
Citation: Wu, J.; Zhou, J.; Kong, X.;

Xu, Y.; Chen, Y.; Zhu, J.; Jin, F.; Wang,

P. An Innovative Auxetic Honeycomb

Sandwich Tube: Fabrication and

Mechanical Properties. Polymers 2022,

14, 4369. https://doi.org/10.3390/

polym14204369

Academic Editor: Diego Antonioli

Received: 22 September 2022

Accepted: 13 October 2022

Published: 17 October 2022

Publisher’s Note: MDPI stays neutral

with regard to jurisdictional claims in

published maps and institutional affil-

iations.

Copyright: © 2022 by the authors.

Licensee MDPI, Basel, Switzerland.

This article is an open access article

distributed under the terms and

conditions of the Creative Commons

Attribution (CC BY) license (https://

creativecommons.org/licenses/by/

4.0/).

polymers

Article

An Innovative Auxetic Honeycomb Sandwich Tube: Fabrication
and Mechanical Properties
Jianqin Wu 1, Jiannan Zhou 1, Xinli Kong 1, Ying Xu 1,*, Yishun Chen 1, Juyan Zhu 2, Fengnian Jin 1

and Peng Wang 1,*

1 State Key Laboratory of Disaster Prevention & Mitigation of Explosion & Impact, Army Engineering
University of PLA, Nanjing 210007, China

2 JiangSu Cicil Air Defence Works Quality Supervision Station, Nanjing 210036, China
* Correspondence: xy2437211@gmail.com (Y.X.); wp0608@163.com (P.W.)

Abstract: In this study, based on the free-rolling mechanism of the auxetic honeycomb, a honeycomb
cylindrical shell was successfully prepared to overcome the fracture problem of the hexagonal
honeycomb during rolling. Auxetic honeycomb sandwich tubes (AHSTs) with a variable Poisson’s
ratio were fabricated by molding and bonding. A Poisson’s ratio model of the auxetic honeycomb
core was developed based on the strain increment ratio of the deformed honeycomb and validated
using computed tomography (CT). Four failure modes (progressive stable fold mode I, unstable
local buckling mode II, transverse shearing mode III, and mid-length collapse mode IV) of the AHST
were summarized by comparing the deformation behavior and force–displacement curves with
different geometric parameters. When the aspect ratio R is greater than 3, the AHST will be more
easily damaged in instability (Mode IV). Static compression tests showed that the peak force (PF) and
crushing force efficiency (CFE) of the AHST were higher than those of the CFRP thin-walled tube of
the same diameter by 78% and 115%, respectively. Therefore, the AHST has excellent mechanical
properties and it is feasible to use the auxetic honeycomb as a core for sandwich structures.

Keywords: auxetic honeycomb; sandwich structures; Poisson’s ratio; failure mode

1. Introduction

Composite sandwich structures are widely used in the aerospace, marine, and au-
tomotive industries for their high flexural stiffness-to-weight ratio and excellent energy
absorption abilities [1–3]. Composite thin-walled structures have excellent designability,
while honeycomb sandwich composites have great topology design potential, and the com-
bination of composite thin-walled structures and composite honeycomb cores introduces
greater flexibility and more design space to meet the requirements of variable design [4].

Composite thin-walled structures are used to sandwich structures due to their light
weight, high-strength material properties, and flexible designability. Mamalis et al. [5,6]
conducted an experimental study on the damage mechanism of CFRP tubes under axial
compressive loading. The experimental results showed that all tested CFRP tubes collapsed
in a brittle manner under compressive loading due to the brittle characteristics of the
materials consisting of carbon-fiber-reinforced fibers and epoxy resin. Three brittle damage
modes were observed: progressive end crush mode I, localized tube wall buckling mode
II, and medium-length damage mode III. However, the use of a single composite material
has many shortcomings, such as brittle damage under high-strain loads and expensive
fabrication costs, and the mechanical properties of the structure are greatly influenced by
environmental factors.

Hugo Junkers first proposed the idea of using a honeycomb core between two panels in
1915. In recent years, researchers have tried to use porous materials (foam, honeycomb, lat-
tice, etc. [7–11]) as cores in sandwich structures filled with composite thin-walled structures.
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This way has proven to be effective to improve their energy absorption capacity [12,13].
By far the most widely used honeycomb structure is the hexagonal honeycomb structure,
but other honeycomb structures (Kagome honeycomb, auxetic honeycomb, triangular,
square, and circular) have properties (negative Poisson’s ratio, thermal conductivity, higher
stiffness, etc.) that the hexagonal honeycomb does not have.

The frequently used honeycomb has a hexagonal honeycomb shape, which is easy to
manufacture and ideal for making flat sandwich panels. One disadvantage of a hexagonal
honeycomb is that if it is bent out of the plane, it will create a saddle-shaped curve due
to the positive Poisson’s ratio [14]. As shown in Figure 1, for the honeycomb double-
curved structure, local fragmentation of the honeycomb will be caused by forcing the
honeycomb panels into the desired shape. However, if the effective Poisson’s ratio is made
negative by changing the cell shape, the centripetal curvature in the dome plane can be
achieved for the negative Poisson’s ratio. For honeycombs subjected to in-plane loads,
relatively low initial forces are more suitable for quasi-static compression. In addition, the
complex collapse mechanism of the in-plane honeycomb enables the honeycomb topology
to significantly affect the honeycomb crushing behavior and further tune the Poisson’s ratio
of the honeycomb core.
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Figure 1. (a) Saddle-shaped surface of bent hexagonal honeycomb panel; (b) bendable aramid
over-expanded honeycomb [14].

The designability of the auxetic honeycomb allows for directional design. Various
forms are possible such as the reentrant honeycomb [15], arrowheads [16], chirals, and more
complex bio-inspired forms [17]. The auxetic honeycomb structure has been designed and
applied to sensors [18], energy-absorbing structures, anti-explosion structures [19], flexible
electronics [20], and many other fields, due to its excellent shear strength, enhanced fracture
toughness, and obvious indentation resistance [21]. The auxetic honeycomb structure
is porous, and it is meaningful to study the characterization of its auxetic honeycomb
structure [22].

