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57) ABSTRACT

A method for making a windmill blade is provided, whereby
problems with glue joints and with exposure of the workers to
environmentally hazardous substances are avoided. This is
effected by making the windmill blade in a closed mold with
a mold core (3) inside mold parts (22, 48) for formation of a
mold cavity (51), in which fiber material (45, 47) and core
material (46) are placed. After applying vacuum to the mold
cavity (51), matrix material (57) is injected via a filling pipe
(29), which is placed at a downwardly oriented side edge of
the blade during the filling. Hereby is established a flow front
(61) which is used for indicating complete filling when this
reaches the trailing edge of the blade and penetrates out
through overflow apertures.

18 Claims, 6 Drawing Sheets
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METHOD FOR MANUFACTURING
WINDMILL BLADES

FIELD OF THE INVENTION

The present invention concerns a method for making wind-
mill blades of composite materials such as glass or carbon
fiber reinforced epoxy, polyester, vinyl ester, or thermoplas-
tic.

BACKGROUND ART

Different methods for making windmill blades are known.

Thus it is known that windmill blades may be made by
winding roving tapes or roving bundles around a core or
mandrel. Methods for this are inter alia described in U.S. Pat.
Nos. 4,242,160 and 4,381,960.

Such methods by winding have the disadvantage that after
setting, the winded item will normally appear with the raw
composite material surface as an external surface which is
incompatible with many applications, e.g. for windmill
blades. A satisfactory surface quality therefore presupposes a
finishing treatment, e.g. by the bonding of shells made sepa-
rately.

Another drawback by this method is that the winding nor-
mally presupposes use of a mandrel with a certain strength
which therefore is desired to be reused. In these cases, the
method may only be used with items having a geometry
allowing removal of the mandrel, which means that the
dimensions of the internal cross-section of the cavity at a
given distance from the end from which the mandrel it drawn
out are not to exceed the dimensions of any of the cross-
sections situated between the position in question and the end,
and that some tapering in the mold will normally be required
in practice. Such a method may thus not be used fore.g. tanks
or whole windmill blades.

It is also prior art that windmill blades may be made by a
method where a blade is usually made with two half-shells
which arejoined at leading and trailing edges by bonding. The
half-shells are usually supported inside the blade cavity by
one or more beams, which are also joined to the half-shells by
bonding, where the beams e.g. may be made in U- or I-shape
so that the flanges of these beams form contact surfaces with
the half-shells, or where the beams e.g. may be made by
winding so that a part of the external surface of the winded
beam forms contact surfaces towards the half-shells. The
half-shells may e.g. be made of dry fiber materials which are
supplied resin by manual laying, vacuum injection or the like,
or they may be made of prepeg, where the fiber materials are
impregnated in advance with resin which is brought to set by
the action of heat, UV-irradiation, or similar. In other embodi-
ments, beams and/or half-shells are made of thermoplastic,
e.g. by using fiber materials that are combinations of tem-
perature resisting fiber materials and thermoplastic, and
where the fiber material after laying is brought to a tempera-
ture where the thermoplastic material melts, thereby acting as
resin in the finished laminate.

However, it is a problem with this method that it may be
difficult to ensure a satisfying quality of the glue joints estab-
lished in the interior of the structure for the mutual joining of
the half-shells and for joining possible beams with the half-
shells. This is partly due to fundamental problems regarding
material technology, partly to more specific manufacturing
problems.

The fundamental problems regarding material technology
may summarizingly be described as consequences of the
impossibility of having the same material properties in the
glue as in the rest of the blade. The reason for this is that the
general material properties in the blade shells and the lami-
nates of the possible beams are determined by the fiber rein-
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forcement, which normally has rigidity several orders of
magnitude higher than that of the resin, whereby the proper-
ties of the resin has minimal significance for the rigidity of the
finished laminate. Conversely, the glue is normally made as
pure resins (which may consist of other plastics than those
used in the laminates) or as mixtures of resins and fillers but
without fiber reinforcement. The result is that the elastic
modulus of the glue typically deviates an order of magnitude,
often several orders of magnitude, from the parts joined with
the glue. To this comes that glue materials are often brittle and
may therefore be vulnerable to local moments tending to open
the glue joint, so-called peeling. Such local moments will
particularly occur by very large loads on the blade, where
non-linear effects may imply the blade cross-section chang-
ing its shape. By virtue of glue materials normally having
relatively brittle properties, there may be the subsequent dan-
ger that cracks in glue joints propagate far beyond the area in
which the original overloads have occurred.

