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(54) METHOD FOR MANUFACTURING COMPOSITE PRODUCT MADE OF SHORT-FIBRE 
REINFORCED THERMOSETTING RESIN BY MEANS OF 3D PRINTING

(57) Disclosed is a method for manufacturing a com-
posite product made of a short-fiber reinforced thermo-
setting resin by means of 3D printing. The method com-
prises the following steps: 1) preparing composite pow-
der suitable for a 3D printing technology using selective
laser sintering ; 2) forming a preform with pores by using
a selective laser sintering technology; 3) performing
post-infiltration treatment on the preform in a liquid ther-
mosetting resin precursor: 3.1) preparing a liquid ther-
mosetting resin precursor with a viscosity of 100 mPa.s
or lower, and 3.2) infiltrating the preform into the liquid
thermosetting resin precursor, exposing the upper end
surface of the preform from the liquid level, thereby dis-
charging gas in the pores of the preform; 4) taking out
the preform from the liquid thermosetting resin precursor,
and curing the preform after removing excess resin; and
5) polishing the cured preform to obtain a finished prod-
uct. The present invention can achieve rapid manufac-
ture of a composite product made of a fiber reinforced

thermosetting resin that has a complex structure, low
weight, high strength and high heat resistance.
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Description

[0001] The invention relates to the field of rapid proto-
typing, and more particularly to a 3D printing method.
[0002] As an important lightweight material, fiber rein-
forced thermosetting resin composites are widely utilized
in aerospace, automotive, and other fields because of its
excellent physical, chemical, and mechanical properties.
It is an important route to realize the low weight of the
transportation vehicles including planes and cars by sub-
stituting the extensively utilized metal materials by the
composite product of the thermosetting epoxy resin/car-
bon glass with high strength and light weight. The latest
Boeing 787 aircraft adopts a large area of the composite
product of the thermosetting epoxy resin/carbon glass
for the purpose of greatly saving the fuel and expand the
scope of flight. In order to improve product performance,
parts in aerospace, automotive, and other technical fields
have more and more complicate structure, resulting in
long manufacturing cycle, increase in the production
cost, even forming disablement of some optimized struc-
ture of the conventional forming methods. The 3D printing
technology (also known as material manufacturing or
rapid prototyping), which adopts the successive layer
manufacturing and stacking principle, can directly man-
ufacturing a three-dimensional solid part from the CAD
model. With the development of technology and the pro-
motion of the industrial demand, 3D printing technology
has been developed from the prototype to the develop-
ment of direct products or near-product manufacturing,
and the rapid shaping of complex structure is the biggest
advantage of 3D printing technology.
[0003] At present, the resin used in the fiber reinforced
resin composite product of 3D printing is mainly thermo-
plastic resin and UV curing resin, and the following craft
means are adopted: 1) thermoplastic resin powder (such
as nylon, polyether ether ketone, and the like) and rein-
forced fiber powder are mixed, and the selected laser
sintering are utilized to perform the 3D printing; 2) com-
posite wires or impregnating wire bunch is prepared by
reinforced fiber and thermoplastic resin, and the fused
deposition technology is utilized to perform the 3D print-
ing; and 3) the reinforced fiber and the UV curing resin
are uniformly mixed, and the photocuring technology is
utilized to perform the 3D printing. However, products
manufactured by the method 1) have low intensity, and
the methods 2) and 3) are difficult to form the complicate
products possessing cantilever structures.
[0004] Thermosetting resin is a reactive resin and
needs to be cured with a curing agent for several hours
at a specific curing temperature and pressure (chemical
cross-linking) to form a stable network crosslinking. The
thermosetting resin has relatively low viscosity, and the
viscosity gradually increases with the progress of the cur-
ing reaction. According to the principle of the 3D printing,
when the viscosity is too small, the shape of the material
is difficult to be kept, and when the viscosity is too high,
it is difficult to extrude the material out of a nozzle or heat

and melt the material by the laser. Recently, the Harvard
University has developed an epoxy resin suitable for 3D
printing and realized the 3D printing of the thermosetting
resin composite products by 3D extrusion for the first time
(Compton,B.G. & Lewis,J.A., Adv Mater, 2014, 26,34).
However, such method is restricted by the principle there-
of, and is difficult to directly form complicate structures
possessing cantilever structures. Thus, the current use
of the 3D printing technology to produce the thermoset-
ting resin and the composite products thereof still face
many problems.
[0005] In view of the above-described problems, it is
one objective of the invention to provide a method for
manufacturing a composite product from a chopped fiber
reinforced thermosetting resin by 3D printing. Following
the method, composite products that have relatively high
strength, complex structures, and high heat resistance
can be manufactured.
[0006] To achieve the above objective, in accordance
with one embodiment of the invention, there is provided
a method for manufacturing a composite product. The
method comprises the following steps:

