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Galley container for an aircraft and method for manufacturing such a galley container

Field of the Invention
The invention relates to a galley container for an aircraft, for example a galley cart. In

addition, the invention relates to a method for manufacturing such a galley container.

Description of the Related Art

Galley containers are commonly used in the transport industry to perform different
tasks. They must store and/or carry goods and can be configured to serve drinks, food,
sell goods and collect garbage, among other tasks. Originally, galley containers are
provided with an aluminum body that is rather heavy. Galley containers made of
composite materials are becoming more attractive because of their light weight
although they sometimes increase the level of manufacturing complexity.

Composite material galley containers are known from GB2479640, which
describes the use of galley containers comprising an upper portion, a right lateral wall
portion, a left lateral wall portion and the bottom wall portion connected together in a
continuous wall to form a body. Radius portions can be used to interconnect the
adjacent wall portions. The four planar wall portions can be produced separately and
can be later assembled in a unitary body.

For safety reasons, a galley container has to have high mechanical strength and
must remain intact upon high impacts, such an aircraft crash. The contents of the galley
container must remain inside the container upon a crash as well. These requirements
demand high impact resistance and a hard shell casing for a galley container,
Conventional galley containers are manufactured from light-weight metals, such as
aluminum, to reduce weight, but maintain sufficient strength. Still, conventional
aluminum galley containers are rather heavy through the relatively thick aluminum
plates used. Composite materials are known for their high strength to weight ratio, such
that these materials are highly favourable for use in products that require high strength
and low weight.

Assembling a galley container using distinct wall portions as described in
GB2479640 has the disadvantage that the connections between the composite wall
portions will usually not be as strong as the wall portions themselves. In addition, the

assembly of distinct composite wall portions increases the manufacturing complexity.
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It would therefore be desirable to provide an alternative galley container
construction that alleviated at least some of the perceived inconveniences of the prior

art.

Brief summary of the invention

According to the invention there is provided a galley container for use in an aircraft,
comprising at least two container sidewalls, a container floor element and a container
ceiling element, forming a hollow inner shell casing with a circumferential first rim and
a circumferential second rim, whereby a composite tape is spun around the inner shell
casing along the circumference of the rims, forming at least part of a construction layer
of the galley container, whereby the composite tape comprises at least one fibre and a
matrix material.

The hollow inner shell casing of a galley container fiinctions as a mandrel around
which the composite tape is wound, such that the inner shell casing is reinforced by at
least one additional construction layer. This construction layer can be made by spinning
a composite tape around the inner shell casing along the circumference of the rims,
forming a winding pattern.

The construction layer can be made at an inside or an outside of the inner shell
casing of the galley container. However, in order to reinforce the inner shell casing, the
construction layer is preferably spun on the outside surface of the inner shell casing.

According to another aspect, the composite tape is spun across the inner shell
casing in a direction having an angle equal to or larger than 0° and smaller than or equal
to 90° with the axial axis of the inner shell casing, whereby the direction is parallel to
the surface of the inner shell casing.

The angle between the axial axis and the spanning direction of the composite tape
can be adjusted such that the forces exerted on the container can be collected optimaliy
along the composite tape, thereby increasing the strength of the construction layer.

According to a further aspect, the composite tape is wound around the inner shell
casing in a direction substantially parallel to the first and second rim circumferences,
forming at least part of the construction layer.

According to an aspect, the composite tape is spun back and forth between the

first rim and the second rim and along the circumference of the rims. The construction
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layer can be made by spanning a composite tape back and forth between the first rim
and the second rim across the inner shell casing, forming a winding pattern.

The direction of the composite tape in the back and forth direction can have
different angles with the axial axis, as long as the directions are parallel to the surface
of the inner shell casing. The preferred angles of the composite tape with the axial axis
depend on the desired and/or required resulting strength, i.e. loading or impact strength,
of the construction layer. Examples of winding angles can be 25° to 65°, more
particular ranges of 25% to 35°, 40° to 50° and/or 55° to 65°, including regularly used
angles of about 30°, about 45° and/or about 60°.

