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A study on slit opening and flexural strength of
carbon/epoxy prepregs with slit patterns
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Abstract: Designed patterns of slit are introduced to the uni-directional (UD) prepreg in order to enhance the formability
of the carbon/epoxy composites without wrinkling and laddering. Three different types of the slit alignment along the
thickness direction are applied to analyse the deformation behavior during the compression moulding process of laminates.
Degrees of the slit open and the mechanical strength are evaluated based on the level of the compaction pressure in the
course of forming process. Results have shown that the mechanical strength of laminates having slits could attain at least
80% of the conventional ones without slits. However, further studies are required to identify the direct relevance of the

slit alignment in laminate to the mechanical properties.
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Fig. 4 Curve of dynamic DSC scanning

Table 1 Degree of cure of Cured&Non-Cured Carbon/Epoxy
prepreg sample

.. Heat-Up rate Degree of cure
Condition (‘C/min) (%)
10
Non cure 100
20 (BaSC)
10 68.50
150°C / 1min
20 71.93
10 98.36
150°C / 5min
20 98.30
10 100
150°C / 10min
20 100
10 100
190°C / 10min
20 100
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