Among the manufacturing problems, one of the essential is
that the glue joints are provided at leading and trailing edge
and between beam and shell, so that a glue joint is established
on the unprepared surface at the inner side of the shell lami-
nate. The problem of this joint is that the glue surface may
only be defined within a certain large range of tolerance. To
this comes that in the case of the trailing and leading edge
bond the shell laminate has to be reduced towards the edge of
the shell when, as e.g. in the case of windmill blades, the case
1s half-shells where the edges are abutting mutually inclining
in order that the glue joint can have nearly uniform thickness.
This reduction may not always be provided with the neces-
sary tolerances why a real adaptation will require working of
the assembly faces, which in turn will imply a large rise in the
costs. Another problem is that the deformations arising in the
blade shells in connection with small variations in the manu-
facturing process can give a varying gap inside the cavity of
the item so that it may be difficult to ensure a complete filling
of glue of the interspace between beam and shell. All these
problems with tolerances have the result that glue joints gen-
erally may have varying cross-sections and fillings which in
turn implies a risk of considerable stress concentrations in the
glue and the adjoining blade shells and beams. Furthermore,
it is a problem that most glue materials presupposes that the
surfaces to be bonded are ground in advance with the associ-
ated problems of maintaining the necessary tolerances.
Finally, the glue joints are usually difficult to inspect visually
as well as they are difficult to inspect by NDT methods (non-
destructive testing) due to the tapering laminate and the
irregular geometry of the item.

It is also a problem with methods based on bonding indi-
vidual parts of blades that even though individual sections of
the blades may be produced in closed processes with small or
no environmental loads, this is usually not the case with the
bonding itself. Here, workers will usually be exposed to grind
dust from dry grinding, partly because it is unfavorable to the
subsequent gluing process to perform wet grinding and partly
because they are exposed to contact with and/or vapors from
the glue material itself, implying need for personal protective
means.

SUMMARY OF THE INVENTION

The purpose of the invention is to provide a method for
making windmill blades of composite materials so that these
may be manufactured in a closed process and mainly in one
piece without any glue joints.

This is achieved with a method of the kind indicated in the
introduction, which is peculiar in that the blade is made in one
piece in a closed mold and, depending on the type of com-
posite material, possibly also all of or parts of the matrix
material, are placed around at least one mold core consisting
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of an external part of flexible material, that an outer mold part
is closed around mold core and possible matrix material, that
fiber reinforcement and matrix material are brought into the
union relevant for the selected composite material, and that at
least a part of the internal part of the mold core is then taken
out of the finished windmill blade.

Several advantages are attained by this method compared
with prior art methods.

By making the blade in one piece, where a substantial part
of the outer side is an impression of one or more outer mold
parts there is achieved the advantage that by using gelcoat in
the mold or by a subsequent simple surface, the blade surface
may appear in the quality required with regard to aerody-
namic efficiency and aesthetic impression.

By making the blade in one piece without any glue joints,
the prior art problems with glue joints, including problems
with tolerances of glue joint dimensions and the difficulties
with subsequent inspection of the quality of the glue joints,
are eliminated.

By making the blade in one piece in a closed process, the
workers’ exposure to possible environmentally hazardous
substances in the composite material is eliminated, so that the
need for personal protective means may be reduced to an
absolute minimum.