In terms of theoretical research, Master and Evans [23] calculated the elastic constants
of the honeycomb, such as tensile modulus, shear modulus, and Poisson’s ratio, by consid-
ering the deformation of auxetic units. Yang et al. [24] predicted the modulus, Poisson’s
ratio, and yield strength of the auxetic honeycomb based on the Timoshenko beam model.
Berinskii [25] proposed a deterministic model for the effective elastic characteristics of the
auxetic honeycomb plane, and the change in the angle of the honeycomb unit triggered
the structure to switch from auxetic to traditional, causing a qualitative change in the
mechanical properties of the honeycomb. These mechanical properties are very sensitive to
the specific range of the geometric parameters of the honeycomb units.

In this composite sandwich structure, the main energy absorption is due to the defor-
mation of the skin and sandwich structure, so the failure mechanism of the core and skin is
the key factor of the energy absorption capacity of the structure, but there are still relatively
few studies in this part.

Based on the free-rolling mechanism of the honeycomb, a fabrication process for
auxetic honeycomb sandwich tubes (AHSTs) is proposed in this paper. The CFRP skin is
processed by hand lay-up and the AHST is manufactured via molding and bonding, and
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the whole fabrication process is easy and feasible with low cost. As shown in Figure 2, the
AHST consists of a CFRP outer skin, auxetic honeycomb core, and CFRP inner skin. In this
paper, the uniaxial compression Poisson’s ratio analysis model of the honeycomb structure
is established, and the change in Poisson’s ratio of the auxetic honeycomb after rolling
is studied and predicted based on plastic large deformation theory. The failure modes
of sandwich tubes with different sandwich structures and different aspect ratios were
obtained by axial compression tests, and the mechanical properties and energy absorption
characteristics of auxetic honeycomb sandwich tubes were investigated.

Polymers 2022, 14, x FOR PEER REVIEW 3 of 17 
 

 

skin is the key factor of the energy absorption capacity of the structure, but there are still 

relatively few studies in this part.  

Based on the free-rolling mechanism of the honeycomb, a fabrication process for aux-

etic honeycomb sandwich tubes (AHSTs) is proposed in this paper. The CFRP skin is pro-

cessed by hand lay-up and the AHST is manufactured via molding and bonding, and the 

whole fabrication process is easy and feasible with low cost. As shown in Figure 2, the 

AHST consists of a CFRP outer skin, auxetic honeycomb core, and CFRP inner skin. In 

this paper, the uniaxial compression Poisson’s ratio analysis model of the honeycomb 

structure is established, and the change in Poisson’s ratio of the auxetic honeycomb after 

rolling is studied and predicted based on plastic large deformation theory. The failure 

modes of sandwich tubes with different sandwich structures and different aspect ratios 

were obtained by axial compression tests, and the mechanical properties and energy ab-

sorption characteristics of auxetic honeycomb sandwich tubes were investigated. 

 

Figure 2. The components of the AHST. 

2. Design and Fabrication 

2.1. Design of the Honeycomb Core 

A method for fabricating honeycomb cores with a variable Poisson’s ratio for the 

sandwich tubes is presented in this section. As shown in Figure 3, the sandwich structure 

is formed by rolling the honeycomb plate along the armchair direction into a cylindrical 

shape. The complete core is obtained by arraying m cells in the circumferential direction 

and n cells in the axial direction. The angle of each cell to the center is α, which can be 

calculated by 2π/m. The thickness of the honeycomb core is donated as b. Both the inner 

and outer faces have a thickness of ts. The outer diameter of the tube is D and the inner 

diameter is d. The height of the tube structure is H. The size of each unit is shown in Figure 

3d. The length of the circumferential arc is h, the length of vertical ribs is l, the reentrant 

angle is θ, and the thickness of the unit wall is t. 

 

Figure 3. (a) Floor plan of the sandwich core, (b) vertical view and (c) front view of AHST, and (d) 

geometric parameters of the unit cell. 

The Poisson’s ratio of hexagonal honeycombs is directly affected by the cell topology 

and can usually be divided into reentrant and convex honeycombs. Through this 

Figure 2. The components of the AHST.

2. Design and Fabrication
2.1. Design of the Honeycomb Core

A method for fabricating honeycomb cores with a variable Poisson’s ratio for the
sandwich tubes is presented in this section. As shown in Figure 3, the sandwich structure
is formed by rolling the honeycomb plate along the armchair direction into a cylindrical
shape. The complete core is obtained by arraying m cells in the circumferential direction
and n cells in the axial direction. The angle of each cell to the center is α, which can be
calculated by 2π/m. The thickness of the honeycomb core is donated as b. Both the inner
and outer faces have a thickness of ts. The outer diameter of the tube is D and the inner
diameter is d. The height of the tube structure is H. The size of each unit is shown in
Figure 3d. The length of the circumferential arc is h, the length of vertical ribs is l, the
reentrant angle is θ, and the thickness of the unit wall is t.
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(d) geometric parameters of the unit cell.

The Poisson’s ratio of hexagonal honeycombs is directly affected by the cell topology
and can usually be divided into reentrant and convex honeycombs. Through this topologi-
cal transformation, as shown in Figure 4, the Poisson’s ratio of the cells also changes from
negative to positive (convex cells with positive Poisson’s ratio, with zero Poisson’s ratio,
and with negative Poisson’s ratio, and reentrant cells). As shown in Figure 4, the reentrant
angle θ of honeycomb units is diverse due to the geometric deformation, which also causes
the Poisson’s ratio of the structure to vary.
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Because the honeycomb panel is undeformed before rolling, assuming that such a face
still exists in the core, the length of the face is

C = 2hm = d0π (1)

where d0 is the diameter of the middle face. In this formula, when the number and size of
the honeycomb unit are determined, the middle face is also determined.

d0 + 2∆x = d1 (2)

d1 π = 2m(h− l cosθ) (3)

arc cos
(

∆xπ

ml

)
= arc cos

(
α∆x
2l

)
= θ, θ ∈

[π

3
, π
]

(4)

where d1 is the diameter of the deformed face. When the middle face moves ∆x along
the x-axis, the honeycomb unit deforms accordingly, as shown in Figure 4. However, the
deformation of each honeycomb unit varies in the radial direction, and the relationship
between θ and x can be observed through the geometry. This interesting phenomenon is
beneficial to design a sandwich tube with a variable Poisson’s ratio. It is worth noting that
when the angle θ is equal to π/3, the unit becomes a triangular unit when h is equal to l,
and the minimum radius of the tube is dmin (the diameter of the inner face).

dmin =
ml
2π

(5)

Here, a plastic, large deformation analysis is performed for the unit cell. Assume that
the cell wall material is rigid/perfectly plastic, without any elastic deformation. The strain
can be calculated from the displacements corresponding to the deformation mechanism.
Hh and Lh are the current height and width of the honeycomb unit cell, respectively, during
the deformation. H0 and L0 are the height and width before deformation, respectively.