The winding pattern can be in a non-sinusoidal wavelike manner. The winding
pattern can be in the shape of a square wave or a zigzag wave. The square wave
comprises two sides that are parallel to a longitudinal axial axis of the inner shell casing
and two sides that are perpendicular to the axial axis of the inner shell casing. The
zigzag wave can be a sawtooth zigzag, whereby one side of the zigzag is longer than
the other side of the zigzag, an isosceles zigzag, whereby both sides of the zigzag
between each pair of peaks or valleys, i.e. the turning points at the rims, ‘have equal
length, an equilateral zigzag, whereby both sides of the zigzag between each pair of
peaks or valleys have equal length and the base of the zigzag has the same length. The
base of the zigzag is the line that can be drawn between two peaks or two valleys of the
zigzag, forming a triangle with both sides of the zigzag. Zigzags that are a combination
of the ones mentioned are possible as well.

By using a zigzag shape for spanning the composite tape, tensile and/or
compressive forces in different directions, for example excerted on a galley container
during a crash, can be collected by the composite tape, thereby strengthening the
construction of the galley container.

The composite tape comprises at least one fibre and a matrix material. It is
therefore possible to span the compaosite tape with only one fibre embedded in the
matrix material, but alternatively, a number fibres can be embedded in the matrix
material to form a bandlike tape of one or more layers of fibre-reinforced matrix
material. The fibres can also be braided to form a braided composite tape or woven to
form a textilelike composite tape. The fibres can be continuous fibers (or filaments)

with a high aspect ratio, i.e. their lengths being several times greater than their effective
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diameters. The matrix material is preferably a material suitable for use in filament
winding.

In a further embodiment, the composite tape is spun in a diagonal direction
relative to an axial axis of the inner shell casing across the inner shell casing from the
first rim to the second rim and along the circumference of the rims. The axial axis of
the inner shell casing 1s an axis of symmetry that extends through the hollow inner shell
casing from the plane defined by the first rim to the plane defined by the second rim.

In order to be able to collect and distribute impact and/or loading forces along
perpendicular directions that are parallel to the surface of the inner shell casing,
diagonally spun composite tapes, relative to the axial axis of the inner shell casing, is
preferred, as a diagonal fibre can collect both forces in the direction of the axial axis
and a direction that is perpendicular to the axial axis but parallel to the surface of the
inner shell casing.

In an embodiment, the composite tape engages connecting means, such as hooks,
provided along the circumference of the first and second rims.

The composite tape can be connected to the rims of the hollow inner shell casing
by using connecting means, such as hooks, protrusions and the like. When hooks are
used, the at least one fibre of the composite tape engages the hook at the turning points
of the winding pattern. The protrusions can be shaped such that the fibres of the
composite tape can be wound around or engage with the protrusions at a turning point
of the winding pattern.

In an alternative embodiment, the composite tape connects to the first and second
rims through a weld. The matrix material of the composite tape is then welded to the
hollow inner shell casing at or near a turning point. A requirement to use welding is
that both the frame and the matrix material of the composite tape are made of the same
kind of weldable material, such as a thermoplast. For welding it is not necessary that
the matrix material and the frame comprise the exact same material, such that different
thermoplasts can be used. Other connecting means such as described above are no
longer necessary then.

According to another aspect, the container comprises a first frame provided along
the first rim and a second frame provided along the second rim, whereby the first frame

and the second frame are mutually connected by the composite tape.
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The first and second rims of the inner shell casing may be profiled to form frames
along the circumference of the inner shell casing. The profiles may comprise flanges
that extend from the rim in an outward direction, or a groove extending in an inward
direction into the inner shell casing. The profiles may also include elevations along the
circumference of the rims. The frames can also be provided separately to be attached to
the rims at a later stage, for example to connect the different elements of the inner shell
casing to each other. -

The first and second frames can be used to install closing means, such as doors or
hatches, in the container. The frames can be directly attached to the rims of the inner
shell casing, but in some cases other construction means can be provided in between.
The frames can be conneced by the composite tape, such that the composite tape and
the inner shell casing form different construction layers of the container.