1) preparing a composite powder comprising 10-50
v. % of a polymer adhesive and 50-90 v. % of a
chopped fiber;

2) shaping the composite powder by using a selec-
tive laser sintering technology to yield a preform
comprising pores, where, a porosity of the preform
is 10%-60%, and a bending strength is higher than
0.3 megapascal;

3) placing the preform in a liquid thermosetting resin
precursor for infiltration as a post treatment, which
comprising:

3.1) preparing a liquid thermosetting resin pre-
cursor having a viscosity of less than 100 mPa·s;

3.2) immersing the preform into the liquid ther-
mosetting resin precursor, allowing a liquid ther-
mosetting resin of the liquid thermosetting resin
precursor to infiltrate into the pores of the pre-
form, and exposing an upper end of the preform
out of a liquid surface of the liquid thermosetting
resin precursor to discharge gas out of the pores
of the preform;

4) collecting the preform from the liquid thermoset-
ting resin precursor and curing the preform; and

5) polishing the preform obtained in 4) to yield a com-
posite product.

[0007] In a class of this embodiment, a particle size of
the composite powder in 1) is between 10 and 150 mm.
[0008] In a class of this embodiment, the chopped fiber
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in 1) has a diameter of 6-10 mm and a length of between
10 and 150 mm.
[0009] In a class of this embodiment, the selective laser
sintering technology in 2) adopts the following parame-
ters: a laser power of 5-15 W, a scanning velocity of
1500-3000 mm/s, a scanning interval of 0.08-0.15 mm,
a thickness of a powder layer of 0.1-0.2 mm, and a pre-
heating temperature of 50-200°C.
[0010] In a class of this embodiment, in 3.2), the pre-
form and the liquid thermosetting resin precursor are
placed in a vacuum drier and the vacuum drier is evac-
uated so as to facilitate the infiltration of the liquid ther-
mosetting resin into the pores.
[0011] In a class of this embodiment, in 4), the curing
treatment is carried out at 50-200°C for 3-48 hrs.
[0012] In a class of this embodiment, in 1), the polymer
adhesive is a nylon 12, a nylon 6, a nylon 11, a polypro-
pylene, an epoxy resin, and/or a phenolic resin.
[0013] In a class of this embodiment, in 1), the chopped
fiber is a carbon fiber, a glass fiber, a boron fiber, a silicon
carbide whisker, and/or an aramid fiber.
[0014] In a class of this embodiment, in 3.1), the liquid
thermosetting resin adopted by the liquid thermosetting
resin precursor is an epoxy resin, a phenolic resin, a poly-
urethane, a urea-formaldehyde resin, or an unsaturated
polyester resin.
[0015] In a class of this embodiment, in 4), prior to cur-
ing the preform, excess resin is removed from a surface
of the preform.
[0016] Advantages of the method for manufacturing
the composite product from the chopped fiber reinforced
thermosetting resin by the 3D printing according to em-
bodiments of the invention are summarized as follows:

1) The selective laser sintering technology is one
kind of the 3D printing technology. Such craft is able
to selectively sinter the powder of required regions
of different layers respectively and stack the layers
to form the part directly according to the CAD mod-
ule, so as to directly manufacture parts with compli-
cate shape and structure, for example, the structure
possessing cantilevers. Compared with the conven-
tional composite products of thermosetting resin,
such as hand lay-up molding, compression molding,
resin transfer molding, spray forming, and continu-
ously filament winding process, the craft of the in-
vention possess short design-manufacture cycle, no
mold is required, and parts with complex structures
can be integrally manufactured.

2) Compared with the composite products manufac-
tured by conventional 3D printing, the thermosetting
resin composite products of the invention possesses
more excellent mechanical properties and better
heat resistance.

3) The method of the invention has extensive appli-
cation scope and is suitable to different reinforced

fibers and different thermosetting resin systems.

