AT HX = UsHAe 93k
718" =M"” ) olgal’

A Study on Compression Molding Process of Long Fiber Reinforced Plastic
Composites

-Effect of Needle Punching on Viscosity-
K.H.Song, S.H.JoandY.S. Lee
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ABSTRACT

Compression molding was specifically developed for replacement of metal components with composites.
As the mechanical properties of the products are dependent on the separation and orientation, it is important to
research the fiber mat structure and molding conditions. In this study, the effects of the fiber mat
structure(NP= 5, 10, 25punches/cm?) and the mold closure speed(ﬁ=0.l, 1, 10mm/min) on the viscosity of
composites were discussed. The composites is treated as a Non-Newtonian power-law fluid. The parallel-plate
plastometer is used and the viscosity is obtained from the relationship between the compression load and the
thickness of the specimen, '
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Fig. 1. Nomenclature for slab-shaped part press molding
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Fig. 2. Relationship between Log F. and Log h
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Fig, 3. Effect of shear rate ¥ on viscosity X
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Fig. 3. Continued
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