In order to simplify the connection between the frames and the composite tape,
the connecting means described above are provided along the circumference of the first
and second frames. It is also possible to connect the composite tape to the first and
second frames through a weld, thereby forming a connection between the frames.

According to an embodiment, a further composite tape comprising at least one
fibre and a matrix material, is wound around the inner shell casing in a direction
substantially parallel to the first and second rim circumferences forming a further
construction layer of the galley container.

In order to reinforce the galley container, a further composite tape is wound
around the inner shell casing. The direction of winding is substantially parallel to the
first and second rims or first and second frames, meaning that with every winding
around the complete circumference of the inner shell casing, a further winding is
positioned adjacent or at least partly overlapping the previous winding until a further
construction layer covering at least part of the inner shell casing is obtained. The
windings can therefore not be exactly parallel to the rims or frames and may have a
slight offset, i.e. pitch. The winding adjacent the first rim or frame and the winding
adjacent the second rim or frame can be parallel to the respective rim or frames in order
to obtain a further construction layer covering the shell casing from rim to rim or from
frame to frame.

It is possible to only use one construction layer, either spun back and forth,

zigzaglike, diagonally or substantially parallel to the rims and/or frames with a pitch. In
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addition, the substantially parallel wound construction layer can be constructed by
winding a composite tape having a width comparable with a width of the inner shell
case, defined as the shortest distance between the front and back rims, or front and back
frames. The composite tape is then wound in one winding to cover the circumferential
surface of the inner shell casing or layer, in that case without a pitch.

According to another aspect, at least one other layer of material, such as a
thermally insulating layer, is provided between the inner shell casing and at least one of
the construction layers. The layer of material functions as a barrier between the inner
shell casing and at least one of the construction layers, which can be beneficial upon
impact. A thermally insulating layer can make the galley container suitable for storage
of cooled or heated products. Alternatively, the layer of material functions as a filler
layer between the inner shell casing and the composite tape construction layers,

Accarding to another embodiment, the first frame and second frame are clamped
between the tightly wound further composite tape, whereby the further construction
layer forms a connection means between the frames.

As an alternative connection between the frames of the galley container, the
frames can be clamped between the tightly wound composite tape windings of the
further construction layer. In this case, connection means along the frame can be
omitted or can be simplified relative to hooks or protrusions, such as a groove or recess
to engage the composite tape.

According to an embodiment, the composite tapes comprise at least one of glass,
carbon and aramide fibre, respectively. Other possibilities are the less commonly used
metal fibres, such as boron-tungsten fibres and silicon carbide coated fibres, or ceramic
fibres, such as quartz, silica or alumina fibres.

Carbon and aramide fibre are known to have high tensile strength and are used
widely for composites for high impact resistance. The composite tape of the back and
forth spun construction layer and the composite tape of the further construction layer do
not necessarily have to comprise the same fibre.

The matrix material of the composite tapes can comprise a thermoplastic matrix
material, such as one of polyetherimide (PEI), polyether ether ketone (PEEK). For
aerospace applications high-performance thermoplastics are usually used, but
commodity plastics can be used as well. Other examples of possible thermoplastics can
be polyphenylsulfone (PPSF or PPSU) or polysulfone (PSU).
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The use of a thermoplastic resin in a composite has the advantage that the resin
can be shaped when heated above the glass transition temperature. In addition,
processing can be relatively fast since only heating, shaping and cooling are involved.
Furthermore, thermoplasts are easier to repair when damage is observed. It can also be
used to weld the composite tape to the inner shell casing or the frames, as described
above.

The matrix material of the composite tapes can comprise a thermosetting resin,
such as polyester, polyimide, phenolic polyamide or epoxy.

