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Fig.1 Combination of facility for autoclave/VARI integrated molding process
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Fig.2 Experimental facility of autoclave/
VARI integrated molding process
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Fig.3 Thickness contrast of all the samples
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Fig.4 Fiber volume fraction of all the
samples
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Quality Estimation of Product Manufactured by the Autoclave/VARI Process

WANG Zhaozhao'?, PAN Lijian™’, ZHUANG Hengfei’, DUAN Zhenjin'"?, LIU Yuting’, HU Xiufeng’
(1. College of Materials Science and Engineering, Donghua University, Shanghai 201620, China;

2. Center for Civil Aviation Composites, Donghua University, Shanghai 201620, China;
3. Shanghai Key Laboratory for Light-Weight Composite Materials, Donghua University, Shanghai 201620, China)

[ABSTRACT]

Advantages and disadvantages based on comprehensive analysis of the autoclave and vacuum assisted

resin infusion (VARI) have been discussed and synthesized. The new process combined autoclave with VARI has been de-

veloped. The quality of product produced by the new process has been evaluated and compared with VARI, including fiber

volume fraction and thickness. The results show that the product manufactured by the new process present more excellent

mechanical properties and less porosity or resin enrichment. In addition, fiber volume fraction of the product by new pro-

cess can up to 60%. The longer holding time is, the higher the fiber volume fraction will be, until it reaches a certain value.

Keywords: Autoclave; VARI; Fiber volume fraction; Workpiece thickness
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