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1.1 %ﬁ%ﬁ?ﬁkjix?v?@ﬁﬁ

A, HMERIER(EEOREMESLZ X AL —MENEZL L TEB Y, #MZE#
%’E%ﬁﬁ’%@ﬁ@%%%&@éixwﬂFHM%HE’J_,%JQMHOD%%H:ZP@/VT‘
WL, FELHEETSMOME SR O MMEEI T T XF v 7 (Fiber
Reinforced Plastic, FRP) I[CE & x5 Z L2 X v, fEkoHEK DO B & F B
L, REMNKREICH LIS, FRP I, B 2FZME2EEG S, T M
TIHEKRTERVWEIIRENLTEHEREZEHE T LI LT 284 M B
(Composite Materials) ToH v, WibM AL L, Y7 2XAF v 72 /M E L
THWET—7— RK~7 U 7/ (Tailored material) T& % [1].

FRP ZH k3 2 kM OB SLRM O T T 2 F v 7 OME %3@*”@ iiﬁt
TAAET 2. SALARAE I IZ 0 T Rk O R F kA, 7 7 I FikHES f%m,
TN OEERIT, I ABHEI2EDOL 90%%E L, m?#ﬂin‘ﬁ #) 0.6%,
77X FMEITA 04%T, EFEFEHINTWVWDIRBBMEDO EFEREITZT 7 A
LT H2LENLTHDL. 20X T RO, REBHENEBE SN TWVD
HAFIECZSHFET LS. —2HBOBEBIL, RKEBEOREMEORI 727 U 1
= kU (PAN) ZH W THE S D PAN % O fx F A o 8 3E S T 3®k 28 =
THREINTZNLDLTHD. ZHOHOHBIL, REMMEOHIEIIHBE LS H
AERNOEENEEL TCELENLLTHDH[2]. LL, %E/‘\M*Jr}: L CTDIx#E
ORI M IL, 2 £ T KFEE N EE L THZEH 2 2 .00 &3 21T
i, BAEWICE T 5 RA MM FEIT, e ¢®$Fi@ﬁw%_ ES
S TWi., REMBMEZHNTCEHEMEBE TH 2 RIEMMBILT T XAF v 7
(Carbon Fiber Reinforced Plastics, CFRP) (X877 VX =7 L% D & @M E &
b LT, iBERB IOt ICEN TR, EREoBETHM R G AKE
BRELTELIREREENDD. 70, MM — M E ot Lz ikHE
fhME Cofb S 7z CFRP IZRBEICEBMEEZAL TV LDT A U HITEH,
ﬁﬁ@&ﬂﬁﬁm%@hfwék@,:hi?iﬁw7V%7F%?:X?&
Yy FPEDODAR—YHBIZZHEINATERE., L2rL, BFRE - =3 VX —ME
OBLAE DB, B E)EE O G %ET%DF&%H%””/\%’T R 3R O T E N A
HICE £ - TV B[3].

2011 FFICIEHBHMm SN TR —A v 7o R iR KK B-787 KU — A 7
A F =%, —RKHEEMICCFRP R ZH S, FRPOREHE, RS2 5 0MER

oy
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BOK 50%LL L2 CFRPIAEENTWAB[4]. TORE, itkoT7rI=0v &4
EEZRALREKR L TR 28R E N L2 #ERL TS, X T, CFRP
FiEEAE WD, A rTFFratticbERLTEBY, EFRHEESHTH S

RE -2 x AL —MEOB AL, BEIHEZEIZ S CFRP @ H L K A B #F
ENTELEN, HET o v AOBBRPLECREAFHEINOBRENRD D720, B
BFHORHGR A=Y RAR =Y D —ETOHHICEET-> T, LirL, T4
TlX, HEKOBEEADZHIC CFRP OHBHE~OBEHAXNFOERSINATWVS
[5,6]. TDOEHHBHD—2L LT, 77447V vy NESLEXHBEEDK
HREICIE, BEBE - KM OEBEBMEOEQLMMLLZHINTEY, EAT
HEEZ XTI T EROBREENI RO LN NLTHDL. TOD, HE)
BB TOCFRPOMABAT N AMICILKT 2R TFRINL TV S]]

1.2 #FFE1c 1t CFRP & 2w/l 284 CFRP

CFRPICHWOLN DM DT T AF v 71X, BVl b8 A5 (Thermosets, TS)
EEVART MBI (Thermoplastics, TP) I KAl bd. ZHET, MEKED
AR AR 0 B CH W B LT & 72 CFRP X, BV L MERIE 2 A & 3 % IR B Mk HE
gL BAEE AL 72 2 F » ~ (Carbon Fiber Reinforced Thermosetting Plastics,
CFRTS, LT, Bvmi{bPE CFRP & #59) TdH 5 [8]. BEALYERNE 1T — A % o #f
EEOFHIC, MALASCMB LR EZRIMIETLHE, BEAKICITED BEE M,
“RIERBICLVESTFOMEMELZER L CHEALT 2. MEKFEITHYOL
L EGEAGYE CFRP IZ, FiIcA— M7 L—T7REEICIVRESNTE 5], 4
—F I V=TT, MERENLE R TV TV — LRI D P
MuzFEEXESCZEAgIin Ry hE2HWTERBICEBTAXLERH L, KON
JEe MBI E N L E RS, BiEa XA N EAEEPFEFICH . K2 X MeoD
7o AT, R O REIR & Rk B F IR L2 Sk E 21T 9 RTM (Resin Transfer
Molding, RTM) <> VaRTM (Vacuum Resin Transfer Molding, VaRTM) % ® ik ¥
FUEDBHSL I N TE DN, BE~OBIESEICKRM A2 2 L, #5684k R/ 2
ERHEVLERZE2L, AEENRVWEELSH LS. L2 LITETIE, oUW
THIIEZ AL S 2 EINBAE AR, AEMEN REIZH ELTE TWw5I9].
Zofl L LT, 2014 FICREL M S L7 BMW #E B 0 B A B i3 (21T,
HARE R IZ RTM JE TRUE S Lo BV (kP CFRP A8 & v T v 5 [10,11]. =
NBET VI vy —VICBABALIE CFRPE DO Ry o Uy — - &L 2 #i 8 TH
BMEIWCES T 22 &k, BEMAZERLTVWDS. £, Audi HOEXH
g # R8 e-tron Tix, AL CFRP R OE /) a2 v 7 7L —A LT LI T L —
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LAEFI%CTHBNEST ST, HEEZREL TWH[12,13]. HEOFKE =
YR RMEIMATELRLZY, OB T LI, RkOTAIFEOER
E CFRPZ A 7V v FESHETHWTWS Z & Th Y, BHEME 2 86 8 AT
CHWD “~ Vv F~T IV TATYAS " a7 MclEINTHDIETH
. LvL, BAEALYE CFRP I REM IS BB AL MERIIE 2 6 9 2 72 o, #ifb %1
BB L CHHE@ LR, Z0d, BRENSTET, FHLEED O FHF
AR TR Y, BVl {bE CFRP D U S A 7 A2 #ET 5 2 LTI IC
NEgETH 5.

T Z TR, MBI YRR RIS 2 O WD T2 R B AE SR BT W T R T
2 (Carbon Fiber Reinforced Thermoplastics, CFRTP, LA F ZA " ¥ CFRP & #%
T) NEH I TV DH[8,14]. EaffbtE CFRP & EAF ¥ CFRP @ & FF % @ bk
W% Table 1.1 (289 . BAR¥APERIIE X, V7 2AGBIEEL L2+ 25 &
FEREIL, EEMEBOLIICTLVAKERARTHD, AT 5 L EILL T
ERBEEFEEND. &1, Al i+ 52 Lk v, wakhn T A g
Thd. £/, ERICHANTRIETHRE - BN IRRSGR2MEITHY, 2
fEPERAE L i L CTHREa A MRV FELZRA L TWD. E o, a3 RHE
DR & LB R P CFRP X, EAE(LYE CFRP &b L T U B A4 7 AP ICE
nNTHRY, BRI - EREICLENL TS, L, Bal
PR AT 1 BN R b SF RS T B X TS RORE BE S | W T2 D, R R AR AE o~ o BEIE &R
L, V7 AWEBIRESRM A 7 &0 BV LPER IR IS~ TR W2 D, it B
IZZ LW EREPRBRETHD.

Table 1.1 Comparison of CFRTS and CFRTP properties

CFRTS CFRTP
Production cost High Low
Mechanical property © O
Heat resistance A
Productivity X ©
Impact resistance X ©
Recyclability X ©

INFET, BAAl¥ME CFRP Z H W= i IE & o K1, £ mm BLF O W R &
M CHmibINTZHERESTHY, — HFHfl s & o ki Tk S h
RS IEm I . IEETEH S TV D AT M CEFRP X, 1tk O &k



Mo B Mk ME 2 SR T B & 2 5 AR AL 0 JE M B S T e <, — 5 ke RO
i EoER LB THRIELEEREME TS, T b ITHER S D B
WYERIE X, FiglllicmdT kol V=7 Vv 075 2F v (7 T)
RA—N—2 V=TIV T T ITRAFy 7 (A== 7 7)) LFRIN DM
BB IO ZFNFEEREOEMERELBAE CH H[15]. TN FETIC, MEFTH
/Y8 G PEEK % PEIl, PPS "D A—R— v 7SN EWCHRHAINRLTEY,
Airbus 1 ® K jik % A380 X° A340 @ J-nose & MEIEN D FEATHZIBICH WD
NTEY, ThoEFHMMEzMEES T 22 LICIVESEINL TV DIL6]. %
7, BRINGE [E o B B 34y B CTlx PA6 ° PAG6 72 DR Y 7 2 R DM & B
E L7 FRPOHWOLRDZMHIMIZH DH. Z D PAB6 X° PA66 # 5 1X Witk 2 7 L T
BY, REHICEMIBETOKRKSZRETAILENH L. BARENICE W T,
Rk 20 FEE~24 FEE T CTITh N7 NEDO 72 ¥ =27 b [ 2T F 7 1
ANR—a Ry MO 2B WT, PP Z W= Ew ¥ CFRP @
WEMZ BB HEARATICHEBE SN TEBY, A8 ME CFRP OFENEE R T
mE - TETWD[L7].

Price
Heat resistance | Super engineering plastic

Thermal deformation temperature
150°C
PPS PAL
_____________________ AR |4 psu fl pa16 Hppa k-
Engineering plastic PET
Thermal deformation temperature PET
100—~150°C | PPO | POM

UHMW-PE

-------------- saN b aps |{ pnvia [ pp femmmmmmmmmam-
Commodity plastics | HDPE |
| LDPE |
Amorphous Crystalline

Fig.1.1 Comparison of various thermoplastics.

A PE CFRPOFEETH L LT, MEKSHMEZHNICEBMEBLOT T X
Fo s MBOENEEDEEXAY Fig.l.2 27T . & BMEHIZ 100 TR R
THEHB BTN TH D EHW S, B ME CFRP X 2020 FHE 2217 T E &
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B CThHD. —J, FEED SN TV DA CERP 13 I 4 20 1o i 8 &
RERLTHED, 5B bMERSBOZ7 5T, 86 s LSS 5T b
BB AR BNT 5 2 & A RA E R B [L8].

Metal alloys and other noncomposite

P

100
s
/\_

/_/ Thermoset composites

=
o

Flyaway weight (in millions of Ib)

Thermoplastic composites

44—ttt

2005 2007 2009 2011 2013 2015 2017 2019 2021 2023

Fig.1.2 Trends in aerospace systems flyaway weight requirements.

1.3 #Hu2H CFRPOBE R & fArD /K

il L7z k90, Zr ¥ CFRP I BV /b CFRP ICHE X T L XAl
HEEREICIVBENATRER TH DO, WMo 2 b H K. 5k o mliEe
E@&TﬁméhtﬁﬁéﬁcmpiE CHH TR EM R LD B S
T&. —FH, BFEBINTWD —FHoM 72 & oM cmib I e
BRI ME CFRP L, EWXMA TV ARBIZLVREIND. ENOKFHE A
— =T, A CFRPEEOEBEXAHEOE ) a2 v 7 HEMEELZ, 145U
WTMET L ZARTE W RE 72 B 2 BR & L T\ 5 [19].

T, RMNEETCEHAIE LAZL 2% “~VvF =T U TATH A" 2art
7RI, BV EME CFRP L @B R EDRMM ZMAEGEDLERLME O T U v
KAkl L v, #i2 H‘é‘ﬁun%’gﬁﬁnﬁunﬁﬁiﬁéﬂfb\ . BiEl L 72 Audi t o
ERHBE RS e-tron DNy 7 U T X7 XITIE, Figl3lrndT Loic7 I #l
7v:kﬁﬂ£@CWP%i@%m@ﬁlﬁﬁxwﬁ%ﬁﬁbkﬁﬂﬁﬁ
GFRP O A 7 Uy Rz L v EEINTWD., TLOEMILZEZ @~
ODTRECTHREIN, KK TECTHEICHMEZAS I TV 5H[12].
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Woven-CF/PA6-66 -~—$' D

Aluminum -

Short-GF/PA6-66"
Woven-CF/PA6-66

Fig.1.3 Example of hybrid material.

