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A Study on the Compression Moldability for Continuous
Fiber-Reinforced Polymeric Composites
—Part | : The Mechanical Properties and the Cup-type Compression Moldability
for Numbers of Needling—

Y.J.Oh*, H. C.Kim** and E. G. Kim*

ABSTRACT

Glass-fiber reinforced polymeric composites provide the desirable properties of high stiffness and
strength as well as low specific weight. Hence, they have become some of the most important materials in
several industries. These composites can be grouped into thermoplastic and thermoset composites, with
thermoplastic composites having several advantages over thermoset composites in mechanical properties
and processing. As a result, the study of the material behavior and forming techniques of such composites
has attracted considerable attention in recent years. When the continuous fiber-reinforced polymeric com-
posites are molded by flow molding, the molded parts leads to be nonhomogeneity and anisotropic
because of the separation and orientation of fibers. As the characteristics of the products are greatly
dependent on the separation, it is very important to clarify the separation in relation to molding condi-
tions, fiber mat structures and mold geometry. In this study, the effects of the mold geometry and the fiber
mat structrure on the compression moldability are studied using the cup-type molding.
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Table. 1 Dimensions of the compression molding mould

Mould No. r,(mm) re(mm)
1 1 4
2 25 28
3 50 53
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Fig. 6. Compression molded part
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