[0017] FIG. 1 is a flow chart of a method for manufac-
turing a composite product from a chopped fiber rein-
forced thermosetting resin by 3D printing.
[0018] For further illustrating the invention, experi-
ments detailing a method for manufacturing a composite
product from a chopped fiber reinforced thermosetting
resin by 3D printing are described below. It should be
noted that the following examples are intended to de-
scribe and not to limit the invention.
[0019] A method for manufacturing a composite prod-
uct from a chopped fiber reinforced thermosetting resin
by 3D printing is illustrated in FIG. 1. The method is sum-
marized as follows:

1) A composite powder suitable for selective laser
sintering 3D printing technology is prepared. The
composite powder comprises the following raw ma-
terials according to volume ratios: 10-50 v. % of a
polymer adhesive and 50-90 v. % of a chopped fiber,
in which, the composite powder comprising the pol-
ymer adhesive and the chopped fiber has a grain
size of 10-150 mm, preferably 10-100 mm. Generally,
the longer the fiber length is, the better the reinforced
effect is, however, when the fiber length exceeds
150 mm, the quality of the powder layer is affected,
and finally the accuracy of the parts is affected. Too
short of the fiber results in enlargement of the surface
area and therefore adherence to a roller. The volume
percent of the polymer adhesive is preferably
10-30%, because on the premise of ensuring the ba-
sic strength of the preform, the less the content of
the polymer adhesive is, the larger the porosity of
the preform is, the more the resin infiltrated into the
pores later, and the higher the final strength is.
Furthermore, the polymer adhesive is polymer ma-
terials possessing a certain thermal resistance per-
formance, and specifically is one selected from the
group consisting of a nylon 12, a nylon 6, a nylon 11,
a polypropylene, an epoxy resin, a phenolic resin,
and a combination thereof.
In addition, the chopped fiber is optionally a carbon
fiber, a glass fiber, a boron fiber, a silicon carbide
whisker, and/or an aramid fiber. The chopped fiber
has a diameter of 6-10 mm, a length of between 10
and 150 mm, and preferably 50-100 mm. Generally,
the longer the fiber length is, the better the reinforced
effect is. But when the fiber length exceeds 150 mm,
the quality of the powder layer will be affected.

2) The selective laser sintering technology is adopt-
ed to form a preform with pores. Optimized craft pa-
rameters of the selective laser sintering technology
are adopted to prepare the preform of the part. The
preform not only satisfies the strength requirement
for the subsequent treatment, but also exists with a
porous structure including a large quantity of com-
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municating channels.
In order to satisfy the strength requirement for the
subsequent treatment, a bending strength of the pre-
form exceeds 0.3 megapascal. When the strength
is too low, some parts with thin walls will be easily
destructed. In the meanwhile, communicating chan-
nels are required in the preform to make the resin
infiltrated into the preform. The higher the porosity
is, the more the resin is infiltrated, and the better the
final property is. Generally, the porosity is required
to be 10-60%. When the porosity is too low, the resin
infiltrated is too little, and the final part has low
strength. When the porosity is too high, the strength
of the elementary preform is low, which is unable to
satisfy the requirements for the subsequent treat-
ment.
Besides, the craft parameters for formation using the
selective laser sintering technology are as follows:
a laser power of 5-15 W, a scanning velocity of
1500-3000 mm/s, a scanning interval of 0.08-0.15
mm, a thickness of a powder layer of 0.1-0.2 mm,
and a preheating temperature of 50-200°C. Specific
craft parameters are determined according to the
classifications of the polymer adhesive and the
chopped fibers in the practical processing.

3) The preform is placed in a liquid thermosetting
resin precursor for infiltration as a post treatment.
The post treatment is carried out as follows:

3.1) The viscosity is regulated by raising the tem-
perature or adding an adhesive to prepare the
liquid thermosetting resin precursor having the
viscosity of smaller than 100 mPa·s, because if
the viscosity is too large, the resistance of the
liquid flowing increases, which restricts the infil-
tration of the resin. The liquid thermosetting res-
in precursor is prepared in a resin box. The ther-
mosetting resin adopted by the liquid thermo-
setting resin precursor is an epoxy resin, a phe-
nolic resin, a polyurethane, a urea-formalde-
hyde resin, or an unsaturated polyester resin
which can be processed into the liquid precursor
having viscosity of smaller than 50 mPa·s and
can be fluently infiltrated into the pores of the
elementary preform.

