area fraction is used as weight factor. For
thermal load applications the damping function does not have to be updated since the thermal term in Equa-
tion 4.18 is linearly dependent on the thermal loads. Since the form of the damping function equals the local
approximation it allows for easy implementation in the optimization routine by adjusting the sensitivities by:

W, = W+ wiAg 4.21)

The same holds for the other stiffness sensitivities and the constant damping term —4(1: 1 is captured as
a constant in Cy. To complete the conservative approximation ¢ has to be determined, which is a dynamic
scalar to allow for adaptive damping. Based on a move limit in stiffness space the initial damping factor is
obtained and applied to all local responses, where non-zero condition is enforced by triangular inequality.
The initial damping factor is used for all responses and is given by Equation 4.22, where m represents the
number of structural responses that are considered. The derivation is specified by IJsselmuiden [18].

2 e Wi m m a1\ b b y-11)%
F=Y ) (el + @A )+ (1w Dl +10f D7) (4.22)
j=0i=1
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It is advantageous to use separate damping for responses to improve convergence rates. The damping
factor is updated every iteration for all responses m according to:

(;kﬂ):y*(;.k) for j=1..m (4.23)

Damping needs to be added if the approximate function is unconservative to ensure global convergence.
Furthermore damping is used to influence the convergence rate of the optimization problem. Convergence
rates are sped up by fast increments in damping for unconservative approximations to quickly arrive at ap-
proximations that are more likely to yield an improvement step. If an approximation is too conservative only
small improvement steps are made, hence relaxation of damping is included to arrive at approximations that
yield larger step sizes. The update factor y is calculated by an exponential function given in Equation 4.24.
This allows for fast increments in damping for unconservative approximations.

k+1 k+1
fj( D f/(w.* )
Y=exp | g (4.24)

D,j

Furthermore the update factor is subject to bound limits to obtain the update factor y* given by Equa-
tion 4.25. The limits are based on experience and set arbitrary by IJsselmuiden and are determined by the
following template:

Yimin &Y =Vun
Y if Yomin <Y <1

Y =Y, i 1sy<yl.. (4.25)
Y i ¥pin <Y <Ymax

Ymax i Y=Yy

Y min =095 Y in = 1.05 Y max = 2.00 (4.26)
The set limits allow for fast increments in damping for unconservative approximations but only gradual
relaxation if the approximation is conservative.

4.1.4. Optimization by Dual and Bound Formulation

Within the work of IJsselmuiden a combination of the dual and bound formulation is used to reformulate the
optimization problem in an effort to simplify the optimization routine [18]. Dual methods divide the con-
strained optimization problem in local and global optimization problems. Dual methods are advantageous
for optimization problems with many variables and few constraints, and therefore suitable to optimize dis-
cretized structural design problems [85]. Falk generalized dual methods to structural optimization and Fleury
successfully specialized the formulation to separable problems. For the constrained optimization problem
stated by Equation 4.1 f is the structural response objective and g; are the constrained structural responses.
By Karush-Kuhn-Tucker conditions a Lagrangian function is formulated as:

m
Lop)=p foo+) ulg® 4.27)
j=1

where  are the dual variables subject to u/ = 1 for the objective function and ,ui?’ = 0 for the constraints.
The introduction of the dual variables allow to split the optimization problem. Based on the Lagrangian
function the optimization of the dual variables is stated by the dual formulation:

max Zc(n) st w/=1 and u}gzo (4.28)

where Z is Falk’s dual Lagrangian which expresses the minimization of the Lagrangian in the primal design
variables:
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“c=min & (x(n)) (4.29)

in which C is a closed convex set of variables. Within this formulation the optimization of the local vari-
able set x and the global dual variable u are separated. Both the maximization and minimization are virtually
unconstrained, simplifying the optimization problem for separable objective and constraint functions. Fur-
thermore the Lagrangrian is also separable and can be minimized one-dimensionally, therefore £ is easily
calculated [85]. Haftka and Gurdal demonstrate the usefullness of the dual formulation by an optimization
example that uses linear and reciprocal local approximations. This example is given in Chapter 9.2.4 of their
book Elements of Structural Optimization [85].

For optimization of multi-modal buckling analysis or optimization of a min-max formulation to minimize
the maximum failure index a multi-response objective function is commonly formulated. For multi-response
optimization the bound formulation introduced by Olhoff can be applied to the optimization formulation
[88]:

min S
s.t. Bz fix for k=1...0
gix=0 for j=1..m

xl.L <x;< xlU for i=1..n

(4.30)

where o represents the number of structural responses of interest. Since p equals 1 for the objective
function the Lagrangian is adjusted to Equation 4.31. Falk’s dual formulation can now be updated to the form
given by Equation 4.32

o m 0
Lxp) =Y plfee+ Y pig 0+ p I—Zu’;] (4.31)
k=1 =1 k=1
0
max Lo(p) st ) pj; =1 and ,u£ =0, uf =0 (4.32)
k=1

With the CCSA framework and the dual-bound formulation the optimization problem is split in local and
global optimization problems. Even though the response is influenced by the design parameters at other
nodes the local optimization problem allows to minimize the structural response approximation given by
Equation 4.18 at nodal level. The convex conservative separable approximation is given in general stiffness
form to allow for different parameterizations. In the multi-step approach from IJsselmuiden lamination pa-
rameters are chosen as design variables to solve the local optimization problem. In Figure 3.2 it is explained
that the lamination parameters are only constrained by the feasible design region, making this parameteriza-
tion suitable for the dual-bound formulation. Since the first and second derivative of the structural response
with respect to the lamination parameters are easily obtained for the approximation the local optimization is
optimized by a sequential quadratic programming.

The global optimization problem is stated by Equation 4.32 and is related to find the optimal dual vari-
ables. The derivatives of the dual formulation with respect to the dual variables are readily available and a
sequential quadratic algorithm can be used to obtain the optimum. However, an interior-point method is
implemented within the optimization routine for convergence reasons related to design problems that are
subject to additional constraints [18].

4.2, Step 2 - Fiber Orientation Retrieval

Fiber placement machines cannot use lamination parameters as input. Once the optimal lamination pa-
rameter distribution is known it is therefore essential to obtain a corresponding fiber angle distribution. The
problem is that lamination parameters yield non-unique equivalence to stacking sequences and that the re-
lation is non-convex [65]. Inclusion of manufacturing constraints increases the difficulty of the conversion
optimization problem. Steering is given by:
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—— Inflow boundary
- = = Outflow boundary

Figure 4.5: Streamlines with inflow and outflow boundaries. N are the outward normals of the boundaries and they are used to deter-
mined the inflow boundaries by §- N < 0. From Blom et al (2010) [97].

€2=é-0t-L-0 (4.33)

where ¢ is the steering, Q is the domain and L is the Laplacian of either the element or the total ply. Using
the Laplacian of the former leads to local steering and the latter to global steering [77]. The steering limit is
inversely related to the minimum steering radius of a Fiber Placement Machine:

1

Slim = (4.34)

T'min

For the conversion problems optimization approaches comparable to least square forms have been ap-
plied in different studies [89-91]. In 1998 Todoroki and Haftka were the first to retrieve a stacking sequence
by evolutionary genetic algorithms, which proved to be more robust [92]. Later Autio used a similar approach
to optimize the conversion [93]. Based on this work Van Campen et al derived an algorithm where a genetic
algorithm is used to seed a gradient based optimization algorithm to prevent to be trapped in local optima
[94, 95]. For a given lamination distribution of a square plate that yields 52% improvement in buckling re-
sistance compared to a constant stiffness design, the algorithm was able to obtain a fiber angle distribution
that yields 31% to 47% improvement depending on the number of plies that was used. Irisarri et al use a
innovative response surface to generate a single surrogate model with an improved Shepard’s method [96]. A
genetic solver is used to find the optimum. This optimum is used to update the surrogate model, thereafter a
new genetic optimization run is performed until global convergence is achieved. This algorithm from Irisarri
et al is used as the second step in the multi-step framework from IJsselmuiden.

4.3. Step 3 - Fiber Path Construction

The third and last step is to generate fiber paths from the fiber angle distribution. Blom et al found an effective
way by applying a streamline analogy and it is this analogy that is used for the fiber path construction in the
multi-step framework [97]. The stream function is given by:

¥Y(x,y)=C (4.35)

which connects all points with constant value C. In the analogy the streamlines represent centerlines
of fiber courses, this is illustrated in Figure 4.5. For a given fiber angle distribution the streamlines can be
obtained by solving the partial differential equation given by Equation 4.36 subject to specified constraints
and boundary conditions. The inflow boundary conditions specify the inflow fiber course distribution, hence
they influence the ply coverage. To obtain realistic results Blom optimized the inflow boundary conditions to
find a smooth streamline distribution that minimizes either gaps, overlaps or the combination of both.

d¥(x,y) 0¥ ox 0V ady

= — =V 0+V¥ ,sinf=0 4.36
ds 0x 63+6y 0s xCOSTF E,ysin (4.36)
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4.4. Different Parameterizations by Level-2 Approximations

The general conservative approximation is given in terms of stiffness to allow for different parameterization
approaches, therefore this approximation is referred to as level-1 approximation. For convenience the general
form is repeated:

N
FO= Zl (7)o :Ai+ 2| D+ ] :A7 + @] D7 + il - AN + o (4.37)
iz
where the breves indicate the embedded damping within the sensitivities. In the work of IJsselmuiden
lamination parameters are used as design variables to define the stiffness properties. Lamination parameters
are linearly related to the stiffness matrices and thermal load and can be substituted directly in the level-1
approximation. For parameterization based on fiber angles and ply densities the relation is more complex
and implementation is not straight forward. In recent work Peeters derived level-2 approximations with fiber
angles and ply densities as design variables [77]. Before explaining how this was done Figure 4.6 illustrates
how the level-2 approximations derived by Peeters complement the multi-step approach from IJsselmuiden.
With the addition of the level-2 approximation 3 procedures can be followed to optimize a design:

Tnitial LP and h Step 1: Conceptual Optimization Step 2: Fiber Angle Retrieval Step 3: Fiber Path Construction

Distribution

Y
Y

Matching Stacking Sequence Fiber Path Construction

Level-2 Approximation:
LP / h parameterization

Optimal LP Distribution
Optimal h Distribution

Multi-Step Approach

SelANSuSS

Step 2.1: Fiber Angle Retrieval Coordinate Descent

Y

X X Step 2.2: Fiber Angle Optimization
Matching Stacking Sequence

True Optimal Fiber Angle Distribution

Initial Angle Step 2.2: Density Optimization
and/or Density

Distribution

True Optimal Density Distribution

Level-2 Approximation
Fiber Angle and Density
Parameterization

Figure 4.6: Diagram illustrating the combination of the level-2 approximation method and the multi-step approach.

1. The first option is to stick to the original multi-step approach indicated by the light grey block in Fig-
ure 4.6. For completeness thickness is also included. Note that although the lamination parameters
can be fed into the level-1 approximation directly, this is still a form of a level-2 approximation.

2. The second option is to run the first step of the multi-step approach to use the favorable optimiza-
tion properties of lamination parameters to determine the corresponding optimal distribution. In sec-
tion 4.2 the challenge to obtain the best fit in fiber angle distribution was discussed. With the level-2
approximation in the fiber angle design space a corresponding fiber angle distribution can be retrieved
if the sensitivities of the optimal design from step-1 are used to build the level-1 approximation. Using
the obtained corresponding fiber angle distribution to update the level-1 approximation allows to run
additional optimization iterations to obtain a true optimal fiber angle distribution. In Figure 4.6 this is
denoted as step-2.2 in the dark grey block. The resulting fiber angle distribution is used to construct
the fiber paths in step-3.

If the optimal thickness distribution is provided density optimization can be added to the optimization
problem and a coordinate descent method is used to determine whether the fiber angles or ply densities
are updated.

3. Asa third option the level-2 approximations with fiber angles and ply densities as design variables can
be used for the entire optimization problem. The advantage is that the critical conversion problem is
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avoided and the manufacturing constraints on steering are directly used during the entire optimiza-
tion. However the favorable optimization properties of the lamination parameters are abandoned and
more finite element iterations will be needed to update the local approximations of the structural re-
sponses. Thereby the routine has to be started from multiple design points to avoid being trapped in
local minima that deviate significantly from the global optimum.

To optimize the local approximations in the fiber angle design space a level-2 approximation based on a
second order Taylor Series expansion is applied:

2@ =rf"+g-00+ %AG” “H-AO (4.38)
where fo(l) is the function value of the level-1 approximation given by Equation 4.37. Vector g and ma-
trix H represent the gradient and Hessian of the level-2 function value with respect to the fiber angle design
variables at the approximate point. Introducing s, which contains either the membrane or bending stiffness
components, the level-2 approximation is given as f (8) = f) (s(@)). Based on this formulation the gradi-
ent based on the stiffness matrices can be determined by the chain-rule:

_0f _0fVdsa
8= 50, ~ os, 06;

(4.39)

Using the sensitivities and the derivatives given in section 3.6 both terms can be calculated. For the mem-
brane stiffness this yields:

Gf(l)
0A

0A _ 0A OV;
d0; ~ AV; 96;

=y"-A"¢"-A""  and (4.40)

In a similar fashion the bending stiffness can be used to obtain the corresponding gradient. For ther-
mal load applications a change in the stacking sequence influences the thermal loads. Thus the gradient is
complemented with a term dependent on the thermal sensitivity:

_ AL oD, NT" . nrn_ 0f W oNTH @NTh ovi
8i=8 +8 *+8& with g = o7 a0, v, 00,

(4.41)

The Hessian is given by:

azf(l) B 62f(1) asa asﬁ . af(l) azsa

Y7 30,00,  0sq0s; 00; 00; s, 00,00,

(4.42)

Gauss-Newton Term Omitted Term

For the Hessian the last term is omitted since it is does not guarantee to be semi-positive definite and
only the Gauss-Newton term is used to ensure a positive semi-definite contribution to the approximation.
The thermal term is only linearly expanded in the approximation and thus absent in the Hessian.