— 05, Bk U7z X 9 (B AT A R RE (IR ACKS E N @ <, E R ME X B R RE R
2kab,@ﬂﬁﬁCmP%@@%%%®%m%%7VXW%%%EW%_
0, vy bvag 7 CcRETLILITH LY. 2, REOBIZ—EIZ A
TV LT D2 EEAETIED DN, BELREREMAKRD b, B
RIEWRTHEICOLRADRZND D, T, FHM T LITHKEL, 00 %2050
DFET[#E] T8RP D 5.

CFRPZH#ET A, RbZ< AV FEELT, @BEHORNL IRV
Ny MNEZRAWEEROES DN D 5[20,21,22]. EX H B HO LY CFRP
%@%/ﬂy77V~Ak7in¥~V%%FT5W’%W%%éﬁ%w
b TEV[23], EMEICEL W IR EHEE Lo HAICL 2 EEH N,
T ;5ﬁmﬁﬁ@wm@mﬁ%¢ DHEEN D 5.

— G T, TARFUBIEFORBEAERELEN WEEEESNBZT LN DR,
@kﬁﬁ%&%ﬁm@%ﬁm@wzg@_kwg EFEMICE D . FrIT, B

WYERIE I XA ENE S, (EEWEASDHEE R =o, A 8 CFRP O #4H
CidiE X7 [22]. o, EAREME CFRP 286 T A BRI, #E6m oM
fEEEmMSE, ME- -BHT LV EBME L2860 TBEES B
RAIR & 70 5 [24].

1.4 ﬂTEﬁWW@%éﬁiwﬁﬁtﬁi

it U7z ko0, BvEifb M CFRP X, AL b U Xy MIC XK DM EAE
2z T, BV ERIIRIC K2 ERGDPEH I TWD . Lo L, BB E
ATEHEEENMSCHABTCORNEFTREOREN DV, B#EBESITHED N
BRI ERIIE GG, kPR VN R RO, A CFRP O #6213 R
H@h%ﬁ%é@,mr-éﬂfé_&_i@ﬂﬁmr%ﬂ%ﬁéﬁé_kﬂ

6



SEN D, WA T, BRI R AR & B LT A I O S IS A T b
B LicMA, RED TORAEDBALT, BREBKTE 7% LR AN
7. AL CFRP OBATEA Tkl LT, METHEG, 85 EETEe,
MM S, AR RSB L CEARME R A RE S
THY, EALOMEREEE RARD. TNTNOBA TEOHEE DT
T

1.4.1 BmEES

BUfh A B2 A L Fig.l4@ICaA T X O ICRAE S 2 MBS L7 &8 R %E 2B
HrF, ERENO OBRBEIZ LV EASROMIBELE/M ST TREES Z1T 9
HiE L, Figlab)D X5 I BRA@E XN ZWICH AL BB E MET 5
Zlicky, BEAHOMEERMSYE, SRR AEBRER, ME - BHT S L
THEATONT MBI LV MEESZ1T 5 HiEo ZHBEICHE S5 [25]. N
BRI — MY v P e =X OMIZHRIABME R E L H LN D . BESRY
MEWREOERIBRICEOSND Z 0, MIBOHA I HEEA LM SN D
REDEFINGFET D.

Heating & Press

Heating & Press
Heat lat
¢ ; fHeatmg plate @7 catibg plate

AN CFRTP 22—
CFRTP '
(a) External heating method (b) Internal heating method

Fig.1.4 Thermal fusion joining method.

1.4.2 BEEMEES

BEWmEEASTIBERES:ICLY, % oo KRR % EB 4 W IC IR S Tt
BB EAT) HIET, AT HMERIE CREESCERB L OEEMM R EICAL
AoushnTwnd. E%ﬁ@%%A®ﬁEI%FQL5_m¢.@%ﬁ%%%%
RNELE, F—V EMREINIMEREICLVEENDEELSWMICHM L ZKET
1wm~mmZ&&@%aﬂ%%%me%éﬁuﬁ%iué@,@%%%%
TH2HDTH 5H[26,27]. MEBAMITHEBAKO LS REYB AL R WD, Sm0
BEAMBENEG LN DN, $—y@%ﬁmﬂ@ﬁ%6,w@%mmf%@ﬁ%%
DM EEETHEICHWO LS. BHEKMAESES 228 CFRP IZHE H ¥

7



L7201, ENTIEPPEIBEZN—AL T HE BN CFRP OB & a5 # 45
BT A 28] T TE Y, BRMEE CIXMEZAS DN RER A —/{—=
V7T T DHPPSEIIESCPEEKEIEZ~ MU » 7 2 & LB HIYE CFRP @ #
TWBMEESICHETAIME LITOA TV 5[29]~[31]. @& xS KA DA I
AR B R B CHE o mm R O KIREVIRIE TRl & 217 O IRE @l 5 #2 5 [32] 8
Whbid.

Press

f Oscillator

Horn

Heating zone

Fig.1.5 Ultrasonic fusion joining method.

1.43 ERAKFEmMmERES

AMETEB T HEBAEFEMEES L, HAEYWPEEELA L TWVWDLE
Gl BEBEHEEZALTVWARWEEAS T, BEAJEMN RS, B A% CFRP X1
WEHE D R B EEBEN D D720, Fig.1.6(@)ICRTEIHICHEEa A L5 R
ALTEERBGICELY, REBMECMER 24 L S F, %f%%ﬁ?:~w%ﬁ
LTHMBIELZEMEE TCMAEESEAZITI) 2 ERERmIC EThHbH. —J,
%%ﬁ%ﬁb@wﬁixﬁﬁfﬁméhkﬁﬂﬂﬁGWP%%%%T%%%
%, Figle(b)iZ " T X IcHEAERmMICH T X LEMRIENDIERBA Y v 25D
HEAERZHFAL, Y22V a— L BEAIE T BT YL OHEEIZLY
BhE %247 9 [33]. —BAICHFEa A VRO T—T AL, T =
— T ONEIZHHAKRKZR T ZET, aANVEERBEA LW HICEHFFEINT
AR

Flo, BAEHNRR OGS, BRSO/ & /A& 546 Clkafin 2 m g
BEANRETH D, $$@Ti WAV EEE L, #EINEY & i i ) 12 B
EESEDD, MAEHICH-THEEIA N Z2HENICEESE S 2L T, EHED
72k E HES DS T R @ﬂﬁh%é L72» L, CFRP &R FMME o0k B I &KX
LTALIPARSLEBRM R R FHICXY, FEBWMOWH TN EMENLL, &8 &
ERTEEEFENAT L2 2 EEIRSTEHRY. To, BEEOME TH EL

8



AIHYE CFRP OF & HIZ Y& 7 % 24 A L, # kHz 2 £ o J& 3 8 C B F e %
HEEFEMAETTIC, Y72 2FEMAL C@EESEZITToTWD. £,
THE TSR O R FE A TR L S U7z BART WM CFRP & JE I A E 5 B A
L 72 B 28 I [33]~[38] 8 a2 1 & D 2%, — b 7a & o jx F ik o 38k’ ik
REGEEFEMAREPMEEESFBICE X2 EBIC OV THEMICHEM S
TWRW., 72, oA\ CFRP BB 2 HE I m B FE e Lz
WFFEEHI[37, 3] b AT D, Hax OMBASENMEEEEXIICE 2 5 BB
IZOWTHFEMARFEMIT TV 2R,

"“xfﬁg Induction coil Induction coil T

Eddy current

.i/ 'Eddy current

Susceptor

“L_T  Heat transfer Heat transfer

(a) Non-susceptor method (b) Susceptor method
Fig.1.6 High-frequency induction fusion joining method.

.44 BCELMEES

E N Cix, 2AAl ¥ CFRP O EEMEICHE L, Fig.1.7 ({227 X 9 12 8 B E MW
DI F Y CFRP B 2 A A D, BELAHMEE L Z LT, [KREBHME
HEZYa2— L RBRAIETCMEESGZIT ) BECEMMAEZS PN REI N T
%[39,40]. ATFEIX, MEKPERV AW COEMBREZFMMAL T, #4m
Y a— VREEAIE DL FIETH DN, — FHINOKRFEMME T S 7 24 0] 88 4
CFRP B CIXERAMBFENRSEL DO, MEESPRNETH 5.
Flo, BEAMICHIER OB R NTET 256 TiX, EXREIEAEE S L7
W72, MEEANTER Y., ZOMITHLEEEAGRFIC KBRS LET, @lE
mMAEN/NEL, ARy FEEBICROIL, BERHEOBMAERMSLER E OBEN
%<, AEEPERONWRAED D D.



Electrode

Fig.1.7 Self-resistance fusion joining method.

.45 EXAMEES

A CEHEHTHELRRXNBMEEAIT FiIQl8 T RT EIIICAT ULV ARy v
2 FOBPEB KR ZEAmMICHAL, MPAEBAKICEELZRMIEL Z LITE
STHELLZVa2—VEZFH L TESGmOMBELZERIE, ME-WmEAT 22
ETRESAGEIT) FIETHL[41]. MEHOEBICA DY LR AK L X
OCBRPLETHLIN, B@EHECEETEMEES, BCBRIBEEZES TIX
WHARARE R KRB EMOEAENAIETHDL. ZNETIKAT L ARMOER
Ay vaZBRRUBEEAEE L CMARICHAL, BEICX DY 2 — LB A FH
LTk ok FMME LSBT CFRP 2B X N@AE#HSG T 2%
[42]~[B4]1 MW BRAkGEE T CWwW b 2y, fEmMERAE <, MEMEIcENn % PPS
BIEZRME L CTHWEET MM CFRP O EE S 2R A 2EMI1ZD 72 <,
FEJE MR D fkAfE iR T BB Ol & SRR 2 R L PR EIT R S 2 6 v, E 7,
ZUHIEIMAETOMBEXIICER LEFEHNZ L, AINEESLBERR 2 LD
A NRT A= AN ERRNMEXRHICEZI2EZEBIEMCHLLIZENATED
T, MEA D=L TFITHLNITRS TR,

BATHZE TITON TWAE X o7, AT VLA XA v addEioiis s
ERHOWTEMAERES 21T o254 [42]~[54], BEEB XL QU 4 7 VR IZ 5 BB A
I 0, MARICEEMBERGFEETL2ZL T, RAOEFSIELBHERN
AT, HEMENKT I 2ENH H[43,49]. TDO-0, MEHARIC
AW, M EDERBEOMENE ST, VYA 7 A ESHA M
EomERKLETHDL. FFIZ, AWM CFRP ORMELTHVWLER TV
PPS 1%, MW BB L OB EZAE L TWVWD R, IR CHEEZEC
MEFOBEMETANEL LD, MERKICERBHUOBNBAKRINERET 224
NAHY, BEMOBEGEMENKRBICETTI2Z2bBAaSN5.
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Press

CFRTP

Heating element

Fig.1.8 Electro fusion joining method.

1.4.6 MEESAZOLRK

FHEAEEZES FHEORE L Fig.l.912/R 7. AWFE THBE § 5 E XX @AE
BRI AEREEMAEES L, MATZNATRER “NENA" Tby, &
EER &GS MAERSPTRERY A ALBIREBAE S &G W0, Bl 8 CFRP
WCEMAT RS IEImO TEmWyw., 207w, EERATHEEINLIFEIRTH D Z &
THLNTHY, SBRIZEEERLI A 7 AMBLOESREFOE R S M L

BRSNS,

Improvement of

A _ en
 Ultrasonic welding | _E;%‘i/‘i‘;;‘g’i'lt&’y

=Joining strength

High-frequency @ ﬁ

induction welding Electro-fusion joining
P Induction coil y
S | | 5 Susceptor -
b (7 /7 (Metal mesh) Heatmg element
'§ Y. g qI(Metal mesh)
1T

E Ve - ~ Internalheating | 7

Self-resistance

Electrode\@| Thermal welding

Internal heating
- %

Size / Degree of freedom in shape

Fig.1.9 Comparison of CFRTP fusion joining methods.
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1.5 a8 CFRPOBMAEDITRIK LRE

ENEE M CFRPICH WO 2 BHARIX, MBI X v #kfb - I @ L, WmANIZ XY
B9 2 AT Wi 8y 70 PEE &2 Ko 72, UL BAT ¥R B R & & 8 A kE o il 5 @ B TE
BERAEHAMETHDL. 20, HHEESSIHE T L A2 L, @Ak
PEEEICED M2 WERE) EfTdsd. T ETIE, BERIEK
mm~ %+ mm O 5 R & FRIX D R E e o Bk M HE Cas b S 7 Bt
JEXVLy bEHWT, FHEEIEICE Y /N3 o 8528 R S, RIE
ORI B 2B 2p O EBROMATIC L 0 AR & T & 7 [55]~[57]. IR H
ENTWD —FahkW e & odf L7k F#HE cmb S -8 " ¥ % CFRP
X, MET UV ARE, SlikElkE, HHLULKREZEICLIVRET S22 ENAHET
HDH.FE -, THETITANEMYE CFRP 2 H\W7- B &7 — 7 5 8 (Auto Tape Layup,
ATL) =° H #hik#E#5 8 (Auto Fiber Placement, AFP) 72 PO K I &k 5 KAl
BMEMOREEDORENEA TV, ARITIMH LK E, 2 —AKEO X
DIIREFRIE RS E R IE I E A2 R B S IR S D Ay, AR SEBH 8 B B T
HO, INHEFITRTEMPLTHEZAWEREETHDH. AT HYE CFRP @ A
BEOREEZ L TICRRE T 5.

