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formation during the mold filli S ss were built. A mold filling simulation algorith .@»e mixed grid ap-

proach was proposed. In &f’ the geometry model of the mould cavity was meshed by 2D or 3D grid, and

then a 1D affiliate Clcmcn% added on each surface element of the vacuum bagsorb or extrude some resin in

real time cased by the vacuum bag deformation, so the mixed grid simulatiolQNas established, During the sim-
\

ulation, resin flow and preform deformation were solved separately, t

ey were coupled using the above-men-

tioned mixed grid simulation model, the unity of simulation preci elocity was achieved. A mold filling ex-

perimental platform for VARTM was built and a 1D mold %%
)\

comparison between simulation and experiment results, the @
o)

periment was implemented, according to the
ity of the algorithm was verified. At last, the feasi-
bility of the above-mentioned algorithm on 3D comp ture and sequential injection strategy was validated by
3D simulation example.
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Fig. 2 Mixed grid simulation model for mold-filling of /\]@ =0. 425.
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Table 1 Mixed-elastic compaction model parameters for CSM Outlet Inlet
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{3 VARTM 328458
Fig. 3 Experimental apparatus of VARTM

Notes: ao. a1 az . as. as—Parameters of mixed-elastic compaction
model.
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