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Development of a novel hybrid molding process to manufacture high-performance composite
parts
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M43 500 = A (Injection molding) » 44 /& = 4] (Thermoforming) > ;2 & = 4] (Hybrid molding) -
+ 4 245 +1 % (Composite)
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In recent years, adding fiber to injection molding to increase the mechanical strength of the product
has become a trend of light weight and high value of various industrial products. However, the
addition of long fiber reinforcing material in the injection machine is often caused by the rotation
and twisting of the screw. The fiber length is shortened, resulting in a fiber reinforcement effect that
is less than expected. Therefore, most of the plastic composite parts with continuous long fibers are
produced by thermoforming. The process and mold design of this method are relatively simple, and
the structure of long fibers is not arbitrarily cut, but it is not suitable for shape complex and
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sophisticated products. In the light of this, this research proposes a hybrid molding technology of
thermoforming and injection molding, and hopes to successfully produce high-performance
composite workpieces with both long and short fiber structures through proper mold design and
process integration.
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