1.5.1 5 H e
A YAME CFRP OB HE 7 v A & Fig.1.10 I/ 3. K7 vt A TILHD
NPT EAVERIAE O H K 7 e & X LR TH 2 23, BRT B M R ISR ME R S K
mm OB W BEBAEDNZTAH LB EEBESL Yy FPZ2HWD AICHRERH 5.
FHHBREEMEXL Yy P2 ENORBEARA 7 Va2 —I2 X Ef- R L,
ESEHNIZEHETHHLTHKEZIT) FIETHL. TOD, BAT MBI
Y NOERKERNREFTOREBEBEICKESEELTLEX D REMBMO T AR
J PN EL, MMHESAERNELL RD2FTEHEVNFHHREENLED 208, — KW
IREMMEOG A, BV y NHICE EN L MEE A FI1X 30 wtwll FTH
@,%mui®@ﬁaﬁéfi SRR E N m <R, %m&%ﬁl%kﬁé
Tz, ST X0 T T Re 22 BV AT M CFRP V3B U AN fe 72 B 38 ik A
THibINZbDITR LI, /N ORI IR 5 4 5 [55]~[57].
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[(a) Input of pellets] (b) Knea}ding [ (c) Injection ] (d) Cooling
/ Melting / Demoldng

CFRTP pellets

8

) et o it 0 [ et

Injection molding machine Injection molding part

Fig.1.10 An example of CFRTP injection molding method.

1.5.2 m&aJL X

— BT, BARTEEME CFRP 2 B L A+ 2 I, — ey o
e L7 R FMAE AT BB TS &éﬁt7)7V7/~FkW
NDPREMEZEEOMMEE A THEL T, TEDCE SICHKE L -HER %

Mﬁfvxﬁ%#ézemin,%w@%ﬁ#?%méwmwa

ENE ¥ CFRP O M L 2B 7 v & 2D — i % Fig.1.11 [Zr¥. ()7 L
AWIBICHEAET DRI MY 2 7T L8 m ¥ CFRP 8 &, (b)7R 4+
FRINEN L CREMBIIE ORI E E TMEAT 5. 0%, ()7 LV AREEEIC
kL, @WURTUVAKHETMAREL, ()BMBIEOY T AEBIRELT
CHmAEL, BT TR EHELIME T n & X TH 5 [63].

7LV AT D EATIC Fig.1.11(b)D X H iz, B ¥ CFRP 2 T O AT %
%E#%éﬂ,%mmﬂﬁ EARANBRIMB N H Wb 5. AT CFRP O R
SARRINENZ X, ERABE —% (HEEe—%) DHOLND Z &L V]9,
61]. ITARNAME — X ITHE ERERIAHE — X H L B U T HIE®EE DO
T, REBHED L5 R EBERA~OWILENEG W=D, A CFRP O N #
2 LT 5[63,64]. Toficd, RAEMMEOEEEZFHL T, &MITHRE
SNTFHHEIaANVIZEY, FEEKRNE O RFZEMEZBEENICTHNAT S FiE
LERINTWVWDEIN, BRABRE —F 2R TREBADLET, &8 a2 g
MWK RNH D .
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[(a) Trimming] [(b) Pre- heatlng] (c) Pressing ] [ (d) Cooling 1

/Demolding

Infrared heater Pressing mold

C) < —

- - 'w.

CFRTP laminate

Fig.1.11 An example of CFRTP hot press molding method.

E\E] ¥ CFRP I O NEAHE 53 & %4 Fig.1.12 12”89, ARMEE T, HKKHWN
DERTVAER T TIATF v VR EED S ERFTHERLEIND Te-a UK
Ty MFGES ) AN, Rk 23~25 4 o BRI RO B8 B AL 48 2 [63] T
R L7 “WHASRE 7 LV AW CHER TR B ¥ % CFRP A N Hk o5& ©
HY, KEFEEZ AWM CFRP OB L X % JE HilF O Bf 2 B 3¢ I & &
bbb olc. WUIREE L E TEAEMYE CFRPZIEAL, WHESRE 7 L X1
DEFICHBMWMETEHZLEEHFREL LTS, AEELZ AWV CTHRE L2 A
WPE CFRP OB L A &l (LED 7 > 7+ =— K) % Fig.1.13 [T~ .
LR CFRPO 7 L A M A m M EICIEWETH D Z L2 FEEL T
% [63].

‘ Heating and delivery machine of CFRTP ‘ ‘ Metal pressing machine

Near IR heater

Control monitor

I

7‘

Pressing mold

Fig.1.12 Heating and delivery machine of Fig.1.13 Example of CFRTP hot
CFRTP hot press molding. [63] press molding product
(LED lamp shade). [63]
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1.5.3 BliRETRmE
ZMET’@ﬁﬁ®ﬁ?2ﬁ%%ﬁ$w%®ﬁ%,%@m&@%Tﬁtéﬂ
TR ARSI S CHElER IS EABILMERIE A SR LN b5k & &R
%ﬁﬁ,@ﬂﬁfWﬁ%&Uﬁ%@k#é:&f,ﬁ@kﬁFﬁP%@ER%
DR & B &4 T £ 72[65,66]. AR M CFRP 0% & CTH RERID, Bl &
BN TMEAL CTHBEERMIEI2LELNLIN, FHITIMEORREL BIESIR
I&ﬁﬁ@k@cmp@ﬁA&mek%<£&é B 21X, R 3k HME PRI B
AIPERIIE 2 B R S DO, 5l ik & 8 o AT R FEME R 2 22 5KE T
%wm&b,NWﬁ~%@%ﬁ£@@%%H%éﬁé%&#ﬁnénfwé
[67]. £72, BIIEZRICKLERSIKEHIE T A v OFKKAALLEIR LR O ML
HEMEL T, a7 Y —v EMIEN D s HE & BB MHE LS T O R L
TR B E =R AETT L —T 4 7 L, PEMEZEENICS] K E K
BT 2 FIEE8LERINTWVDIN, MERESCEHTREMEICHEERD D .

1.5.4 HR

INETRAHAOHHBLEEEEZAVWTEB YA YO — Ml R LB
AIEMER IR A FRFICEASHE LRIE T 2 B A MY ST E A, Bon i
CFRP LB FWAMERI RO E A M Lk 2R AT fITHE RN, Bwf
WME CFRP 2 B & 7 H a2 3 2 BE, B0 w] 98 Mk B A 1 v il ks B8 2% i3 W 72 o) 1l e
KNICHEZERIEL2ZEVRNETCHD. /2, mHIECTCHVREE@ENE 2
AT 580 MELEENZBATBENE CFRP TED TS WHH#EABEE A T, &
Wk KE BRI AR T ONERD D .

Bl YAME CFRP O H LK E @ — il & L C, RFEMMER & PAGG IIF D #H &
FHLUKRE 7t A% Fig.l.l4 203 . A7 ot 2 3TFE N ERK 23~ 25 £
O LB ITm ELXEFEDO R THARMBE L FIETH H[63]. il
LMETH D PAGERIIE~L >y P2 MHRE#RIIEAL, WHAZ7 Y 2 —%2 /1
WTCBRR S8, MESM MO EORR CEMMA2HH T 5. oK, ¥
HEROEFHEND 2RO RFEMMEREZ AV — S, Wb &g v
T ANL, HIKEAN CTEAGH S E T BREE 2 H W CHEEENICKRET
L. ZNICXVELNTEEAMM LERE G ONEE Z Fig.1.15 1273, & FHK
MER DOJE D o PAGE BIIE 2 D 2 H LE&MEFRARD b D.
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ﬁi/ Matrix polymer pellet

Extruder
/ Sizing mold  Cooling bath Take-up roller

ffffffffffffffffffffffffffff e ya 8 g
i

Extrusion mold CFRTP

« Carbon fiber bundle
* Prepreg tape

Fig.1.14 An example of continuous extrusion molding method. [63]

Fig.1.15 An example of CFRTP extrusion molding product. [63]

1.5.5 HBEEMKE

BLZe DB KFEL v 7 R0 TEORUEEYCE R IiL, 5 H kB
BT LV ARBREDOHE &M E AW KE T ETIEBRTEOHK» L &
ETAHZEFHELY., £, TOLII R KEBEMSCRRY & ik L 72 2w i
P CFRP THE T 2720 ICEBO CEWT Y V7 MALELRL. £, 7
UL 7 oOMHMEOERBEEARERIT V60U Eo b oNFAWnbS s HEmAH 0,
SR ICERL TV D,

R K6 E CTix Fig.1.16 [2/”n 9 K 218, — 7 1M @ fk F i <ok b & 7= A e o
P CFRP 7V S L 7T — T %ML 23 b, A— 7 U a&R 2 MEic b ik v ff
A EoICHEBERIE T 5 AE 7 — 7 fEE (Auto Tape Layup, ATL) <° H Bh ik 4
féJ& (Auto Fiber Placement, AFP) RZER I N TW5H[14]. T D L H 72 ATL ®
AFP O MAJE I T A L — H —[69]~[71], T2 X mIBICMBE L= RERED
FIEHEAT A (Fy bHA) [T2,73IBH LN TWD.
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Semiconductor laser Unidirectional CFRTP prepreg tape
or
Hot gas

(

Feed direction

Pressure roller

Mold

Fig.1.16 Appearance of automated tape or fiber placement.

HE AR L — H—[74]1C iﬁﬁﬂQanﬂ%nm&f@%@ﬂ&ﬁéﬂf%
D, BKWHEOREZEDOLORHAWL N, TV T V7T — T EhEIC
T HZEBRAETHDL. —FHT, Ay bARIZXHME[73]TIX, RIGMHEF
K CMBAT 22 ENAETHIED, B O EEBRI R X282 & 206
RAEDN D DN, D OMBRICILE T 5 E I, KREEOEJE N
VETHY, RN MBAREAICEOIL, T2 AF PR/ E, Az x|
MIEFIZEVWE NI ZETHDL. TORED, ZLOMEAJZ AW ATL <
AWiFW%%E¥ﬁET®@ﬁ:miof%@mq B Al ¥ P CFRP o pE 3
RA~OERLZERBLIVORHET X NOHIBOIZDICIE, =3 VX =2 ITEN
kB, %A:xb%w@mﬁﬁ&fﬂﬁmﬂ&kwm%%%%mt 5 i F I
MIE W OMESE N KD 5N 5. £, ATL ° AFP ([ZR ¥ 2 BF 22 @45 #1%,
BJRICPEERL -V =Ky N2 &E VT, ﬁﬂﬂ@cmp%ﬁ%%%#é
BEOMBIE OB v I 2 b —va UORBMOMBEREICE B LR E
Uﬂﬂwwux,ﬁaﬁ%ﬁ@mﬂ*@%ﬁ%%#%@ﬁ AL A
%h&w.ik,ﬁﬁ@Ml%AW?ﬁ,*O@Mﬁﬁ ﬁofwék@
PAG ff i 72 E OB O @ WEHE TiIX, +o T —7RNEO Ky ZRETE 2
mﬁ%ﬁﬁ%é.%@kb,MﬁI&%%&mb,7J7V&7~7%%mm
A R2EEOMBIEZH W EE R FEORSIN RO NS .

1.5.6 RAEDHLE

ENEYAE CFRP O KM AE ik % “AENE” & “fEY 4 X7 B L O “Hit
WO M ME” CTHELZX%E Fig.1.17 (2859, 1.5.1 H Tk~ 7= & H kB X
MEBKIE CTH Y, ZHEMBERD R EOE&EBEINRICEY, &Y A 7V THRIEN A RE
THAEMEICTENL T W DD, BEBHESRMMES O N ER ki RLERTH 57
W, MEFFPEICRAND D, £, KBEEOHHRE LMY 4 ZITER AN
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HHTD, /NI ORI MIZIRE LS.

BT L A I EBHESCRBMEICRS T, — e & ok Lk
Tk Cofb SN T EEIR ORI N ATEE T, FTH A & i L TRERBKRIZE
WHRMETHLIN, REARLREV A XTI T VAEBEEOCAMBEESLEM Y 4 X T
K+ 25. 201D, MEKORNEKSLTETEH e PO RAUEEYD O & ITKNETH
LRI, N TRRE A AT D NG O R E TR e R A B
TaAMNEBTHD., — 5T, HHREEMAT L AREORLRIKE T vk X
EH ALY T, B ERBED NN T Y v FRRIEMEZS 5% 05 E R
EH 6 B S>> H 5[83,84].