The level-2 approximation has to agree with the CCSA framework from Svanberg. A damping function that
has the same form as the Hessian term is used to not interfere with the value and gradient at the approximate
point and the form of the approximation. The function is given by Equation 4.43, where Hp, is a regularisation
matrix. The initial damping factor is given by Equation 4.44, the regularisation matrix and the derivation of
the damping factor are specified by Peeters [77]. Since the damping function depends on the Hessian the
formulation does not change for thermal load applications.

1

20 = 500" -Hp- A0 (4.43)
I R —

(g =58 Hp g (4.44)

2
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Peeters also added a level-2 approximation related to the density for thickness optimization. The approx-
imation is linearly expanded:

P (0)=f3" +8-2p (4.45)
where the gradient g is given by:
afw Th
gi= 6f = glA +giD +glN (4.46)
Pi

The gradient is calculated in a similar fashion as the gradient of the fiber angle approximation. The density
approximation is linearly expanded, hence the damping function does change the form to create a convex
approximation. The damping function is given by:

N . .
Z(&_;_‘DL’.’_Z).WZ. (4.47)

The derivation of the initial damping factor is specified by Peeters [77] and yields:

N

wi 2 2

2=y = ((cp;” 0w ) o (of ol ) ) (4.48)
1

Both fiber angle and density level-2 approximations are optimized by a predictor-corrector primal-dual
interior-point solver. The dual formulation used by IJsselmuiden is no longer efficient due to the additional
curvature constraints. The optimization algorithm is extensively discussed by Peeters [77]. Optimization of
both the fiber angle distribution and thickness is performed by a coordinate descent algorithm.

4.5. Model Work Flow Diagram

A work flow diagram with the level-2 approximations in fiber angle and density space are presented in Fig-
ure 4.7. The model starts with different input blocks. In the laminate input the material properties are used
to calculate the material invariant matrices U and K. The initial stacking sequence and density distribution is
specified as well. The model input is used to define the finite element model and specifies the boundary and
load conditions. For a thermal load application the temperature difference is defined at the nodes. With the
model and laminate inputs the nodal and element properties are calculated.

If the optimal lamination parameter distribution is obtained from optimization in lamination parameter
space the corresponding sensitivities are used to determine the level-1 approximation. If these sensitivities
are not available the finite element model is constructed and the finite element and buckling analysis is per-
formed to determine the responses and sensitivities. If the level-1 approximation is build damping is added,
thereafter the level-2 approximations are build.

A coordinate descent methodology is implemented as consensus what parameter is updated. Both the
fiber angle and density distribution are optimized. With the newly found distributions the response is approx-
imated by the level-1 approximation. If the response does not yield an improvement the damping function is
updated. Note that the damping factor is always updated, even if an improvement is found. This process is
iterated until convergence is established for both the fiber angle and density optimization.

Once the optimization routine has converged it is checked what parameter yields the most improvement.
The respective parameter will be used to update the level-1 damping factor and to perform FEA. If the FEA
does not yield an improvement the level-1 damping function is updated and another iteration of the coordi-
nate descent routine is executed. If an improvement step is made convergence is checked. If convergence is
not reached the level-1 approximation is updated and the entire routine is repeated until a optimum solution
is established.
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Figure 4.7: Work Flow Diagram of the fiber angle optimization routine. A coordinate descent algorithm is applied to include thickness

optimization. Adjusted from Peeters [77].
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u u

Figure 4.8: Relation of compliance and strain energy to stiffness. Strain energy is given by U and complementary strain energy is indi-
cated as C. Minimizing compliance corresponds to a maximum stiffness design.

4.6. Stiffness Response Approximation

Maximum stiffness is obtained by optimizing for minimum complementary strain energy C, also referred to
as compliance and this is explained by Figure 4.8 [58, 65]. The optimization problem is stated as:

min C (x) (4.49)
xeS

where x are the design parameters and C is the compliance given by:

1
Cy = ENt ATLN (4.50)

Taking the derivative of the compliance with respect to an arbitrary parameter b results in the following:

dCy 1y dA7 Nt pt N (4.51)
ab 2 db db '
Jocal glocal

Working out both terms shows that the global term nullifies, leaving only the local term. This term is not
influenced by thermal loads, therefore the general approximation has the following form:

N
C=Y o":A'+of: D! (4.52)
i=1

The convexity and conservativeness of the total approximation are proven by Setoodeh et al and Peeters
[58, 77]. Furthermore the approximation is separable and can be evaluated at nodal level. The corresponding
sensitivities at element level are derived in Appendix C.1 to be:

ic 1Y dK
me _ _ 1 t. me
(Paﬁ = _OA;E =3 UEP AﬁgApa (ue dApU ue) (4.53)
oc 1X dK
b,e t m,e
= = — Dga.D . . 4.54
(paﬁ 6D;/13 2 UX/; po~pa (ue dea e) ( )

4.7. Strength Response Approximation

Groenwold and Haftka proposed to incorporate a load multiplier in the failure criterion to impose a safety
factor within the strength optimization algorithm [98]. That is the critical load for first ply failure is P* = AP.
The distance from the origin to a point P within the failure envelope is given by a and the distance from the
origin to projection P* of point a on the boundary curve is given by point b, this is illustrated in Figure 4.9.
Therefore the load multiplier is given by [62]:
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Figure 4.9: Representation of a failure envelope in strain space. For every point within the envelope the multiplier A is given by b over a.
From IJsselmuiden (2008) [62].

1=2 (4.55)
a
The objective of the optimization procedure is to directly maximize the safety factor. This is similar to the
minimization of the inverse load multiplier referred to as the failure index r. The optimization problem is
stated as:

1
r}{lelél r(€e(x)) = I}I(}:_lgl m (4.56)

The conservative Tsai-Wu failure criterion explained in Equation 3.3 is used to asses the failure index,
where the failure envelope is determined by the critical orientation. The failure index equals 0 at the origin
and 1 at the boundary curve of the failure envelope. To save computational demand the failure index is ap-
proximated by a linear Taylor Series Expansion. Euler’s Theorem of homogeneous functions allows to simplify
the approximation:

t r t. a-1 or
re)=ro+g -Ae=€"-g=N"-A""-g where g= 3% (4.57)
0

Taking the derivative of the failure index with respect to an arbitrary parameter b results in:

dr ., dA™! dNt |
b~ db %" db

local global

(4.58)

The first term is local in the sense that the stress resultants are considered to be constant. However, it is
known that the failure index also benefits if load is redistributed towards other areas of the structure. This
effect is incorporated in the global part. The sensitivity of the local term is given by:

B dr
T dA-!

1
Tocal ® @™ : A7 where o =5 (N-g’+g-N) (4.59)

where ®™ is not necessarily positive definite. To guarantee convexity ®™ is split in a positive @™ and
indefinite part ®” . The indefinite part is linearly expanded around Ay resulting in:
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Mocal = @™ :A™ =@ AT @™ A1+ W A (4.60)

For homogeneity the second term ®" 1Ay ! has to be zero, the analysis is omitted here and is explained
by Khani et al [66]. Dropping the superscripts from the local approximation the final approximation form is
given by:

N
re) ®M:AT A (4.61)
i=1

In this approximation ®" represents the positive definite part of the local approximation and ¥’ is the
sum of the linear expanded part of the indefinite part and the sensitivity to the global redistribution effect of
loads. The latter is obtained using the adjoint displacement method [66]. The total approximation is homo-
geneous, convex, but not necessarily conservative [69]. Furthermore the approximation is separable and can
be evaluated at nodal level [66]. The corresponding sensitivities at element level are derived in Appendix C.2.

4.7.1. Thermomechanical Strength Response Approximation
The approximation in stiffness space is updated to include the thermal load contribution by an additional
thermal term:

N
r=Y ®@": A"+ ¥ :A+q" . AN (4.62)
i=1

For strain based strength analysis the strain should not include stress thermal expansion. Thus the Taylor
Series Expansion of the strength response in strain space given by Equation 4.57 does not change for ther-
momechanical applications and the local and global derivatives given in Equation 4.58 hold. The global term
takes the load redistribution into account, therefore this term needs to be re-evaluated to consider thermal
loads. The term is obtained by summation of all element contributions to the load distribution:

t t

dNt dNL
Tglocalzﬁ'Al’gzz dbe‘Ael-ge (4.63)

e

Due to thermal loads the governing equation is now given by:

Ne=A, &, —NIP (4.64)

Therefore the derivative of the stress resultant is given by:

dN, dA, _ du, dNIP
= .€e+Ae.Be.__
db ~ db db  db

The derivatives of the membrane stiffness and thermal load can be evaluated at element level, but the
displacement derivative cannot be evaluated at local level. If a stacking sequence of a single element changes
the load distribution throughout the structure changes accordingly. Using s, = A; ! -g, the global term is given
as:

(4.65)

dA; _ du dNTh
— ! i t e t
Tglocal—si' ab 'Ei""Xe:Se'Ae'Be' _db -S;- d;ﬂ (4.66)
A new term f, is introduced to simplify the equation:
_ dA; d dN™
fo=Bl-Asse —  Tgocal =S otogi+ Y £, ot gl (4.67)

db ~"dp i db
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Adjoint Displacement Approach
To determine the derivative of the displacement vector the adjoint displacement approach is applied. The
adjoint displacement vector v is calculated by solving:

Kpv=f (4.68)

Taking the derivative of the linear finite element problem K, -u=F+F™:;

dK,, i du dF™ K du _dF™ dK, u 1.69)
db " db~ db " db~ db db :

Multiplying both sides by the adjoint displacement vector v yields:

VKo (4.70)

T - _m,

du_ , (dF™ dKy
db

du_ (dFTh dKp,

The right hand side can be evaluated at the local element level, since all global redistribution of load is
embedded in the adjoint displacement vector. The right hand side is substituted in the global term and now
all terms can be evaluated at element level:

dA; dF™ 4K, ; dNTh
Tglocalzsg'%'ei"'v;'(d_l;_w‘ il f dé (4.71)
Total Derivative
Combining the local and global terms the total derivative is given by:
dr dAT1 dA: dF™h gk dNTh
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The local term depends on A™! and the global term on A, therefore the stiffness sensitivities for element e are
given by:

or N : da;!

N = —1 = ZN — '8¢ (4.73)
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Note that ®"" is similar to the mechanical strength response and needs to be split in a positive and in-
definite part. Furthermore the global term is influenced by thermal loads, therefore the thermal sensitivity is
given by:

or , dEIh - aNTh
=V, -s; -
ONTh  CgNTh " gNTh

The thermal forces are calculated by the thermal loads, hence the thermal sensitivity can be rewritten to:

m,e

7™ = (4.75)

Th Th
dF" o, dND

= - me _ 5 !
anTn  AePe N 1" = (AcBeve —sc) (4.76)



48 4. Multi-Step Framework

4.8. Buckling Response Approximation

Buckling can be described as an eigenvalue problem given by Equation 4.77, where K}, is the global bend-
ing stiffness matrix, K the global geometric stiffness matrix, A the buckling factor and a is the normalized
eigenvector corresponding to the buckling mode.

(K —AKg)-a=0 4.77)

Maximizing the buckling load yields a minimization of the inverse buckling load, this optimization is
stated as:

. !
I}I{lelgl rx)= I}I{lelgl 100 (4.78)

The derivative of the buckling factor with respect to a general parameter b is given by:

dA dK dK
22 _palMma_)2at ¢ 4.79
ab P Tap M ap 4.79)

local global

The first term is related to derivative of the local bending stiffness and the second term depends on the
derivative of the global geometric stiffness. This term is global since it depends on the element loads of the
entire structure, therefore this term essentially represents the effect of load redistribtion [64].

For a plate the buckling load factor is homogeneous with respect to the in-plane and bending stiffness of
order zero and one respectively. Therefore the inverse buckling load is homogeneous of order zero and one
with respect to the in-plane membrane stiffness A and the inverse bending stiffness D~!. The approximation
then becomes of the form presented:

N
r=Y ¥":A+®?: D! (4.80)
i=1

Note that the membrane stiffness accounts for the global load distribution and the inverse bending stiff-
ness accounts for the local bending resistance. Euler’s theory for homogeneous functions shows that ¥
is not necessarily positive definite. This does not appear problematic since the terms are linear, therefore
the positive definite reciprocal terms guarantees a total approximation that is convex [63, 64]. Thereby the
approximation is homogeneous, not necessarily conservative and separability allows for evaluation at nodal
level.

