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Table 1 Relationship between blade type and crazing
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Fig. 3 Blade crazing position and process setting
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Fig. 4 Comparison diagram of normal and crazing sample
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Table 3  Experimental method list
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Fig. 7 Infusion and bonding curing system
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Fig. 8 Curing curve of infusion adjustment
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STUDY AND SOLUTION OF INFUSION CRAZING IN VACUUM
PERFUSION OF LARGE WIND TURBINE BLADES
WU Shuang, HE Gui-bin, NIU Peng-peng
(The 725 Institute of China Shipbuilding Industry Corporation
Luoyang Sunrui Wind Turbine Blade Co., Ltd., Luoyang 471000, China)

Abstract; With the development of offshore and onshore wind power with low wind speed, the length and root
diameter of the wind turbine blade increase rapidly, resulting in the problem of large blade root infusion crazing
grain. The results show that the problem of blade root infusion crazing mainly occurs in the resin infusion curing
process. In this paper, by studying and adjusting the internal stress of resin infusion and curing at the root of
blades, the internal stress release during the post-curing process of blades is slowed down, and the problem of blade
root crazing is effectively solved.

Key words:wind turbine blade; infusion; crazing; composites





