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Introduction

 Nowadays, polymer composites are becoming more and more common, in areas with the highest quality requirements, components made of prepreg are frequently used.
* Highly reproducible, high-performance composites can be produced from prepregs, but this requires a tightly controlled processing environment.
 The process parameters may have a significant influence on the structure and properties of the manufactured composite.
* First, in our research the use and temperature of an isothermal dwell included before reaching the curing temperature were investigated by monitoring the viscosity of the
resin during different thermal cycles.
* Furthermore, effects of the following parameters have been determined in the case of autoclave production of glass fibre/epoxy composite plates:
* Heating rate,
* The amount of pressure applied to the composite during the cycle and
 The use of a temperature plateau.
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