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A Study on Real Time Control of Resin Transfer Molding

Doh Hoon Lee, Yun Hee Park, Woo 1l Lee, Moon Kwang Um, Joon Hyung Byun
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ABSTRACT

In case of performing resin transfer molding (RTM), race track effects and non-uniform fiber volume
fraction may cause undesirable resin flow pattern and thus result in dry spots, which affect the mechanical
properties of the finished parts. In this study, a real time RTM control strategy to reduce these unfavorable
effects is proposed. Through numerical simulations and experiments, the validity of the proposed scheme is

demonstrated.
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Fig. 1 Flow chart of control strategy
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Fig. 4 Experimental Equipment
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