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Preparation and application of high thickness polyester
glass fiber felt board

LI Dingxiang, LI Xiande, HUANG Hongchi, WANG Bingsheng, DANG Xiaodong

(National insulating materials engineering Technology Research Center,
Sichuan EM Technology Co., Ltd., Mianyang 621000, China)

Abstract: A resin paste was prepared from vinyl resin, low shrinkage agent, powder, initiator, and polymerization inhibitor.
The resin paste was used to impregnate continuous glass felt, then a polyester glass fiber felt board prepreg was obtained
after curing, and a polyester glass fiber felt board was prepared by mould pressing and hot pressing. The preparation of resin,
the selection of initiator system, and the pressing molding process were studied. The results show that with the increase of
the thickness of polyester glass fiber felt board, it is more difficult to mold, and there are more internal defects in it. A high
thickness polyester glass fiber felt board with grade 155(F) of heat resistance is obtained by using the self-prepared vinyl

resin and carbon-carbon intermediate temperature initiator under 120-125°C and 7.5 MPa, and the problems of pores and

cracks in the high thickness polyester glass fiber felt board are solved at the same time.
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Fig.1 Flow chart of production process of vinyl resin glass felt
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Tab.1 Product production formula

JEA R F & /kg JER R H & /kg
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Fig.2 Flow chart of press molding process
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Fig.3 Images of felt board formed by three types of initiation
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Fig.4 DSC analysis of resin paste prepared with three types

of initiation system
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Tab.2 Influence of mold temperatures on the porosity of felt

board end
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Tab.3 Effect of polymerization inhibitor dosage on the
porosity of felt board end

WEL 2R 751 57 2 73 450/ %o I T AL
3.0 I TR ALEB Z
5.5 I TH A A HURAL
7.5 i T 2= A T AL
9.5 BN K2 AR L R T /MR BRAS 5=

24 RREEDXERAR M

3% 44N OB R kAT SR, B R SE S 2 500
mmx1 300 mm, Z5 R UL 4 Fiom. WNFE4ATLLE S,
T&E 2 38 0 Fe 73] RS> LI = AR ARORE i 18T EE

B, M) BIE — 2GS BRGNS 6 7 5
WA AR N, FEA T 5. MEEFESE G %5 1€, 7.5 MPa [k
Ak &1

F4 ENNERIKESFLAFG

Tab.4 Influence of pressures on the porosity of felt board end
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Tab.5 The bending strength of polyester glass fiber felt board

changes with time at various ageing temperatures
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8 — — 2736 107 7824 151
9 — — — — 8904 133
10 — — — — 9 600 114
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Tab.6 The average failure time of polyester glass fiber felt

board at various ageing temperatures
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Tab.7 Heat resistance evaluation and test results
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Tab.8 The test data of properties of polyester glass fiber felt

board
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