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GFRP(Glass Fiber Reinforced Plastic) Sheet & | & S+t

Abstract: The GFRP composite is used for hot press flow molding of automotive components, and the different flow
rates of fiber and plastic are likely to induce fiber orientation and inhomogeneity in the material. However, very limited
systematic research studies are available on composite materials with superior flow homogeneity and optimized fiber
orientation. The inhomogeneity and fiber orientation issues of GFRP composites have still not been resolved through
research. The plain weaving method applied to the GFRP prepreg can improve its recyclability, inhomogeneity, fiber
flow, structural stability, fiber deformation, surface smoothness, degree of impregnation, and other mechanical
properties. The need for more detailed and thorough studies is evidenced.
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Fiber content ratio Qg
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Fig. 1 Distribution of the fiber content ratio
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Fig. 2 Schematic diagram of pultrusion process

1 5.0kV 8.0mm x800 SE(M)

Fig. 3 SEM photograph of prepreg cross section (Fiber
content 40 wt%)
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Table 1 Tensile strength of GFRP prepreg

Theoretical
tensile strength
(MPa)

Experimental
tensile strength
(MPa)

295.96 293.57
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Fig. 4 Relationship between degree of impregnation and
pulling speed

(a) GFRP prepreg

Fig. 5 GFRP prepreg of before and after compression
molding

(b) After molding (R.,=0.5)
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Fig. 6 Relationship between fiber content ratio and
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Table 2 Typical properties of GFRP Sheet and GMT UD
Sheet
Specimen GFRP Sheet GMT UD Sheet
(MPa) (MPa)
Tensile MD 303.6 304.4
strength TD 136.2 472
Bending MD 306.5 238.1
strength TD 151.6 91.9

MD: Vertical direction, TD: Horizontal direction
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