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* Resin Injection Molding (RTM) Process

o Infusion of thermoset polymer into a
mold filled with dry fabric reinforcement.

1. Defined Sensor Activation Data SAQ vector per | °
scenario.

Xpata = (Si ) tS,i)

Reduced dry spot volume using an Al-driven
process control system.
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or have less than 10% dry spot volume.

» Clustering analysis of the simulation dataset to
find optimal locations of auxiliary vents.
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