By making the blade in a sandwich construction witha core
material which largely runs continuously around the cross-
sectional profile of the blade, there is achieved a particularly
advantageous combination of production technique and prop-
erties of the finished product. The core material may thus be
used as evacuation and flow duct by a vacuum based process,
and the continuous process ensures uniform cross-sectional
properties without disadvantageous transitions between
sandwich and solid structure in highly loaded areas. The
continuous core material and the real separation of the load
bearing part of the laminate in an outer and an inner section
furthermore provides the constructional advantage that a pos-
sible crack formation in one (outer or inner) laminate only
implies a very small risk of propagation to the other laminate.
Hereby is achieved a hitherto unknown redundancy of the
structure.

THE DRAWING

In the following, the method will be explained in detail as
reference is made to the Figures. FIGS. 1-2 provides
examples of prior art, and FIG. 3 indicates a blade made in
accordance with the invention. With the FIGS. 4-11, the
method is explained in an embodiment where the laminate 1s
made of thermosetting plastic by vacuum injection.

DESCRIPTION OF EMBODIMENTS

FIG. 1 shows a windmill blade made according to a usual
method. A beam 1 is made by winding around a mandrel
which later is taken out of the beam. Around the beam 1s glued
two half-shells 2 and 3. Each half-shell consists of an outer
laminate 4, a sandwich core 5, whiche.g. can be made in balsa
wood or PVC foam, and an inner laminate 6. The half-shells
are fastened by glue joints at the leading edge 7, at the trailing
edge 8, and against the beam 9. A blade made according to
this usual method initially has three main parts, namely the
beam 1 and the two half-shells 2 and 3. According to the
circumstances, these main parts may be supplemented with
further main parts, e.g. at the root of the blade, for forming
transition to pitch bearing and/or rotor hub.

FIG. 2 shows a windmill blade made according to another
usual method. Two beams 10 and 11 are made by molding in
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separate molds. The two beams are joined with two half-
shells 12 and 13. The half-shells are fastened by glue joints at
the leading edge 14, at the trailing edge 15, and against the
beams 16 and 17. Atthe outset, a blade made according to this
prior art method has four main parts, namely the beams 10 and
11 and the two half-shells 12 and 13. Depending on the
circumstances, these main parts may be supplemented with
further main parts, e.g. at the root of the blade, for forming
transition to pitch bearing and/or rotor hub.

FIG. 3 shows a windmill blade made by the method accord-
ing to the invention. The blade is an integrated unit, which is
constituted by an outer shell 18, a sandwich core 19, an inner
shell 20 and a shear web 21. In other sections, the blade may
be made with plural shear webs or completely without webs.

FIG. 4 shows a cross-section of a mold part suited for
making windmill blades with the method according to the
invention, where the laminate is made by vacuum injection of
thermosetting plastic. The mold part 22 is made as a negative
impression of a part of the external surface of the blade; as an
example here is shown the section termed the pressure side,
which during operation of the windmill largely faces the
wind. The mold part 22 may be treated with a suited release
agent on the surface 23 on which the blade in molded. The
mold part is provided with closure edges 24 with which
tightness through abutment against other mold parts may be
achieved. The mold part may be achieved with an integrated
temperature regulating system 25 with which the temperature
of the blade laminate may be changed during setting. The
mold part 22 may be composed of several parts with joints
that are to achieve tightness.

FIG. 5 shows a first step in making windmill blades by the
method according to the invention. An outer layer of fiber
material 26 is laid in the mold part 22, e.g. mats or web of
glass fiber or carbon fiber. Some of the outer layer of fiber
material may e.g. extend out beyond the closure edge 24 at the
leading edge 27. Upon at least a part of the outer layer of fiber
material 26 there is provided a core material 28 that e.g. may
be made in balsawood or PVC foam. At one or more suited
places, here indicated by the leading edge 27, is provided one
or more flow pipes 29, or other kinds of apertures are made
along the blade. Besides the core material 28, which is placed
upon the outer laver of fiber material 26, other core parts 30
may be provided, entirely or partly enclosed by the fiber
matetial 26. At least a part of the surface of the fiber material
26, the core material 28, the possible flow pipe 29 and pos-
sible other core parts 30, are then covered by an inner layer of
fiber material 31. This inner layer of fiber material 31 may in
the same way as the outer layer of fiber material 26 entirely or
partly extend beyond the closure edge 24. The flow pipe 29
may be provided with holes or saw grooves 32, or in other
ways there may be provided flow ducts for resin from the
interior of the flow pipe 29 to the core material 28, to the outer
layer of fiber material 26 and to the inner layer of fiber
material 31. The core material 28 and possible other core parts
30 may be provided with tracing 33. or flow paths for resin
between the core material 28 and at least one of the two layers
26 and 31 may be provided. The core material 28 and possible
other core parts 30 may be provided with borings or through-
going cuttings 34, or flow ducts for resin between the two
surfaces of core material 28 may be provided in other ways.