H0 = 2l L0 = 2h (6)

Hh = 2lsinθ Lh = 2h− 2lcosθ (7)

The engineering strain can be calculated as [24]

ε1 =
Hh − H0

H0
= sinθ − 1 ε2 =

Lh − L0

L0
= − l

h
cosθ (8)
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Consequently, the Poisson’s ratio can be calculated as [25]

v1 = − ε2

ε1
=

l
h

cosθ

sinθ − 1
v2 = − ε1

ε2
=

h
l

sinθ − 1
cosθ

(9)

Based on this configuration, the core with a variable Poisson’s ratio is designed.
According to Equation (9), the relationship between geometry and Poisson’s ratio is shown
in Figure 5. From a topological point of view, Poisson’s ratio is zero when θ is 90◦. When
the reentrant angle θ is greater than 90◦, the absolute value of Poisson’s ratio increases as
the angle decreases. When it is less than 90◦, the absolute value of Poisson’s ratio increases
with the reentrant angle decrease. This tends to produce larger transverse strains with
longitudinal strains when the reentrant angle θ is close to 90◦, thus producing a higher
absolute value of Poisson’s ratio. The zero Poisson’s ratio is independent of geometric
dimensions (h and l) and is only determined by the reentrant angle θ. According to the
upper and lower plastic boundaries [26], the static strength σ0 is directly written as:

σ0 =
σy t2

(2l(h− lsinθ)sinθ)
(10)
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2.2. Verification of the Honeycomb Angle Variation

Industrial CT, the computer tomography technology, is employed to verify the reen-
trant angles of the deformed honeycombs. By rotating the tested specimens and reconstruct-
ing the 2D projection data collected in different directions, the 3D CT results of the tested
specimens, that is, all of the geometric dimensions and material information of the tested
specimens, can be obtained. The graphic of honeycombs is acquired with an accelerating
voltage of 90 kV and beam current of 90 µA. The AHST is scanned for 2000 ms and a series
of honeycomb unfolding diagrams with a resolution of 2.5 µm are obtained, as shown
in Figure 6.
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The scanned systems including the ‘Diondo d2 CT system’ uses the industry’s micro-
and nano-focus ray sources, with micro-focus sources up to 300 kV for high-density, small-
size specimens. For high-resolution CT scanning, additional nano-focus sources are avail-
able with a maximum spatial resolution of 0.5 mm, while image quality can be obtained
due to high-contrast, high-dynamic-range flat panel detectors with a wide range of product
quality control, scientific research, and analysis requirements.

The geometric parameters of the tubes used in this experiment are m = 34, D = 60 mm,
h = l = 2.75 mm, and ∆x = b = 10 mm. The compressive strength of the honeycomb is
2.21 MPa, the shear strength is 1.28 MPa, and the elastic modulus is 0.117 GPa. Combined
with Equations (1)–(4), the value of θ was calculated as 71.4◦. According to Equation (9),
the Poison’s ratio can be obtained as −5.6, and the strength can also be obtained by
Equation (12), σ0 = 0.27 MPa.

As shown in Figure 7, the measured angles in the inner face are very close to the
calculated result, and the correctness of the formulas can be verified.
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2.3. Material Property

The CFRP tubular structure is made of a single-layer carbon-fiber braid by the con-
ventional process of one-over and one-under, as shown in Figure 8, with one fabric with
144 bundles and 72 tows in each direction at different angles. The fibers are all composed
of 3k carbon fiber bundles, and the linear density of each carbon fiber bundle is 0.2 g/m,
so the linear density of 144 carbon fiber bundles is 28.8 g/m. Epoxy resin is used as the
resin base material, its density is 0.93 g/cm3, its compressive strength is 91 MPa, its tensile
strength is 57 MPa, its elastic modulus is 2.69 GPa, and its elongation is 2.66%.

Polymers 2022, 14, x FOR PEER REVIEW 7 of 17 
 

 

  

(a) (b) 

Figure 8.(a) Textile structure of braided tubular fabric and (b) schematic diagram of the weave of 

carbon fiber tube [27]. 

The aramid paper honeycomb begins life as a coil of foil. Foil goes through the printer 

for adhesive lines to be printed, in Figure 9. Then, the foil is cut to size and stacked into 

piles using the stacking machine. Following this, the stacked sheets of foil are pressed 

using a heated press to allow the adhesive to cure and bond the sheets of foil together, 

forming a block. The block can be cut into slices. Finally, the honeycomb is expanded. The 

expanding degree determines the topology of the honeycomb [14]. The density of the hon-

eycomb used in this study is 48 kg/m3, and it is cut into a predetermined rectangle for later 

use. In this study, the wall thickness ts of the CFRP tube is 0.5 mm, h and l of the cell walls 

length are 2.75 mm, the wall thickness t of the honeycomb unit is 0.2 mm, and the radial 

width b of the honeycomb unit is 10 mm. In addition, the material properties of epoxy 

resin and honeycomb are summarized in Table 1. 

  

(a) (b) 

Figure 9. (a) The production process of honeycomb [28] and (b) bendable aramid auxetic honey-

comb. 

Table 1. Material properties of epoxy resin and honeycomb. 

