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2.12
Conclusions
The results obtained from the Talyscan indicated that an edge roughness of 4-5(m produces an optimum edge roughness to achieve the highest compressive strength results with minimum variation. 

The inconsistency set by Method A correlated well with batch 1 prepared using this saw, as the batch achieved a high coefficient of variation and very low compressive strength value. Conversely, batch 13 manufactured using Method B with a consistent edge roughness achieved a low coefficient of variation and a mean compressive strength 25% higher than batch 7 manufactured using Method A. This indicates that with an automated method with a lubricant included within the cutting medium can produce superior specimens. 

The optimum surface roughness was found to be 11.8(m, which was produced by the Release stitch G peel ply.

It was found that the different interpretations of standards can lead to a very different compressive test set up. Due to the differences in the Independent Test Centre and Gurit UK testing rigs, the results achieved by Gurit UK are on average 100MPa (approximately 10%) higher than the mean compressive strength achieved by ITC, even though Method A batch 10 tested at Gurit UK had a higher coefficient of variation. 

The failure progression investigation provided a good correlation between the strain readings and the average crack lengths corresponding to the various stages of failure. These increased strains with increased crack lengths indicate that at higher compressive loads the sample is bulging/bending. This bulging/ending effect combined with the increased crack lengths also lead to an increased relative angle of the fibres with respect to the load direction, in effect a local fibre misalignment resulting in reduction of compressive strength.
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