3.2) The preform is immersed into the liquid ther-
mosetting resin precursor to infiltrate the liquid
thermosetting resin into the pores of the preform,
and an upper end of the preform is kept above
the liquid level to discharge the gas out of the
pores of the preform. The infiltration process is
carried out in air. Preferably, the infiltration proc-
ess is carried out in vacuum: the resin box ac-
commodating the preform and the liquid thermo-
setting resin precursor is placed in the vacuum
drier and the vacuum drier is evacuated to facil-

itate the infiltration of the liquid thermosetting
resin into the pores of the preform.

4) After total infiltration, the preform is taken out from
the liquid thermosetting resin precursor, cleaned by
brushing superfluous resin by a brush or scrapping
the superfluous resin by a scrapper, then cured. Pref-
erably, the curing is performed at 50-200°C for 3-48
hrs.

5) The preform obtained in 4) is polished to yield a
composite product.

[0020] In summary, a general idea of the invention in-
cludes the following two respects: one is that the selective
laser sintering technology is adopted to form the en-
hanced skeleton preform adhered by polymers and pos-
sessing high porosity. The other is that the preform is
then performed with infiltration of thermosetting resin and
high-temperature curing for crosslinking to obtain the
composite product from a chopped fiber reinforced ther-
mosetting resin.

Example 1

[0021]

1) The solvent precipitation is adopted to prepare
the composite powder comprising the nylon 12 and
the chopped carbon fibers, in which the nylon 12
accounts for 20 v. %, and the powder having a grain
size of 10-100 mm is screened for shaping using the
selective laser sintering.

2) The selective laser sintering technology is adopt-
ed to form the preform with pores. Craft parameters
for the selective laser sintering technology are as
follows: a laser power of 5 W, a scanning velocity of
2000 mm/s, a scanning interval of 0.1 mm, a thick-
ness of a powder layer of 0.1 mm, and a preheating
temperature of 168°C. The preform of the composite
product of nylon 12/carbon fibers is shaped, and it
is known from tests that the bending strength of the
preform is 1.5 megapascal and the porosity thereof
is 58%.

3) A phenolic epoxy resin F-51 and a curing agent
methylnadic anhydride are mixed according to a ratio
of 100:91, and a curing accelerator 2,4,6-tris
(dimethylaminomethyl) phenol (short for DMP-30)
having a weight accounting for 0.1 wt. % of the epoxy
resin is added, heated to 130°C, and intensively stir-
ring a mixture to be uniform. A viscosity of the infil-
tration system is regulated to be 20 mPa·s. The phe-
nolic epoxy resin F-51 is a product provided by
Yueyang Baling Petrochemical Co., Ltd. The meth-
ylnadic anhydride and DMP-30 are products provid-
ed by the Shanghai Chengyi Hi-tech Development
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Co., Ltd.

4) The resin box is placed in the vacuum drier, and
the preform is directly immersed into the precursor
solution during which the upper end of the preform
is kept above the liquid level to discharge the gas
out of the preform via the upper end thereof during
the infiltration process. The vacuum drier is then
evacuated to accelerate the resin to infiltrate into the
preform. The preform after infiltration is taken out
and the superfluous resin on the surface is cleaned.

5) The part after the infiltration is placed in the oven
for curing. The curing is performed respectively at
150°C for 5 hrs and 200°C for another 5 hrs. The
part is taken out from the oven after being cooled,
and a surface of the part is then polished to obtain
the composite product from a carbon fiber reinforced
phenolic epoxy resin.

Example 2

[0022]

1) The solvent precipitation is adopted to prepare
the composite powder comprising the nylon 12 and
the chopped glass fibers, in which the nylon 12 ac-
counts for 25 v. %, and the powder having a grain
size of 20-150 mm is screened for shaping using the
selective laser sintering.

2) The selective laser sintering technology is adopt-
ed to form the preform with pores. Craft parameters
for the selective laser sintering technology are as
follows: a laser power of 8 W, a scanning velocity of
2500 mm/s, a scanning interval of 0.1 mm, a thick-
ness of a powder layer of 0.15 mm, and a preheating
temperature of 168°C. The preform of the composite
product of nylon 12/glass fibers is shaped, and it is
known from tests that the bending strength of the
preform is 2.0 megapascal and the porosity thereof
is 53%.

