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A Study on the Hemisphere-Type Compression Molding for
Continous Fiber—Rcinforced Polymeric Composites
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Abstract

During a hemisphere-type compression molding, the wrinkles are caused by complex stress
condition. It is very important to clarify the degree of wrinkles in order to have good products. In
this paper, the effects of numbers of ncedling and initial area on the degree of wrinkles are studied.
the degree of wrinkle is expressed as nonhomogeneity.
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Fig. 1

Positions for measuring fiber content
of cup-type molded specimen.
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Fig. 3 Variation of fiber content ratio Qfr as a
function of position of flange part.
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Fig. 3 (Continued)

Fig. 4 Relationship between numbers of nee-
dling and degree of nonhomogeneity .

—153—

Fiber content ratio Q,

Degree of nenhomogeneity I’

2.0
—0— A,~468400mm’
15] —0— =67600mm’
‘SOOOOnn
B -a-9

1.0 89‘“58 "B6:g0 =g AL ﬁ\A
05}

0

0 30 60 0 120 150
Position of flange part(degree)

180

{f) NP = 75 (punches/cm®)

Fig. 3 (Continued)
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