RTM & ©] 83 EFA S Bus Housing Panel & 7'&

. * #k
PAE- S I 2

Development of the Composite Bus Housing Panel Using RTM
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ABSTRACT

Resin transfer molding process has been widely used in the automobile industry, because the product with
large area can be manufactured easily and the cost for the manufacturing is lower than that of compression
molding and hand lay up method. Since RTM process is suitable for large bus housing panels, in this work,
the composite housing panel was manufactured by RTM process and the mechanical properties, surface
quality and the condition of manufacturing process were studied.
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Table 1. Mechanical properties of the composite
specimen.

Reinforcement | Satin Continuous | Roving | Housing
strand mat { cloth Panel
\G 0.424 0.266 0.285 | 0.324
Young’s
Modulus 28.2 8.8 135 18.0
(GPa)
Tensile
strength 471 150 259 342
(MPa)

Fig. 1 Photograph of the tensile test specimen.
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Fig. 2. Heat generation of unsaturated polyester in
isothermal scanning calorimerty.
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Fig. 3. Degree of cure with respect to time.
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Fig. 4. Photograph of the aluminum lower mold where
the glass fiber mat is stacked.

Fig. 7. Photograph of the RTM miold closed by the clamp.

= (Pinch-ofh¢t F7] W& T (Air vent) & 7+3 3
gl 18 sE BT 2 FUMETY AFE
g vtk g 78 HTFE o] & ¥
AAF B&E Yt

3.2 B@AR a¢3 g A%

-191-



& ojgste EFAE 3¢A 9
CFA e FAE e 3ol s

g ol83 dF A FAYY

27, 3t

9] A ANzto] 8 F
g, $2¢ £v]9] v &2 100207, B3 2
= 80°C ot}

a8 6 & RIM 3He= ﬂ"#% 3473 e
vtebdich A3 g E}T%‘ HEL JEANE ol 43}
o 743 g B (Steel rib)2} ﬂ%‘ﬁ}%‘zu}.

w3, A 843 Sde vz Fasidd
5000 km 9] AXEAEE FyFQon, By 7
A e Fe sty HEEA FUT

dr A

Fig. 8 Photograph of the housing panel manufactured by
RTM process.
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