The inverse buckling load approximation for shells is given by Equation 4.81. By curvature of the part in-
and out-of-plane contributions are no longer separate. The bending stiffness influences in-plane behavior
and the membrane stiffness influences out-of-plane behavior, thus terms A and D! appear in the approxi-
mation:

N
r=Y Y A+¥Y D+ A + @l D! (4.81)
i=1

For the pure mechanical buckling response the elemental sensitivities are derived in Appendix C.3.

4.8.1. Thermomechanical Buckling Response Approximation
The approximation is updated to include the thermal load contribution by an additional thermal term:

N
rzZi‘P;":A+‘l’i-’:D+(I>f”:A_1+(I>§-’:D_1+11;.”-ANTh (4.82)
i=



4.8. Buckling Response Approximation 49

For thermomechanical load applications it is discussed in subsection 3.5.2 that the buckling equation be-
comes of the following form:

[Km —A(K?JFK?)] a=0 (4.83)

The sensitivity analysis of the pure mechanical buckling formulation is given in Appendix C.3. Based on
this the sensitivities of the thermomechanical buckling formulation are derived. Taking the derivative of the
buckling factor with respect to a general parameter b yields:

da dK dKM  ggih

2 al e A%af 8+ 8 4.84
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local global
Local Term - Material Stiffness
The local term can be evaluated at the local ith element level:
dK dK,, ;
Tioca =a' - ——-a=a}- — " -a; (4.85)

ab 2T T

Global Term - Geometric Stiffness
Due to the implementation of thermal load the global term has to be re-evaluated. The geometric stiffness
matrix changes on a global level and the derivatives of all elements are summed. Defining:

t t t t
Kge=—nycKc—nycKy—nyy Ky, and  so=[a,-Kc-a,; a,-Ky-a,; a,-Kyy-a,] (4.86)

results in the following global term:

dKM  gKh dN
g g t e
T + a=_Ysl. 4.87
global =& | " b ;se db (4.87)
Due to thermal loads the governing equation is now given by:
Ne=A; &, — NI (4.88)
Therefore the derivative of the stress resultant is given by:
AN, _dA. . o du, dN}" (4.89)
b db "° "¢ ° db ab '

The derivatives of the membrane stiffness and thermal load can be evaluated at element level, but the
displacement derivative cannot be evaluated at local level. If a stacking sequence of an element changes
the load distribution throughout the structure changes accordingly. Altogether the global derivative term
becomes:

dA; _ du dN™
— t i t e t
Tglobal__si ~%-Ei— Ee Se-Ae~Be'%+Si : d;? (4.90)
A new term f, is introduced to simplify the equation:
- dA; du dn™
t t L t e t
erBe'Ae'Se ad Tg]obaIZ—Si'%‘fi— Ee fe‘ ab +s;- dllg (4.91)
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Adjoint Displacement Approach
To determine the derivative of the displacement vector the adjoint displacement approach used for the ther-
momechanical strength response is applied. The global term can now be evaluated at element level:

Th
T ot , dN;
global—_si'%'fl_vi i’ db

Th
dA; . (dFl. dKpm,i ) (w92)
Total Derivative
Substituting both local and global terms into the total derivative yields the following relation for the ith ele-
ment:

dA dK dA; dF™ K, dNTh
a5 = dZ"'af)”z(S?d—é"’f* 5'(72‘%"“'“!‘ T 4.93)
—
material stiffness geometri‘g stiffness

The thermomechanical response formulation is repeated. The linear terms are based on the geometric stiff-
ness, and the reciprocal terms depend on the material stiffness:

N
r:Z;:PY‘:A+T?:D+fI);”:A_1+(I)i-’:D_1+11§”-ANT}i (4.94)
i=

geometric stiffness material stiffness

Combining the following expressions:

oA OA1

And using the chain-rule to obtain the actual response derivative:

of _ . of

-A™' and =—A-—-A (4.95)

or_oror _ or_ 101 w56
ob  0A b ob  A20b '
results in the following sensitivities for material stiffness at element level:
or 1Y dK
me— =2V Ag A ( 1 Zome ) 4.97
Pap dAL A 2 ApaApa3e- 7" e @97
or 1 X dK
be _ _ - t, be
P = 6D;/13 = AUZPD,;UDM (ae —deU ae) (4.98)
and for geometric stiffness:
or XN dA dx;
m,e t e t m,e
e _ _v|_ . : 4.99
Vap 3Aap (,Zp( ©dAy ¢ ¢ dA, e) (4.99)
or N dK! .
b,e t b,i
e _ _ . ) 4.100
Vah ™ 3Dgy " % (Ve dDpy ¢ (4.100)
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The thermal forces are calculated by the thermal loads, hence the thermal sensitivity can be rewritten to:

dFh _ dNh

- R me _ (_ 1 R t
ngh e edN;Fh n —( AeBeVe+se) (4.102)




Verification - Rectangular Plate

The optimization procedure is explained in the previous chapters. Before looking into a real world appli-
cation it is essential to verify the model. Verification is based on research led by Gurdal that optimized the
rectangular plate shown in Figure 5.1 for both mechanical and thermomechanical loads [17, 99, 100].

Similar to the reference papers a = 381mm and the aspect ratio of the plate is set to 1. The edges of
the plate are simply supported, that is the out of plane deformation is suppressed but rotation is allowed.
Additionally the edges are traction free and the transverse edges are forced to remain straight. Mechanical
load is applied to generate uniform end shortening due to a corresponding uni-axial N, distribution. The
laminate is build from T300/5208 plies and the corresponding material properties are given in Table 5.1. A
total of 12 plies are used to yield a total thickness of 1.524mm. This is thin enough so the in-plane failure
strains are a magnitude larger than the experienced buckling strains, thus no strength failure criteria needs
to be checked [99].

A
|
—_— L —
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S -—
b —> ILn( «— N,
l—» i —
—_— i -
A

«— aq—>

Figure 5.1: Simply Supported rectangular plate used for verification.

Table 5.1: Material Properties of the T300/5208 carbon fiber composite

E; | 1741 GPa ay | 0.02e-6 K!
E, 103 GPa as | 2.25e-6 K71
vip | 028 - t 0.1270 mm
G2 7.17 GPa h 1.5240 mm

5.1. Linearly Varying Fiber Orientations

Buckling optimization is performed for the described plate by Olmedo and Gurdal [17]. Linearly varying
fiber orientations are discussed in chapter 2 and this parameterization is used to define a variable-stiffness
laminate. For convenience the equation related to the fiber angle variation is repeated:

N (Tl—To)x,

0(x)=¢ y +To 5.1)
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To ease the optimization they set parameter ¢ to 90 degrees, this effectively sets the fiber angle variation
to be in the y-direction of the plate, i.e. 6 (). For free transverse edges variable stiffness causes a variation in
poisson’s ratio, thus the panel experiences deformation patterns that are nonuniform due to the applied com-
pression load. For standard panel tests of variable-stiffness laminates the transverse edge are constrained to
remain straight. This results in an uniform deformation pattern, however the applied load is distributed in a
nonuniform pattern over the structure. Applications that represents this behavior are stiffened variable stiff-
ness panels.

The load distribution depends on the stiffness variation over the structure. Since the stiffness of the pan-
els is determined by the fiber paths a change in parameters Ty and 77 will lead to different load distributions.
Optimization of the buckling load resulted in advantageous load distributions to increase the buckling resis-
tance of the plate. To analyze the critical buckling load the Ritz method is applied.

Olmedo and Gurdal compared the determined optimum linearly varying fiber angle distribution < 90, (0 | 75) >
with the optimal constant stiffness design +45. The results are given in Table 5.2 where the critial buckling
load multiplier is normalized by:

3 _/1cra2
cr — E1h3

(5.2)

The varying fiber paths yields high stiffness close to the restrained transverse edges and low stiffness at the
center of the plate. The major part of the compression load is carried by the high stiffness regions close to the
transverse edges that has better buckling resistance due to the suppressed out of plane deformation by the
boundary conditions. The middle area that is prone to buckling only carries a minor part of the compression
load, hence the load distribution improves the buckling resistance of the plate.

Table 5.2: Normalized critical buckling load multiplier for the optimal constant and linearly varying fiber orientation designs [17].

Design Acr
+45 1.75
+<90,(0|75) > 3.14

5.2. Optimization in Lamination Parameter Space

In later studies IJsselmuiden et al used the same panel to demonstrate the influence of thermomechanical
loads on the buckling performance [99, 100]. The following eigenvalue buckling formulation was used:

(K= AnKY - KE")a=0 (5.3)

In this formulation the thermal load is given as a pre-load, thereafter the critical mechanical load is cal-
culated in their research. To increase the flexibility of variable stiffness panels they optimized the stiffness
distribution based on the optimization framework from IJsselmuiden in the lamination parameter design
space described in the previous chapter. Optimization was performed for 0, -100 and -200 degrees tempera-
ture difference:

Casel: Optimization for AT = 0°C.
Case II: Optimization for AT = —100°C.
Caselll:  Optimization for AT = —200°C.

The obtained optimal designs are compared to the optimal design derived by Olmedo and Gurdal as well
as a quasi-isotropic and the optimal constant stiffness +45 design. The results are given in Table 5.3 for a 20 x
20 mesh consisting of rectangular elements.
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Table 5.3: Normalized critical buckling load multipliers for the optimal constant, optimal linearly varying fiber orientation, and optimal
thermomechanical load cases I-III [100]. The values in bold show the critical buckling multiplier for the designs optimized for the
corresponding thermal load.

Temperature change AT

Design 0K —100K —200K
QI 1.3842 1.3842 1.3842
+45 1.7424 1.7424 1.7424
+<90,(0]75) > 2.9282 4.3855 1.4518
Casel 4.0157 6.0802 2.9758
Case Il 3.2468 7.2615 8.0472
Case III 2.5481 6.2637 9.0829

5.3. Verification of Thermal Analysis

The results presented in Table 6.2 are ideal to verify the implemented thermal load analysis. First the buckling
loads of the constant stiffness panels are verified. The results are given in Table 5.4, 18 DOF triangular shell
elements are used and a mesh refinement is included to show convergence. Similar results are obtained and
the temperature differences do not influence the buckling load since the plate exhibits stress free thermal
expansion for constant stiffness designs.

Table 5.4: Normalized critical buckling multipliers for different meshes. Results are exactly similar for AT = 0K, AT = —100K and AT =
—200K due to free thermal expansion. Difference is measured with respect to the result for a 60 x 60 mesh.

Mesh QI Design Difference [%] +45 Design Difference [%]
10x 10 1.3717 -0.91 1.6722 -3.07
20x20 1.3782 -0.44 1.7030 -1.28
30x30 1.3811 -0.23 1.7139 -0.65
40x40 1.3826 -0.12 1.7195 -0.32
50x50 1.3837 -0.04 1.7228 -0.13

60 x 60 1.3843 1.7251

Ref. [100]: 20 x 20 1.3842 -0.01 1.7424 +0.99

The optimal linearly varying fiber orientation design found by Olmedo and Gurdal is analyzed to check
whether the thermal induced stresses influence the buckling behavior correctly. For AT = 0K the results are
given in Table 5.5. For a 20 x 20 mesh the normalized critical buckling multiplier of 2.94 is similar to the result
found by IJsselmuiden ef al. Refining the mesh increases the buckling multiplier to 3.09, which is closer to
the solution found by Olmedo and Gurdal with the Ritz method.

Table 5.5: Normalized buckling multipliers for AT = 0K for different meshes. Difference is measured with respect to the result for a 60 x
60 mesh. (I Difference is measured with respect to the result for a 20 x 20 mesh.

Mesh +<90,(0]75) > Difference [%)]
20x20 2.9410 -4.88
30x30 3.0320 -1.94
40x 40 3.0660 -0.84

50 x 50 3.0826 -0.30

60 x 60 3.0920

Ref. [62] 3.14 +1.55
Ref. [100]: 20 x 20 1) 2.9282 -0.44

For AT = —100K and AT = —200K the results cannot directly be compared due to the different buckling
formulation. The buckling multiplier in the buckling formulation given in Equation 3.59 also scales the ther-
mal load, yielding different results from the buckling formulation given by Equation 5.3. To make a compari-
son between the reference paper and the obtained results from the implemented thermal analysis the critical
buckling multiplier from Table 6.2 is converted to its corresponding critical mechanical load. The thermal
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load and the critical mechanical load are applied and should yield a buckling multiplier of 1, since the initial
load condition is already critical. The results are given in Table 5.6 and buckling multipliers of 1 are found for
AT = -100K and AT = —200K. Additionally pure thermal buckling is found for AT = —-240K and AT = 27K in
correspondence with the reference paper.

Table 5.6: Critical buckling load multipliers for AT of —100K, —200K, —240K and 27K.