FIG. 6 shows a subsequent step in the making of windmill
blades with the method according to the invention. On the
inner layer of fiber material 31, the mold core 35 and possible
shear webs 36 are placed. In the shown example, a mold core
intwo parts 37 and 38 is utilized that each may be divided into
subparts. A core part 37 may e.g. consist of a firm inner part
39 that e.g. may be made of wood or composite material. The
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firm inner part 39 may be surrounded on at least a part of its
outer side of a flexible outer part 40, which e.g. may be made
in foam rubber. Each core part 37 is surrounded by a flexible,
airtight membrane 41 that e.g. may be made of nylon or
silicone rubber. The flexible membrane 41 may be treated
with a suitable release agent. A shear web 36 may be made
with an inner core part 42, which e.g. may be made of ply-
wood, balsawood or PVC foam, and which at each side may
have a core support part 43 in one or more parts, which e.g.
may be made of plywood, balsawood or PVC foam. On each
or both sides of the core parts 42 and 43, a fiber material 44 of
e.g. glass or carbon can be placed. The fiber material 44 may
advantageously extend to some extent across the inner layer
of fiber material 31, as well as it may extend across the core
part 37.

FI1G. 7 shows a subsequent step in making windmill blades
with the method according to the invention. Across the core
part 35 and the fiber material 44 from the possible shear web
or webs 36, an inner layer of fiber material 45 is laid that e.g.
may be mats or web of glass or carbon fibers, which advan-
tageously may be composed in the same way as the inner
layer of fiber material 31 in the lower mold part 22. On top of
at least a part of the inner layer of fiber material 45 there is
provided a core material 46, that e.g. may be made in balsa-
wood or PVC foam, and which advantageously may be
shaped in the same way as the core material 28 in the lower
mold part 22. In some cases, it will be advantageous to post-
pone the laying of the flow pipe 29 as described above in step
5 to this stage of the process. At least a part of the surface of
the fiber material 45, the core material 46, the possible flow
pipe 29 and possible other core parts 30 are then covered by an
outer layer of fiber material 47. This outer layer of fiber
material 47 may e.g. be mats or web of glass or carbon fiber,
and may advantageously be composed in the same way as the
outer layer of fiber material 26 in the lower mold part 22. In
the process of laying the inner fiber material 45, core material
46 and outer fiber material 47, the parts of the outer layer of
fiber material 26 and the inner layer of fiber material 31,
which extend beyond the closure edge 24 after laying of the
material in the mold part 22, are put together into the inner
fiber material 45 and/or the outer fiber material 47, so that
overlap of fiber material across the joint face 48 occurring at
the closure edge 24 is achieved. These layers of fiber materi-
als 26 and 31 that extend beyond the closure edge 24 after
laying of the material in the mold part 22 may entirely or
partly extend right to the trailing edge when they are laid upon
the mold core 35, the fiber material 44 from the possible shear
web or webs, and/or the core material 46.

FIG. 8 shows the next step in making windmill blades by
the method according to the invention. Across the outer layer
of fiber material 47 there is disposed one or more mold parts
48 that are shaped as a negative impression of a part of the
outer surface of the blade, here illustrated the part termed the
suction side, and which during operation of the windmill
largely faces away from the wind. The mold part 48 may be
treated on the surface 49 on which the blade is molded with a
suited release agent. The mold part is provided with closure
edges 50 with which tightness may be achieved against the
first mold part 22. The mold part may be provided with an
integrated temperature regulation system 25 with which the
temperature of the laminate of the blade may be changed
during setting. The mold part 48 may be composed of several
parts with joints that are to attain tightness.