3) An epoxy resin CYD-128 and a curing agent 2,3,6-
tetrahydro-3-methylphthalic anhydride are mixed
according to a ratio of 100:85, and a curing acceler-
ator 2,4,6-tris (dimethylaminomethyl) phenol (short
for DMP-30) having a weight accounting for 0.1 wt.
% of the epoxy resin is added, heated to 110°C, and
intensively stirring a mixture to be uniform. A viscos-
ity of the infiltration system is regulated to be 30
mPa·s. The epoxy resin CYD-128 is a product pro-
vided by Yueyang Baling Petrochemical Co., Ltd.
The 2,3,6-tetrahydro-3-methylphthalic anhydride
and DMP-30 are products provided by the Shanghai
Chengyi Hi-tech Development Co., Ltd.

4) The resin box is placed in the vacuum drier, and

the preform is directly immersed into the precursor
solution during which the upper end of the preform
is kept above the liquid level to discharge the gas
out of the preform via the upper end thereof during
the infiltration process. The vacuum drier is then
evacuated to accelerate the resin to infiltrate into the
preform. The preform after infiltration is taken out
and the superfluous resin on the surface is cleaned.

5) The part after the infiltration is placed in the oven
for curing. The curing is performed respectively at
130°C for 3 hrs, 150°C for 5 hrs, and 200°C for 10
hrs. The part is taken out from the oven after being
cooled, and a surface of the part is then polished to
obtain the composite product from a glass fiber re-
inforced epoxy resin.

Example 3

[0023]

1) The mechanical mixing is adopted to prepare the
composite powder comprising the polypropylene
and the chopped aromatic polyamide fibers, in which
the polypropylene accounts for 30 v. %, and the pow-
der having a grain size of 10-80 mm is screened for
shaping using the selective laser sintering.

2) The selective laser sintering technology is adopt-
ed to form the preform with pores. Craft parameters
for the selective laser sintering technology are as
follows: a laser power of 11 W, a scanning velocity
of 2500 mm/s, a scanning interval of 0.1 mm, a thick-
ness of a powder layer of 0.1 mm, and a preheating
temperature of 105°C. The preform of the composite
product of polypropylene/aromatic polyamide fibers
is shaped, and it is known from tests that the bending
strength of the preform is 1.3 megapascal and the
porosity thereof is 43%.

3) Unsaturated polyester resin and a curing agent
methyl ethyl ketone peroxide are mixed according
to a ratio of 100:1, and a curing accelerator cobalt
naphthenate having a weight accounting for 0.1 wt.
% of the epoxy resin is added, heated to 45°C, and
intensively stirring a mixture to be uniform. A viscos-
ity of the infiltration system is regulated to be 30-40
mPa·s. The unsaturated polyester resin is a product
of Synolite 4082-G-33N provided by Jinling DSM
Resin Co., Ltd. The methyl ethyl ketone peroxide is
a product provided by Jiangyin City Forward Chem-
ical Co., Ltd. The cobalt naphthenate is commercially
available.

4) The resin box is placed in the vacuum drier, and
the preform is directly immersed into the precursor
solution during which the upper end of the preform
is kept above the liquid level to discharge the gas
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out of the preform via the upper end thereof during
the infiltration process. The vacuum drier is then
evacuated to accelerate the resin to infiltrate into the
preform. The preform after infiltration is taken out
and the superfluous resin on the surface is cleaned.

5) The part after the infiltration is placed in the oven
for curing. The curing is performed at 100°C for 24
hrs. The part is taken out from the oven after being
cooled, and a surface of the part is then polished to
obtain the composite product from an aromatic
polyamide fiber reinforced epoxy resin.

Example 4

[0024]

1) The mechanical mixing is adopted to prepare the
composite powder comprising the nylon 11 and the
chopped boron fibers, in which the nylon 11 accounts
for 25 v. %, and the powder having a grain size of
10-100 mm is screened for shaping using the selec-
tive laser sintering.

2) The selective laser sintering technology is adopt-
ed to form the preform with pores. Craft parameters
for the selective laser sintering technology are as
follows: a laser power of 11 W, a scanning velocity
of 2000 mm/s, a scanning interval of 0.1 mm, a thick-
ness of a powder layer of 0.15 mm, and a preheating
temperature of 190°C. An elementary preform of the
composite product of nylon 11/boron fibers is
shaped, and it is known from tests that the bending
strength of the preform is 0.8 megapascal and the
porosity thereof is 48%.