Material Material Property Value 

Epoxy resin 

Tension modulus (GPa) 2.69 

Tensile strength (MPa) 57 

Poisson’s ratio 0.3 

Density (g/cm3) 0.93 

Kevlar honeycomb 

Even compression strength (MPa) 2.21 

Longitudinal Shear strength (MPa) 1.28 

Longitudinal Shear modulus (MPa) 117 

Transverse Shear strength (MPa) 0.78 

Transverse Shear modulus (MPa) 35 

Density (g/cm3) 0.048 

Figure 8. (a) Textile structure of braided tubular fabric and (b) schematic diagram of the weave of
carbon fiber tube [27].

The aramid paper honeycomb begins life as a coil of foil. Foil goes through the printer
for adhesive lines to be printed, in Figure 9. Then, the foil is cut to size and stacked into
piles using the stacking machine. Following this, the stacked sheets of foil are pressed using
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a heated press to allow the adhesive to cure and bond the sheets of foil together, forming a
block. The block can be cut into slices. Finally, the honeycomb is expanded. The expanding
degree determines the topology of the honeycomb [14]. The density of the honeycomb
used in this study is 48 kg/m3, and it is cut into a predetermined rectangle for later use. In
this study, the wall thickness ts of the CFRP tube is 0.5 mm, h and l of the cell walls length
are 2.75 mm, the wall thickness t of the honeycomb unit is 0.2 mm, and the radial width b
of the honeycomb unit is 10 mm. In addition, the material properties of epoxy resin and
honeycomb are summarized in Table 1.
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Figure 9. (a) The production process of honeycomb [28] and (b) bendable aramid auxetic honeycomb.

Table 1. Material properties of epoxy resin and honeycomb.

Material Material Property Value

Epoxy resin

Tension modulus (GPa) 2.69
Tensile strength (MPa) 57

Poisson’s ratio 0.3
Density (g/cm3) 0.93

Kevlar honeycomb

Even compression strength (MPa) 2.21
Longitudinal Shear strength (MPa) 1.28
Longitudinal Shear modulus (MPa) 117

Transverse Shear strength (MPa) 0.78
Transverse Shear modulus (MPa) 35

Density (g/cm3) 0.048

2.4. Fabrication

As shown in Figure 10, the AHST is made in four steps. First, the carbon fiber
composite tube is made by hand brushing epoxy resin onto carbon fiber and soaking the
epoxy resin between the fibers. Secondly, the rolling honeycomb core is put into the carbon
fiber tube to make the sandwich structure. Third, the production process in the first step is
used to make a carbon fiber tube for the inner face. Finally, the carbon fiber face, honeycomb
core, and carbon fiber inner face are bonded together to form the AHST.
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3. Experiments and Analyses
3.1. Experimental Schemes

A total of six types of AHSTs were made, four types of which have only the outer face,
and the other two types have both inner and outer faces. Two different tube diameters D
and three tube lengths H were considered to form a four-aspect ratio (the ratio of the tube
length to tube outer diameter R). AHSTs with different aspect ratios were used to observe
failure modes during the test.

As listed in Table 2, the geometric dimensions and mass of the specimens are sum-
marized. The tubes are labeled according to the material type, sandwich structure, tube
length, and diameter. For example, specimen 60D40-CH has a tube length of 60 mm and
a tube outer diameter of 40 mm. The sandwich structure has only the outer face, and the
honeycomb sandwich can be constrained by the CFRP tube. The 60D60-CHC means that
the tube length is 60 mm, the tube outer diameter is 60 mm, and the sandwich structure
has both inner and outer faces, where the inner CFRP tube can improve the overall stability
of the sandwich structure.

Table 2. Summary of the tested specimens.

H (mm) b (mm) D (mm) d (mm) ts (mm) W (g) R

60D60-CHC 60 10 60 40 0.5 22.5 1
60D60-CH 60 10 60 40 0.5 15.8 1
120D60-CH 120 10 60 40 0.5 45.0 2

120D60-CHC 120 10 60 40 0.5 34.0 2
60D40-CH 60 10 40 20 0.5 11.0 1.5
120D40-CH 120 10 40 20 0.5 20.0 3

The quasi-static axial compression tests were carried out on the universal testing
machine, with a load capacity of 150 kN. Throughout the test, the loading speed remained
unchanged at 2 mm/min. Generally, the effective crushing distance (ECD) of the CFRP tube
(the ratio of the crushing distance to the tube length) was about 80%, so the end position of
the compression displacement was set at 80% of the tube length. The system recorded the
force–displacement curve of the tested specimens.

3.2. Axial Compression Performances
3.2.1. Macro-Failure Modes and Crushing Histories

The failure modes of the sandwich tube of auxetic honeycombs were related to their
sandwich structure and slenderness. Based on previous studies [29–34] and the experimen-
tal results of this study, four macro-failure modes of the AHST were determined, namely
Mode I—progressive stable fold mode, Mode II—unstable local buckling mode, Mode
III—transverse shearing mode, and Mode IV—mid-length collapse mode. The crushing
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snapshots of the AHST show the deformation modes at the different strains of the sandwich
tube specimens. E1 is the strain corresponding to the initial peak load, ε2 is 0.4, ε3 is 0.6,
and ε4 is 0.8.

Generally, the compressive force–displacement curve of the composite tube can be
divided into two stages, namely the elastic deformation stage and the progressive defor-
mation stage. In the elastic stage, the crushing load increased rapidly and reached a peak
soon after. At the same time, the tube tended to collapse and the crushing load suddenly
dropped to a lower level. Since then, the tube turned into the progressive deformation
stage, where the crushing load fluctuated in a small range around the mean force. How-
ever, the progressive deformation stage was divided into some stages, because multiple
failure modes appeared simultaneously in some special cases. In Figures 11–13, the solid
line represents the force and the dashed line represents the energy absorbed by the tubes
during compression.
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It can be seen that the failure of 120D60-CHC was in Mode I with the oblique shear
band in the tube wall (Figure 11). Due to the circumferential shearing effect caused by local
stress concentration on the shear band, the ring-shaped failure surfaces were folded at the
band. The crushing behaviors of the whole model were somewhat similar to progressive
plastic deformations of thin-walled metal tubes, where many plastic hinges were developed.
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The failure of 120D60-CH was in Mode II with local instability and deformation
in the tube, which hindered the further development of the buckling zone. As a result,
irregular brittle fractures occurred around the buckling paths. It is worth noting that a
sharp groove on the tube wall was formed and accompanied by fiber fracturing in the
unstable buckling zone.