The use of a thermosetting resin in a composite has the advantage that after
winding the composite tape and upon curing, the construction layers have taken their
final shape. Another advantage is that thermosetting resins are generally stronger than
thermoplastic resins due to a three dimensional network of bonds (cross-linking) upon
curing, and are also better suited to high-temperature applications up to the
decomposition temperature, such as in case of fire aboard the aircraft.

Preferably, the fibres of the composite tapes are stretched under a tensile stress of
1-135 N, preferably 5-50 N.

By stretching the composite tape, i.e. the fibres are stretched, the composite tape
can be spun across the inner shell casing in a taut manner. Without the composite tape
being taut, the forces exerted on the construction layer could not be received and
distributed by the fibres of the composite tape.

The invention further relates to a method of manufacturing a galley container for
an aircraft, comprising:

- providing a hollow inner shell casing with a circumferential first nm and a
circumferential second rim, the inner shell casing comprising at least two container
sidewalls, a container floor element and a container ceiling element;

- spanning a composite tape around the inner shell casing, whereby the composite
tape comprises at least one fibre and a matrix material, thereby forming at least part of
a construction layer of the spun composite tape.

The hollow inner shell casing of a galley container may not have the required
strength and impact resistance by itself, such that the inner shell casing may need to be
reinforced by at least one further construction layer. This construction layer can be

made by spanning a composite tape around the inner shell casing.
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According to a further embodiment, spanning the composité tape around the inner
shell casing comprises spanning the composite tape across the inner shell casingin a
direction having an angle between 0° and 90° with the axial axis of the inner shell
casing. The angle between the axial axis and the spanning direction of the composite
tape can be adjusted such that the forces of impact can be collected optimally along the
composite tape, thereby increasing the impact resistance. The direction of the
composite fibre between the first and second rim and the direction of the composite
tape between the second rim and first rim can have different angles with the axial axis,
as long as the directions are parallel to the surface of the inner shell casing,

According to an aspect of the method, winding the composite tape around the
inner shell casing comprises spanning the composite tape across the inner shell casing
back and forth from the first rim to the second rim, thereby forming at least part of the
construction layer of the spun composite tape. The composite tape is repeatingly
connected and spun along the circumference of the rims.

According to a further aspect of the method, the composite tape is wound around
the inner shell casing in a direction substantially parallel to the first and second rim
circumferences.

Furthermore, the composite tape can be spun across the inner shell casing in a
square wavelike manner.

In addition, the composite tape can be spun across the inner shell in a zigzag
manner.

The composite tape is spun across the inner shell casing along the circumference
of the rims repeatedly to form at least part of a construction layer of the composite tape.
The back and forth winding pattern can comprise a non-sinusoidal wavelike pattern and
can be a zigzag wavelike pattern or a square wavelike pattern.

According to a still further embodiment, spanning the composite tape in a
direction at an angle with the axial axis of the inner shell casing comprises spanning the
composite tape in a diagonal direction relative to a axial axis (A) of the inner casing
across the inner shell casing from the first rim to the second rim. A zigzag or diagonal
fibre can collect both forces in the direction of the axial axis and a direction that is

perpendicular to the axial axis but parallel to the surface of the inner shell casing.
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By using a zigzag shape for spanning the composite tape, tensile and/or
compressive forces in different directions, for example excerted on a galley container
during a crash, can be collected by the composite tape, thereby strengthening the
construction of the galley container.

Preferably, the method comprises connecting the composite tape to at least one of
the first and second rim of the inner shell casing. The composite tape can be connected
to the first and second rim in several ways. According to an embodiment, the method
comprises engaging the composite tape with connecting means, such as hooks,
provided along the circumference of the first and second rims. Alternatively, the
method comprises connecting the composite tape to the first and second rims through a
weld. In the above described connections, the composite tape can be connected to the
first and second rims adjacent or at the turning points of the winding pattern, such as
the peaks and valleys of the zigzag or the corners of a square wave,

Preferably, the method comprises providing a first frame along the first rim and a
second frame along the second rim.

