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Abstract: Pultrusion molding process can produce composites of any length, with various constant
cross-sections, linear or certain curved shape. It has the advantages of high production efficiency
and high utilization rate of raw materials. And the obtained composites have excellent axial
mechanical properties, which are widely used in the automotive, aerospace, construction and other
fields. The pultrusion molding processes for fiber reinforced composites were reviewed, from the
perspectives of thermosetting resins and thermoplastic resins, and the processes and characteristics of
each process were elaborated in detail. The effects of temperature and pultrusion speed on the
properties of pultrusion molding composites were explored. The future development directions of the
pultrusion molding process, including the development of pultrusion molding processes for complex
structure , development of pultrusion molding processes for natural materials, integration of advanced
control systems and automated production lines, as well as construction of mathematical models for

pultrusion molding processes, etc. , were summarized and looked forward, in order to reduce cost
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and improve production efficiency, and enhance the competitiveness of pultrusion molding

composites.

Keywords: pultrusion molding process; thermosetting resin; thermoplastic resin; fiber reinforced

composite; temperature; pultrusion speed
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Fig. 1  Pultrusion molding processes for thermosetting resin composites
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Fig.2 Molds for reactive pultrusion molding process
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Fig.3  Process flow diagram of in-situ pultrusion molding process
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Fig.5 Process flow diagram of non-reactive pultrusion

molding process
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Fig. 6 Impregnation methods of thermoplastic resin on fibers
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Fig.7 Process flow diagram of preparing basalt fibers reinforced POM composites with melt impregnation method
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Fig. 8 Influence of temperature in heating zone of mold on
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