The crushing behavior of 120D60-CH was mainly due to the unstable local buckling
and CFRP folds, resulting in the fluctuation in load in the force–displacement curve. For
the 120D60-CHC, the load fluctuated in a smaller range around the mean force owing
to forming a large number of regular folds during the crushing. In addition, the mean
forces of 120D60-CHC and 120D60-CH were different due to their respective deformation
modes. The 120D60-CH tube retained a lot of undamaged zones stemming from unstable
local deformation.

The crushing histories of the 60D60-CHC tube are shown in Figure 12. The failure of
60D60-CHC was in Mode I, where oblique shear bands were formed in the tube wall and
the ring-shaped failure surfaces were folded on the band. Many small regular folds were
developed during the progressive stable deformation in the tube wall.

The failure mode of the 60D60-CH tube was a combination of Mode I and Mode II, in
which Mode II dominated the deformation in the first half of the crushing process, then
Mode I played a major role in the second half of the crushing process. In the first stage (1–2),
the path of buckling was an irregular curve instead of a straight band. In this case, the
unstable local bucking deformation was replaced by the progressive stable deformation,
and fiber fracturing took place at the second stage (2–4) of the crushing process.

As for 60D60-CHC and 60D60-CH, Mode I was characterized by stable progressive
local buckling folds, leading to a series of small oscillations around the mean force, which
was fairly similar to that of its metal counterpart. Interestingly, the mean crushing forces of
the 60D60-CHC tubes were larger than those of the 60D60-CH tubes. This was because the
unstable local buckling deformation occurred in 60D60-CH.

As shown in Figure 13, the progressive stable fold and transverse shearing were
observed in the 60D40-CH tube, and the failure appeared to be a combination of Mode
I and Mode III. The failure of the first stage (1–2) was in Mode III, in which the slope of
the tube wall was formed due to the tube transverse shearing. At this time, the tube was
under eccentric compression. Due to the tube having a larger diameter-to-thickness ratio
(the ratio of the outer diameter of the tube to the thickness of the sandwich) and smaller
slenderness, Mode I occurred in the next stage (2–3).

With the increase in the height of the tube, the collapse modes of the 120D40-CH tubes
were quite different from the other tubes, the failure was in Mode IV, and the tube collapsed
in the middle and was divided into two slope parts.

As for 60C40-CH, Mode III failure dominated the deformation in the first half of
crushing, and the force–displacement curve dropped abruptly to a lower level because
of transverse shearing. Then, Mode I failure appeared in the second half of the crushing
process, and there was a series of moderate oscillations around the mean force on the
force–displacement curve. The peak load of 60D40-CH was higher than that of 120D40-CH,
due to the crushing mode of the latter being the mid-collapse mode, which made the load
suddenly drop to a low level and fluctuate to a small value.

3.2.2. Failure Mechanisms

The failure mode of the sandwich structure was the result of the competition between
the face and the core. Therefore, it is necessary to study the damage to the face, the core,
and their interface. Based on this experiment and previous studies, the auxetic honeycomb
core could be divided into three micro-failure modes: ring mode, Z mode, and mixed
mode, as shown in Figure 14. The three main failure processes were accompanied by failure
phenomena such as face wrinkling, intra-cell buckling, face sheet crushing, core member
crushing, and debonding.
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Figure 14a shows the ring mode failure of one of the 60D60-CH specimens, and the
honeycomb core presented a significant negative Poisson’s ratio, which was caused by the
cell shrinking. The radius of the middle area of the concave structure was reduced, leading
to the interface debonding. As the crushing progressed, there were many shear bands
formed on the surface of structures, accompanied by the twisting of cells (Figure 14d).
Then, the cells had a high degree of compactness and stably formed a dense layer. It can be
seen from the micro-failure modes that the oblique shear band in Mode I was caused by the
twisting of cells. In the ring mode, the tube wall was folded progressively, but due to the
negative Poisson’s ratio effect, the size of the folded cells in the structure was inconsistent.

As shown in Figure 14b, in this crushing process of one of the 120D60-CH specimens,
the response of the CFRP face was controlled by the combination of collapsing of the
honeycomb core and debonding of the interface. In addition, core debonding occurred as
the bonding layers were not strong enough to transmit the constraints of the honeycomb
cores. The cells had a low degree of compactness due to the cells not only having the in-
plane deformation but also having unstable out-of-plane deformation during the buckling
of the face. According to the previous analyses of macro-failure modes, the Z mode
stemmed from Mode II failure, in which unstable local buckling dominated the failure of
the crushing process.

Figure 14c shows the mixed failure mode of one of the 120D60-CHC specimens; the
left side of the section is the ring mode failure and the right side is the Z mode failure. At
the same time, the failure mode presented all the above-mentioned failure phenomena.
In the ring mode failure side, the face was folded, the core was contracted and concaved,
and the cells were folded inwardly and densely. The deformation of the structure was
mainly controlled by the CFRP face, and the local buckling zone of the CFRP face continued
to appear until the tube was densified. In the Z mode failure side, the face was folded
inward, and the honeycomb core was collapsed out-of-plane. It belonged to the mixed
macro-failure modes of Mode I and Mode II.

When there was only a single outer face, part of the auxetic cells suffered from buckling
first and then transformed into rhomboid cells. In this process, due to the twisting of the
cells, the structure appeared to expand and contract inward. This deformation mode
converted the structure into an unstable situation, resulting in the crushing of the core
at the inner fold and twisting during the subsequent crushing process. When there were
double faces, the deformation of the face was constrained by the core; therefore progressive
buckling formed stably, and the two faces could restrain the twisting of the core. A negative
Poisson’s ratio appeared in the crushing process, but the tube was not rotating, due to the
restraining of double faces.
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3.2.3. Crashworthiness Indicators

PF (peak force), MCF (meaning crashing force), SEA (specific energy absorption),
and CFE (crushing force efficiency) were chosen as evaluation indicators of EA (energy
absorption) performance, as shown in Table 3.

Table 3. Summary of crashworthiness indicators and failure modes of specimens.