FIG. 9 shows the next step in making windmill blades by
the method according to the invention. Between on the one
hand the mold parts 22 and 48 and on the other hand the
flexible membrane 41 around the mold core 35 there is a
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cavity 51. The cavity 51 is partly filled by the fiber materials
26,31, 44,45 and 47, the core materials 28, 42, 43, and 46, the
flow pipe 29 and possible other core parts 30, as the cavities
between the fibers and between the fibers and other parts are
filled with air. Now, vacuum is applied to the cavity 51 so that
at least a substantial part of the air staying between the parts
in the cavity is evacuated. Thereby, fiber and core materials
etc. are compressed in the cavity 51 as the flexible membrane
41 expands. In order to ensure good sealing, the surfaces
between the closure edges 24 and 50 may advantageously be
made with at least two sealing arrangements, an internal
arrangement 52 and an external arrangement 53, so that
between these arrangements there is provided a cavity 54 that
may be subjected to vacuum separately from vacuum in the
cavity 51, and which may advantageously be maintained at a
lower absolute pressure than the cavity 51, whereby possible
leakages from the surrounding air to the cavity 51 is pre-
vented.

FIG. 10 shows the next step in making windmill blades by
the method according to the invention. The closed mold,
consisting of the mold parts 22 and 48 with the entire amount
of fiber and core materials, mold cores efc., is now turned
about its longitudinal axis, so that the flow pipe 29 assumes a
position close to the lowest point in a cross-section of the
closed mold. A connection 55 1s established between the flow
pipe 29 and a reservoir 56 with suitable resin 57 with the right
mix ratio, e.g. polyester, vinyl ester or epoxy. The connection
55 that may be a pipe or a tube or combinations thereof, may
be provided with a variable flow control valve 58, or in other
ways there may be established means for controlling the flow
rate in connection 55 to the flow pipe 29, e.g. in the form of
pressure control of the space 59 over the resin 57. The con-
nection 55 may be provided with a stop cock 60, or in other
ways there may be established possibility of blocking the flow
from the reservoir 56 through the connection 55, e.g. by the
flow control valve 58 being able to shut the connection off
completely. When the blade has the desired position, there is
opened up for the flow in the connection 55, and injection is
commenced as the resin flows into the cavity 51 under action
of the pressure difference between the vacuum established in
the cavity and the pressure on the resin 57. During the injec-
tion, the flow is regulated with the flow control valve 58, or in
other ways, so that a controlled development of the fluid front
61 of the injected resin 62 is maintained with balance between
regulated inflow and gravitation. The fluid front may e.g. be
tried kept approximately horizontal so that the risk of block-
ing and confinement of larger or lesser amounts of residual air
is minimized.

FIG. 11 shows the next step in making windmill blades
according to the invention. The flow front 61 has now reached
the trailing edge of the blade, and resin now penetrates up into
one or more overflow containers 63. When there is pure resin
in the relevant overflow containers, the injection is terminated
by the stop cock 60, or in other ways. The temperature regu-
lating system 25 may be active during the whole or a part of
the injection process, and particularly after finished injection
it may be used to bring the injected laminated up to a tem-
perature that enhances the setting process for the resin.
Depending on the embodiment, the temperature regulating
system may also be used for cooling mold and laminate, if the
exothermic heat of the setting process is in danger of raising
the temperature of mold and laminate to an undesired level.
However, one may also completely omit a temperature regu-
lating system in the mold and perform possible final setting in
a separate process afterwards.

