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Mechanical Properies of GMT-Sheet on Press joined Molding
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ABSTRACT :
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A %), Fiber Content Ratio(’d #&F&1}), Lap Joint(Z 7] o] &)

Randomly Oriented Composite(# ¢ z)),

Compression Ratio(%431]), Degree of

The application as the parts of an automobile, using the property of GMT-Sheet, is increasing. In

order to exchage the parts of an automobile for GMT-Sheet, at first, the establishment and joining problem of

exact joining strength must be determined. We have studied it using composites which is not same each other

fiber oniented condition so as to determine joining strength and joining condition of GMT-Sheet.

In this study, the result of experiment of forming condition concerned joining problem of GMT-Sheet is this ;

joining efficiency of of GMT-Sheet, increases as lap joint length L increases. Increase of compression ratio causes

decrease of joining efficiency after of GMT-Sheet joining. In the viewpoint of recycling, randomly oriented

composite of GMT-Sheet is desirable more than unidirectional oriented composite. We has better design the

structure so as not to occur to stress centralization on the joining part.
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Table. 1 Mechanical properties of P4038 and U4238

| Specimen Unit P4038 14238
|
: Densit Glass fiber : 2.55 g/cm”,
| vensity Polypropylen : 0.9 g/cm?
T'ensile 65 93
strength
. Compressive
strength Mpa 64 86
E Bending 138 208
{ strength |
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Photo. 3 Fractured surface of GMT-Sheet R4038
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