PF (kN) SEA (J/g) EA (J) MCF (kN) CFE (%) Failure Mode

60D60-CHC 9.4 10.6 238.56 4.97 53 Mode I
60D60-CH 6.6 8.7 136.74 2.85 43 Mode I + Mode II

120D60-CHC 6.5 7.8 348.84 3.63 56 Mode I + Mode II
120D60-CH 4.8 4.6 158.04 1.65 34 Mode II
60D40-CH 4.1 9 99.11 2.06 50 Mode III + Mode I
120D40-CH 1.3 4.1 81.29 0.85 67 Mode IV

SEA (specific energy absorption) is the energy absorption by the specimens per unit
mass, which presents the utilization efficiency of specimens.

SEA = EA/W (11)

where W is the mass of specimens, EA is the energy dissipated in the process of loading, and

EA =
∫ ECD

0
F(x) dx (12)

where ECD is the effective compression distance, which is shown in Table 2, and represents
the corresponding displacement when the force in the force–displacement curve is equal to
the peak force at the stage of compaction.

Meanwhile, in the process of compression, the maximum value of the force is defined
as the peak force (PF). MCF (meaning crashing force) is the average force during the entire
energy dissipation process, which can be defined as the ratio of EA to ECD.

MCF =
EA

ECD
(13)

CFE (crushing force efficiency) is defined by the ratio of MCF to PF, which shows the
consistency of the structural load.

CFE =
MCF

PF
(14)

The crashworthiness indicators of the AHSTs are summarized in Figure 15. The energy
absorption of the double-skin sandwich structure is much higher than that of the single-skin
sandwich structure for the same aspect ratio R. For example, at an aspect ratio of 1, the
initial peak force of 60D60-CHC is 39% higher than that of 60D60-CH, and the CFE is also
higher. As the aspect ratio R of 120D40-CH is 3, it has the lowest initial peak force. The
results of the data analysis show that the smaller the aspect ratio of the tube, the more
stable the sandwich structure is. The stability of the double-epithelial sandwich structure
makes the damage more stable and sufficient, and thus has higher energy absorption.
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Comparing previous research work [33], the empty CFRP tubes without filled hon-
eycomb cores were used as a comparison and are summarized in Table 4. The energy
absorption of the tube improved after filling the honeycomb. For example, the SEA of
C1D63 improved from 6.4 J/g to 8.7 J/g, and the SEA of C1D40 improved from 8.9 J/g to
9 J/g. The CFE of the sandwich tube (43%, 50%, and 67%) was always higher than that of
the CFRP thin-walled structure tube (20–25%), which is because the honeycomb stabilized
the damage of the sandwich tube compared to the thin-walled tube. In addition, the PF of
the AHSTs (4.1 kN and 6.6 kN) was significantly higher than that of the CFRP thin-walled
tubes (1.5 kN–3.7 kN). The reason is the lightweight material and that the sandwich tube
remained a lightweight energy-absorbing structure when this honeycomb was used as
filling in the thin-walled structure.

Table 4. Summary of crashworthiness indicators of specimens and previous research [33].

PF (kN) SEA (J/g) EA (J) MCF (kN) CFE (%)

C1D32 [33] 1.5 8.0 30.9 0.32 21
C1D40 [33] 3.1 8.9 61.3 0.64 20
C1D50 [33] 1.7 6.1 42 0.44 25
C1D63 [33] 3.7 6.4 73.7 0.77 20
60D60-CH 6.6 8.7 136.7 2.85 43
60D40-CH 4.1 9 99.1 2.06 50

120D40-CH 1.3 4.1 81.3 0.85 67

4. Conclusions

In this paper, based on the free-rolling mechanism of the auxetic honeycomb, the
honeycomb cylindrical shell was prepared successfully to overcome the fracture problem
of the hexagonal honeycomb in the curling process. In addition, the auxetic honeycomb
sandwich tubes (AHSTs) with a variable Poisson’s ratio were designed and fabricated by
molding and bonding processes. A Poisson’s ratio model for an auxetic honeycomb under
uniaxial compression was established, and the relationship between the Poisson’s ratio and
reentrant angle was predicted and verified.

The effects of different geometric parameters and sandwich structures on the structural
performance were compared in terms of the failure mode and force–displacement histories.
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The failure mechanisms of AHST structures were analyzed and their axial mechanical
properties were evaluated. Based on this study, the following conclusions can be drawn:

1. The relationship between the Poisson’s ratio and cell topology is studied, and Pois-
son’s ratios for a series of in-plane cells are defined. The Poisson’s ratio of hexagonal
honeycombs is directly affected by the cell topology, and can usually be divided into
reentrant, square, and convex honeycombs. Through the topological transformation,
the Poisson’s ratio of the cells also changes from negative to positive (i.e., convex
cells with positive Poisson’s ratio, zero Poisson’s ratio, negative Poisson’s ratio, and
reentrant cells).

2. Through the geometry analysis of the auxetic honeycomb core, the function of the
honeycomb reentrant angle along the out-of-plane direction can be obtained. When
the honeycomb geometry is constant, the AHST has a minimum curl radius (the
inverse of the curvature). As the Poisson’s ratio is related to the reentrant angle of
the honeycomb, a honeycomb core with a specific Poisson rate can be obtained by
changing the geometry of the honeycomb core.

3. According to the force–displacement curve and the crushing histories, four macro-
scopic failure modes are proposed. Failure Mode I and II appear when the aspect ratio
R is relatively small (the value of R is 1 to 2), and the failure process is progressively
stably crushing or unstable local buckling. However, the unstable failure of Mode III
and IV occurs when the slenderness is relatively large (R greater than 3) and shearing
and collapsing of the structure are found.

4. By comparing the crashworthiness indicators with those of the CFRP thin-walled
tubes and AHSTs, it was found that the honeycomb core can improve the SEA and
CFE of the thin-walled tube, with the improvement in CFE both exceeding 100%.
There is also a large improvement in peak force (with the same diameter, the PF from
3.1 kN to 4.1 kN and 3.7 kN to 6.6 kN), which is the result of the complex failure
mechanism (ring mode and Z mode mix mode) of the core and skin in the sandwich
tube; this can have more damage mechanisms to absorb energy.

