BZA2A71208 97 AttEd Y =§3 pp.176~181
A& 33 Za29 BFAZ 1Y 4S5AFAP 3¢ 47
oA4F, AYA™”, 2HAY™, Hoj &’
« 2GR =+ QAATYE *++ JHAFZAY

A Study on the Cup-Type Compression Molding for Continuous

Fiber-Reinforced Poymeric Composites
Y. J. Oh’, H. C. Kim™, S. H. Jo™, E. G. Kim"

*+ Kookmin University, ** Incheon Junior College, *** Daeyeu Tech. College
Abstract

During a compression molding of continuous fiber reinforced composites, the separation of matrix
and fiber is caused by the flow of the molding process. As the characteristics of the products are
greatly dependent on the separation, it is very important to clarify the separation in relation to
molding condition, degree of needle punching and mold geometry. In this papaer, the effects of the

mold geometry and the needle punching number on the degree of nonhomogeneity are studied.
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Fig. 1 Schematic illustration of manufacturing process for fiber composites.
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Table 1. Dimensions of the compression molding mould

Mould No. rolmm) rslmm)
1 1 4
2 25 28
3 50 53
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Fig. 4 Positions for measuring Qfr and Tr of specimen .
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Fig. 5 Variation of thickness ratio T.asa

function of distance from center.
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6 Variation of fiber content ratio Qi as a
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