The first and second frames are provided such that closing means, such as doors
or hatches, can be installed in the container. The frames can be directly attached to the
rims of the inner shell casing, but in some cases other construction means can be
provided in between.

According to an aspect, the method comprises:

- connecting the composite tape to the first frame;

- spanning the composite tape back and forth from the first frame to the second
frame across the inner shell casing, thereby mutually connecting the first frame and the
second frame by the composite tape.

The frames can be conneced by the composite tape, such that the composite tape
and the inner shell casing form different construction layers of the container.

In order to simplify the connection between the frames and the composite tape,
the connecting means described above are provided along the circumference of the first
and second frames. It is also possible to connect the composite tape to the first and
second frames through a weld, thereby forming a connection between the frames.

According to an embodiment, the method comprises winding a further composite

tape comprising at least one fibre and a matrix material around the inner shell casing in
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a direction substantially parallel to the first and second frame circumferences, thereby
forming a further construction layer of the galley container.

The direction of winding is substantially parallel to the first and second rims or
first and second frames, meaning that with every winding around the complete
circumference of the inner shell casing, a further winding is positioned adjacent or
partly overlapping the previous winding until a further construction layer covering at
least part of the inner shell casing is obtained. The windings can therefore not be
exactly parallel to the rims or frames and may have a slight offset, i.e. pitch. The
winding adjacent the first rim or frame and the winding adjacent the second rim or
frame can be parallel to the respective rim or frames in order to obtain a covering
further construction layer. Such windings can also be performed back and forth
between the frames and/or rims to form a multiple layered further construction layer. In
addition, the further construction layer can comprise winding patterns as described
above.

The method further comprises providing between the inner shell casing and at
least one of the construction layers at least one layer of material, such as a thermally
insulating layer. The layer of material functions as a barrier between the inner shell
casing and at least one of the construction layers, which can be beneficial upon impact.
A thermally insulating layer can make the galley container suitable for storage of
cooled or heated products. Alternatively, the layer of material functions as a filler layer
between the inner shell casing and the composite tape construction layers.

According to a further embodiment, the method comprises tightly winding the
further composite tape, thereby connecting the first frame and second frame by
clamping the frames between the tightly wound further composite tape. In this case,
connection means along the frame can be omitted or can be simplified relative to hooks
or protrusions, such as a groove or recess to engage the composite tape.

The method further comprises stretching the fibres of the composite tapes under a
tensile stress of 1-135 N, preferably 5-50 N.

Brief description of the drawings
The features and advantages of the invention will be appreciated upon reference

to the following drawings of a number of exemplary embodiments, in which:
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Figure 1a-f show an embodiment of a method for manufacturing an embodiment
of a galley container,

Figure 2 shows a further embodiment of the galley container.

Description of illustrative embodiments

Figure 1a shows an embodiment of a galley container 1 comprising a hollow inner shell
casing 2 with a front rim 12 and a back rim 12” and a longitudinal axial axis A. The
inner shell casing 2 further comprises two sidewalls 6, a floor element 7 and a ceiling
element 8. The inner shell casing can be constructed as an integral casing. The material
used for the inner shell casing can be any material suitable for constructing such a
casing, for example aluminum, composite material or a plastic, either a thermoplast or a
thermoset.

Alternatively, the side walls 6, the floor element 7 and the ceiling element 8 can
be manufactured separately and layer assembled to form a shell casing.

Along the circumference of the front rim 12 a frame 3 1s provided, and along the
circumference of the back rim 12” a frame 3’ is provided. The frames 3, 3’ can be
provided with a profile along the circumference to engage the rims 12, 12°. The frames
3,3’ can function as a connection means between the elements forming the inner shell
casing 2.