After finished setting, the molds are opened and the fin-
1shed blade is taken out.
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Before or after the blade is taken out, the mold core 35 is
removed. In the shown example there is used a mold core in
two core parts 37 and 38. The front core part 37 may be
removed in one piece in this example, whereas the rear core
part 38 may advantageously be divided into subparts that are
removed in the sequence which is most convenient with
regard to geometry and handling. I[fa core part 37 consists of
a firm internal part 39 surrounded by a flexible external part
40, which e.g. may be made of foam rubber and enclosed by
a flexible, airtight membrane, over at least apart of its outer
side, it may advantageous to apply vacuum on the flexible
external part 40, whereby the airtight membrane 41 contracts
and is released in relation to the cavity in the molded blade.
For this process, it may be an advantage that the flexible,
airtight membrane 41 is constituted by plural layers so that
possible adherence between the molded blade and the airtight
membrane is limited to the outermost layer of the membrane.
It may also be an advantage to provide an airtight layer
between the firm internal part 39 and the flexible external part
40 so that vacuum is limited to the flexible external part 40,
and larger or lesser pressure loads are not applied on the firm
internal part 39.

In the above, the process is described with the use ofa flow
pipe 29 which is integrated in the leading edge of the blade.
The flow pipe may very well be disposed outside the blade
itself, e.g. in a recess in the mold, and this recess may consti-
tute the flow duct so that a separate pipe is not necessary.
Versions with more flow pipes and flow ducts integrated in the
blade as well as disposed externally as continuous recesses or
tubes in the mold parts may also be envisaged, or partly or
entirely in the shape of flow pipes with discrete inlets at the
inner sides of the mold parts.

In the above is described a practical embodiment of the
method, where the fiber material is laid in dry conditions, and
where the resin is supplied by vacuum injection. In other
practical embodiments, a so-called prepeg is laid, where the
fiber materials are impregnated with resin in advance, which,
after being applied vacuum, is brought to set by the action of
heat, UV irradiation, or similar, or fiber materials that are
combinations of temperature resisting fiber materials and
thermoplastic may be laid, and where the fiber material after
laying may be brought to a temperature where the thermo-
plastic material melts and thereby acts as resin in the finished
laminate.

Combinations of the practical embodiment of the method
with fiber material laid in dry condition and where a part of
laid material is in form of finished fiber reinforced parts, e.g.
previously molded part for the blade root or longitudinally
pultruded profiles.

Combinations of materials in the laying may also be envis-
aged, which otherwise in prior art methods are held separate
to each other. E.g. mats in prepeg may also be envisaged
where the integrated resin contributes to the injection of the
surrounding dry fiber material to a certain degree, and where
the amount of resin needed for complete impregnation of the
laminate is provided by vacuum injection as described above.

The invention claimed is:

1. A method for making a windmill blade of composite
materials that include a fiber reinforced matrix material, the
improvement comprising that the blade is made in one piece
in a closed mold and comprising steps that provide:

a removable mold core with a flexible external core part
wrapped around an internal, firm or workable core part
and surrounded by a flexible, air-tight membrane, and
outer mold parts arranged to close around the mold core
for formation of a mold cavity there between,
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that composite material is laid on an outer mold part and/or
the mold core,

that at least one flow pipe is placed in the mold cavity at the
side edge for injecting matrix material,

that the outer mold parts are closed around the mold core
and around the composite material placed in the mold
cavity,

that the composite material is set,

that the outer mold parts are removed, and

that the mold core is taken out of the shape permanent blade
before or after removing the outer mold parts,

wherein some of the required matrix material is used in
connection with the reinforcing fibers when laying the
composite material and where additional matrix mate-
rial is injected via the flow pipe after closing the mold,

wherein the composite material is laid around a sandwich
core material for forming the blade as a sandwich struc-
ture by providing a first inner layer of fiber material on
an inner side of the sandwich core material and by pro-
viding a second, outer layer of fiber material on an outer
side of the sandwich core material, wherein the first
layer covers at least part of a surface of the second layer
or wherein the second layer covers at least part of the
surface of the first layer, where the sandwich core mate-
rial is used for evacuation and flow at vacuum formation
of the blade as the mold cavity is subjected to vacuum
whereby air is evacuated simultaneously with composite
materials being pressed against the inner side of the
outer mold parts due to expansion of the flexible mem-
brane of the mold core, and where the matrix material is
injected following formation of the mold cavity by
vacuum.