KIFZE THA BT HEBRIEITE G L2 — 5[ 0 R 3 ke 2 20aT 8 i %
FTOERIGELTY TV T =T %, KL - — B EoMEJE Z v
THALZRL, EOMMEmMAICHEREL, KELMEHL2 FIETHDL. KT
HIE, RSB 7 L 2% B e ik L ¢, KAEEDORENATETH 0,
NRATHERSLEREWEHZAET 2P EHBECLEATETHL DN, EEES 2 X
FETHEND D, T0-o, Wik BERIE i T, 2l 22 B 2 H
R 7ret AORBERRD LND.

A | Injection molding

&R

(s ]

Short - Long fiber

Press molding
Short - Long fiber
Continuous fiber

Improvement of productivity

Laminated molding

Productivity

Continuous fiber

Size
Continuity of fiber

Fig.1.17 Comparison of CFRTP production methods.
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1.6 HIEREM

ik L7 X 512, CFRPOFEEIHEA LSBT R LSO H Y, FIZAFEN
RV YA T NANEICEN DB CFRPOFEE DT ~O M AL KA W S T
wéﬁ,%EMIA7X~&@%@#w%§é%%%¢@é@_ ERRS-7% A
FEWoNcshTEL T, FiimXEOMERSEB L. Frlo, BRKGE
EHickB 2B CFRP O - ML HH T, CEN/EITLTMI ek
ZAOMEBLIOCEERBICMYMAOE@MICHY, KB - MLHDORTFT XA =20
WESAN=ZALZOWVWTEHHALLPIZENLNTWREWEFEI R EZHDH. £,
AT ME CFRP ISR & 37, ZAG{bPE CFRP & & ® 7= CFRP &% @ fil ik /> ¥ 12 B
WL, BRARFEENLITL THFEBREL TEBY, itk BMW o i3 7
FOBEBXBEEOL I Zraryya—vmiToORBIZONTS EEANFEB S
MOO%éﬂ,ﬁﬂﬁ?i%@ioﬁCWP@ﬁ%WI’%Té?ﬁﬁ%%i
VEESHIZBWT, RKFEE KT I2ERERENLE > TWVD.

FD®, KL CIEE ¥ CFRP M 2 8l 3 25 E TR K728k & 72
LOC“EESERST L “RIEINT O o0 BE NS E L .
@%%A*m,m@ﬂﬁa FiE LB L TH AN SV “BRANEEEA
CCEHRBERFEREES CEB L. £, RENMITOB A5, &0WAE
EERCICHEMR I GFIND “HERE” WEHEB L. 26 0ETHIENDL
RESnsRESZEHEL, TrRRIZET S.

(a) By ¥ CFRP 0D BERABMEE S O E R

o T AfMETEHRIL I N A MM GFRP BB ICE A L2 EH AL <, B
Al CFRP O BER XM EHE A A D =X LB LNIT SN TR,

s WMo mBWM TR/ I NI CFRP EERICOABH I L TEH Y,
— MO RFEMME T S 7o B R CFRP FE B AR IS H L 7o 4 3
BT, MEKRORZBRMEOR M A BEAEZHICK T TEZEZOVTH LN
TEN TV,

e WMPLIRAMKIZEIAT VL AAy Y aZHWTWDED, BIEZLESEIC
L, DHEFREOBERFTRAEL S.

e PPSHIlER EOWItMEGTMIEE M & T HE AT CFRP O @ E# S
Bilc ik, Wl ICE BT A2 4E L 5720, &R o5 BVUR Tim s
PEICHEEN S 5.

s SRHOBMEARKEA VD Z T, B CFRP ® U ¥4 7 LR K
MBI T 9 5.
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(b) AF M CFRPOEEAEFHFEMEEZSOMBE R

o EAFWME CFRP Wl D R FM M2 EHEMAE FIC, MEmICY T ¥ L
END2AT UV LV ARy YamfAL, TOAT U LVARAy Y a2rEdEKG
MBS ET@MEES LT TWV5.

o —HMRMW e &R FE M ME O TR T RE 23 & JE B RS N BVRE o N B B 12 5
ZDHDWENHL NI TR,

e HANRFEMEESRKROFE A N EHICEERM 2 EOMEEMD, N
BAEBNIZE 2 D BENFEMICHE MM I TV,

o BV MIME CFRP Z @M ICm A FEMEHES T 5200, XV HESM
B EORBEORERIPBERINL TR,

(c) B\ A ¥t CFRP O BB © R & A

s BUROHBBEEREOMBFEICHA VLN FERL —F —NALK Y b I
ZMBGTE AT A PR XA F—a 2 FAEL, MEEHICH RN S 5.

e MHEoRBMEBEKREEBEICHNON D MEAFIX—>TH Y, PA6 5k L
OWBHEOEWHIEEZ~ N v 7 AL LETY TV IIMTIE+DCKkDy %
BrRETERWVWATREMELN S 5.

e AFPRATL CIEHHEBZ ICHEKREIN, S HICHEMAMRR Y XL 7T
— ZHRICHIR N B 5 7=, AEMENEV.

o EANWMEVME CFRP Z @M MICFEE I E L BT FEF BN T <, ik
O MAEHCHRIERENER/EICEZIEERAL NI TR,

FROBEEMRT DD, KM TILIFRRO 5 >DOM%EEE 552 & T,

FHMEO®m R E R T 5.

1) B—F( 723 EEAEDNI-CrREZENLRBRBEFICAVEERXAMEESGFTE L
BEL,.BUMOAL TR, —FHMORBEMETCHRIEINTZBTTEMSE CFRP
DREZBHZHO NITT 5.

Q) ERMOEBEBREBEZHAVEERED, BERTOMAEMEBI Y VA4 7 1
DREZMRT DD, REBUERBLOCHABREZBEZERBERAEICH
W, RBEBHEOEEMBICLI2EFHME CFRPOEBEXABMEBEESORE.

QB EMEEICYTESZLEREINIEBREKEZHFATTIC, —FRAHY O K RHE
METHRALINT-ATVHEECFRPZEAKFTEMBIC LV EEMB L TEE
MZMEBESZITV, MBSKHZ2RE.

() ERABNMBABLIOBERESE — A MB L AW E B4 CFRP O HEis
BRERREFEORRBRLEBREOKRE.
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5) AR EMECFRPOBMEES L EGBRERREZMES LEEFH BN I o
r2~DIEHERHR.

Aiffik c ek Hic, AWM CFRPIZA®E, MBFHIBFOLLR LS
BRHBESES, FEBRREZKICDE2 3 CoRHRERIEFEF ST
B, ZOERBOEDICIFIAMETEH T H2ERQNFELES R B KF S A
kiUﬁEﬁ%&miKﬂkf%é FROMFEEHBEZZERL TSI L T, EX
ABLOEBAEFE@MEESEEHI ﬁzé%%l%%%%ﬂ: i = i

D EICHFETEDEEZD. £, BEAXMEREE RGN H E @5 B
é#é%ﬁ%w%ﬂf%kx?yvx%yv;wﬁﬁ%%m%éﬁi®%?
THE T, HEAHORERK TRV A 7 AEORTEZHE, REhBEEL -
TW5. Z\A ¥ CFRP O b fkiE Td 2 R FBMEHEZ IRPTIEBAMK L LTHA L
- ER AN ESEA FTIESC, BAnl WM CFRP WEL O IR Bk 0 EE MBI X 5 &
R FEMEES TEE2EECEINE, TNOLOREEMRTE, BERED
WEDHELT, VA 7 0EOm ELRLIENTE, EER~ORERE
MR TEx5EE25H.

—ﬁf,%%%%®mﬂﬁ’mw%hé¥%¢V~ﬁ~%$y%ﬁxmﬁm
AZXMETHY, mW*ﬁA%T@m IREINTEY, B CFRP ©
PEXER~ODERLE R DD ﬁsz@mﬂﬁ%%wf EEMEO W
i %EJZ?B%%@EEJ%%%%ZQ. E ﬁkﬁmi%&/\@Jiﬁﬂ , b I A E
%#ﬂa%ﬁﬂﬁ@i“ﬁ%mﬁﬁ'@u,ﬁ TG D X5 12 e WIS M B &2 N
HZEERNETHLTED, B EARBEND OBREIZ XD HEHIME &= H
WTHEBRIEZIT ) WERNH 5. Kﬁmf?%#é AR INBN D X 9 7K =
ANTEIFERMEBEIEZHNCT, EHEMNICHEERE AR FIEEHEET L &
T, TNETOERRNTIAF v I7RIBEMLEREDHF/IE372 Y TH CFRP
SEHICBALSGL 20, MEFEIHOALLRLT, EERBESCHERIZENIFIC
LR CFRPZ AT 52N TEDLLEERD.

1.7 XREXDEK
AL, Fig.l1l8 o kT L9, BT7TETCHEEKINTEY, F1ETIEHE
& LT, BAR ¥ CFRP O EHAB X OWE FiElc >k L, 2 &
THLN TV MR EBELZR N, KIFROMEN L ARKFRLEITOICE - R
FE 2 bk N7z
F2ETIE, H-BLOBEEAD Ni-Crf 2P BEBIL L L CTH B3
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PE CFRP O EXR RN E# A TFIEE2RE L, —HROMY o R E#ME L S
- ENA YA CFRP O B A Al & 82 A &2 17\, e 5L 2 38 0 Bl 5 S 18 S #H R IR
72 COREFEEICE 2D EBEETMT 5.

BIECTI, F2ECTCHONTLMAZEICLT, HEMEL VYA 7 A HED
M ob& A, fkFEOHE R & BE R bR 3R R AE A R BT 3 BRI W e BET
CFRP O EXR A A P2 RET D, Fio, fx OflESMED G O % #h = 8
B2 D BEML, MEA D=L EMHAT .

BA4ETIE, — M ERLITMY O KFZME TR S BT CFRP @ &
T2 B BB AN X0 BRI L, kMR L BRSO B SR R A, N #L
FEIZ G2 DB EEROICHHEMT 5.

B 05 B CIL, RN B KOs RS R e — LN B o 8 E o I EVE 2
W BRI ME CFRP O Hi il @ il Pl 2 ET 5. 7V SV 7T —T D%
S, MV 7 E O~ ORI REN M FECHEAMEICS X2 EE
FEA L CEIERKIERMFERBE L, BEREA D=2 2HLNIZT 5.

FOEETIE, F2ENOLHESECTIRELLMAEES FIEHEERE T % @
AL, ZEOE WY CFRP # Mt M8 i ¥ AT e 22 il 25 18 &, AW I M CFRP
DA THFEERFEL, MEEAETDI 7oA~ AERRICO TR S .

FITETIE, EECHEONEMAERRLE, SBORBELXE LD 5.

Chapter 1 Introduction
L v
Fusion joining  Chapter 2 | Ejectro-fusion joining method of CFRTP laminates using
Ni-Cr wire and effects of fiber reinforcement morphology
- Effects of fiber reinforcement morphology on fusion
behavior
= Improvement of edge effect

v
Chapter 3| Ejectro-fusion joining method of CFRTP Chapter 4 | Consideration of high-frequency induction
laminates using carbon fiber bundle and heating conditions for fusion joining of
spread carbon fiber CFRTP

5mm 6
= = = =

Carbon fiber bundle  Spread carbon fiber Solenoid coil Pancake coil
- Improvement in joining strength, + Effects of coil geometry and heating conditions
corrosion resistance and recyclability +Proposal for continuous induction welding
| I
Molding| Continuous CFRTP tape layup method Chapter 6 | Proposal of continuous CFRTP tape layup
using near infrared heating and high- machine and CFRTP electro-fusion pipe
Chapter 5 frequency induction roll heating and joint

consideration of molding conditions

Pipe molding machine Electro-fusion pipe joint

-Understanding of laminate molding mechanism

!

Chapter 7 ‘ Summary & Conclusion ‘

Fig.1.18 Scope and the outline of each chapter.
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N
—
I

[y==

&l ﬁﬁ%@Ai HAERLKEEICHVWONDLIRBEAR I = F L U E O
%E%BODE CHWwWH D EA %3{£[86]T3%>D BA ISR A S i EVR
CEBEEZEIMNT A LICIVALDL Y 2 — ARBAEZFT LT, 4@ ORBIE %
MBRE ST TCEMEZIT) FETHI. MR KO A X2 BfbsE s 2 &
T, NIPDLRBEOMMOBMBENATETH D720, EEEBICHBN 2L,
EREREE CMAETRRLD, MO@EFIELERL Ci L2 Ma% Th
BFHTH 5.

%*twéaé%mwf%Tiﬁcmp%m%@Aﬁéﬁ R 3R Mk A o Mk KE
AL RERICER T 2808 X OEXWE FHE D,EEXRBI N R D Z N
%x%hé#,*ﬁﬁﬁ&&@miﬁﬁ@@ﬁﬁmyﬁ’%HLK%%%W
W CTHDH. £, BN CFRP @ @l A& (2 7 2 FI N E £ <0 @ 4 RF [H] 2% o
BERMEDN, MEEXHICHEZDI2EBIIWHLMIERTELT, MMEFEA I =LY
RHETH L. — T, KL TEHEH T 5 PPSHIIEZ F# & L 7= # " ¥4 CFRP
X BAE N @ <, BN DY EZ R T o, MK B B 35 o bRk 5
SHETOERPHMFEINL TSI, MARES BERE N CTBRIELSSTWED
AEDNRNERMETH S .