The honeycomb is a lightweight material and the sandwich tube remains a lightweight
energy-absorbing structure when this honeycomb is filled in a thin-walled structure. There-
fore, it is feasible to use the auxetic honeycomb as a core for sandwich structures and it
provides new ideas for the design and preparation of such potential sandwich structures.

Author Contributions: Data curation, visualization, formal analysis, writing—original draft, J.W.;
methodology, software, P.W.; project administration, validation, J.Z. (Jiannan Zhou); software, formal
analysis, Y.C.; supervision, data curation, X.K. and F.J.; formal analysis, writing—review and editing,
Y.X. and J.Z. (Juyan Zhu). All authors have read and agreed to the published version of the manuscript.

Funding: This research was funded by the Natural Science Foundations of Jiangsu Province grant
No. BK2019057 and General Project of Social Development in Jiangsu Province grant No. BE2020716.

Institutional Review Board Statement: Not applicable.

Informed Consent Statement: Not applicable.

Data Availability Statement: The data presented in this study are available on request from the
corresponding author.

Acknowledgments: Support from the Natural Science Foundations of Jiangsu Province (Grant
No. BK20190573) and General Project of Social Development in Jiangsu Province (Grant No. BE2020716)
are gratefully acknowledged.

Conflicts of Interest: The authors declare no conflict of interest.



Polymers 2022, 14, 4369 15 of 16

References
1. Liu, H.; Chen, L.; Cao, J.; Chen, L.; Bing, D.; Guo, Y.; Li, W.; Fang, D. Axial Compression Deformability and Energy Absorption of

Hierarchical Thermoplastic Composite Honeycomb Graded Structures. Compos. Struct. 2020, 254, 112851. [CrossRef]
2. Hussein, R.D.; Ruan, D.; Lu, G.; Guillow, S.; Yoon, J.W. Crushing Response of Square Aluminium Tubes Filled with Polyurethane

Foam and Aluminium Honeycomb. Thin Wall. Struct. 2017, 110, 140–154. [CrossRef]
3. Wang, Z.; Liu, J. Numerical and Theoretical Analysis of Honeycomb Structure Filled with Circular Aluminum Tubes Subjected to

Axial Compression. Composites 2019, 165, 626–635. [CrossRef]
4. Chen, X.; Yu, G.; Wang, Z.; Feng, L.; Wu, L. Enhancing Out-of-Plane Compressive Performance of Carbon Fiber Composite

Honeycombs. Compos. Struct. 2021, 255, 112984. [CrossRef]
5. Mamalis, A.G.; Manolakos, D.E.; Ioannidis, M.B.; Papapostolou, D.P. Crashworthy characteristics of axially statically compressed

thin-walled square CFRP composite tubes: Experimental. Compos. Struct. 2004, 63, 347–360. [CrossRef]
6. Mamalis, A.G.; Manolakos, D.E.; Ioannidis, M.B.; Papapostolou, D.P. On the response of thin-walled cfrp composite tubular

components subjected to static and dynamic axial compressive loading: Experimental. Compos. Struct. 2005, 69, 407–420.
[CrossRef]

7. Torquato, S.; Gibiansky, L.V.; Silva, M.J.; Gibson, L.J. Effective mechanical and transport properties of cellular solids. Int. J. Mech.
Sci. 1998, 40, 71–82. [CrossRef]

8. Qi, J.; Li, C.; Ying, T.; Zheng, Y.; Duan, Y. Energy absorption characteristics of origami-inspired honeycomb sandwich structures
under low-velocity impact loading. Mater. Des. 2021, 207, 109837. [CrossRef]

9. Xiao, D.; Chen, X.; Li, Y.; Wu, W.; Fang, D. The structure response of sandwich beams with metallic auxetic honeycomb cores
under localized impulsive loading-experiments and finite element analysis. Mater. Des. 2019, 176, 107840. [CrossRef]

10. Feng, J.; Zhang, Y.; Wang, P.; Fan, H. Oblique incidence performance of radar absorbing honeycombs. Compos. Part B Eng. 2016,
99, 465–471. [CrossRef]

11. Ingrole, A.; Hao, A.; Liang, R. Design and modeling of auxetic and hybrid honeycomb structures for in-plane property enhance-
ment. Mater. Des. 2017, 117, 72–83. [CrossRef]

12. Fan, Z.; Shen, J.; Lu, G.; Ruan, D. Dynamic lateral crushing of empty and sandwich tubes. Int. J. Impact Eng. 2013, 53, 3–16.
[CrossRef]

13. Niknejad, A.; Moradi, A.; Beheshti, N. Indentation experiments on novel sandwich composite tubes. Mater. Lett. 2016,
179, 142–145. [CrossRef]

14. Peng, W.; Zhang, Y.; Chen, H.; Zhou, Y.; Fan, H. Broadband Radar Absorption and Mechanical Behaviors of Bendable Over-
Expanded Honeycomb Panels. Compos. Sci. Technol. 2018, 162, 33–48.

15. Zhang, X.-C.; An, L.-Q.; Ding, H.-M.; Zhu, X.-Y.; El-Rich, M. The Influence of Cell Micro-Structure On the in-Plane Dynamic
Crushing of Honeycombs with Negative Poisson’s Ratio. J. Sandw. Struct. Mater. 2015, 17, 26–55. [CrossRef]

16. Yang, C.; Vora, H.D.; Chang, Y. Behavior of Auxetic Structures Under Compression and Impact Forces. Smart Mater. Struct. 2018,
27, 023012. [CrossRef]

17. Zhang, X.C.; An, C.C.; Shen, Z.F.; Wu, H.X.; Yang, W.G.; Bai, J.P. Dynamic Crushing Responses of Bio-Inspired Re-Entrant Auxetic
Honeycombs Under in-Plane Impact Loading. Mater. Today Commun. 2020, 23, 100918. [CrossRef]

18. Ma, C.; Lei, H.; Hua, J.; Bai, Y.; Liang, J.; Fang, D. Experimental and Simulation Investigation of the Reversible Bi-Directional
Twisting Response of Tetra-Chiral Cylindrical Shells. Compos. Struct. 2018, 208, 142–152. [CrossRef]