3) A phenolic resin solution is prepared by phenolic
resin and alcohol according to a weight ratio of 1:1,
the phenolic resin solution is placed in a water bath
at a constant temperature and heated to 40-60°C,
and a viscosity of the infiltration system is regulated
to less than 50 mpa·s. The phenolic resin is a boron-
modified phenolic resin with a product number of
THC-400 provided by Xi’an Taihang flame retardant
Co., Ltd. The alcohol is commercially available.

4) The preform is directly immersed into the precur-
sor solution during which the upper end of the pre-
form is kept above the liquid level to discharge the
gas out of the preform via the upper end thereof dur-
ing the infiltration process. The infiltration is carried
out for several times until the porous structures are
totally filled. The vacuum drier is then evacuated to
accelerate the resin to infiltrate into the preform. The
preform after infiltration is taken out and the super-
fluous resin on the surface is cleaned.

5) The part after the infiltration is placed in the oven

for curing. The curing is performed at 180°C for 24
hrs. The part is taken out from the oven after being
cooled, and a surface of the part is then polished to
obtain the composite product from a boron fiber re-
inforced phenolic resin.

Example 5

[0025]

1) The mechanical mixing is adopted to prepare the
composite powder comprising the nylon 6 and the
chopped silicon carbide whiskers, in which the nylon
6 accounts for 50 v. %, and the powder having a
grain size of 10-100 mm is screened for shaping us-
ing the selective laser sintering.

2) The selective laser sintering technology is adopt-
ed to form the preform with pores. Craft parameters
for the selective laser sintering technology are as
follows: a laser power of 15 W, a scanning velocity
of 1500 mm/s, a scanning interval of 0.08 mm, a
thickness of a powder layer of 0.2 mm, and a pre-
heating temperature of 200°C. The preform of the
composite product of nylon 6/silicon carbide whisk-
ers is shaped, and it is known from tests that the
bending strength of the preform is 1.6 megapascal
and the porosity thereof is 60%.

3) Isocyanate and polyhydric alcohol are two primary
parts of the polyurethane thermosetting resin. Poly-
ether polyol, polyarylpolymethylene-isocyanate
(PAPI), stannous octoate, triethanolamine, and wa-
ter are uniformly mixed according to weight ratio of
100: 100: 0.4: 0.6: 0.1, and heated to 40°C. The vis-
cosity is regulated to less than 100 mPa·s to obtain
a polyurethane thermosetting resin precursor.

4) The resin box is placed in the vacuum drier, and
the preform is directly immersed into the precursor
solution during which the upper end of the preform
is kept above the liquid level to discharge the gas
out of the preform via the upper end thereof during
the infiltration process. The vacuum drier is then
evacuated to accelerate the resin to infiltrate into the
preform. The preform after infiltration is taken out
and the superfluous resin on the surface is cleaned.

5) The part after the infiltration is placed in the oven
for curing. The curing is performed at 100°C for 24
hrs. The part is taken out from the oven after being
cooled, and a surface of the part is then polished to
obtain the composite product from a silicon carbide
whisker reinforced polyurethane resin.

Example 6

[0026]
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1) The mechanical mixing is adopted to prepare the
composite powder comprising the epoxy resin and
the chopped glass fibers, in which the epoxy resin
accounts for 10 v. %, and the powder having a grain
size of 10-100 mm is screened for shaping using the
selective laser sintering.

2) The selective laser sintering technology is adopt-
ed to form the preform with pores. Craft parameters
for the selective laser sintering technology are as
follows: a laser power of 8 W, a scanning velocity of
3000 mm/s, a scanning interval of 0.15 mm, a thick-
ness of a powder layer of 0.1 mm, and a preheating
temperature of 50°C. The preform of the composite
product of epoxy resin/glass fibers is shaped, and it
is known from tests that the bending strength of the
preform is 0.8 megapascal and the porosity thereof
is 57%.

