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A Study on Material Characterizatjon and Mechanical Properties of

SMC Compression Molding Parts
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An experimental study on material characterization and mechanical properties of SMC (Sheet
Molding Compounds) compression molded parts was carried out. Simple compression test using
grease oil as a lubricant was carried out to characterize flow stress of SMC at elevated tempéera-
tures. Two different mold temperatures, 130C and 150°C and two different mold speeds, 15, 45
mm/min were used for preparing the specimen of SMC compression molded parts. Surface
roughness, tensile, and 3-point bending tests were used to determine the effects of molding )

temperatures and speeds on mechanical properties of compression molded SMC parts. Orientation
and distribution of giass fiber in the compression molded SMC parts were also investigated by
photographing the burnt flat specimen and taking SEM(Scanning Electron Microscope) of

cross-sectional T-shape specimen.
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Fig. 3 Stress versus strain curves obtained from the
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Fig. 4 Stress versus strain curves obtained from the
compression test:mold temperature of 75C,
lubrication condition of grease oil on-mylar
sheet, charge diameter of 32.4 mm, and height
of 13 mm
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Fig. 10 Fractural tensile specimens obtained by the
various tension tests with two different thick-

nesses
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Fig. 13 Fiber distribution in flat plate obtained by
compression molding: mold temperature of
150°C and mold closing speed of 15 mm/min

Fig. 14 SEM micrograph observing fiber distribution
for square rib entrances:mold temperature oif
150°C and mold closing speed of 15 mm/min
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