27| AL 3 A, A6, AS5E, pp.157~165(2017.10) ISSN 1598-6721(Print)
Journal of the Korean Society of Manufacturing Process Engineers,Vol.16, No.5,pp.157~165(2017.10) ISSN 2288-0771(Online)

https://doi.org/10.14775/ksmpe.2017.16.5.157

cht MRS =EAM Do $X|0lS HHBHOA
HME Yy =el 45 2 K84 It

Performance and Feasibility Evaluation of Straight-Type Mixing
Head in High-Pressure Resin Transfer Molding Process of Carbon
Fiber Reinforced Composite Material

Beom Jeong Han"", Yong Chai Jeong**, Ki Ha Hwang*, Myung Chang Kang*’#
Graduate school of convergence science, Pusan National University, Pusan 46241, Korea

“DUTKOREA Co., Ltd, 32, Dasan-ro 208-32, Saha-gu, Pusan 49485, Korea
(Received 7 October 2017; received in revised from 8 October 2017; accepted 16 October 2017)

ABSTRACT

The high-pressure resin transfer molding (HP-RTM) technology has been commercialized for fast production of
fiber reinforced composite materials. The high-pressure mixing head was one of the most core component of the
HP-RTM process. In this study, a mixing head was systematically designed, manufactured and evaluated. This
mixing head was composed of a nozzle, a mixing chamber, a cleaning piston part, and an internal mold release
part. In actual, a straight-type structure was newly designed instead of the conventional L-type structure for
improving the maximum mixing pressure and mixing ratio precision. The performance of mixing head was
showed maximum mixing pressure of 15.22MPa and mixing ratio precision of 0.12%. CFRP molding experiments
were successfully obtained a 6~11 laminating carbon sheet using HP-RTM presses and specimen molds.

Key Words : Carbon Fiber Reinforced Composite Material(Et2> M 72st S&AA), High-Pressure Resin
Transfer Molding (11} $X[|0|& &), High-Pressure Mixing Head(1®t A5 Z), Maximum
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