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ABSTRACT

Thermoforming process using long fiber reinforced thermoplastic sheet composites has many
advantages including short cycle time and recyclability. However, due to high viscosity of
thermeoplastic melt, impregnation is very difficult. In this study, mechanism of impregnation
during double belt lamination process was investigated. A small scale double belt press was
designed and built for experiments. In the model, the deflection of the belt was estimated
using finite difference technique and pressure distribution was obtained. The degree of imp-
regnation was calculated using Darcy’s law with calculated pressure distribution. The volume
fraction and the permeability of the glass fiber mat were measured. The experiments were
performed for different belt speeds and temperatures. Agreement between the numerical results
and the experimental data was found to be satisfactory.
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