AETIE, B—O Ni-CrfzH\ mBHRAL L LTHWT, —FHmELET#HED DO
R T CERIL S N B ATMIME CFRP BB RO BX A EHEAS TIEEZRE L,
BAIVE CFRPIEE IR O R R Db RBROEVWAME X I KITTHESL
oo L., £, MEmMBOILKZ BHWIZHEE O Ni-Cr #t %2 K H 5 20Uk &
LTHWERR B CFRPERBKOEBEX XN EES FIEZHCICRE L, HIN
BERXLEBERM RO 2 OBESREPMEZEHICKTTREL ZRICMH
H LBV TiRR5.

H

2.2 HEH
2.2.1 BMEXRZR

A kG & UM BHIE, Table 2.1 (2R3 — 5 [ R Ak ME R (b PPS # i F JE
W (TenCate #t-%l, CETEX®, fi#:{AfEEI 4S5 Vi=60 vol%, X 1 mm, UTF
UD-CF/PPS) 35 X U #% W 1 % # ME 7 (L. PPS # Ji5 7 J& #K (TenCate #: %L, CETEX®,
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5H K& 7 #k, MAEEME S Vi=45vol%, £ S 1.2mm, LLF Woven-CF/PPS) T
5.

B O PPS I IX A — == 7 5 O~ F TR OB ATBIEHIETH Y,
OBV R YEE AT O, IR E S & <, MR T ORKH THEERSE & KIS L
TR LA LT, BE RO B 0 28 I RIS & el LT L W
BAECTHDH. PPS #HAF OB FEMER X OEBAL I DV Tix 2.4.1 TH TR T
HEFMBE L EBICHEMCERT S

Table 2.1 Material used for test specimen

ID UD-CF/PPS Woven-CF/PPS
Fiber content, Vi [vol%] 60 45

Reinforcing configuration Unidirectional 5H-sateen weave
Stacking sequence [0]s [0/90]4

Surface image

Fiber direction

2.2.2 UD-CF/PPSHERWHR DR A &

AWFZE TH Wz UD-CF/IPPS 1%, REMMEIC PPSHBIEAZ TOFRI TS
L7 v—k (Ex012mm) EMEENLITHEEM TH LD, LEOHEEWHE
TME T VA EL, TEDEIOBMBEBRICKET H2LEND D .
UD-CF/PPS 7 U YL 7 v — b 2B (U ¥ 77 A W, DCC-2) T Fig.2.1
2R3 &L 9120250 mm X250 mm ([ EIWr L, Fig.2.2 (287 & 95 1T IR & Hk #E o #§
MBI &2 Rl — i x CAE 8 M Al g L.
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UD-CF/PPS prepreg sheet

S UD-CF/PPS prepreg sheet

\:\

Cutting line

S
%
i{,\
Z 250mm Y
Fig.2.1 Cutting of UD-CF/PPS Fig.2.2 Stacking sequence of
prepreg sheet. UD-CF/PPS prepreg sheet.

UD-CF/PPS fiJE@ K Ok L IZfEH L7 nE 7 L 23 @& % Fig.2.3 12”3 . & &
A% E IR 1L 600°C £ THIHE T, PPS BIEX° PEEK IS D & ax H 3 25 A —
NR— T TOMAT LV ARIENARETHD. RS ONE % Fig.2.4 IZ/R
L, oK% Fig.2.5 2”73 . KEAE T A3004P O T VI =7 A& 4
T, PREFTRHEEDLDILENBICERBRTCELL)ICKIFILTND. 2
A XD O A m A S, Mgk a2 BT 5B, #BIE O 2 m A
MFEICL VB SHEE o TV D, BB oK w2 M L OV v I
NoHEAFFHAA (77407 I DV Y v 8L, FC-161, it 2R
800°C) # ¥ —~ (A F L —®AL, 1.8 ks Mgk, BELEZ7Y 7L
= hEERICEE L, ML AICEE L.

Temperature controller

{=Thermocouple

-— Hydraulic jack

(a) Appearance (b) Pattern diagram

Fig.2.3 Hot press machine.
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Fig.2.4 Appearance of mold.
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(a) Upper mold
< 320 > %t 10
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290 ~ 30 [mm]
P

Fig.2.5 Pattern diagram of upper and lower mold.

(b) Lower mold

MET L A G % Fig.2.6 [Z"d . REIEE
DIET &= &,

U e

IJX/E{Jm

JEAZ B 22

%,

IZ T=300°C |T#% & L,
t=600 s M MMBVEH L, oK =R T H
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L, &8RN PPSHEIIEDO T 7 AEEBIRE (Tg=90°C) LLFIchsdETHHL
7.

%% L 7= UD-CF/PPS Fi B R % Fig.2.7 IZ/”"T. BER O M ITM BRI
HIEREBIC L DMMEOEANNELEZTED, XA FTEL R Y =2 AW THER
Ui A BT L tk, REBA o8 L 21T o2,

>

T=300°C, t=600s

Heating Cooling

Molding temperature, T [°C]

>
Time, t [s]

Fig.2.6 Molding condition of UD-CF/PPS laminates.

Flow of carbon fiber and PPS polymer

_
<
S
B £
= £
S B
GL) N
=
LL

i

i

1

i

i

— A

P 250mm

>
I~ il

Fig.2.7 Surface image of UD-CF/PPS laminate.

2.3 EREBHLUEH

2.3.1 BMBEE
BRAAEEEONENE Fig28 1cmT. AEBIEAY FT L AKE (=
A XA N —MWEL, ~4F ¢ F LA, KK 100kN), ERZEER (%
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KETFLEME, PWRSOOL, H KM HEFE 80V, &K /&R 50 A) THEK
ENTEY, BERZELERICIVEEOEBELEME - IBERMEZH I ATETDH
D, EEROELEM, ERMELLOCENEOE=2) v 7 RAIEBTHD. £,
b A5 o R A A & BE R E & D 72 6D (T R A R B IR B EE (R Apiste B2
FSV-1200, L~ X 8 mm, & iR & &iPA-40~500°C) # M\ 7= . &IEE OFEM %
LLFIzRe 7.

Press machine
Infrared thermometer Stabilized DC power supply

Joining parts

| I—
Input condition
—_—
Monitoring

Temperature monitorin .
P g (voltage, current, electricity)

PC

Fig.2.8 Appearance of electro-fusion welding device.

(a) WY FTLREE

BEEOMEICIE Fig.29 IZ/RTH EANY R L REBEZ T W, KEET
B KT 100 kN OMENARE T, HEEICROV AT oNTZENGFEZHAIMD Z L
WX, EOMENZAMT A ENTES. MEmeE L THEHRE 40 mm O
BEEZALTBY, KETHWE L 7/ RORBRFOMEIZHEH L TWD.

Fig.2.9 Press machine.

28



(b) ERLEILER

ARFEBRTIL Fig.210 I - T ER KL E(LEIR (HKE - LEME, PWRSOOL,
RAKHELE B0V, HAHIENR S50 A) ZH0VTEBAKICHINT 2 EE
B EOCEBRMBORBEZITo /0. REBEIL, CEOEEELITEREZ T 7
RAT v 7B TCHNT A2 ENAERTHD. AMETEETOMESRFICE
WT T 7HEETHALE.

Fig.2.10 Stabilized DC power supply.

(c) FRHMRMEREE

Al g o IR B E T Fig.2.11 1R 3R AR ik B IR E B (R Apiste #,
FSV-1200, L > X 8 mm, M| IR &6 P -40~500°C) % i FH L 7= . R 0BRSS R
FEFHIE RN A TZ B HEMITRARZ B S, MIEWH» b KH S 2R
SRR AEFTRIL, IRESACERER AL 2 7 —OKME L CH D ARERERE T
o, TOE, RIAMIATEH N TRABEBRZRE L, PC ICEHRINTZ 2
fha—F—% MW CREGOHIE 21T 5 . RO KGR E G CHEEH N Z21T 5
Ba, Wt OBETE e ORENNLETH S, CFRP OIREFHMIZE T 5
AT RS SLEE 2 B/ 6T WD D, RAFFE TIlL e=0.85 L E L /-,

(a) Infrared camera (b) Controller
Fig.2.11 Infrared thermometer device.
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2.3.2 BhEAE

Al E R BR A X Fig.2.12 12”3 X 9 22 0E W=20 mm, & & L=70 mm D ¥4 B
We L, s s EREmE 2 5 Le=20 mm T, #k T fE %2 Aw=400 mm2 & L 7=.
AHFFE T 72 BB VK A& Table 2.2 12 7Rk 9. AR BF %2 Tik, Ni-Cr &t (B ££ 9=0.2
mm) ZHEHEFEEHEKE L THW .

Pressure, P=6 MPa Pressure, P=6 MPa

Polyimide film
Copper plate

Polyimide film PPS film
Copper plate

PPS film

Ni-Cr wire Ni-Cr wire
5 S
S S
VA TR i
II o |I —
DC power supply . DC power suppl
@ Unit: [mm] P p/\f)/y Unit: [mm]
Electric voltage meter, E Electric voltage meter, E
(a) Single Ni-Cr wire (b) 3 Ni-Cr wires

Fig.2.12 Appearance of two types of electro-fusion joining device.

Table 2.2 Heating element used for electro-fusion joining

Heating element Ni-Cr wire
Number of heating element, n 1 or 3 wires
Length of heating element, L. [mm] 30

Distance of between heating elements, Ly [mm] 1,2, 4,6

Surface image (3 Ni-Cr wires)

BHAD NI-CrizH WA I1ciX, Fig213 2Rt X512, [EE DM La
THLE L 7. SFEPEAMRIL, LEKED PPS BlE 7 v (HLBHE, &
LU F® EX0.1mm) TEEARAIAR, 22 B 7 L 2 (o8 /ERT N8, IMC-19E8)
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ZRWT, RIBIEE T=284°C B X OVMEH P=6 MPa D ZELMETTFH 7L A
E L CHWE. O, BME LEZPPSHEIIE 7 A VADRFHDIEE % tees & T
L A B oW ANZHE -G R (=T 7 AR, ~I ¥/ 15, JE X 10 mm)
RS, BERZEAERICEZY, SREMR (EX 05 mm) 24 L THEDE
MEEB L OERZ NI-CrICHIML, ZOBICELDZ Y2 — VB LY @ E
O PPS MifEZ# MEVER S E AN MEL, BEBELXIED TEHTHEILT D Z
ETRE#ZASZIT T HEMNLRBA ~DOREZH LT DO ICHKBRA &
B S BAVE S L OV ICEN DRV A I R 740 (KL - T 2Ky
Wi, H¥X A7 B 7 F>® JEX0.05mm) Z#ALZ.

CF/PPS laminates Z A PPS films
| L ¥

Y
-9 ‘_.-V tpps

»
L

Ni-Cr wires

I—Ni-Cr

Fig.2.13 Insert method of PPS film and Ni-Cr wire.

2.3.3 EEREH

ARWFE TR 2 OGN T A — 2 PNEA L CFRP R JE Ml o il & 2 8 12 K IF
TREBELHET H7-0, Table 2.3 2T X 51, EINEE E, FHIMEWR I, @
EIFMH t, A O PPS BHAEJEE & teps 38 £ U8 Ni-Cr #R W @ BE B Lnicer 2 (b &
TR EEZEREIT- 2.

Table 2.3 Electro-fusion joining conditions

UD-CF/PPS 0=0°
Test specimen UD-CF/PPS #=90°
Woven-CF/PPS
Single Ni-Cr wire

Heating element

3 Ni-Cr wires
Pressure, P [MPa] 6
Applied voltage, E [V] 3.0~8.0
Conducting time, t [s] 0~180
Thickness of PPS film, teps [mm] 0,0.2,0.4,0.6

Distance between Ni-Cr wires, Lyi.cr [mm] 1,2,4,6
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2.3.4 FEM@AE

PPS #l i D BARO R M 2 M+ 2 -0, mEEEABEN EEE (842 —4
2L, DSC6220) B LUBAEENEEE (WY ¥ ", TG8120) %« H
WTEALGHHMEEZIT-7. TOBROHBEEE T T E 5 °C/min.k L. &
7, PPSEIEOBLICIE I B ZB AW ET D720, L~y 78 (LHE
BB, YF-120) Z W T PPSHEIIE<L v F (BRLIE, FLUF® %5
HEE 5 °C/min. THEL, AaX¥#z2zHAE L. MEELSE 7K, AR %2
HERENPLIVAL, MEmERAMNICE—RFITH XN LK, 7YX
AX xS (=7 Y o WE, ES-7T000H) % H W CRhEm %z g L, BE&ME
7 & (Imaged) ZHWT Fig2l4 2R+ KO ICHIBEMEE AvZz EH L 72,
T, MEBESTOMBMEE A ZRET 27200, RABRBHEET (T E
27 RE, FSV-1200) % A\ T A B O iR E 5 ﬁ%ﬁ@bt.
AE%OBEASREL2FMT 5729, Fig2l5 il n-dT X2/ Moy 7L
v 7HEAEHABRAE (£ & 60 mm, 0§ 20 mm, #F A Aw=400 mm?) % ff & O 5
T ARERLE. 7AI=v 2®IELH (BEE 1 mm) 23R BT =K
FUBMCHEAL, L ymRlBRg (5EEMERHE, AG-50kN XDplus) %
AWT, 78 A~y R#EE v=0.5 mm/min THIETAMRBREZIT -7, 5lEYE
Al E L, XQUOBIOXQ2)ZHWTHEEL .

