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Study on the resin flow in the sandwich structure
using resin infusion process
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ABSTRACT

Resin Infusion Process has been developed for overcoming the defects of prepreg process. RIP
is the process which contains resin flow and curing simultaneously. RIP process is easily applica-
ble to unidirectional or woven fabrics preform or honeycomb (sandwich) type structure. A measur-
ing apparatus was designed for modeling the resin flow of the stitching sandwich structures which
contained the polyurethane foam and glass fabrics. Permeability and capillary pressure of glass
fabrics/epoxy resin system were obtained using this apparatus from resin infusion experiments.
Resin flow rates to glass fabrics and stitching holes were characterized from model experiments
separately.

And the filling time to stitching sandwich structures was calculated combining these two model
experiments.
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Table 1. Comparison of RIP with prepreg process and RTM
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