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(a)Pultrusion molding

(b)Hot press molding
Fig.2 Cross section of specimen
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(b) Young’s modulus
Fig.3 Comparison of tensile properties under
various temperatures

57 30Tk

1) & &—, AR, BB, SHREFIEICLD
I IWHET ) — a Ry S OB & KA
M, AAEAMEEEEE, Vol. 36 No. 2, (2010), 41-47

— 106 —