P
= T (2.1)
'y

P
= (2.2)
Y

Z 2T, tac [MPaliZ gl iEH A Wrak BREFIZ A & 4L 72 fx K faf B Pmax [N] % 82 & W
ORI AEEE A Ay [Mm2] TR L72Eg R AMME & L. £72, rp [MPa]
X KATE P [N]Z A F @ fE AL (AL=400 mm?2) T L 7= BT o8] 5E 5 A W is
L L.

Welding area, A,, |

¥

Fiber orientation angle, 6
Warp direction

wm

Centerline of heating element CF/PPS laminates

Fig.2.14 Measuring area for evaluation of welding area.
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CF/PPS laminates

Fig.2.15 Geometry of lap shear strength test specimen.

2.4 EBRHERBLUEE
2.4.1 PPSHEIEEOBRIMER

Bt o PPS BiEIZA—N"—= 7 JZnEan, WHT 7 2AF v 7 &
LCEEAELS, BVWAMEBEEEZAE LTV LN, mERILICHEI ZRaZETLR
T, BN TICETH2EERNIEFTICRS, MEIPKRELRBETCHL. o
B, KBS TIL PPS BHAE DB AT HIE 24T\, BARY R ME &2 GFMm L 7.

PPS #IfE R F W To DSC HlEF R % Fig.2.16(a)Ic =~ L, KKH ToD
TG M E & & % Fig.2.16(b)IC =N Z N r 3. Fig.2.16(a)?> DSC fEFE R L v,
Tg=90°C (fETH T RAEBBRERT RXN—AT AL ObT N EMN AL,
Tm=284°C TR E ZRTRBAL - NELDZ ERND o Tz,

0 £ 120
2 T4=410°C
£ 100
S 2 | T=900C N
e [~~~ -
,5 ~— é 80 \
g g 60 \
- £ 40
£ -6 E \
= 20
2
-8 E 0
50 150 250 350 £ 0 200 400 600 800

Temperature, T [°C] Temperature, T [°C]

(a) Differential scanning calorimetry (b) Thermogravimetric analysis curve in
curve in the N, atmosphere. the atmosphere.

Fig.2.16 Result of differential scanning calorimeter and thermogravimetric

analysis of PPS polymer.
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Fig.2.16(b)® TG W EMHR L v, T=400°C {1 £ T 2%FEE DO LT /e EH &
WmAE b, RRFTOmFELOBICKIENEL TWD EHERERIND. £,
Teg=410°C PL E TIEE I PE D B E & A N E LT TEB Y, T=600°C TIiL 2
DIRIZ KL o THEUTERRDY bNREERY L 7-.

BRFEZHWTRAT CHEA OREICHNASELZBEO PPSHEL » (K
LB, LU F®) oG EE A Fig.2.17 I/~ . T=50°C TIELL v hAKK
DF A EGF > TWD N, @S O T=280°C TIEEGQNE L. £z, Ao
MR AT YT O T=400°C TIEXL v MERBALAZHORTE Y, F L WA MG D R
S, Fig2l7(b)icmx L7 TG MEME N B B, T=400°C ETTHLT i HE
BHEHMPBREINTZLZD, RKRFPO®BF L BILRISHNITOIL, EANAETCRE L
HEIND., CNUOLOERMBRELD, Fig2l7(c)0BEXL v PO RE A LY
LEEORK WL O ERILLE EEL .

(a) T=50°C (b) T=280°C (c) T=400°C
Fig.2.17 Change of color of PPS polymer pellet.

2.4.2 B—ONi-CriBZHAVWVE-ERKARE

(a) NMEETD £

FINGEJE % i 2 224k & & 72 B ® UD-CF/PPS # % X 18 Woven-CF/PPS #1 @ #%
AHEBIXOMEENRELRDO A X ¥ B % Fig.2.18 IZ/r 3. UD-CF/PPS 6=90°#4 i
FIMEEN G 2 251F L, Ni-Cr #JE B CHIAE N R E 72137 Ak L, [RE
MENBEHL TEGNREUZ. FFICE=45V UL L TIIXBERFICEBMICHIED T A
{234 T, Ni-Cr #irfF CTIEBIENFEE T, BEKREE O K FB#HME?F L <
FEHLTWDLZ EBngnolz.

— 7, UD-CF/PPS O=0°# IXFEI N EE NI 513 &, R M HE 5 10012 1 iE
W PE S BN AE U, £72, E=8.0V TIXEEKONE T ICBERENE L
TWBHZ &EN4o7-. Woven-CF/PPS #/ Tix, E=3.0 VU FTIZHMN o> 7=
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LI R 5N nwn, E=3.5 VL ETIT NIi-Crftumiln bBIE D@ N4 U 7.
FriZ, E=45V U ETIIEEREDOBBENT AL, BIEOEAR XOHEE
WRANEORBZBRMEROBHELIER I N

E, [V] 3.0 3.5

Peeled
surface

External
face

E, [V]

Peeled
surface

External
face

E, [V]

Peeled
surface

External
face

(c) Woven-CF/PPS

Fig.2.18 Scan images of peeled surface and external face (t=60 s).

—

R . UD-CF/PPS 9=90°# TITHIMEBIEZ &< T2 2 Lk, #HEFmITIE
Y — I CABmE AN L7~ . UD-CF/PPS 0=0°4f Ti% E=7.0 V T Ni-Cr # & %
THEMIBOBD PR ONT-. CHITEMBA~OBEANEC D EHEIND.
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mecwwsﬁ%mm SEARmS T OIEEEHEMENIIERT 508, E=4.0 V
LLF CIX & i vmnmﬁ%%fﬁ%@%@ﬁ@%ﬂé@biyV@%ﬁﬁ
B3Nz, EBRIZEWVIZEEBEBRI AL T <, BEEKR O K FESHEFRIZ Ni-Cr #
MOLDORNEBIRNRHATWICHENLZZDEEZOND. /2, E=5.0V TIT AW
BRI L, Ni-CrfhREH COLBIBEOBEMENAERL TS Z Ln
O, BIIEOMHBICE2BHEROBHENRES 2V, REBMEBHEDO Y 2 — 1
BEBICLDORPBHEFIIRNTEHEIND.

10 |

5 E=35V|

Ni-Cr wire Ni-Cr wire | E=3.5V : _ \

10 \ -10 | \ -10 Ni-Cr wire

0 5 0 5 10 0 5 0 5 10 10 5 0 5 10
x-coordinate, x [mm] x-coordinate, x [mm] x-coordinate, x [mm]

y-coordinate, y [mm]
o
y-coordinate, y [mm]
y-coordinate, y [mm]

(a) UD-CF/PPS 6=90° (b) UD-CF/PPS 6=0° (c) Woven-CF/PPS

Fig.2.19 Profiles of a welding area at various applied voltage (t=60 s).

FI N E E & ¥ il A8 o B4R %2 Fig.2.20 I27r 3. UD-CF/PPS 0=90°#f IXEl N &
JER EWVIE E, Wl m S BRI RSN 5 . Ni-Cr #2318 J&8 R o ik ke &
fl—FmIciEEINTEY, REBMHEICEBRS KA T WO, Ni-Cr & P
TAMICY 2 — VEALLT <, E=4.0V DL E T m i o s N 7 24k
L CRFMAENFTEL L7=. UD-CF/PPS 0=0°#F TIXHIIN®EJE E=3.5~5.0 V TI&
Al S O ZALIX/h WA, E=5.0 V UL ETIEAMICHEMLZ. £/, E=8.0 V
TIXTA Ml R 12K 280 mm2(C T 5 A5, Ni-Cr #2525 m CAREVL , Wrft L 7.
—J7, Woven-CF/PPS #41% UD-CF/PPS #f & i L CTHK & [ T & @il i i 25 23S
WAL, ES5.0V CTHME A IEZA 350 mm2icE L. Z oA L LT, MAH
ORI OEAIC XV IRBMHERDIBEH L7272 DIZ Ni-Crfg » 6 R EHAER~D
WANERMNPEL, REMBMERATD Y 2 — VR L LEHREIND.
UD-CF/PPS #+ 5 X U8 Woven-CF/PPS# & 6 5 & El & F%m<¢éik‘aﬁ
AT 525, Fig.2.21 12”8 T K 95 2@ A& o~ O B IE o i H LB X %
BWROEENKEL 2D, ELICN-CrROMBNEL D=0, WY RHIME
JENGFET DI EE2HEND .
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400
— Woven-CE/PPS F
% 300 A
= UD-CF/PPS )
: VE
200
= UD-CF/PPS
= 6=90° 0
5 100 f— A
D
=
0
2 4 6 8

Applied voltage, E [V]
Fig.2.20 Effects of applied voltage on welding area (t=60s).

Exposure of carbon fiber Thermal deformation

Fiber direction

A\ X
Outflow of resin

Fiber direction

(a) UD-CF/PPS #=90° (b) UD-CF/PPS 6=0° (c) Woven-CF/PPS
(E=5.0 V) (E=8.0 V) (E=5.0 V)
Fig.2.21 Case of defect on the peeled surfaces.

FIJNEE E=4.5 VB X O BEBERM t=60 s E L TRl EHEAZIToBEOK
FEEWEE ORE N AB %Z Fig.2.22 12T . T OB, BEEWREE OIRE D MR %
BT 570lc, 7V AKIZEDMEIEZIT> TW2R V. UD-CF/PPS 6=90°%f T
IX Ni-Cr & RFBMMHEDLF — FMICEEINLTWNWD D, BN ENALT <,
Ni-Cr # 3T £ T T=300°C LL E DO &EIRICE L CTE Y, PPS #fiF @ @l s (Tn=284°C)
LEICELTWD ., £/, FERT R TEBAZENE <, Ni-Cr fid i ©
T=300°C YA Lo @i A b iv7z. — 5, UD-CF/PPS 9=0°44 T IL ik HE 7 M) 12 #4
RN U TH Y, UD-CF/PPS 0=90°%f & bl L T Ni-Cr #t 0 JA T — 72 iR
Eofmnihbhil., ¥/, REBHEE T O 2 — VAN ETCIZTS WD,
AR FEm OEEIL T=230°C BREICE T > TCWDHZ &R0 5. Woven-CF/PPS
FFCid Ni-Cr #4858 C T=230°C R EE DR EMNEF L TRV, FE it ki &
bhi L C 50°C B2 |/ Wi I S A b 7.
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400°C

3663

400°C

325 195

piz:H]

225°C

1813

Wi

225°C

1813

1378 1375

TFiber direction E o

Fiber direction m
— 50°C 50°C

50°C

(a) UD-CF/PPS #=90° (b) UD-CF/PPS 6=0° (c) Woven-CF/PPS
Fig.2.22 Temperature distribution of external faces (E=4.5 V, t=60 s).

FINEJE E=45 V THEEHRM t=60s L L T@MEZEAEZIT-EHAD
UD-CF/PPS #=90°%f ¥ X " Woven-CF/PPS #F @ Il i SEM 14 % Fig.2.23 |2~ 7.
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Fig.2.23 Cross-section SEM images of UD-CF/PPS #=90° and Woven-CF/PPS
laminates (E=4.0 V, t=60 s).

38



(b) BEREOEZE

FINEE E=45 V THERH AL EZBEOSRBAOEGE B L OME
JEWE DA ¥ ¥ %% Fig.2.24 |27 3. UD-CF/PPS #=90°#4 1% UD-CF/PPS
O=0°%F & LE R TRWIZHE L, Ni-Cr # o F P THAF o T 2 {biz X 2 fkHE o &
HBRELLAELTWDZ ERNSND. —J, UD-CF/PPS 6=0°kf 1% 1@ FE W[ &
A VN, MR HE 5 2 PR Rl AE Ik 23 95 K L 7= . Woven-CF/PPS #4 Tld Ni-Cr %
TR D BB TR B AN BE A S A, t=180 s T Ni-Cr # o R T & # 5 % @b 2
AL TVWLIRN, HERRROBIELE/M L, BEROBHSBALEERA LA

t [s] 10 15 60

Peeled
surface

External
face

t [s]

Peeled
surface

External
face

t [s]

Peeled
surface

External
face

(c) Woven-CF/PPS
Fig.2.24 Scan images of peeled surface and external face (E=4.5 V).
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(a) UD-CF/PPS 6=90° (b) UD-CF/PPS #=0° (c) Woven-CF/PPS
Fig.2.25 Profiles of a welding area at various conducting times (E=4.5 V).
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Fig.2.26 Effects of conducting time on welding area (E=4.5 V).
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Fig.2.27 Mechanism diagram of electro-fusion joining process using single Ni-Cr

wire.
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Fig.2.28 Scan images of CF/PPS laminates using PPS films (E=4.5V, t=60 s).
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Fig.2.29 Effects of thickness of PPS film on welding area (E=4.5V, t=60 s).
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Fig.2.30 Scan images of peeled surface and external face
(t:60 S, trps=0.4 mm, Lni-cr=4 mm).
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Fig.2.31 Effects of applied voltage on welding area
(t=603, tpps=0.4mm, LNi.Cr=4mm).