19. Lan, X.; Feng, S.; Huang, Q.; Zhou, T. A comparative study of blast resistance of cylindrical sandwich panels with aluminum
foam and auxetic honeycomb cores. Aerosp. Sci. Technol. 2019, 87, 37–47. [CrossRef]

20. Liu, J.; Zhang, Y. Soft Network Materials with Isotropic Negative Poisson’s Ratios Over Large Strains. Soft Matter 2017, 14, 693–703.
[CrossRef]

21. Lakes, R. Foam Structures with a Negative Poisson’s Ratio. Science 1987, 235, 1038–1040. [CrossRef]
22. Abedi, M.M.; Nedoushan, R.Z.; Sheikhzadeh, M.; Yu, W.-R. The Crashworthiness Performance of Thin-Walled Ultralight Braided

Lattice Composite Columns: Experimental and Finite Element Study. Compos. Part B Eng. 2020, 202, 108413. [CrossRef]
23. Masters, I.G.; Evans, K.E. Models for the Elastic Deformation of Honeycombs—Sciencedirect. Compos. Struct. 1996, 35, 403–422.

[CrossRef]
24. West, H.; Yang, L.; Cormier, D.; Harrysson, O. Mechanical Properties of 3D Re-Entrant Honeycomb Auxetic Structures Realized

Via Additive Manufacturing. Int. J. Solids Struct. 2015, 69–70, 475–490.
25. Berinskii, I.E. Elastic Networks to Model Auxetic Properties of Cellular Materials. Int. J. Mech. Sci. 2016, 115–116, 481–488.

[CrossRef]
26. Zhang, J.; Lu, G.; Dong, R.; Wang, Z. Tensile Behavior of an Auxetic Structure: Analytical Modeling and Finite Element Analysis.

Int. J. Mech. Sci. 2018, 136, 143–154. [CrossRef]
27. Wang, W.; Wang, H.; Fan, H. Fabrication and Crushing Behaviors of Braided-Textile Reinforced Tubular Structures. Mater. Today

Commun. 2021, 28, 102505. [CrossRef]
28. Zhang, J.; Dang, X. Research progress on the preparation technology of aramid paper honeycomb core material and its application.

New Mater. Ind. 2019, 5, 52–56.
29. Deshpande, V.S.; Fleck, N.A. Isotropic Constitutive Models for Metallic Foams. J. Mech. Phys. Solids 2000, 48, 1253–1283.

[CrossRef]

http://doi.org/10.1016/j.compstruct.2020.112851
http://doi.org/10.1016/j.tws.2016.10.023
http://doi.org/10.1016/j.compositesb.2019.01.070
http://doi.org/10.1016/j.compstruct.2020.112984
http://doi.org/10.1016/S0263-8223(03)00183-1
http://doi.org/10.1016/j.compstruct.2004.07.021
http://doi.org/10.1016/S0020-7403(97)00031-3
http://doi.org/10.1016/j.matdes.2021.109837
http://doi.org/10.1016/j.matdes.2019.107840
http://doi.org/10.1016/j.compositesb.2016.06.053
http://doi.org/10.1016/j.matdes.2016.12.067
http://doi.org/10.1016/j.ijimpeng.2012.09.006
http://doi.org/10.1016/j.matlet.2016.05.041
http://doi.org/10.1177/1099636214554180
http://doi.org/10.1088/1361-665X/aaa3cf
http://doi.org/10.1016/j.mtcomm.2020.100918
http://doi.org/10.1016/j.compstruct.2018.07.013
http://doi.org/10.1016/j.ast.2019.01.031
http://doi.org/10.1039/C7SM02052J
http://doi.org/10.1126/science.235.4792.1038
http://doi.org/10.1016/j.compositesb.2020.108413
http://doi.org/10.1016/S0263-8223(96)00054-2
http://doi.org/10.1016/j.ijmecsci.2016.07.038
http://doi.org/10.1016/j.ijmecsci.2017.12.029
http://doi.org/10.1016/j.mtcomm.2021.102505
http://doi.org/10.1016/S0022-5096(99)00082-4


Polymers 2022, 14, 4369 16 of 16

30. Alhijazi, M.; Zeeshan, Q.; Qin, Z.; Safaei, B.; Asmael, M. Finite Element Analysis of Natural Fibers Composites: A Review.
Nanotechnol. Rev. 2020, 9, 853–875. [CrossRef]

31. Liu, Q.; Xing, H.; Ju, Y.; Ou, Z.; Li, Q. Quasi-Static Axial Crushing and Transverse Bending of Double Hat Shaped Cfrp Tubes.
Compos. Struct. 2014, 117, 1–11. [CrossRef]

32. Hamada, H.; Ramakrishna, S.; Maekawa, Z.; Sato, H. Effect of Cooling Rate on the Energy Absorption Capability of Carbon
Fibre/Peek Composite Tubes. Polym. Polym. Compos. 1995, 3, 99–104.

33. Ma, Y.; Sugahara, T.; Yang, Y.; Hamada, H. A Study on the Energy Absorption Properties of Carbon/Aramid Fiber Filament
Winding Composite Tube. Compos. Struct. 2015, 123, 301–311. [CrossRef]

34. Sun, G.; Wang, Z.; Hong, J.; Song, K.; Li, Q. Experimental Investigation of the Quasi-Static Axial Crushing Behavior of Filament-
Wound Cfrp and Aluminum/Cfrp Hybrid Tubes. Compos. Struct. 2018, 194, 208–225. [CrossRef]

http://doi.org/10.1515/ntrev-2020-0069
http://doi.org/10.1016/j.compstruct.2014.06.024
http://doi.org/10.1016/j.compstruct.2014.12.067
http://doi.org/10.1016/j.compstruct.2018.02.005

	Introduction 
	Design and Fabrication 
	Design of the Honeycomb Core 
	Verification of the Honeycomb Angle Variation 
	Material Property 
	Fabrication 

	Experiments and Analyses 
	Experimental Schemes 
	Axial Compression Performances 
	Macro-Failure Modes and Crushing Histories 
	Failure Mechanisms 
	Crashworthiness Indicators 


	Conclusions 
	References