AT [K] Mesh Ne¢r [kN] +<90,(0]75) >
-100 20x20 19.4 0.9947
-200 20x20 6.4 1.0017
-240 20x20 - 1.0035
+27 20x20 - 0.9962

5.4. Verification of the Optimization Routine

Before the optimization is performed and compared to the results given in Table 6.2 first the approximations
are verified. The sensitivities form the backbone of the approximations and are verified by the finite difference
approximation [85]. A small step deviation § is introduced to the design parameter x, this is followed by finite
element analysis to compute the structural responses f (x+6) and f (x—6). This is used to determine the
sensitivity according to the second order central finite difference approximation:

g: fx+6)-f(x-96)

4
0x 20 6-4)

The response sensitivities calculated by the derivatives given in the previous chapter should be close or
similar to the sensitivities derived by the finite difference approximation. For all responses the sensitivities are
verified to yield the same results as the finite difference results for different design parameters and small step
sizes. To check whether the approximations are correctly build the sensitivities are used to approximate the
structural responses for small deviations of the design parameters. The deviations are also used to calculate
the response by finite element analysis, for small step sizes the results showed to be close or similar:

o (AA, AD, ANTh) ~ fram (A+ AA,D +AD,N”" ¢ ANTh) (5.5)
F?(20) = frgm (0 +A0) (5.6)

For the verification the buckling optimization is performed in the fiber angle design space. The local
steering constraint is set to a minimal steering radius of 333mm. To make a comparison with the optimal
results obtained by IJsselmuiden et al the mechanical load is iteratively changed for a given thermal load
until the critical buckling multiplier equals 1. This effectively simulates the buckling formulation used by
IJsselmuiden et al where the thermal load is defined as a pre-load and the mechanical load is scaled to find
the critical buckling factor. The results are presented in Table 5.7.

Table 5.7: The first three critical buckling modes after optimization for AT of 0K, —100K and —200K.

AT [°C] Mesh Ner [KNJ ofref. [100]  Difference [%]  Nerj KNI Nera (KN] Ny (KN]
0 20x20 17.7 28 128 12.8 19.7
2100 20x20 32.0 27 23.5 24.8 27.8
200 20x20 40.1 -28 29.0 29.1 31.9

The critical buckling loads for the first three buckling modes are given. It is clear from the table that due to
the optimization the first two buckling modes are almost equally critical. In essence the optimization routine
tries to redistribute the load and to change the buckling resistance to counteract the most critical buckling
mode. Due to this behavior other buckling modes become more dominant until one of these modes becomes
critical. This process continues until two or more buckling modes are dominant and changing the design will
only cause one of the buckling modes to initiate at a lower load.
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The presented results are for a minimum steering radius of 333mm. This is one of the causes of the dif-
ferences with the result of the reference paper. Although the designs in lamination parameters does consider
continuity it does not take into account manufacturability. To investigate the influence of the steering radius
optimization with minimum steering radii of 500mm and 250mm are also performed. The results are given
in Table 5.8, from the results it is clear that more steering allows for a design that is closer to the reference
design.

Table 5.8: The first three critical buckling modes after optimization for AT = —200°C and for different steering radii.

AT [°C] Mesh Irmin [mm] N¢r [kN] of ref. [100] Difference [%] Ner,1 [kN] Ner,2 [kN] Ner,3 [kN]

-200  20x20 500 40.1 -41 23.8 26.2 29.0

-200  20x20 333 40.1 -28 29.0 29.1 31.9

-200  20x20 250 40.1 -18 32.9 33.0 35.7
Lv Optfor AT=0 Opt for A T =-100 Opt for A T =-200

N [N/m]

‘
0 0.05 0.1 0.15 0.2 0.25 0.3 0.35
y[m]

Figure 5.2: Stress resultant at x = a/2 for different designs for a unit applied compressive load. 'LV’ stand for linear variation and 'Opt’
stands for optimal design.

Lv

Optfor AT=0 Opt for A T =-100 Opt for A T =-200

X
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0 0.05 0.1 0.15 0.2 0.25 0.3 0.35
y [m]

Figure 5.3: Stress resultant at x = a/2 for different designs for a unit applied negative thermal load. 'LV’ stand for linear variation and
’Opt’ stands for optimal design.

To explain how the buckling resistance of the plate increases the stress resultant N, is plotted over the
center-line presented in Figure 5.1 at x = a/2 for a unit applied compressive and negative thermal load
in Figure 5.2 and Figure 5.3 respectively. Both thermal and mechanical loads are distributed towards the
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constrained transverse edges, whereas the prone to buckling middle section is relieved from compressive
stresses. Furthermore the thermal loads are distributed in such a way that stabilizing tensile stresses in the
middle area are created, hence the gain in performance under negative thermal load.

For case I the thermal loads are not assessed in the optimization. This is visible in Figure 5.3, where the
design does not distribute the thermal load as effectively as the designs for case II and case III. The distri-
butions for case II and case III are more consistent, where case III distributes the stabilizing tensile stresses
over a larger area.j Since the thermal load for case III is higher a larger area benefits from the stabilizing effect.

The influence of the load distribution on the buckling modes is visible in the buckling mode plots. The
buckling modes are plotted in Figure 5.4, Figure 5.5 and Figure 5.6 for AT = 0K, AT = —100K and AT = —200K
respectively. For the plates under a higher thermal load it is visible that the buckling modes shift towards the
transverse edges and edge buckling appears. This behavior corresponds to the described load distribution.
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Figure 5.4: First three critical buckling modes for AT = 0. The corresponding critical buckling loads are Ny, ; = 12.8kN, Ny 2 =12.8 and
Ny3=19.7.
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Figure 5.5: First three critical buckling modes for AT = —100. The corresponding critical buckling loads are Ny, = 23.5kN, Ny » = 24.8
and Ny, 3 = 27.8kN.

Figure 5.6: First three critical buckling modes for AT = —200. The corresponding critical buckling loads are Ny 1 = 29.0kN, Ny » =29.1
and Ny, 3 = 31.9kN.

At last the verification is performed once more for the same plate, but the plate is rotated so the local
element orientation and global coordinate system do not coincide. This is done to check whether the imple-
mentation of transformations between local element orientations and the global model coordinate system is
executed correctly. The exact same results were obtained, indicating correct implementation of transforma-
tions.



Application - Engine Thrust Frame

Now the optimization routine has been verified it will be used to optimize the laminate design of an engine
thrust frame (ETF), which is shown in Figure 6.1. The structure transfers the thrust load of the rocket engine
to the rocket bus, due to the dimension differences of the bus and the engine a conical shape is used. The
conical shape is made from carbon fiber reinforced polymer.

The conical part is connected to a top and an X-ring made from aluminum. For the application considered
in this study the ring is simplified to the geometry shown in Figure 6.1. Due to confidentiality the material
properties and dimensions of the engine thrust frame will not be specified.

Ring (Al)

Cone (CFRP)

End Cap [CFRP)

Figure 6.1: Design and dimensions of the ETF in meters. The ETF consist of an aluminum top-ring, CFR cone and a CFRP end-cap. There
are multiple CFRP stiffeners placed at the inside of the cone.

Reference Laminate
The circumference of the cone increases towards the top of the structure, hence the load can be distributed
over a larger area. A constant thickness laminate would yield an over-designed structure at the top of the
cone, thus a tapered design is implemented by Airbus. Due to confidentiality the reference laminate is not
specified.

To limit the mismatch in the coefficient of thermal expansion (CTE) between aluminum and the CFRP
material ply angles of 90 degrees are avoided at the ring-cone interface to reduce thermal induced stresses.

The optimization routine only works with symmetric laminates, thereby lay-ups are assumed to be bal-
anced to simplify the optimization for this conceptual work. Altogether the laminate given in Figure 6.2 is
used as a QI reference design. Similar to the design from Airbus this design also avoids 90 degree angles at
the ring-cone interface. By balanced-symmetric conditions a multiple of four layers have to be used, there-
fore four sections are implemented to have a similar tapered thickness. The laminate is close to QI, however
sections 2 and 3 slightly deviate to assure continuity between the different sections.
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\ Section 1 /
\ Section 2 /
\ Section 3 /

N\ Sectiond4 /
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Modeled Ql Design - 4 sections
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Figure 6.2: Laminate design of the CFRP cone. An QI reference design is used for optimization. The laminate has 4 sections to create the
tapered thickness distribtuion. Sections 2 and 3 slight deviate from QI properties to guarantee continuity between sections.

Load and Boundary Conditions

For the design study in this work the load application is simplified to the load case given in Figure 6.3. The
main load is the thrust load from the engine in axial direction. The bottom edge of the cone is set to remain
horizontal when it displaces. This condition distributes the thrustload over the bottom edge of the cone. The
temperature difference is -205 Kelvin at the top of the ring and +5 Kelvin at the bottom of the cone.

To allow the ring to contract and expand by thermal loads it is free to move in the xy-plane. The ring is
attached to the rocket bus, thus the top of the ring cannot move in z-direction, i.e. U3 = 0. To impose some of
the stiffness of the rocket bus on the ring the rotations are set to zero, i.e. R = Ry = R3 = 0.

Since the thermal load on the bottom of the cone is negligible the end-cap is not modeled to simplify the
finite element analysis. To impose the stiffness of the end-cap on the bottom of the cone the bottom edge
cannot expand in the x y-plane and the rotations are set to zero, i.e. Uy = U, = Rj =R, = R3 =0.

AT R, =R, =R, =

-ZOSKI [ yO—»X | u=0

N«

Ry =R, =R3 =0
+SK. U =U,=0

T Uz = equal
[

Figure 6.3: The applied load and boundary conditions for the finite element and buckling analysis.

Optimization Problem

The main load on the structure is the axial compressive thrust load, therefore the critical buckling load of
the ETF will be the optimization objective. Peak stresses are expected at the ring-cone interface for thermal
loads due to the mismatch in CTE. Strength constraints at nodal level could be implemented to avoid first
ply failure, however this will put an incredible demand on the computational cost by the large number of
constraints involved. The optimization of the ETF fits in a conceptual framework and a single quasi-isotropic
compliance constraint is used instead. Although this does not guarantee that first ply failure does not occur
excessive deformations and accompanied stresses are limited to some extend. A minimum steering radius of
333mm is applied.
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Mesh

For the given load and boundary conditions a mesh convergence study is performed, an overview is given in
Table 6.1. The laminate is build from a balanced-symmetric conventional QI stacking sequence. The fiber
orientations are measured in the local nodal reference systems which are shown in Figure 6.4. To limit the
computational cost the mesh should be as coarse as possible yet generating accurate results. A mesh of
[7 + 63] X 63 ( [Nring,axial*Ncone,axiall X Nradial ) is found acceptable. To study the influence of the number of
nodes in the axial and radial directions two extra meshes of [7 + 53] x 73 and [7 + 73] x 53 are generated. The
corresponding results show that the accuracy of the model is predominated by the radial mesh refinement,
thus a [7 + 53] x 73 is implemented.

Table 6.1: Mesh convergence study for a conventional [0 90 45 -45]},, laminate. Difference! is compared to the [8 + 83] x 83 MATLAB
model. Difference? is compared to a [11 + 103] x 103 ABAQUS model that uses the S3 element type. This is a 3-node triangular general-
purpose shell and a critical buckling load of A, = 1.4998¢5 is obtained.

Mesh [Dying axial + Dcone,axial] X Dradial Acr Difference! [%] Difference? [%)]
[6+43] x43 1.6798e5 +13.75 +12.00
[6+53] x53 1.5755e5 +6.68 +5.05
[7+63] x63 1.5294e5 +3.56 +1.97
[7+73] x73 1.4987e5 +1.48 -0.73
[8+83] x83 1.4768e5 -1.53
[7+53] x73 1.4866€e5 +0.66 -0.88
[7+73] x53 1.6062e5 +8.76 +7.09

\

Figure 6.4: Nodal reference systems for a coarse mesh of the Figure 6.5: Axial (red) and radial (blue) paths used to plot stiffness
MATLAB model. Local 1 and 2 directions are given in red and blue.  and stress resultant distributions.

6.1. Results - Constant Thickness Design

Before applying the taper thickness distribution given by Figure 6.2 a constant thickness laminate is modeled
first to gain a better understanding of the optimization process. Based on the thickest section a laminate of
36 layers is implemented. By the balanced-symmetric lay-up conditions 9 design layers are optimized and
the total laminate is constructed by the linking matrices specified in Chapter 3. The results of a QI-design and
optimized VS-design are given in Table 6.2 for a temperature difference of 0 and —200K.

Table 6.2: Results for a constant thickness design for AT = 0 and —200K.

Loads QI-Design Opt. VS-Design
AT [K] P [N] Aer Compliance Aer Compliance Difference in A¢ [%]
0 N.A. 6.31 6.59e2 6.83 5.68e2 8.2

-200 N.A. 6.31 3.07e4 7.12 3.06e4 12.8
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6.1.1. Constant Thickness - AT=0K
Due to the axisymmetric model the stress resultant and property distributions in circumferential direction
are constant. Hence only the distributions in axial direction specified in Figure 6.5 are studied.

Deformation

Stress resultants

Stiffness

Figure 6.6 - The deformation profile primarily shows displacements in radial direction at
the ring-cone interface. The transferred loads from the cone to the ring impose out-of-
plane loads on the ring known as a kick load, hence radial displacement is present. The
displacement profile is slightly smoother for the optimum VS-design.

Figure 6.7 - Due to force equilibrium in axial direction the N, distribution does not change
for the optimized VS-design. The slightly smoother deformation profile of the optimal VS-
design is accompanied by a lower peak stress resultant in hoop direction. Altogether there
is no load and stress redistribution visible that increases the buckling performance.

