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Study on resin flow control and improvement of fiber interface strength in RTM
molding by ultrasonic vibration
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In this study, it was attempted to control resin flow and improve adhesion
of the fiber/resin interface by applying high-intensity ultrasonic vibration to a part of the RTM
mold. It was confirmed that the application of ultrasonic vibration was effective to promote resin
impregnation into the fiber bundles. However, since the effect is limited to the vicinity of the
transducer, the resin flow could not be controlled by selectively driving multiple transducers. In
addition, it was found that the ultrasonic vibration causes the fiber bundles to heat up, indicating

that the decrease in resin viscosity due to temperature increase is one of the effects that promote
resin impregnation. Although the application of ultrasonic vibration during the molding process is
effective to improve the mechanical properties of molded products, it was found that excessive
vibration degrades the mechanical properties of the molded product.
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