Figure 1b shows the embodiment of the galley container 1 with the frames 3, 3’
connected to the rims 12, 12°. The inner shell casing 2 can be provided with at least one
layer of material 4, for example thermal insulating material, around the outside surface,
as shown in figure lc. The frames 3, 3° can be formed such that they can engage the
layer 4, for example by a profile.

Figure 1d shows a further embodiment of the galley container 1, where across the
outside of the layer 4 and along the circumference of the frames a composite tape 11 1s
spun. The composite tape 11 comprises at least one fibre and a matrix material. The
composite tape 11 shown in fig. 1d comprises multiple fibres, preferably continuous
fibres, i.e. filaments. The matrix material can be any material suitable for filament
winding, preferably a resin, such as a thermoplastic or thermosetting resin.

The composite tape 11 shown in fig. 1d is spun in a zigzag manner, where the
zigzag forms an isosceles zigzag, whereby both sides of the zigzag between each pair

of turning points, i.e. peaks or valleys of the zigzag, have equal length. The base of the
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zigzag is the line that can be drawn between two turning points at one of the frames,
forming a triangle with both sides of the zigzag. The composite tape 5 is connected to
the frames 3, 3’ by connecting means or welds (not shown) at the turning points of the
zigzag.

The composite tape 11 that is spun in zigzag manner forms a construction layer 5
that at least partly covers the outer surface of the layer 4 or the outer surface of the
inner shell casing 2, when the layer 4 is omitted. A nearly complete coverage of the
inner shell casing 2 or layer 4 by the zigzag like wound construction layer is shown in
Figure 2.

Figure le shows a part of a further construction layer 9 that is spun by a further
composite tape 10, which is wound around the inner shell casing 2 in a direction
substantially parallel to the circumferences of the first and second rim 12, 12’. The
winding can have a pitch with respect to the axial axis of the inner shell casing, such
that a second winding of the composite tape is at least adjacent to a first winding of the
composite tape. The first and second windings are preferably partly overlapping to
form an integral further construction layer 9.

The further composite tape 10 comprises at least one fibre and a matrix material.
Just as with the composite tape 5, the fibre of the further composite tape 10 preferably
18 a continuous fibre, i.e. a filament, and the matrix material is suitable for filament
winding. In order to form a further construction layer that at least partly covers the
inner shell casing 2 or the layer 4, the further composite tape 10 hastobe spunin a
direction that has a slight offset from the direction parallel to the rims 12, 12° of the
inner shell casing.

Figure 1f shows the further construction layer 9 in a later stage of the
manufacturing of the galley container 1. The further construction layer 9 shown in fig.
1fhas a surface that coincides with the surface of the frames 3, 3°, such that these
surfaces form part of the same plane. The further construction layer 9 can subsequently
be covered by a finishing layer (not shown) to smoothen the outer surface of the galiey
container 1. The finishing layer can comprise polyvinylidene fluoride (PVDF),
polyvinyl fluoride (PVF), or polyurethane (PU).

Figure 2 shows a galley container with one construction layer 5 that is spun in a
zigzag manner to cover the surface of the inner shell casing 2 or the layer 4. When this

layer has a sufficient thickness to coincide with the surfaces of the frames 3, 3” to form
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part of the same plane, a further construction layer 10 might not be necessary. The
construction layer 5 can be covered by a finishing layer (not shown) to smoothen the
outer surface of the galley container 1, such that the zigzag winding pattern of the
composite tape 11 is covered. It is also possible that the one construction layer is spun
substantially parallel to the rims and/or frames with a pitch, as shown in figs. le and 1f.
The construction layer can also be spun by a composite tape that has a width that is
comparable to a width of the inner shell casing, defined by the shortest distance
between the rims and/or frames, W.

Figure la shows a first step of an embodiment of 2 method of manufacturing a
galley container 1 for an aircraft. The method comprises providing a hollow inner shell
casing 2 with a circumferential first rim 12, 1.e. a front rim, and a circumferential
second rim 12’ i.e. a back rim, whereby the inner shell casing 2 comprises at least two
container sidewalls 6, a container floor element 7 and a container ceiling element 8.

