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Near—Net Shape Forming of Thin Walled Profiled Resin Matrix Composites
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Abstract Through forming process selection, mould structure design and process parameters optimization, the

near net shape forming of the thin-walled profiled resin matrix composite is explored. The results show that the injec-

tion molding overcomes the problem that the charging chamber is narrow and difficult to load in the tradional molding

process, and then, realize the near-net shape forming of thin-walled profiled resin matrix composites, which greatly

improve the material utilization, reduce the difficulty of processing and shorten the molding cycle.
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Fig. 1 3D model of thin—walled special-shaped part
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Fig.2  Mould structure of injection molding
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Fig.3 Mould structure of thin—walled special—shaped part
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Fig.4 Forming process flow of injection molding
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Fig.5 Curing curve of thin—walled special—shaped part
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Tab.1 Performance test results of thin—walled special-shaped part

B T EAL; S FE408 W E=Ry AV SIS HEZ/We (m-K) ™!

o /MPa /MPa Jgeom™ /mmes”! RT 100°C 200°C
TR 39.4 212 1.653 0.144 0.494 0.492 0.443
QJ2727—95 >7.84 =100 ~1.65 <0.145 07

3 i forming of advanced ceramics[J]. Advanced Engineering Materi-
(1) SR A SCBLIE T LS BB S0 5 A 91 2000,2(3):10-13,

L BURE ()N W LTI/ 7 N ) | -4
I, N T T 4R

(2) U ] 5 19 oo ek 42T A/ I TR 1t 2R
DL, MBS, R T HA RFLEE TERER
A Z 5

(3) SR A S s A 5 0 v Tk S 2T 4/ B T o
ai BUCRE R, B AR R R Tl ATl A v
R, AT LU TR i 2 (4 il i

S 3k

(1] ZEIERE. B HEOR — L LB [ T]. FFERM,
1996,17(6) :1-6.

[2] DEVASENAPATHI A, NG H W, YU S C M, et al.
Forming near net shape free—stanging components by plasma spra-
ying[ J]. Materials Letters,2002,57 :882-886-6.

[3] XL, AMER, UL, 55, 3D T B 2L B B A 4K
FHECEASARLT]. BUCBORFE%E ,2017,38(4) :286-297.

(4] R, GENS, R 2R, 45 Se ik & T 5 L i

BT[], Fg¥s#i,2015,36(2) :119-126.
[5] LIWU WANG, FRITZ ALDINGER. Near—net shape
— 90 —

(6] MEME, B bR, 5 M R T v RO R AR
MARRELI]. AR F4HAR,2002,(3) :10-14.

[7] GILISSEN R, ERAUW ] P, SMOLDERS A, et al.
Gelcasting , a near net shape technique[ J]. Materials and Design,
2000, (21) ;251-257.

(8] VESCHR, sk ok, 53 B, 5. MU %S 5 A 100G o A5 4L
FEEET T 20T5E [T ]. MUK 5T ,2007,35(8) :57-61.

(9] TRBEIC, TRHALL. <5xJm b A2 2% il I ASEASOHS 1 it
T ZHARBISET]. SIS 5 48,2014, (1) :81-84.

[10] At AFER. P i Jik 52 2% 28 11 7 i 1 RO A
R [P, A EEH]: CN101920562A ,2010-12-22 ;1.

[11] BEGERE, AL %E  HK M. A AR R [ M].
Jemt A Tl ikt 1999.

[12] % 9, 47 SCHe , BEER . 526 B BHE 1 He B 32
AREFFELT]. il A 3hk,2015,37(3) :7-9.

[13] ZFW]. RiRiEMEE RS AR AR K ELT]. B
Tk &3 FfE 84k ,2015,5(15) :50-51.

[14] IRVGIR, BT, 2. A MPRHEE UL Y T 2 e
FSEm R R AT [J]. AR L4 50 ,2009,34(6) :41-44.

[15] W19 ok, e 78, 2. 20 sOBURS R TR AR LAY i3
TR HLT]. LF4e5 G 408,2013,(3) :45-47.

FHAE T2 http://www. yhelgy. com 2018 45 4 5 )