Figure 6.8 - The cause of the increased buckling performance is found in the stiffness dis-
tributions. The dominant part of the buckling equation for a simply supported cylinder
under an axial compressive load is given by Equation 6.1 [101]. In this equation Dy repre-
sents axial bending stiffness and Dy, represents hoop bending stiffness in radial direction.
The higher the axial or hoop bending stiffness the higher the resistance against buckling
in the corresponding direction. This formulation is for constant stiffness cylinders and
not variable-stiffness cones, however the concept of axial and hoop bending stiffness is
applicable. The QI-design has a high D, value, therefore the critical buckling mode given
in Figure 6.9 is in axial direction. The VS-design shows reduced D, and increased Dy, val-
ues. During optimization the stiffness distribution is changed to yield a critical buckling
mode that absorbs the most energy before buckling is initiated. For the optimal design
the critical buckling mode given by Figure 6.10 in hoop direction is obtained.
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Figure 6.6: Displacement for a constant thickness design for AT = 0K, scale = 30. Left: Axial displacement displayed on the total deformed
structure. Right: Displacement profile in radial direction.
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Figure 6.7: Mechanical induced axial () and hoop (y) stress resultant distributions in axial direction due to thrust load P for a constant
thickness design optimized for AT = OK. The stress resultants are normalized by Ny=Ny/P.
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Figure 6.8: The axial membrane (left) and bending stiffness distributions (right) in axial direction for axial (11) and hoop (22) stiffness for
a constant thickness design optimized for AT = 0K.

Figure 6.9: Bucking modes (A¢—1,2,7 = 6.3125, 6.3144, 6.3567) for a constant thickness QI-design for AT = 0K. The 1st buckling mode is
purely in axial direction. The 2nd mode has a spiraling pattern. The 2nd to 6th mode are almost similar, hence the 7th mode is plotted
because the spiraling pattern is better visible.

Figure 6.10: First three bucking modes (A¢;-1,2,3 = 6.8333, 6.8374, 6.8419) for an optimized constant thickness VS-design for AT = OK.
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6.1.2. Constant Thickness - AT =-200K

The critical buckling load for the QI-design under thermo-mechanical load is similar as the pure mechanical
load case. However, the increment in buckling performance is larger for the thermomechanical case. Similar
to the previous load case the distributions in axial direction are studied to explain this behavior.

Deformation

Stress resultants

Stiffness

Figure 6.11 - The contraction of the aluminum ring by the thermal load is clearly visible,
this causes the increment in compliance compared to the pure mechanical load case.

Figure 6.12 - Similarly to the previous load case the stress resultants due to the mechanical
load do not change for the VS-design and do not influence the buckling improvement.

Figure 6.13 - The thermal stress resultants are almost zero for the largest part of the struc-
ture, indicating free thermal expansion. At the bottom of the cone minor peak stress re-
sultant are induced by the boundary conditions. At the ring-cone interface the mismatch
in CTE forces the aluminum ring to contract more in radial direction than the CFRP cone.
Consequently tensile hoop stresses are induced in the ring and compression stresses in
the cone, however the latter is counteracted by the mechanical tensile peak. The axial
stress resultants are negligible, therefore the critical axial buckling mode of the QI-design
given in Figure 6.15 is unaffected. For the VS-design the critical buckling modes given in
Figure 6.16 are in hoop direction. A minor tensile hoop stress is present below the ring-
cone interface, this could explain the larger improvement for the thermomechanical case.

Figure 6.14 - At the ring-cone interface the membrane stiffness of the VS-design is pri-
marily in axial direction, this reduces the mismatch in CTE and explains why the thermal
induced stress peak is reduced. Similar to the pure mechanical load case the critical buck-
ling mode is further optimized by altering the membrane and bending stiffness terms.
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Figure 6.11: Displacement for a constant thickness design for AT = —200K, scale = 30. Left: Axial displacement displayed on the total
deformed structure. Right: Displacement profile in radial direction.
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Figure 6.12: Mechanical induced axial () and hoop ( y) stress resultant distributions in axial direction due to thrust load P for a constant
thickness design optimized for AT = —200K. The stress resultants are normalized by Nx=Ny/P.
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Figure 6.13: Thermal induced axial () and hoop (y) stress resultant distributions in axial direction due to a temperature difference of
—200K for a constant thickness design optimized for AT = —200K. The stress resultants are normalized by Nxy=Ny/P to make a compari-
son with the mechanical induced stress resultant distribution.

8
a5 0 1000
———-Al1-QI ——--D11-Ql
——— A2-Q ———-D22-QI
Al1-VS D11-VS
A22-Vs 800 - D22-VS
‘T ey
[ 4 2 S S S S
23 =
] @ 600
£ g
i H o
2 )
s £ 400 —
a o -
£ - Ot A
= o
200 -
1.5 0
0.3 0.8 13 1.8 2.3 03 0.8 1.3 1.8 2.3
axial direction z [m] axial diretion z [m]

Figure 6.14: The axial membrane (left) and bending stiffness distributions (right) in axial direction for axial (11) and hoop (22) stiffness
for a constant thickness design optimized for AT = —200K.

Figure 6.15: Bucking modes (A¢r—1,2,8 = 6.3125, 6.3144, 6.3572) for a constant thickness QI-design for AT = —200K. The 2nd mode has a
spiraling pattern. The differences between the 2nd to 7th mode are negligible, hence the 8th mode is plotted showing a combination of
axial and hoop buckling.

Figure 6.16: First three bucking modes (A¢y—1,2,3 = 7.1220, 7.1318, 7.1323) for an optimized constant thickness VS-design for AT =
—200K.
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6.2. Results - Tapered Thickness Design

A tapered thickness design in correspondence to Figure 6.2 is optimized for temperature differences of 0 and
—200K. The performance of the QI reference design and the optimized VS-design are given in Table 6.3. The
optimal VS-designs yield larger performance gains than for found for the optimal constant thickness designs.

Table 6.3: Results for a tapered thickness design for AT = 0 and —200K.

Loads QI-Design VS-Design
AT [K] P [N] Acr Compliance Aer Compliance Difference in A¢ [%]
0 N.A. 3.14 8.68e2 3.56 7.81e2 13.1
-200 N.A. 3.28 3.06e4 3.91 3.06e4 19.2
6.2.1. Tapered Thickness - AT =0K

Compared to the constant thickness design the critical buckling load of the tapered design is almost halved.
This is expected since the constant thickness design was over-designed. The tapered design is also axis-
symtric, therefore only the distributions in axial direction are studied.

Deformation

Stress resultants

Stiffness

Figure 6.17 - The laminate at the top of the cone is thinner, therefore the kick load at the
ring-cone interface causes more deformation than the constant thickness designs. Again
the optimal VS-design is slightly smoother than the QI-design.

Figure 6.18 - The influence of the larger deformation by the kick load corresponds to a
larger peak in the hoop stress resultant compared to the constant thickness design. By
force equilibrium the N, distribution is unaffected by the tapered thickness. However, the
same load has to be carried by a thinner laminate and the top of the cone is now criti-
cal for buckling, this is visualized by the critical buckling modes given in Figure 6.20 and
Figure 6.21

Figure 6.19 - The influence of the tapered thickness is clearly present in the stiffness dis-
tribution and the larger performance gain of the tapered design with respect to the con-
stant thickness design is related to this. The ply-drops of the QI-design are at predefined
fiber angles and cause a distinctive stepwise distribution, whereas the VS-design can opti-
mize at what fiber angle a ply is dropped. This allows for a more gradual change between
thickness sections. During optimization the stiffness distributions are changed to yield
a critical buckling mode that absorbs most energy. The buckling modes of the optimal
QI-design and the VS-design are similar, but the critical buckling modes of the optimal
VS-design are more spread out corresponding to higher energy absorption. From the stiff-
ness distributions it is also apparent that fiber steering is only active in first two sections,
the last two sections are not critical for buckling. Also note that thickness sections 2 and
3 are not fully quasi-isotropic and that the step sizes in the bending stiffness distribution
show that every added layer contributes more to the bending stiffness.
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Figure 6.17: Displacement for a tapered thickness design for AT = 0K, scale = 30. Left: Axial displacement displayed on the total deformed
structure. Right: Displacement profile in radial direction.
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Figure 6.18: Mechanical induced axial () and hoop (y) stress resultant distributions in axial direction due to thrust load P for a tapered
thickness design optimized for AT = OK. The stress resultants are normalized by Ny=Ny/P.
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Figure 6.19: The axial membrane (left) and bending stiffness distributions (right) in axial direction for axial (11) and hoop (22) stiffness
for a tapered thickness design optimized for AT = OK.

Figure 6.20: First three bucking modes (A¢;—1,23 = 3.1444, 3.15534, 3.1652) for an optimized tapered thickness VS-design for AT = 0K.

Figure 6.21: First three bucking modes (A¢r-1,2,3 = 3.5579, 3.5580,3.5757) for an optimized tapered thickness VS-design for AT = 0K.
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6.2.2. Tapered Thickness - AT =-200K
The thermomechanical load case yields a larger increment in buckling performance after optimization than
the pure mechanical case. Also for this load case the axial distributions are studied.

Deformation

Stress resultants

Stiffness

Figure 6.22 - Similar to the thermomechanical constant thickness load application the
aluminum ring contracts more by the thermal load than the CFRP cone.

Figure 6.23 - As with the previous cases the stress resultants induced by the mechanical
load do not influence the buckling optimization.

Figure 6.24 - The tapered thickness design has a minor influence on the thermal induced
stress resultants. Small jumps are visible and they cause the radial deformation variation
in the deformation profile. For the VS-design minor tensile hoop stress regions are present
at the cone’s surface, since the buckling modes in Figure 6.27 are predominantly in hoop
direction this could explain the larger improvement for the thermomechanical load case.
The reduced stiffness at the top of the CFRP cone lowers the thermal induced peak stresses
at the ring-cone interface. The peaks are further reduced by the optimal VS-design.

Figure 6.25 - This reduction in the thermal induced peak stresses originates from the rel-
atively high membrane stiffness at the top of the cone compared to the hoop membrane
stiffness. This reduces the mismatch of the CTE between the aluminum ring and CFRP
cone. The buckling pattern from the QI-design given by Figure 6.26 is a combination of
hoop and axial buckling modes, whereas the optimal buckling modes given by Figure 6.27
are more dominated by hoop buckling. This is in correspondence to the higher axial bend-
ing stiffness Dy at the top of the cone for the VS-design. During optimization the stiffness
is varied to increase the resistance to the critical buckling modes.
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Figure 6.22: Displacement for a tapered thickness design for AT = —200K, scale = 30. Left: Axial displacement displayed on the total
deformed structure. Right: Displacement profile in radial direction.
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Figure 6.23: Mechanical induced axial (1) and hoop (y) stress resultant distributions in axial direction due to thrust load P for a tapered
thickness design optimized for AT = —200K. The stress resultants are normalized by Nx=Ny/P.
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Figure 6.24: Thermal induced axial () and hoop (y) stress resultant distributions in axial direction due to a temperature difference of
—200K for a tapered thickness design optimized for AT = —200K. The stress resultants are normalized by Ny=Ny /P to make a comparison
with the mechanical induced stress resultant distribution.
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Figure 6.25: The axial membrane (left) and bending stiffness distributions (right) in axial direction for axial (11) and hoop (22) stiffness
for a tapered thickness design optimized for AT = —200K.

Figure 6.26: First three bucking modes (A¢;-1,2,3 = 3.2827, 3.2842, 3.2844) for an optimized tapered thickness VS-design for AT = —200K.

Figure 6.27: First three bucking modes (A¢r-1,2,3 = 3.9119, 9.2277, 3.9306) for an optimized tapered thickness VS-design for AT = —200K.
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6.3. Results - Stiffened Tapered Thickness Design

The original stiffener laminate design is not specified due to confidentiality reasons. To limit computational
cost only 8 equally spaced stiffeners are implemented and to emphasize on the influence of the stiffeners
the height and stacking sequence of the stiffeners are doubled compared to the reference design. This way
the stiffeners have a dominant influence on the optimization process. To properly model inter-stiffener bay
buckling more elements are required between the stiffeners, therefore the mesh is refined to [7 + 97] x 63
nodes. Note that the stiffener properties are constant and not optimized. The obtained results are presented
in Table 6.4 and higher performance gains are noticable than for the design cases without stiffeners.

Table 6.4: Results for a stiffened tapered thickness design for AT = 0 and —205/ + 5K.

Loads QI-Design VS-Design
AT [K] P [N] Aer Compliance Aer Compliance Difference in A¢ (%]
0 N.A. 2.35 8.86e2 3.42 7.81e2 45.4
-205/+5 N.A. 2.74 2.76e4 3.92 2.74e4 43.2
6.3.1. Stiffened Tapered Thickness Design - AT =0K

For the optimized VS-design an improvement of 45.5% is obtained over the QI-design. Due to the stiffeners
the design is no longer axisymmetric and the variations in circumferential direction are studied as well.

Deformation Figure 6.28 - In general the axial displacement of the VS-design is lower than the QI-
design. Especially the bay regions close to the top of the cone and the stiffened areas
experience less displacement.

Stress resultants  Figure 6.29 - The axial N, distribution at the center of a bay is given. The designs with
stiffeners experience lower axial stress resultants than the design without stiffeners. This
effect is mostly present at the constrained bottom of the cone. The circumferential N,
distribution at the critical top region of the cone is given for z = 0.6m. The plots shows
that the VS-design distributes some of the axial compressive stress resultant towards the
stiffened areas to relieve the more susceptible bay regions. For the QI-design this relation
is opposite, hence the large gain in buckling performance for the optimized design. The
distributions of the hoop stress resultants NN, are similar to the tapered thickness design
without stiffeners and close to zero along the cone’s surface and therefore not shown.