In Fig. 1b the inner shell casing 2 is provided with at least one layer of material 4, such
as a thermally insulating layer. As seen in Fig. 1d, the layer of material 4 can be
provided between the inner shell casing 2 and a construction layer 5. In addition, a first
frame 3, i.e. a front frame, is provided along the front rim 12 and a second frame 3’, i.e.
a back frame, is provided along the second rim 12°. The composite tape 11 is then
connected to the front frame 3 and spun in a zigzag manner from the front frame 3 to
the back frame 37 across the inner shell casing 2, thereby mutually connecting the front
frame 3 and the back frame 3’ by the composite tape 11, as is seen in Fig. 1d.

The composite tape comprises at least one fibre and a matrix material, suitable for
winding fibres, more particular continuous fibres, 1.e. filaments. The windings of the
composite tape 11 form at least part of a construction layer 5 by repeatedly connecting
and spanning the composite tape along the circumference of the frames 3, 3°.

In order to connect the composite tape to the frames, connecting means (not
shown) are provided along the circumference of the front and back frames 3, 3.

Fig. 1e shows the winding of a further composite tape 10 comprising at least one
fibre and a matrix material around the inner shell casing 2 in a direction substantially
parallel to the front and back frame circumferences, thereby forming a further

construction layer 9 of the galley container 1.
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List of parts

1. Galley container

2. Inner shell casing

3+3°. Frames

4. Layer

5. Construction layer

6. Side wall

7. Floor element

8. Ceiling element

9. Further construction layer
10. Further composite tape
11. Composite tape
12+12°, Rims

A. Axial axis
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Claims

1. Galley container for use in an aircraft, comprising at least two container
sidewalls, a container floor element and a container ceiling element, forming a hollow
inner shell casing with a circumferential first rim and a circumferential second rim,
whereby a composite tape is spun around the inner shell casing and along the
circumference of the rims, forming at least part of a construction layer of the galley
container, whereby the composite tape comprises at least one fibre and a matrix

material.

2. Galley container according to claim 1, whereby the composite tape is spun across
the inner shell casing and along the circumference of the rims in a direction having an
angle equal to or greater than 0° and smaller than or equal to 90° with an axial axis of
the inner shell casing, whereby the direction is parallel to the surface of the inner shell

casing.

3. Galley container according to claim 2, wherein the composite tape is wound
around the inner shell casing in a direction substantially parallel to the first and second

rim circumferences.

4. Galley container according to claim 2, wherein the composite tape is spun back
and forth between the first rim and the second rim across the inner shell casing and

along the circamference of the rims.

5. Galley container according to claim 4, whereby the composite tape is spun across

the inner shell casing in a square wavelike manner.

6.  Galley container according to claim 4, whereby the composite tape is spun across

the inner shell in a zigzag manner.

7. Galley container according to claim 4 or 6, whereby the composite tape is spun in
a diagonal direction relative to the axial axis of the inner casing across the inner shell

casing.
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8.  QGalley container according to any of the preceding claims, whereby the
composite tape engages connecting means, such as hooks, provided along the

circumference of the first and second rims.

9.  Galley container according to any of claims 1-7, whereby the composite tape

connects to the first and second rims through a weld.

10.  Galley container according to any of the proceeding claims, comprising a first
frame provided along the first rim and a second frame provided along the second rim,
whereby the first frame and the second frame are mutually connected by the composite

tape.

11.  Galley container according to claim 10, whereby the connecting means are

provided along the circumference of the first and second frames.

12.  Galley container according to claim 10, whereby the composite tape connects to
the first and second frames through a weld, thereby forming a connection between the

frames.

13.  Galley container according to any of the preceding claims, whereby a further
composite tape comprising at least one fibre and a matrix material, is wound around the
inner shell casing in a direction substantially parallel to the first and second rim

circumferences forming a further construction layer of the galley container.