(b) Ni-Cr #FE @ D £ &

AT OFER L0 ERINEE & P S/ E=4.5 V O 54T, Ni-Cr ##
fRAafE x2S TRAEZIToLEOMAEES L OBBEREXT OB EK %
Fig.2.32 {2/~ 9 .(a) UD-CF/PPS 6=0° ® #; &, Lni-cr=1 mm I X " 2 mm T X Ni-Cr
EES /NS W, Ni-CrfD Y = — VEAR Tk L CRIENE ML,
EWRDORFBBMELFEH L TWDZ R0 5. £, WHEEZ KI5 T % [iE
WL, BABRKREZALTWD Z ERNanolo. Zuix, BB R T R T
BN RETEANHE L, BMETMICREICARE LD THL EHEIND.
Lni-cr=4 mm TIiX Ni-Cr #2 [l TH — 2B E & @2 & 5722y, Lnier=6 mm Tl
Ni-Cr M CRIEIL N A Uz, 7272 L, Ni-Cr #2H ® PPS #5 7 « /v & 23 H
BRIZEE L TWDL Z b, HT7 AEBIRE (T4=90°C) ML EICZEL TV
CHEER AN D, — 5, (b) Woven-CF/PPS @& TIix, Lnicr=lmm B L O 2 mm

45



T Ni-Cr#EHCHIBEMMAEL T, FEEWREEOMIENDKLL TELERN
R eh. UL»L, (a) UD-CF/PPS #=0° D& D X 95 I #HI§ B4y fif 12 X D 1%
FEHEOBTEHIT D 220, Lyicer=4 mm Tl Ni-Cr #2 A PH % — 1B N/ L,
Lnicer=1~2 mm &l LT b RFEMME O & H 1T 722 <, Ni-Cr SR ICER L7
PPSHIAE RN/ E L, BMEREmOREITRA LN > 7. Lyi-cr=6 mm TiZ Ni-Cr
PRI CRIIE D REEREISE A R &7z,

Distance between Ni-Cr wires, Lni-cr [mm]
1 2 4 6

>
> 9
| e <
Nia) cu‘t

(5]
2l 3
o
~
LL
%l
ol s 9
ol e
—~| X %
SLIJ
2] 5
Q_'CS
ol e
~ [
Ll o =
ola 3
<
[¢}]

>
O —
; 9+

E (5]
SRR
\_/;H—

L

Fig.2.32 Scan images of peeled surface and external face
(E=4.5V, t=60s, tpps=0.4 mm).
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Fig.2.33 Effects of distance between Ni-Cr wires on welding area
(E=4.5V, t=60s, tpps=0.4 mm).

(c) BERMBEOEZE

HERMHZEx LI EBEoEGEB X OREREm O BLEM4% % Fig.2.34
IZ77 7. (a) UD-CF/PPS 0=0° D 45 &, WERM Z & < 3 5 1% & &l m B35 m
THZEN G, oTo. t=30s LA FTUX, BAEE AL Ni-Cr# B O A~ TAHET
TW2DH A, t=60s L ETiX Ni-Cr#tf CHL BN R L, iEEENIK L T
W5, —J7, t=120 s TIE R FEMME~ O BRI L0 B R EE A BRAE 0T ) 12 BR
RKT20, BEaRRHIZCUBREL TS, 202 Ens, @BERMIXt=60s
BRENBIETHD Z L NS 0oz, (b) Woven-CE/PPS @ 3 &, t=10s TIi% Ni-Cr
B EoOBTRHIIBER AL T TV 52y, t=30s LU E Tix Ni-Cr R <4t IE & @l 23
Aonsd. t=30 s TIHEHABRAPTRBIZERMLEZBEY vy FHERAELCTBY,
Ni-Cr #2 0w i Tl RIEBER SR O 5 2 &2 5, Ni-Cr 2 F v Tix Ni-Cr
RO TR D BIBEMABMG I D EHEZ IS, t=60s TiX Ni-Cr # [ T
BAEA + 0@ L CRBY, REMBIZR OV, —F, t=120s TIL A @ E
WXL RT o0, A EA~ZEICHESRE L, REMBMERLF L HEH L,
FEREBHICOLHBEORILICEL > Ty IXEBMEOCKTNELD Z &Y
o7

47



Conducting time, t [s]
10 30 60 120

=Q°
Peeled
surface

(a) UD-CF/PPS 6

External
face

Peeled
surface

(b) Woven-CF/PPS

External
face

Fig.2.34 Scan images of peeled surface and external face
(E=4.5V, tpps=0.4 mm, Lni-cr=4 mm).
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Fig.2.35 Effects of conducting time on welding area
(E=4.5V, tpps=0.4 mm, Lni-cr=4 mm).
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Fig.2.36 Scan images of peeled surface and external face
(E=4.5V, t=60 s, Lni-cr=4 mm).

UD-CF/PPS #=0° ¥ X U8 Woven-CF/PPS @ B /i & PPS # 5 B JE & & i il
HEOMMGEZE Fig37i2x3d. EHL00RBRL, BIIEBZ7 v AREAIRLTW
720N teps=0 mm TIX R E A IR KMEAZ <L, PPSHEIlERE S NN T 513 L
Walm B IT eI T2HmE R L. b0 RE XD, (a) UD-CF/PPS
0=0° TIL, BWE 7 4NV L2E2HALRVWEETHLELWVWALESLHIE O LT
Ao, KAEELEKREZRLELZY, @ ERANEESCEEBERLLS IO
Ni-Cr ¢ fi] BE B o &~ <TIix, %E%ﬁiﬁf"éf“%ék%xEﬂébi, Y] — 73 T
AR EHT D 7201201 teps=0.2 mmM~04mm OB EREZR T ILERNDH L Z &N
4y 7> 7= . (b) Woven-CF/PPS T i, %Lu\y;~/v§%’fﬂ%ﬁn25f:m:, PPS
BIE T E 1% teps=0.2 mm~04 mm BN ERSGIETHDL L HREINS.

50



400 A Overheat 400 A Overheat
T [ Proper welding T \ [ Proper welding
£ 300 M Insufficient welding £, 300 < M Insufficient welding
<§ \ <§ []\_H;-
g 200 m S 200
3+ ©
2 g
2 100 3 100
= =
0 0
0 0.2 0.4 0.6 0 0.2 0.4 0.6
Thickness of PPS film, topg [mm] Thickness of PPS film, topg [mm]
(a) UD-CF/PPS #=0° (b) Woven-CF/PPS

Fig.2.37 Effects of thickness of PPS film on welding area
(E=4.5V, t=60 s, Lni-cr=4 mm).
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UD-CF/PPS #=90° L » L RPN /NS <, BB MNLT WI2d Th 5 & 52
S5,
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20 ‘ 20
fpps=0 mm
—_ =0 mm — {-\!/\\v | e ___’_./\"“
Loy ST
—
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é 10 tops=0 4 mm E 10— fpps~0.4 mm
= 2
o s =
&} b &} b)
h
0 0
0 20 40 60 0 20 40 60
Conducting time, 7 [g] Conducting time, 7 [5]
(a) UD-CF/PPS #=90° (b) Woven-CF/PPS

Fig.2.38 Effects of conducting time on current value
(E=4.5V, t=60 s, Lni-cr=4 mm).

BHEH O NI-Cr#BLOPPSHEIIE 7 4V A2 EmICH AL, #@IESMt s
L 72 ® UD-CFIPPS 6=0° #4 ¥ X 8 Woven-CF/PPS M D@ » # = X & %
Fig.2.39 I ¥. (i) LB EMKZ RS I ICHARZA L, IMET 5. (i) WEMRE

ML TNIi-CrficimEL, YVa— LEIZL D Ni-CriREAMEOBIE 7 4« v A NIE
r?ﬁ@“é. (iii) BE 7 V2D EEKOERBE CHEM T 2. 20 L x, (a)
UD-CF/PPS 0=0° T I& fk ke O fkME 7 m I BR824 U, B i i A 25 380+
% . (b) Woven-CF/PPS T IiXi#E M ic ?E)/—,\fﬁérf’iﬁﬁﬁﬂ ERTWSE 7=,
Ni-Cr # 23 F8 J& B D i 35 ik e I @ﬁﬂabtﬁ% RFEWAEIC L BEIITORL, U
a2 — VBT 5. F, REMMEOEREEIZ LY, 1@%&@*@75@%@(?5. (iv)
JE B gk CRAR S TE R L, z_%&%ﬁ:&)f‘/%z‘zﬂ-ftﬁézka:ot Y g 9
ETT 5.
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(i) Pressing (ii) Conducting (iii) Transferring (iv) Cooling
2 Ni-Cr wire Welding area Heat transfer Welding area
o c
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— il
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=2 PPS film Current leakage

Fig.2.39 Mechanism diagram of electro-fusion process using multiple Ni-Cr

wires and inserted PPS films at proper condition.

(f) BIRtE A B ER

(a) UD-CF/PPS #=0° 5 X (% (b) Woven-CF/PPS o 5| it A W ik Ba K5 1 %
Fig.2.40 IR 3. BEAMEIC PPS 7 4 L A ZHH ALV teps=0 mm O R F &,
PPS 7 4 /L A &4 A L 7= teps=0.4 mm O R BE 7 & LL#k L 7=, Fig.2.40(a)? faf H -
BN X v, (a)UD-CF/PPS 6=0° ¥ X U8(b)Woven-CF/PPS D Htlig 7 4 v A %
BEAmICHALTWRWRBRA TIZ, BIIE7 v 22 ALLLHBRA ST
WMRMEN A0%FRERELS o7, BMEZ7 4 VL% A LT trps=0.4 mm O R
BRI, iMERE S OMMSLEREREA /NI Ro72 2 212X 0, teps=0 mm
DR EE_RTRERRMENK FLEZEEZEZDLOND. Fig.240(b)k v, +C
DRBRAICEBNT, tacld rap LV D RERMATR L. 41T FEEE O % fEhE S
NMFEHBLY /NSO TH S, (a) UD-CF/PPS 6=0° O34, teps=0 mm
DR T 120223 MPa LA LICE L., ZHREBEZ 4 VAR HAI N TV
WD EEEIE SN L o 2 BT 2, BB O B 3 ME A 51 EE 5 M Bl
BEIn Tk, MMESLBMERILINNEZD THDLIEEZOND. (b)
Woven-CF/PPS D 5 &, tac 1T teps=0 mm 5 L O tpps=0.4 mm O ¥ H 5 OBy T
HIFIF%E LW Z R L7, (b) Woven-CF/PPS @ tpps=0 mm D & Br A T, #F L
WY o — L REANAE T THIEN S LT7-7-2%, (a) UD-CF/PPS #=0° & b X Tl
EomERnRbniholtEZzZLND.

1%
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WTFRORBRA TS, MAMICHIEREZRT20WEE TIE, HERS OB IR
DEFERXLBAETENELTEY, RERMAEZEEPITA TWRWEZYD, @AEE
CHIEEZRTDILEND L. £z, MAEMOSIREAWREZN ESE D
OIT, AR ZMHEBRLT 2FORILPLETHLL I ENTRINT.

8 T 30
= Tac
— 6 /// -
< P 520
o 74 £ .
= 4 / — > 15 Q
o 3 \
= % 10 N
5 = UD-CF/PPS 0° t,ps=0 mm a \
= UD-CF/PPS 0° tpps=0.4 mm R \
—— WOVen-CF/PPS  tops=0 mm 2 5
= \WOVeN-CF/PPS  tppg=0.4 mm 2 §
0 » 0 AN
0 05 1 15 2 tops=0 MM tppg=0.4 MM tppg=0 mm tppg=0.4 mm
Displacement, 6 [mm] UD-CF/PPS0°  Woven-CF/PPS
(a) P-o curve (b) Single lap shear strength

Fig.2.40 Result of single lap shear strength test (E=4.5V, t=60 s, Lni-cr=4 mm).

2.5 85

ARETIEL, BN CFRP i@ oEXN@AE#EAICEHB L, B— 0 Ni-Cr
BRETAXE LD Ni-Crig 2 IR EAL L L TH WA E ¥ % CFRP @ & & = il
EBATFHEEHLICRE L., £, BELEFEZHVT, —FRALEY
EOR DM RILEEE AT AR B CFRPEEKR ZMET R E L THL
T, FIMBESLEBERMB IO NI-CriRofBELEOMAx ORESFENERK
MEZFENIC L 2 2B A2 FEBRAICHMm L 2.