Stiffness Figure 6.30 - The stiffness variations in circumferential direction are shown for z = 0.6m.
The axial membrane stiffness distribution corresponds to the distribution of axial stress
resultants towards the stiffened areas. The critical buckling modes of the QI-design given
by Figure 6.31 are dominated in axial direction, whereas the critical buckling modes of the
VS-design given in Figure 6.32 are in hoop direction. This corresponds to the increased
axial bending stiffness for the VS-design. By the addition of the stiffeners the optimiza-
tion of the buckling performance is now a combination of global load redistribution and
increasing the buckling resistance by optimizing local bending stiffness.

Figure 6.28: Displacement for a stiffened tapered thickness design for AT = 0K, scale = 30. Left: Axial displacement displayed on the total
deformed structure for the QI-design. Right: Axial displacement displayed on the total deformed structure for the VS-design.
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Figure 6.29: Mechanical induced axial stress resultant (Ny) distributions in axial and circumferential direction due to thrust load P for a
stiffened tapered thickness design optimized for AT = OK. The stress resultants are normalized by Ny=Ny/P.
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Figure 6.30: The axial (11) and hoop (2) membrane (left) and bending stiffness distributions (right) in circumferential direction for a
tapered thickness stiffened design optimized for AT = 0K.

Figure 6.31: First three bucking modes (A¢r-1,2,3 = 2.3489, 2.3511, 2.5555) for an optimized tapered thickness stiffened VS-design for
AT =0K.

Figure 6.32: First three bucking modes (A¢r—1,23 = 3.3829, 3.4500,3.5055) for an optimized tapered thickness stiffened VS-design for
AT =0K.
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6.3.2. Stiffened Tapered Thickness Design -

AT =-205/+5K

For the final design the real thermal load is applied, a linear temperature difference of —205K at the top of the
ring to +5K at the bottom of the cone. The VS-design yields a 43.2% improvement over the QI-design. Similar
to the previous load case both axial and circumferential variations are studied.

Deformation

Stress resultants

Figure 6.33 - The contraction of the aluminum ring is also apparent for this thermome-
chanical load case. The stiffeners of the VS-design carry more compression load and start
to bend slightly outwards, hence the positive displacements.

Figure 6.34 - The axial stress resultant distribution Ny is similar to the plots given for the
pure mechanical load case. Especially at the constrained bottom the compressive axial
stress resultant is reduced. However, compression is slightly higher at the bay region than
at the stiffened area for z = 0.6m, whereas the pure mechanical load case showed a distri-
bution of compression towards the stiffened area.

Figure 6.35 - The axial N, distribution at the center of a bay is given. In the previous
thermal load cases the axial induced stress resultants were negligible due to free thermal
expansion. The stiffeners are primarily build from 0 degree oriented fibers and contract
less in axial direction than the skin does. Due to this mismatch a stabilizing tension is
induced in the bay region and compression in the stiffened area. The optimal VS-design
uses this effect to its advantage to improve the buckling performance.

Figure 6.36 - The optimal VS-design lowers the peak stress resultant in hoop direction at
the ring-cone interface similar to the previous thermomechanical load cases. Further-
more compressive stresses are distributed towards the stiffened areas to relieve the sus-
ceptible bay region.

Figure 6.33: Displacement for a stiffened tapered thickness design for AT = —205/ + 5K, scale = 30. Left: Axial displacement displayed on
the total deformed structure. Right: Displacement profile in radial direction.
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Figure 6.35: Thermal induced axial stress resultant (Ny) distributions in axial and circumferential direction due to a temperature differ-

ence of —200K for a tapered thickness design optimized for AT = —205/ + 5K. The stress resultants are normalized by Nx=Ny/P to make
a comparison with the mechanical induced stress resultant distribution.
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Figure 6.36: Thermal induced axial stress resultant (Ny) distributions in axial and circumferential direction due to a temperature differ-
ence of —200K for a tapered thickness design optimized for AT = —205/ + 5K. The stress resultants are normalized by Nx=Ny/P to make
a comparison with the mechanical induced stress resultant distribution.

Figure 6.37: First three bucking modes (A¢r-1,2,3 = 2.7404, 2.7408, 2.7532) for an optimized stiffened tapered thickness VS-design for
AT =-205/+5K.

Figure 6.38: First three bucking modes (A¢r-1,2,3 = 3.9239, 3.9834, 4.0102) for an optimized stiffened tapered thickness VS-design for
AT =-205/+5K.
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Stiffness Figure 6.39 - At the center of the bay the hoop membrane stiffness increases and the
axial membrane stress decreases. This leads to a larger difference in the CTE between
the stiffened area and the bay region, causing the induced tension in the bay. The QI-
design has high hoop bending stiffness, therefore the critical buckling modes given in
Figure 6.37 are in axial direction. Compared to the QI-design the bending stiffness in
axial direction is increased and in hoop direction decreased for the VS-design. This leads
to the critical hoop buckling modes given in Figure 6.38.
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Figure 6.39: The axial (11) and hoop (22) membrane (left) and bending stiffness distributions (right) in circumferential direction for a
stiffened tapered thickness design optimized for AT = —205/ + 5K.

Corresponding Fiber Paths

The results show that the optimization process is a balance between distributing the mechanical and thermal
loads and optimizing the local stiffness to increase buckling resistance. To indicate the fiber angle varia-
tion the third step of the multi-step framework is applied to construct the corresponding fiber paths by the
streamline analogy.

The closed structure of the ETF doesn ot provide sufficient inflow and outflow boundaries to perform
the streamline analogy. To circumvent this problem a cut is made over the length of the mesh-model. At
this cut the nodes and properties are duplicated and the element connectivity matrix is adjusted to create an
open structure. Based on the open structure the in- and outflow boundaries are determined. The difference
between the closed and open structure is illustrated in Figure 6.40. The elements adjacent to the boundaries
are indicated yellow, and the in- and outflow corner elements are indicated blue.

Figure 6.40: Closed structure (left): Only two in- and outflow boundaries are present. Open structure (right): By making a cut over the
length four in- and outflow boundaries are present.

With the additional boundaries the fiber paths are constructed. In Figure 6.41 to Figure 6.44 the fiber
paths are given for plies 3, 4, 6 and 7 respectively. The fiber paths of the other plies are similar and omitted
for the sake of brevity. Note that ply 7 is smaller due to a ply-drop in the first thickness section. The cut over
the length of the structure is visible and some minor deterioration is present. The symmetric design due to
the stiffeners is clearly visible as well.
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Figure 6.41: Fiber Paths of ply 3. Figure 6.42: Fiber Paths of ply 4.

e

Figure 6.43: Fiber Paths of ply 6. Figure 6.44: Fiber Paths of ply 7.

Manufacturing
The automated fiber placement machines cannot use the given fiber paths directly. A post-processing step is
required to determine the actual tow placement which does not yield an unique relation. This is considered
an optimization problem in itself, since tow-drop and overlap placement techniques influence the properties
of the laminate.

Final Remarks

The focus of the conceptual design study presented in this chapter is to research the potential of a variable-
stiffness laminate design for the engine thrust frame, therefore significant simplifications are made to the
design problem.

One of the main simplifications is the implemented stiffener composition. In reality more stiffeners will
be present leading to smaller bay regions. This will limit the amount of steering and corresponding load re-
distribution in circumferential direction. Additional simplifications are related to the load conditions and
geometry. For example manholes, actuator loads and imposed forces by equipment are ignored. Further-
more the ring-cone interface is not accurately modeled and strength is not assessed.

The obtained results show great potential with significant performance gains. However, creating a more
accurate representation could strongly influence the design result. Consequently the obtained results should
be interpreted with care.






Conclusion

The first research objective is the implementation of thermal loads in the laminate analysis and optimization
framework. The second research objective is to apply the updated framework to perform conceptual design
optimization of the engine thrust frame under thermomechanical loads. Conclusions are drawn related to
these objectives in sections 7.1 and 7.2 respectively.

7.1. Thermomechanical Optimization Framework

Thermal load is implemented successfully in the composite laminate, finite element and buckling analysis.
Implementation of thermal load is verified by a simply supported rectangular plate under uniform end short-
ening subject to thermomechanical loads. Buckling analysis of constant stiffness laminates and a variable-
stiffness laminate with linearly varying fiber paths yield the correct critical buckling loads.

Sequential local approximations of structural responses are used in the optimization routine. These re-
sponse approximations are updated to include the influence of thermal loads. Based on the thermomechan-
ical governing equations a new set of sensitivities are derived for strength and buckling responses to build
the updated local approximations. The sensitivities of the buckling response are implemented in the opti-
mization framework and verified by the second order central finite difference approximation to yield correct
results.

The same rectangular plate is used to demonstrate the optimization behavior of the updated framework.
Similar trends to improve buckling resistance as the reference study are found. The optimized variable-
stiffness laminate design distributes the applied loads towards the constrained edges to increase the buckling
performance. A negative temperature difference leads to stabilizing tensile stress resultants in the prone to
buckling center area, hence for negative temperature differences a better buckling performance is obtained
than for pure mechanical load conditions.

Although the optimization trend is similar the critical mechanical buckling load differs from the refer-
ence study. The optimization in the reference study is performed in the lamination parameter space and is
not converted to fiber angles, whereas the optimization in this works is performed in the fiber angle design
space with a steering constraint. Relaxing the minimum steering radius from 500mm to 250mm yields closer
resemblance with the reference report, reducing the difference from -41% to -18% respectively.

7.2. Engine Thrust Frame Application

The results of the conceptual design optimization of a constant thickness, tapered thickness and stiffened
tapered thickness design are repeated in Table 7.1 for a minimum steering radius of 333mm. For all designs
tensile peak loads are present at the ring-cone interface due to geometry induced kick load. Additionally
thermal induced compressive stress resultants are present due to the mismatch in the coefficient of ther-
mal expansion between the aluminum ring and CFRP cone. The tensile and compression stress resultants
counteract each other, thereby the peaks in thermal induced compressive stress resultants are reduced for all
thermomechanical optimization cases.

75
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Table 7.1: Results for a constant thickness (CT), tapered thickness (TT) and stiffened tapered thickness (STT) designs for different
thermomechanical load cases.

Design AT [K] Acr - QI Acr - VS Difference in A¢r (%]
CT 0 6.31 6.83 8.2
CT -200 6.31 7.12 12.8
TT 0 3.14 3.56 13.1
TT -200 3.28 3.91 19.2
STT 0 2.35 3.42 454
STT -205/+5 2.74 3.92 43.2

The constant and tapered thickness designs are axisymmetric designs and load redistribution is not pos-
sible. Since the stiffness in circumferential direction is constant most of the structure exhibits free thermal
expansion, hence the influence of thermal load is limited. The laminate stiffness in axial direction is var-
ied to increase resistance to the critical buckling modes. Due to this behavior other buckling modes become
more dominant until one of these modes becomes critical. This process continues until two or more buckling
modes are dominant and changing the design will only cause one of the buckling modes to initiate at a lower
load.

For constant thickness laminates increments around 10% are found for an optimized variable-stiffness
laminate. For tapered thickness laminates the thinner upper section of the cone is critical and improvements
around 15% are obtained.

The stiffened design has stiffened areas and load can be redistributed in circumferential direction, this
adds more freedom to tailor the design. For the pure mechanical load case the optimal variable-stiffness
laminate distributes the compressive stresses towards the stiffened areas. The optimal variable-stiffened de-
sign of the thermomechanical load case uses a mismatch in thermal expansion between the bay and stiffened
regions. The bay region contracts more than the stiffened areas by a negative thermal load, thus stabilizing
tensile stress resultants are induced in the prone to buckling bay regions. With the additional tailoring free-
dom by influencing the load distributions larger improvements around 45% are obtained for the optimized
variable-stiffness laminates.

Albeit the improvements are significant the given results should be interpreted with care. A simplified
model of the engine thrust frame is applied. For example a simplified stiffened design is used, manholes are
not present and loads exerted by actuators and equipment are not evaluated. Furthermore fiber paths are
obtained, but these are not related to actual tow placement. Therefore manufacturing influences like local
gaps and overlaps are not included. Recommendations how to improve the engine thrust frame model and
optimization framework for future research are given in the next chapter.



Recommendations

In this work the existing framework is expanded to incorporate thermomechanical load conditions. In sec-
tion 8.1 general recommendations about the thermomechanical optimization framework are suggested for
future work. With the updated framework a conceptual design optimization of the ETF was executed. Rec-
ommendations for future research are stated in section 8.2 for this specific load case.

8.1. Thermomechanical Optimization Framework
Several recommendations to improve the thermomechanical optimization framework for future research are
given:

Thickness Optimization

It is mentioned before that ply densities are implemented in the thermal analysis to prepare for thickness op-
timization. Furthermore the density approximation is updated in the framework to incorporate influences of
thermal loads, however it is not yet verified. To increase design flexibility the density approximation should
be verified and thickness optimization and ply angle optimization can be combined by the integrated coor-
dinate descent algorithm.

Strength Implementation

The thermomechanical sensitivity analysis of strength response is performed, but not yet implemented within
the optimization framework. To use strength as a constraint or objective for future applications subject to
thermomechanical load conditions the optimization framework should be updated and verified.