2. A method according to claim 1, wherein the mold cavity
is rotated 90 degrees, material is injected through the flow
pipe now disposed at a vertical underside of the mold cavity
and with a flow regulated for controlling an upwardly advanc-
ing fluid front of the matrix material so as to avoid confine-
ment of air in the mold cavity.

3. A method according to claim 1, wherein the first, inner
and second, outer layers of fiber material each have upper and
lower portions, the lower portion of the outer layer of fiber
material extending beyond a side edge of the mold cavity is
laid on a first outer mold part, where a layer of core material
and possible other core parts are placed, where the lower
portion of the inner layer of fiber material extending beyond
the said side edge is laid, where the mold core is placed in the
layers that are laid, where the fiber material extending beyond
the side edge is folded in over the mold core and the flow pipe,
where the upper portion of the inner layer of fiber material, a
layer of core material and the upper portion of the outer layer
of fiber material are laid on the mold core, where a second
outer mold part is placed in close contact with the first outer
mold part, where vacuum is applied to the mold cavity and
where the matrix material is injected via the flow pipe and
flows to the core material and to the inner and outer layers of
fiber.

4. A method according to claim 1, wherein core inserts are
disposed between the layers of fiber material and are taken out
of the mold together with the composite material for making
a blade in which such inserts constitute structural elements in
the finished blade.

5. A method according to claim 1, wherein thermal setting
is used, and wherein the temperature in the composite mate-
rials of the blade are changed during the setting by using a
temperature control system in at least one of the mold parts.
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6. A method according to claim 1, wherein the sandwich
core material is provided with through-going passages used
as ducts for fluid matrix material between the two layers of
fiber material.

7. A method according to claim 1, wherein injection of the
matrix material is terminated when fluid matrix material is
pressed out of apertures at the upwardly facing side edge of
the blade.

8. A method according to claim 1, wherein the mold core is
provided as a plurality of separate sections.

9. A method according to claim 3, wherein parts of the
lower portions of the inner and outer layers of fiber material
are put together into the upper portion of the inner or outer
layer of fiber material so that overlap of fiber material occurs
at the side edge.

10. A method according to claim 3, wherein at least two
sealing arrangements are provided opposite the flow pipe
where the second outer mold part meets the first outer mold
part, so that a cavity is created between the two arrangements
that may be subjected to a vacuum different from that in the
mold cavity, maintaining a lower absolute pressure than in the
mold cavity and preventing leakages from the surrounding air
to the mold cavity.

11. A method according to claim 5, wherein the tempera-
ture control system is active during the whole or a part of the
injection process.

12. A method according to claim 5, wherein the tempera-
ture control system is used to cool the mold when the exo-
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thermic heat of the setting process is in danger of raising the
temperature of the mold to an undesired level.

13. A method according to claim 1, wherein the flexible
membrane further comprises multiple layers.

14. A method according to claim 1, further comprising
providing an airtight layer between the firm internal core part
and flexible external core part.

15. A method according to claim 1, further comprising
providing a flow pipe as a recess in the mold outside the blade
itself.

16. A method according to claim 1, further comprising
providing flow pipes and ducts integrated in the blade as well
as disposed externally as recesses or tubes in the mold parts.

17. The method of claim 8, further comprising providing a
shear web between separate sections of the mold core made
with an inner core part and which at each side has a core
support part in one or more parts and placing a shear web fiber
material on each or both sides of the inner core part and core
support parts.

18. The method of claim 3, wherein the mold core is pro-
vided as a plurality of separate sections, further comprising
providing a shear web between separate sections of the mold
core made with an inner core part and which at each side has
a core support part in one or more parts and placing a shear
web fiber material on each or both sides of the inner core part
and core support parts, wherein the shear web fiber material
extends to some extent across the inner layer of fiber material
and across the mold core.
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