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A Study on the Impact Characteristics of Solid~phase Formed
Glass Fiber Reinforced Polypropylene
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Fig.l. A photograph of UTM used for solid-

phase forming
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Fig.2. A schematic of Izod impact test and

positioning of a specimen.
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Fig.3. Impact strength at various pre-strain for
20% glass reinforced polypropylene.
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Fig4. Impact strength at various pre-strain for
30% glass reinforced polypropylene.
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Fig5. Impact strength at various pre-strain for

40% glass reinforced polypropylene.
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