14.  Galley container according to any of the preceding claims, whereby between the
inner shell casing and at least one of the construction layers at least one other layer of

material is provided, such as a thermally insulating layer.

15.  Galley container according to any of claims 10-14, whereby the first frame and
second frame are clamped between the tightly wound further composite tape, whereby

the further construction layer forms a connection means between the frames.
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16. Galley container according to any of the preceding claims, whereby the

composite tapes comprise at least one of carbon and aramide fibre, respectively.

17. Galley container according to any of the preceding claims, whereby the matrix
material of the composite tapes comprises a thermoplastic resin, such as one of

polyetherimide (PEI) and polyether ether ketone (PEEK).

18. Qalley container according to any of the claims 1-8 or 10-16, whereby the matrix

material of the composite tapes comprises a thermosetting resin, such as an epoxy.

19. Galley container according to any of the preceding claims, whereby the fibres of

the composite tapes are stretched under a tensile stress of 1-135 N, preferably 5-50 N,

20. Method of manufacturing a galley container for an aircraft, comprising:

- providing a hollow inner shell casing with a circumferential first rim and a
circumferential second rim, the inner shell casing comprising at least two container
sidewalls, a container floor element and a container ceiling element;

- spanning a composite tape across the inner shell casing and along the
circumference of the rims, whereby the composite tape comprises at least one fibre and
a matrix material, thereby forming at least part of a construction layer of the spun

composite tape.

21. Method according to claim 20, comprising connecting the composite tape to at

least one of the first and second rim of the inner shell casing.

22.  Method according to claim 21, comprising engaging the composite tape with
connecting means, such as hooks, provided along the circumference of the first and

second rims.

23.  Method according to claim 21, comprising connecting the composite tape to the

first and second rims through a weld.
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24. Method according to any of claims 20-23, whereby spanning a composite tape
across the inner shell casing comprises spanning the composite tape across the inner
shell casing in a direction having an angle equal to or greater than 0° and smaller than
or equal to 90° with the axial axis of the inner shell casing, thereby forming at least part
of the construction layer of the spun composite tape along the circumference of the

rims.

25.  Method according to claim 24, wherein the composite tape is wound around the
inner shell casing in a direction substantially parallel to the first and second rim

circumferences.

26. Method according to claim 24, whereby the composite tape is spun across the

inner shell casing back and forth between the first rim and the second rim.

27. Method according to claim 24, whereby the composite tape is spun across the

inner shell casing in a square wavelike manner.

28. Method according to claim 24, whereby the composite tape is spun across the

inner shell in a zigzag manner.

29. Method according to claim 26 or 28, whereby the composite tape is spun in a
diagonal direction relative to the axial axis of the inner casing across the inner shell

casing.

30. Method according to any of claims 20-29, comprising providing a first frame

along the first rim and a second frame along the second rim.

31. Method according to claim 30, comprising:

- connecting the composite tape to the first frame;

- spanning the composite tape back and forth between the first frame and the
second frame across the inner shell casing, thereby mutually connecting the first frame

and the second frame by the composite tape.
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32. Method according to claim 30 or 31, whereby the connecting means are provided

along the circumference of the first and second frames.

33.  Method according to claim 30 or 31, comprising connecting the composite tape to
the first and second frames through a weld, thereby forming a connection between the

frames.

34. Method according to any of claims 20-33, comprising winding a further
composite tape comprising at least one fibre and a matrix material around the inner
shell casing in a direction substantially parallel to the first and second frame
circumferences, thereby forming a further construction layer of the galley container.
35.  Method according to any of claims 20-34, comprising providing between the
inner shell casing and at least one of the construction layers at least one layer of

material, such as a thermally insulating layer.

36. Method according to claim 34 or 35, comprising tightly winding the further
composite tape, thereby connecting the first frame and second frame by clamping the

frames between the tightly wound further composite tape.

37. Method according to any of claims 20-36, comprising stretching the fibres of the
composite tapes under a tensile stress of 1-135 N, preferably 5-50 N.



