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A Study on the Process Parameters for High-Quality Laminates
Using Resin Transfer Molding

Byung-Sun Hwang*, Moon-Kwang Um?* and Sang-Kwan Lee™

ABSTRACT

Low fiber and high void contents of laminates from the resin transfer molding (RTM) process is
one of the problems to be improved. Especially, existence of void in the composite laminates
affects various properties in terms of high-quality parts production. In this study some process
parameters, viscosity, permeability, degree of cure, and cure gycle, have been considered in order
to reduce the void contents of final specimens. During process the preheating of reinforcements
and injection of nitrogen gas have been performed to see the change of void contents. Fiber
volume fraction and type of reinforcement were also observed how to change the void contents.
The shear strength reduction of specimens with various void contents has been confirmed
through the mechanical testing.
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Fig. 1. Relative value of permeability in terms of
fiber volume fraction 20%.
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position. From inlet to outlet the void
fraction is increasing(X50).
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Fig. 11. Interlaminar shear strength vs. void
fraction of glass roving at various
processing parameters.
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