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Fig.1 Dimension of glass fiber preform.

Fig.2 Fabricated of plate having hole.

Infusion molding of plates having curved surface and hole with numerical simulation
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Fig.3 Comparison of flow time between hole plate
and non-hole plate.

3. HhEIROFEER Y I 2 L— 3
HH IR 2 A3 D GFRPASER DA v 7 2 —
a3 VIRV, BHREA D EIER S| O OAL
EABEERIFNIICE 2 2B BETET D720
(2, Fig.dlORT#5H B — 2O &2 FvV T
BREFls I 2 Lb—3a v E{To 7. BHIEIEA R
EEW S| O XFig.4lZ T O~OD5EAT & L,
IR O & JEW 5| 0 O A (X Tablel 8/ X
B—r b LT HF A7 u ADFEEEIZ4ply L L,
N—ADE#F R ERER R E Uiz, iz, KA
GFRPHEEM) DO RN ClIim s, R OFiE) 2Lk
THEDICTa—AT 4 T EFEHAT L. 207,
F§M R—2HDIBIZBWTCIE, 7a—XF 47T
AL, #iEY I =1 —3 3> (PAM-RTM,
AARA —T AT A) IZ AT DiEREITHER T
[156.8 X 100 (m?), % 51730.2X10°(m?) & L
7-9).
BRI OMEY I 2 L — 3 v OfE R
ZTable 212779, 7, #HIZIFHEEY R = L—
Va rDORYGMERAET D72 DICFEE Lo/
—> 1, IV, VOERERIZOWTHOFFL L.
HEY I 2 —2 a3 VOREE & ERGERIZRA
AR L, WMHEOET2MUNTH 72, &
B BIEN AL D DIL I HBHIEIEA %
1TV, M2 0 B IR ER B 24T 5 3% —
I C, BEE RIS 2 REEIZ6F0 & 7n o7z,

4. ¥ B

(1) MALBRICEIIE S G T 2RI, RBHEK
DI L5 G Lo T

(2) ¥6M F— ATAR DR 2 7o 25 s <
2 L— 3 CORERIE, EREREBA K
L7z,

() MM F—ABIDRIE TIE, HIERH B G
FEAZIT, E#l{f] 2 22FT CWIEW S %2175 5
ER—F R BIED RN DGR & o7z,

535 3Tk
1) REBIEEL, /MR LV, BT, HHAE
BS, SEHIRH, R—F 28% = VaRTM &
MY, HAREGHEEREE 39, 1(2013),
31-35.
2) R SRS, W ORNE, #RE, KeFEiL, BiiE
HEARACBIT DA REAROZDOEFH,
AAE A EIEAEE, 40, 1(2014), 25-34.
3) AW SRSy, WA KRIE, #RE, KEFIL, BiE
EARTEAZ 31T 2 S (m 200 25 PR AL
WA RIERL, BARE GBI, 40, 2 (2014),
62-70.
4) JEIEF, RNERE, =EE, BERICBT S
RTM & AT L D/~NA HA 7 VAL, 58{L7F
ZF w7 A, 60, 4(2014), 143-148.
5) BELE, WHER, BE—, BEIHEEICX
DI ZERBA EVE LR 2 H T 5 GFRP ARD
AT a—Ta VTERR, b T AT v s
Z, 61, 2(2015), 88-93.

260

L
)

n
Unit: mm &' SectionA-A

Fig.4 Dimensions of mold.

Table 1 Fabrication conditions.

O) @ ® @ ®

I Injetion Vent — — —

1 - — Injetion Vent

m Vent Vent — — Injetion
v — — Vent Vent Injetion
\% Injetion  Injetion — — Vent
VI — — Injetion  Injetion Vent
VI Injetion  Injetion Vent Vent —
VIl Vent Vent Injetion  Injetion —

Table 2 Comparison of flow time between analysis
and experimental results.
Analysis (s)  Experiment (s)
25 27
23 -
6
7
8
8
10
9 -

[ (o I

§ESsS<<2HH~

— 472 —