3) A urea-formaldehyde resin precursor with low vis-
cosity is synthesized according to the alkali-acid-al-
kali means. Firstly, 8 g of hexamethylenetetramine
is added to 500 mL of a 36% methanol solution, the
temperature is increased to 55°C by an oil bath, and
50 g of a first batch of urea is added for carrying out
reaction for 60 min. The temperature is increased to
90°C, and a 70 g of a second batch of urea is added
for reaction for 40 min, during which 20% sodium
hydrate is added to regulate a pH value to 5-6. After
the reaction, the pH value is regulated to 7-8, and
20 g of a third batch of urea is added for reaction for
20 min, and the pH value is regulated to 7-8 before
the reaction is finished. Thus, a urea-formaldehyde
rein precursor with low viscosity is yielded.

4) The resin box is placed in the vacuum drier, and
the preform is directly immersed into the precursor
solution during which the upper end of the preform
is kept above the liquid level to discharge the gas
out of the preform via the upper end thereof during
the infiltration process. The vacuum drier is then
evacuated to accelerate the resin to infiltrate into the
preform. The preform after infiltration is taken out
and the superfluous resin on the surface is cleaned.

5) The part after the infiltration is placed in the oven
for curing. The curing is performed at 50°C for 48
hrs. The part is taken out from the oven after being
cooled, and a surface of the part is then polished to
obtain the composite product from a glass fiber re-
inforced urea-formaldehyde resin.

[0027] Unless otherwise indicated, the numerical rang-
es involved in the invention include the end values. While
particular embodiments of the invention have been
shown and described, it will be obvious to those skilled
in the art that changes and modifications may be made
without departing from the invention in its broader as-

pects, and therefore, the aim in the appended claims is
to cover all such changes and modifications as fall within
the true spirit and scope of the invention.

Claims

1. A method for manufacturing a composite product
from a chopped fiber reinforced thermosetting resin
by 3D printing, characterized by comprising:

1) preparing a composite powder comprising
10-50 v. % of a polymer adhesive and 50-90 v.
% of a chopped fiber;
2) shaping the composite powder by using a se-
lective laser sintering technology to yield a pre-
form comprising pores, wherein a porosity of the
preform is 10%-60%, and a bending strength of
the preform is higher than 0.3 megapascal;
3) placing the preform in a liquid thermosetting
resin precursor for infiltration as a post treat-
ment, which comprising:

3.1) preparing a liquid thermosetting resin
precursor having a viscosity of less than 100
mPa·s;
3.2) immersing the preform into the liquid
thermosetting resin precursor, allowing a
liquid thermosetting resin of the liquid ther-
mosetting resin precursor to infiltrate into
the pores of the preform, and exposing an
upper end of the preform out of a liquid sur-
face of the liquid thermosetting resin pre-
cursor to discharge gas out of the pores of
the preform;

4) collecting the preform from the liquid thermo-
setting resin precursor and curing the preform;
and
5) polishing the preform obtained in 4) to yield
a composite product.

2. The method of claim 1, characterized in that a par-
ticle size of the composite powder in 1) is between
10 and 150 mm.

3. The method of claim 1, characterized in that the
chopped fiber in 1) has a diameter of 6-10 mm and
a length of between 10 and 150 mm.

4. The method of claim 1, characterized in that the
selective laser sintering technology in 2) adopts the
following parameters: a laser power of 5-15 W, a
scanning velocity of 1500-3000 mm/s, a scanning
interval of 0.08-0.15 mm, a thickness of a powder
layer of 0.1-0.2 mm, and a preheating temperature
of 50-200°C.
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5. The method of claim 1, characterized in that in 3.2),
the preform and the liquid thermosetting resin pre-
cursor are placed in a vacuum drier and the vacuum
drier is evacuated.

6. The method of claim 1, characterized in that in 4),
the curing treatment is carried out at 50-200°C for
3-48 hrs.

7. The method of claim 1, characterized in that in 1),
the polymer adhesive is a nylon 12, a nylon 6, a nylon
11, a polypropylene, an epoxy resin, and/or a phe-
nolic resin.

8. The method of claim 1, characterized in that in 1),
the chopped fiber is a carbon fiber, a glass fiber, a
boron fiber, a silicon carbide whisker, and/or an ar-
amid fiber.

9. The method of claim 1, characterized in that in 3.1),
the liquid thermosetting resin adopted by the liquid
thermosetting resin precursor is an epoxy resin, a
phenolic resin, a polyurethane, a urea-formaldehyde
resin, or an unsaturated polyester resin.

10. The method of claim 1, characterized in that in 4),
prior to curing the preform, excess resin is removed
from a surface of the preform.
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