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Compressive Strength of Natural Fiber Reinforced Polymer Composites
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% Abstract

l
|

In recent years there has been a growing interest for the use of natural fibers in composite applications due to their
low cost, environmental friendliness, and good mechanical properties. The purpose of this study is to determine the
characteristic of bending strength on bamboo fiber reinforced polymer composites. The parameters of RTM process
depend on the weight ratio of bamboo fiber and resin, the number of bamboo ply and amount of hardening agent.
Besides the existence of pore in composites according to vacuum time investigated a effect on mechanical properties
of reinforced polymer composites. Test result shows that compressive strength was a maximum(approximately

1,840kgf/em’) value when weight ratio of resin was 12%.
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Fig. 1 The manufacturing apparatus of RTM
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Fig. 2 Flow chart of RTM process



Fig. 3 The manufacturing mold for RTM
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(a) Bamboo(standard) (b) Bamboo(pollution)
Fig. 4 The shape of natural fiber

Fig. 5 Photograph of bending test
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Fig. 6 Compressive strength with quantity of hardener
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Fig. 7 Compressive strength with vacuum time
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Fig. 8 Compressive strength with pollution level of

woven fiber
2000 L B S S L e T ™
B
g, 1000
=
=}
-§; 1600
g
&
w 1400
£
g 1
g- 1200 focememee e e ]
]
w i
1000 i i i j

8 8 10 12 14 18 18 20 22
Ratio of fiber to resin, (wt %)

Fig. 9 Compressive strength with weight percentage of
fiber to resin
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