Run Time

For geometrically complicated designs such as the ETF long run times become evident, especially for refined
meshes. If complex geometries have to be modeled for future research it is advised to investigate the bottle-
necks of the analysis and optimization algorithm and to investigate if more efficient code structures can be
programmed to reduce computational cost.

8.2. Engine Thrust Frame Application

To stay within the research scope several model simplifications are made to the ETE Some recommendations
are given to improve the resemblance with reality in future work. Other suggestions are given to improve the
optimization design problem of the ETF application.

Thickness Optimization
Variable thickness is important in the engine thrust frame application and a tapered thickness is applied to
reduce weight. To further tailor the design thickness optimization could be applied in future work.

Strength Constraints

Itis known that peak stress resultants are present at the ring-cone interface. In this work a stiffness constraint
is applied to limit excessive deformation and corresponding stresses to some extend. As mentioned before
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this does not guarantee that first ply failure does not occur. Strength constraints are not implemented in this
work due to high computational cost. Applying strength constraints only at critical regions could limit the
computational cost and ensure first ply failure does not occur.

Ring-Cone Interface

For both thermal and mechanical loads peak stress resultants occur at the ring-cone interface. It is known
that the modeled aluminum ring is simplified from a more complex design that reduces the peak loads at
the interface. To improve the model the ring should be modeled more accurately. Thereby shape optimiza-
tion of ring-cone interface could be applied to improve load transfer. Together with the optimization of
the variable-stiffness laminate design this should be an integral optimization process, since the shape and
variable-stiffness laminate design are interdependent.

Stiffeners

A simplified stiffened design is used to limit the required mesh density. Thereby the stiffeners are doubled in
height and thickness to increase the influence on the laminate optimization. To increase the accuracy of the
model the correct stiffened design should be implemented. Fiber steering in radial direction will be limited
by the smaller inter-stiffener bays. Ideally the stiffened design is an integral part of the optimization process,
since the stiffened design strongly influences the optimal variable-stiffness laminate design.

Additional Details

To improve the ETF model additional details should be modeled to better represent reality. Multiple man-
holes are present in the conical part and adding these will improve the geometric representation. Load con-
ditions are represented more accurate if loads exerted by equipment and actuators are included. Adding such
details will add asymmetries to the model and this will influence the optimal design.

Design Rules

At last it is recommended to apply additional design rules in future work. Based on experience design rules
are applied by designers to improve certain properties of laminates. For example minimal and maximal angle
variation between adjacent plies are often applied to non-conventional laminate designs.
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Feasible Design Region of LP

In this Appendix the feasible design region of lamination parameters is discussed. Lamination parameters are
interdependent since they are based on the same variation of ply orientation through the thickness. Although
for every lamination parameter Vl.A’B "D € [~1,1] holds this explains why the design domain is not simply given
by the full unit cube [-1,1]'? in R'? [65]. There exist a feasible design region where values of lamination
parameters are limited by others. For the general case with 12 lamination parameters this feasible region
is still unknown and has yet to be determined. Although this feasible region is unknown, Grenestedt and
Gudmundson were able to prove that the feasible design region for the 12 lamination parameters in R'? is
convex [56]. The feasible region for different types of laminates will be discussed.

A.1. Orthotropic Laminates
Fortunately it is possible to reduce the amount of lamination parameters as design variables. Besides some
special applications laminate extension-bending coupling is undesirable [6]. This coupling can be avoided
by applying symmetry conditions on the stacking sequence. For symmetric laminates it is known that the
B-matrix is zero and therefore parameters ViB become known and equal to zero. Balanced conditions pre-
clude extension-shear coupling and put lamination parameters Vz‘f‘4 to zero. Miki was the first to establish
the feasible region for orthotropic laminates separately for in-plane stiffness in R? [102]. The convex hull H
representing the feasible design region is described by Equation A.1. The feasible region is typically presented
by Miki’s diagram illustrate in Figure A.1 for st. Although parameters V21?4 are not zero for orthotropic lam-
inates it is known that these values are close to zero if the laminate is configured of many plies. Therefore
the convex hull relation given by Equation A.1 is useful for thick laminates and is assumed to hold for pure
flexural loads [103].

A coupled design region in R* for both in-plane and flexural behavior was first approximated by Fukunaga
to obtain the optimum configuration for buckling and vibration [104]. Later Gredestedt and Gudmunson
used a variational approach to show that this approximation resulted in a region too small and implicitly
determined the true feasible design space for Vl’?éD [56].

v/ =2(v/ )2 -1

H={V/ e®?
' -1=V/ =1

for j=AD (A.D)

From Miki’s diagram physical meaning of the laminate can be derived. The boundary parabola represents
uni-directional laminates of +6, represented in Figure A.1 (left) by points B, C, D, E and F for 0°, £30°, £45°,
+60° and 90° respectively. Midpoint A represents a quasi-isotropic laminates since all lamination parameters
equal zero. If a certain design point is known a straight line can be drawn through this point that intersects the
boundary of the feasible region at two points. For design point A this results in line BE. The ply orientations
corresponding to the two boundary points can be used to compose a stacking sequence that represents the
stiffness of the design point. The ratio of fiber orientations corresponding to points B and E are equal to the
inverse ratio of the lengths of line segments AB and AE. For example point A can be represented by applying
twice as many +60 degree plies as 0 plies. The thinnest possible symmetric stack becomes [-60/60/0] s, which
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Figure A.1: Left: The feasible design region for in-plane design is given by the enclosed area of line BCDEFB. The parabola represents
laminates with +6 uni-directional laminates. From IJsselmuiden (2011) [18]. Right: The feasible design region for in-plane design with
iso-lines respresenting the corresponding square-root of the failure index for compression/shear load. From IJsselmuiden et al (2008)
[62].

is indeed quasi-isotropic. Similarly point G consist of a laminate with equal number of 0 and 90 degree fiber
orientation. Alternatively point A can now be represented by equal contribution of points D and G which is
a [+45/0/90]; degree laminate resulting in the conventional quasi-isotropic laminate.

Since the line intersecting the parabola can be drawn in infinite many ways there is not a unique stacking
sequence corresponding to a design point represented in the lamination parameter domain. An inverse opti-
mization problem arises and constraints on the maximum thickness and variation of fiber orientation within
the plies and between consequetive plies can be introduced [65]. The retrieval of the stacking sequence is
further discussed in section 4.2.

Miki’s diagram is also useful to show the convexity of the objective function of global structural responses
related to the in-plane and flexural stiffness. Many responses are proven to behave convex in the feasible
design space. E.g. IJsselmuiden et al showed that the square root of the failure index used for strength opti-
mization behaves conves, this is ilustrated with iso-lines in Figure A.1 (right) [62].

A.2. Symmetric Laminates

For symmetric laminates there are four lamination parameters Vl.A to describe the in-plane stiffness and four
lamination parameters Vl.D to describe the flexural stiffness of the laminate. Fukunaga and Sekine were able
to extend Miki’s diagram and derived the feasibe design domain for the pure membrane and bending case
separately in R* [105]. Reformulated by Hammer et al the convex hull representing the feasible design region
of these four parameters is determined by Equation A.2 where the equations holds for either pure membrane
(ViA) or pure flexural ( ViD ) loads [65]. This is illustrated in Figure A.2 for specific points P; » 3 in the Vf’g plane.
Based on the chosen point the dependent feasible region in the Vzl,)4 plane can be determined.

o) 1) 2wl (1+35) () o () -t =

, N2 N2 .
H=4 V{3, R’ (Vlj) + (sz) <1 for j=AD
“1=V/,,, =<1
(A.2)
A.3. Other Relations

Although there is not an explicit expression for the feasible design region of the 12 lamination parameters
other relations are derived other than the special cases of orthotropic and symmetric laminates. Diaconu
et al implicitly determined the feasible design region for the 12 lamination parameters by generalizing the
variational approach used by Grenestedt and Gudmunson [107]. In a follow up study they showed the impor-
tance to gain knowledge of the feasible design region of the 12 lamination parameters [89]. Optimizing for



A.3. Other Relations 85

£10 &1z
1 Py 17
Py (0:5,0-2)
(o] P,
{6 {1én
-1 Py (0-0) 1 -1 1
O
Py (02, —05) d

> <1

Figure A.2: Miki’s Diagram of the VlD -V3D plane where points pj to p3 are defined (left). These points determine the feasible region of
the V2D —V4D plane (right). From Fukunaga et al (1994) [106]

combined compressive axial and torsional loads resulted in an unbalanced asymmetric laminate which can
only be obtained in the design space given by all lamination parameters. During this study they were able
to derive a new explicit expression to relate Vl.A'B b given by Equation A.3. In another study they optimized
a thick symmetric laminature for fundamental frequency including transverse shear [108]. The same varia-
tional approach was used to implicitly obtain the true convex hull of orthotropic laminates given by the six

. . A D
lamination parameters V{’; and V5 3 ;.

4(VA+1) (VP +1)= (VA +1) +3(VE)

H={ VPP eR | a(vA-1)(vP-1)= (v -1)"+3(VP) ¢ for i=123,4 (A3)
-1=svMPP <)

Although deriving an implicit method to obtain the feasible design region of any set of lamination param-
eters Diaconu and Sekine performed a follow up study to research explicit relations since the implicit method
islabor intensive and therefore unpractical [109]. Allowing the orientations to vary over 0, £45 and 90 degrees
only nine parameters are required since V4A'B D -o, They were able to derive explicit relations for the corre-
sponding feasible design region. Bloomfield et al extended this work with a method to obtain the feasible
design region for any finite set of orientation angles [110]. They showed that the nature of the feasible design
region of all lamination parameters is the interlinking of three interdependent convex subspaces given by ViA,
Vl.B and ViD . The interlinking is based on the linear, quadratic and cubic ply orientation volume fractions.

Setoodeh et al introduced another method to approximate the feasible design region [57]. For a variation
oflayups the corresponding lamination parameters are calculated. Based on these lamination parameters the
convex hull is determined. New layups are added until the volume of the convex hull converges. Thereafter
12 linear equations for the 12 lamination parameters were assumed to completely describe the approximated
convex hull.






Tsai-Wu Failure Envelope

In this Appendix the Tsai-Wu failure envelope in stress and strain space is given. The Tsai-Wu formula is
probably the best known failure criterion and has acceptable predictions compared with test results, except
for biaxial compression [6]. For 2-dimensional planer stress state the failure index is given by:

f= F110%+F220'§ +F56T%2+F10'1 +Fyo9+2F 120102 (B.1)

Strength values X;, X¢, Y3, Yy and S are extracted from uni-axial material tests and are given in the material
ply axes. Subscript ¢ stands for tension and ¢ for compression coupon tests. The strength values are used to
determine the F-values:

11 1
Fj= ——— B.2 Fop = B.5
1 X, X, (B.2) 22 V.Y, (B.5)
o (B.3) Fip= -1 (B.6)
27y, Y, ‘ 2 S X XYY, '
1 1
Fy = B.4 -
11 XtXc ( ) FGB SZ (B.7)

This criteria was first introduced by Tsai and Wu in 1971 and is more of a curve fit rather than a physics
based theory [6, 79]. The failure index is useful to assess first ply failure. First ply failure is predicted to occur
within a laminate if the following relation is violated:

f<1 (B.8)

B.1. Lamination Parameters

To address first ply failure the stress state of the individual plies are required, which are based on the fiber ori-
entations. Lamination parameters represent the integrated laminate properties over the thickness. Assessing
failure criteria is not straight forward since orientations are unknown. It would be inefficient to apply failure
criteria after retrieval of the orientations. Therefore IJsselmuiden et al proposed to apply a conservative Tsai-
Wau failure envelope in strain space [62]. Using the constitutive relation o = Qe the Tsai-Wu criterion given by
Equation B.9 can be expressed in strain space, given by Equation B.10. Note that the equations are expressed
in the material coordinate axes.

FuU% + Fng’% + F66T%2 + o1+ F,00+2F20102=1 (B.9)
G11€% + Gggé‘% + G66€%2 +Grep + Goer +2Gro€1€62 =1 (B.10)
in which,
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G = Qf, Fi1 + Q}, Fa2 + 2F12Q11 Q12 G1=QuF1+ Q2>
Gaz2 = Q3,F11 + Q%,Fo2 + 2F13Q12Q22 G2 = Qu2F1 + Q2 F>
Gi2 = QuQi2F11 + Q12Q22F2 + F12Q3, + F12Q11 Q22

Ges =4Q3Fes

(B.11)

Equation B.10 still depends on the stacking sequence, therefore it cannot be used in conjunction with
lamination parameters optimization. However, it is possible to determine a region in strain space that is safe
regardless of the stacking sequence. The boundary of this conservative region in strain space is given by the
failure envelope and every point that lays within the enclosed area will fulfill the Tsai-Wu failure criteria. This
envelope is derived by IJsselmuiden et al and later simplified by the same authors [62, 66]. For the simplified
derivation the Tsai Wu strain space is given in three strain invariants:

L=er+eq (B.12)
L=¢€7+€%, (B.13)
Iy =€[n%+€][l’l§ (B.14)

in which n; = cos0, ny =sinf and €,y are the principal strains. The failure criteria is now given by:

1 1
f:Eu1112+u21114+§u3lf+u412+u511+u614 (B.15)

where u; to ug can be obtained by comparing the Tsai-Wu equation in strain space with the three strain
invariants:

u =CG}22—% uy = G11 —2G12+ G2 — Geg
1 = G s = Gy (B.16)

us =2G12—2(G22 - %) ug =G, —Go
The failure envelope is given by the most critical fiber angle where the failure criteria equals one. Since

only the strain invariant I, is a function of 8 this can be expressed as:

maaxf: 1 (B.17)
n}axle, err<Iz<er (B.18)
4

There are two possible envelopes, the first is one smooth envelope described by quadratic conditions on
strains. The second is a non smooth self intersecting envelope by quartic conditions on strains which can be
resolved into two quadratic envelopes. In both cases the conservative failure envelope becomes an elliptical
form described by Equation B.19,

Cijeiej+Ciei+Co=0,i=11I (B.19)

where for quadratic conditions on strain the failure envelope is described by one ellipse,

2 2
_1H% _ _14
Co =i Cr1 ="im +2u2+u1
_ _luzus _ 143
Cr =—37, Tus Crir S i (B.-20)
__lusug __ 11U
C][ ——zu—4+U5 C][,][ ——Zu—4+u2+u1

and for quartic conditions on strain the failure envelope is described by two intersecting ellipses,
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Figure B.1: Failure envelope for three different materials for £y, = 0. From IJsselmuiden er al (2008) [62]

Col) =GCp(2) =-1 Cri(1)  =Ciu@) =ux+u
Ci) =Cu@ =us Crr()  =Crp@)  =jus+uy (B.21)
Cn(1) =Ci(2) =us+us Crir(1) =Crr(2) =uptup+ust+uy

Note that it is material dependent whether there will be a second or fourth order failure envelope. This is
illustrated by IJsselmuiden et al in Figure B.1 where the failure envelopes are given for three different materi-
als. For materials presented in figures a and b the failure envelope is given by quadratic conditions. For the
material presented in figure c the failure envelop is given by quartic conditions and is the enclosed area by

two intersecting ellipses.






Sensitivity Analysis

In this Appendix the sensitivities are given for the response approximations given in chapter 4. The first sec-
tion derives the sensitivities for compliance, the second section for strength and the last section for buckling.

C.1. Compliance Sensitivities
The sensitivities for compliance are derived by IJsselmuiden et al [64]. The derivation is reproduced here, and
starts from the compliance formulation based on linear finite element analysis:

1 t
C= EF -u (Cl)

Assuming the external mechanical load to be constant the derivative of the compliance equation with respect
to an arbitrary parameter b is:

dc lFt du C2)
db 2 db '
Taking the derivative of the linear finite element problem:
dK,, du du 1 dKpy,
— .u+K,,—=0 - —=-K/-——- C3
TR T ab- "™ ap " (€3
Therefore the derivative of the compliance equation can be written as:
ac 1 dK ac 1 , dK
I _Zptgl.mm. et LA mLLLA CA4
ab~ 2z 7 Tap " ab~ 2" Tap " 4
Now using the following relation:
of of
=—-A-—L.A C.5
0A~1 0A (€3

From C = %NtA‘lN it is known that compliance depends on A~!. This results in the following sensitivities for
element e to be implemented in the compliance response approximation:

oac 11X dK
mee _ _ 2 r Zrme
(Paﬁ - GA;E - 2 UZPAﬁUAPa (ue dApU ue) (C.6)
oc 11X dK
be _ _ - t, me.
Pap = oD} 2 Z,,p DpoDpa (“e dDpo “3) (€7
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C.2. Strength Sensitivities
In this section the sensitivities for the strength response are derived. The strength formulation is given by
[62, 66]:

r=¢'-g (C.8)

Taking the derivative of the strength equation with respect to an arbitrary parameter b yields:

ar _ ot da~! dNt |

= . o4+ — A" C9
db ab & ab (€9)
Tl:;al Tgl‘orbal
Local Term:
The local term assumes constant stress resultants and can be evaluated at element level by:
dA~! dA;!
_N! _ N
Tiocal =N - ab 'g—Nl" dll) - 8i (C.10)

Global Term:
The global term takes the load redistribution into account. This term is summed over all elements to incor-
porate the contribution of all elements and is given by:

t t

dN' _ dN _
Tglocal = E'A l-g:Xe: dbe 'Ael'ge (C.11)

The derivative of the stress resultants can be written as:

dNe _dAe o o p,. e e p B, DM (C.12)
db db "¢ "% db  db "¢ "¢ ¢ dab :

The first part of the stress resultant derivative can be evaluated at local element level i. Hence the sum for
the first part is dropped. However, the second term depends on the displacement which can change for all
elements if the stacking sequence of a single element is updated, therefore the summation over all elements
is still required. Using s, = A, ! - g, the global term is given as:

dA; _ du
Tglocal:Sf'd_bl'fi‘FZe:Sé'Ae'Be'd_be (C.13)
Introducing a new term:
f,=B.-A.-s, (C.14)
Now the global term is written as:
dA; du
— <! 1 e
Tglocal—si'ﬁ'£i+;fe'% (C.15)

Joint-Displacement vector:
To determine the derivative of the displacement vector the adjoint displacement vector v is introduced by
solving the following linear force-displacement relation:

Kp-v=f (C.16)

Taking the derivative of the linear finite element problem yields:
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dK,, du du dK,,
_ K, -—=0 — K, —=——: C.17
ab T ap "~ b " (€17
Multiplying both sides by the adjoint displacment vector v results in:
du dK du dK
LK,  — = —yl. 2. - .=yt C.18
M T b~ " ab " (€19

This term can also be evaluated at the ith local element level, since all global redistribution of load is em-
bedded in the adjoint displacement vector v. Therefore the sum in the global term is dropped and the global
term is written as:

dA; ; dKp i

Tg]oca1=S§-E'ei—vi- T (C.19)
Total Derivative:
Combining the local and global terms the total derivative is given by:
dr dA;! dA; dKpp ;
%=N5~ d; ~g,-+sf~d—bl-£,~—vf- dZ'l-u,- (C.20)
T;J:al T;l;:al

The local term depends on A~! and the global term on A. Therefore the sensitivities for element e is given by:

or N : da;!

10) € = = E N ‘8 C.21
ap 0A;k op € dApg ¢ ( )
or N dA dK,,
m,e ¢ e ¢ e
, — . e, —vi. . C.22
w“ﬁ aAaﬁ op e dllpa e~ Ve dApo te ( )

C.3. Buckling Sensitivities
The sensitivities for buckling are derived by IJsselmuiden et al [63, 64]. The buckling equation is given as:
(Km—1AKg)-a=0 (C.23)

Taking the derivative to an arbitrary variable b of the buckling equation yields:

dKg da
_AW 'a+(Km—lKg)'%=0 (C.24)

de_@K
db db ¢

The second term is zero due to the buckling formulation. Note that the material stiffness is a function of
membrane and bending stiffness for shells. Multiply all terms by —Aa’.

dK, dA

dK
—Aa’- o -a+)L%a[-Kg-a+7Lzat-W-a=0 (C.25)

Using the following relation:

a' (K,-1Kg)-a=0 — a'“Kp-a=l1a'-Kg-a=1 (C.26)

Results in the following derivative for the load multiplier:
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dlA dK dK dA dK,, dK
Y pat- 8 a2t 28, . 222 (__,1 g) C.27
ab " Tap ® an 2 - M (©27)
Local Term - Material Stiffness
The first term can be evaluated at the local ith element level:
dK dK,, i
Tiocal = a' dl;n ra= af : dZ'l a; (C.28)

Global Term - Geometric Stiffness

The second term has to be evaluated at the global level. If a stacking sequence of an element changes the load
distribution throughout the structure changes accordingly. Therefore the geometric stiffness matrix changes
on a global level and the derivative of all elements are summed. Using:

Kg = —nyeKe—ny,Ky—nyy Ky  and  se=[a)-Ki-ae; a)-Ky-ae; al-Key-a ! (C.29)

The global term is written as:

,dKg dN
Tglobal =@ —a =-Ys-—= (C.30)
e
The derivative of the in-plane stress resultant can be written as:
dN, dA d dA _d
ez 2 fe e g+ A, B, 8 (C31)

db _db T an T ap db

The first part of this derivative can be evaluated at the local ith element level. However, the second term
depends on the displacement which can change for all elements if the stacking sequence of a single element
is updated, hence the summations is still required:

dA; _ du
Tglobal :_sg'd_bl'ei_;sé'Ae'Be‘d_be (C.32)
Introducing a new term:
fo=B.-A.'s, (C.33)
Now the global term is given by:
du
Tglobal Z fL. ¢ (C.34)
e

Joint-Displacement vector:
To determine the derivative of the displacement vector the adjoint displacement vector v is introduced by
solving the linear force-displacement equation:

Ky, -v=f (C.35)

Taking the derivative of the linear finite element formulation K,;, - u = F:

dK,, du du dK,,
—Z.u+K =0 - Ky —=——- .
ab TN ap 0 " db ab " (C.36)
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Multiplying both sides by the adjoint displacment vector v:

du dK du dK

t t m t m

K, — =—vi. . - f.—=_y. . C.37
VR Tap Y b~ ab " (€37

This term can also be evaluated at the local ith element level, since all global redistribution of load is embed-

ded in the adjoint displacement vector.

T ot dA; ; AKp i
global = —S; * b "€tV ab ‘U (C.38)
Total derivative:
Substituting both local and global terms back into the total derivative for the ith element yields:
dr AdKpm,i o, dA; AdK i
%:/l(afn b -al-)+/1 (sf-%-ei—vﬁ‘ b -u; (C.39)
materiarstiffness geometric stiffness

The general response formulation is given. The linear terms are based on the geometric stiffness, and the
reciprocal terms depend on the material stiffness.

r~2\1!'” A+¥Y:D+o:AT +0f D! (C.40)

geomemc st1ffness materlal stiffness

Combining the following expressions:

of S of of A
—=-A ‘A d =-A- CA41
oA oA T and A=A A (€40
And using the chain-rule to obtain the actual response derivative:
or 0dr oA or 104 (C.42)
ob 01 0db b A2db '
Results in the following sensitivities for material stiffness at element level e:
or 1Y dK
e =Y AgA (a’- 7 .a ) C.43
Pap = AL A gzp Priea\%e da,, (€4
or 1Y dK
b,e t m,e
y =—) DgsDpqla,- a C.44
P oD, A UZP b "“( ¢ dDyo e) (€49
And in the following sensitivities for geometric stiffness at element level e:
N dA dK
m,e t e t m,e
_ P : C.45
Waﬁ aAaﬁ UZp:( e’ dAy, etV, A, ue) ( )
N dK
b,e m,e
. C.46
Vap = aD (,Zp( ¢ dD,yy “e) (C48)






	Acknowledgements
	Summary
	List of Figures
	List of Tables
	Nomenclature
	Introduction
	Motivation for Lightweight Design
	The Road to Carbon Fiber Reinforced Polymers
	Variable-Stiffness Composite Laminates
	Research Objective
	Report Structure

	State-of-the-Art Background
	The Automated Fiber Placement Machine
	Characteristics
	Future Development: In-situ Consolidation
	Parallel and Shifted Fiber Bands

	History and Parameterization of Variable-Stiffness Laminates
	Discrete Stiffness Representation
	Functional Representation of Fiber Paths
	Direct Stiffness Approach


	Composite Laminate Analysis
	Classical Laminate Plate Theory
	Lamination Parameters
	Tsai-Wu Failure Criteria
	Thermal Laminate Analysis
	Linear Finite Element and Buckling Analysis
	Linear Finite Element Analysis
	Buckling Analysis

	Implementation in the Framework

	Multi-Step Framework
	Step 1 - Conceptual Optimization
	Optimization Formulation
	Sequential Local Approximations
	Conservative Convex Separable Approximation
	Optimization by Dual and Bound Formulation

	Step 2 - Fiber Orientation Retrieval
	Step 3 - Fiber Path Construction
	Different Parameterizations by Level-2 Approximations
	Model Work Flow Diagram
	Stiffness Response Approximation
	Strength Response Approximation
	Thermomechanical Strength Response Approximation

	Buckling Response Approximation
	Thermomechanical Buckling Response Approximation


	Verification - Rectangular Plate
	Linearly Varying Fiber Orientations
	Optimization in Lamination Parameter Space
	Verification of Thermal Analysis
	Verification of the Optimization Routine

	Application - Engine Thrust Frame
	Results - Constant Thickness Design
	Constant Thickness  –  T = 0K
	Constant Thickness  –  T = -200K

	Results - Tapered Thickness Design
	Tapered Thickness  –  T = 0K
	Tapered Thickness  –  T = -200K

	Results - Stiffened Tapered Thickness Design
	Stiffened Tapered Thickness Design  –  T = 0K
	Stiffened Tapered Thickness Design  –  T = -205/+5K


	Conclusion
	Thermomechanical Optimization Framework
	Engine Thrust Frame Application

	Recommendations
	Thermomechanical Optimization Framework
	Engine Thrust Frame Application

	Bibliography
	Feasible Design Region of LP
	Orthotropic Laminates
	Symmetric Laminates
	Other Relations

	Tsai-Wu Failure Envelope
	Lamination Parameters

	Sensitivity Analysis
	Compliance Sensitivities
	Strength Sensitivities
	Buckling Sensitivities