UD-CF/PPS 0=90°44 T, FE/E K M O ik F Ak HE & P15 2K D Ni-Cr 2
fl—HmThHdied, RKEMMEICHELIBELTY 2 —AFEAL, @ALHN
B LR VBIEORSMN L. T, — A OREHETHILS -
AT IYE CFRP et # AN & # & 7 2 I, MR &m0 K HE B2
WEFMER ~FMICEEBEISEL L, ELWVWYa2a— VEARNAELCDL-08ET D
XX Ths.

— J7 T, UD-CF/PPS 0=0°# T I3 8 & # & i @ fk Rk O fkMEBL M izt L T,
EHLFRBAR D Ni-Cr 2 BB F M IZEE S TW5DH 72, UD-CF/PPS 0=90°%f
DEDICHEPE Y 2 — AV EBTAELT, REBHE T MICBABENFEFIZEL .
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ZoZ e, MEHFMICK LT, REABHEOBMER M AL 90°ITRET D Z
ETC, Wl 2 D RMICIEKRATRETH D EB X D.
%%@%%ﬁ%f%kénthmcwwsﬁfm,@%%éﬁmNun%
NOHEBIRFP O EETICERPINE LZBEIS, A CHEFIZCY =2 — L3
ﬁb,@%ﬁ@%%@ﬁ%b<@%ﬁﬁ@#k#éiyyﬁﬁéﬁﬁbt.

THRLOERMEENS, AWM CFRP B E R O E X X @5 N ICIx, #E
WD RFBBEAMERCTZRELY, BEEMEFBIICKRESEELEZ D700, EX A6
HHEAROBRFN I REEERR T EEXD.
UDWP%M‘WW%CHWSM@E%%@%*W% FOON&E & & ¥ b i fE
O BRI BN 2R E R L, BERM & mm A o BRI BB o e
R ThdrZ enmholc. £, HIMEEB LI OCEERH ZE A~ L2 E T
AT o TR, & A2 AT 5 Woven-CF/IPPS # 1%, — 5 [ @ j= 3 fif #E
f%kéhkmewwsﬁib%ﬁﬁﬁkioﬁﬁﬁfﬁﬂﬁ%ﬁﬁm¢é
fHm RN D &Ml L.

m#%ﬂw#%ﬂiﬁﬁcmpﬁ W~DOIREIZFES, HFL WY o — L RE
AT L0, MAEmICHEZ A VLAFOBBER AR T 52 LT, WE
ﬂ%f%é:&ﬁ%ﬂot.mt,%%&mﬁ%%%ﬁmk@%ﬁﬁﬁﬁ—w
UD-CF/PPS 0=90°#f TIZEXRM B FEN B W=, TOHRIITHEV A 5N
T, ERAMEHZSICEFABEBCTCHDLI EEZDOND.

H—0O Ni-Crfz i BAIRICHWESA T, LHHEORMEREEED 2
EDRNETH D720, HEBEONI-CrftzR - FmiZ - EMRBECREEIE L2 &
f,%@ﬁ%%ﬁﬁéﬁé:&ﬁﬂ%f@ézkéﬁﬁbt.@ﬁﬁ@MCr

Mz Mg a T aﬁﬂ%* FRIE R DR B MAMEICIRE N AL L THE LIS
D720, ﬁﬂ%%ﬁkﬁﬂa RITOLMLENHDL N pholc. BELRMEES

AT O 1o O IRl A& I ﬁﬂa)%% FT5ZEFAENTHLN, @AMOSIEE A
Wk IR TS o2MmA Aoz, @A z#MERLT2F0OLEEND
5. HBI3WTIL, REMMOTEEMLAZFM L, MAFEBEICRFZMWAMEZ TN D
L TRABAEMMMBRILT 2 L2 ICRBEL, @B HROBPEEMLE TIT KR
ERRRERLIEERES VI A 7 VMBI OMWEEZR ESE 5.
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FIE RIMMRESIUVEAMRFAEBEZERERARICAVE
RABMECFRPOBERAMEESFENRE

3.1 #¥E

F2ETITHE -BLXOEELD NI-Crftxd HW T, —FHmdk L O#kY o R H#E ik
MeECTHR L SN 7B T WP CFRP B IR O B A Al 5 34 217\, Mk R(LIE ke
DEVHAMEXRIICKIETHEEZHALNICLE. £, BEBRORZWMMEICE
RN D Z LXMWY = — VB ZIEH T 5 7 I 13/ &I 8
EEZRTHOLERNS LN, METOBIBEREESNRKE 20, 5IRE A iR E
DA T T 2MENETC . Ni-CrfICIR6T, ThE TERBEAMKE L THW
bNTERLAT UL ARy YaD X)) BERBERAKELTHWESS
[86]~[93], M E®ZRICZEOWMPEIAKRLNEAMmMICKHA T D720, MEK T LK
PRAKOBENELDZ 0, VA 7 VRICE DA RECRD Z &b
DINDH. FRIC, AT CFRPORM & L THWSLN TW D PPS BHAEIX, &
BB ICHEECHEZEOE BT AN EL D20, 2 RHOBBEAKEZ AV
BRI ERICEIEAERNBETIANLE D S . — 5T, KREMMEIT S BRE
TIHAEMEICENLTRBY, BEMEZ2AL TWVWLEE®, BEICED Y 2 — LRSS
L LNAETHDL. REBHELBRIABMERFOREIBEHRL L L THVWD Z
ENTENE, AEROBMERLELZEB L, @RHROBUEAELZHNTEE
DREERRTED.

ARETIE, —FMREFBMERIS T OABKBFRMEZERBERAL L L THWE
ENFTHIME CFRP O X AMAE FIEE2H L ICRET L. £, KFEZHWT,
FIMEELEERFMEOMESRMELMEZBEOHEAREICKT T REEZ M
L, B\e Pk CFRP 0 ER XA AR B T 2 IR BMMEEILBEBIKO G A %
N 5.

3.2 HEA
3.2.1 ®EXNR

fl A& ser G20, BB T H W 72 ik 4 bR 3R R ME 9 bk PPS #8fHE £ J8 Bk (TenCate #1: Y,
CETEX®, 5H Kk F ik, MMEMAEBEH S Vi=45 vol, E = 1.2 mm, BT
Woven-CF/PPS) TH 5.
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3.2.2 EEBAE

MEEILS 2 BLAMEOEBRAMMAELEZ Mo, @aRBR AT Fig.3.1
IZ/RT K9 e lE W=20 mm, £ & L=70mm O EREIR & U, @35 56 1 7 O
25 L=20 mm T, #kFEFEZ Aw=400 mm2 & L 7=. AR#FZE TH W72 R 3 E
HOBWPLIE AR AL Table 3.1 [T F . KPR TIE, REMMER (R EHRH,
3K-T300, LLF CF-bundle & # 9 ) & L OBAME R FHAME (BB Y v R, EX
0.03mm, LLF spread-CF & #7) ZMIMEEAMK L L THWE., REMMERD
FFE X Le=b mm @ — & & Lo, F 7o, BRRR B BME O BME S m 2 @ g 28k
FOBEAREICKEITRHELZRAET 57290, Fig.3.1b)IC-dT X2 x FAICH
ik R A ME O MR AE 5 1 A Bl L 72 3B & spread-CF 90° & L, Fig.3.1(c)lZ =
T LIy FI M 2B E L7 % spread-CF 0° & L 7=.

Pressure, P=6 MPa

Polyimide film
Copper plate

'\9
S

|
DC power supply

v
Electric voltage meter, E

Unit: [mm]

(a) CF-bundle

Pressure, P=6 MPa

PPS film
Spread-CF 90°

Polyimide film

——

[
DC power supply

Unit: [mm]

v
Electric voltage meter, E

(b) Spread-CF 90°
Fig.3.1
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Pressure, P=6 MPa

Insulating plate CF/PPS laminates

PPS film
Polyimide film

(QQ:
=:
DC power suppl
P ﬁ\%y Unit: [mm]

Electric voltage meter, E

(c) Spread-CF 0°

Appearance of electro-fusion joining methods.



K B B3 VIR T,
S 0.1mm) THEAA A,

EE M B D PPS g 7 « v & (L 3L,
BZEME T LA (H oo A B R #

FLUTFe '
IMC-19E8) # H

WTC, RIBIEE T=284°C B X OVINE S) P=6 MPa D ST T 7 L AR E

L THWE.
7=

Table 3.1

FOR, BB L7 PPSHIEZ A NLLDEIDE X% teps & T L

Heating element used for electro-fusion joining

Heating element

Carbon fiber bundle

Spread carbon fiber

Number of heating

3 bundles 2 plies
element, n
Length of heatin
J J 30 40
element, L [mm]
Distance between heating .

elements, Ly [mm]

Surface image

5mm

3.2.3 EEREH

ARHFFETIIME ~ Ol E/NT A — X B a] ¥ PE CFRP 8 @ M o @il & 25 8h 12 )

TEELZEHLNMNIT S, Table 3.2 27”77 Xk 912,
FlInE I+ E, FIINERR I,

E L L,

trps # B S CREEHEASEREZIT - 2.

IME7) % P=6 MPa @ —

BERMEtB XSmO PPS B EEE

Table 3.2 Electro-fusion joining conditions
Test specimen Woven-CF/PPS
Pressure, P [MPa] 6
Applied voltage, E [V] 5.0~7.5
Applied current, | [A] 5.0~8.5
Conducting time, t [s] 60~ 150
Thickness of PPS film, tpps [mMm] 0,0.2,0.4
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3.2.4 FR{@AE

BRAMEETR, R 2@MERENOHW 4L, ghasmz b mice —
RITHEHNR LK, TV NVAFTyF (=7 YW, ES-7T000H) %= AW
TRt Em ARG L, EEMHEH Y 7 & (Imaged) Z AW THEHE %@ Aw & &
HLZz. ME%OESBRELZFMT 2729, Fig.3.2 IZrR-T X5/ o
Iy ZTEASRBRAE (E X 60mm, 8 20 mm, ## F @A Aw=400 mm?) % Table
BBWRTHRMTEARMFER L., 2O, SIRETAMBEOLBDOZOHIT 2K
BREIATORFVRELEH (a=vW, 7427 30° £7F7 27V R
BEEA () HU I AW, SG11) THEEHASLEZRABRA LERL -,

TNAI=y AR (ES 1mm) 2R B Mmlic =R o BiE TH% L,
HEGRERBRE (BEEMIEFMR, AG-50kN XDplus) #HWT, 7o A~y
N3 FE v=0.5 mm/min THlRHEAMABRZ1T o 72, SlEEAWMEIX, K (3.1)
BXOoXL@B2)zHWTHEEB L.

P (3.1)

Z T, 5l 65“@?/1/'—)?%@ Tap [MPa] i k%@ P max [N]%i\%%iﬁ*ﬁ AL (AL=400
mm2) TR L7 e L.

CF/PPS laminates

Fig.3.2 Geometry of lap shear strength test specimen.
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Table 3.3 Electro-fusion conditions of single lap tensile test specimens

) ) ) spread-CF Q°
Heating element Ni-Cr wire CF-bundle
and 90°

Applied voltage, E [V] 4.5 6.0 5.7
Conducting time, t [s] 60 120 120
Number of heating element, n 3 wires 3 bundles 2 plies
Distance of heating element, Lu A .
[mm]
Thickness of PPS polymer, tpes

0.4 0.2 0.4
[mm]

3.3 ERHERPLIUEER
3.3.1 HMEXTDOEE

WA RE] t=60s — & T, FIINEE E 2 i~ bS8 @ CF-bundle B X
W spread-CF 90° B of@EmPB L O EER KR m OB 24 % Fig.3.3 1277 .
(a) CF-bundle B i @ PPS HflF 7 « /b A J& & 1X tpes=0.2 mm I L V' (b)
spread-CF 90° (X tpps=0.4 mm T&» 5. (a) CF-bundle B i ® 5 &, E=6.0 V R
TR OB BB I R S A WAy, E=6.5V LI b TR FEHE B o & s S g
RN END ZENDhotz. UL, E=7.0V TIXMEHERE O MBIE L IR
b3 2 2%, BRI AT VN g AR O i 8 T PPS REAE O R BE 0 R S HERR S 4, E=T.5
VLI ETIX PPS BHIEORBE D MRIC L D mREMMBEOBHNEF LI A SN, (b)
spread-CF 90° i B iy o 45 &, E=5.0V CTIIBIIEOHEEIT R 52wy, E=5.7V
I ETPPSHIIE 7 4 VA DWEMAAELT., EE6. 0V ETIEELL YV a— L%
L0, EENRKOBEES PPS IO MILE X OB S fEICHE > E6
NAELDZ ENThoT.
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Applied voltage, E [V]
6.0 6.5 7.0 7.5

External face |Peeled surface

(a) CF-bundle

Applied voltage, E [V]
5.0 5.7 6.0 7.0

External face |Peeled surface

(b) Spread-CF 90°
Fig.3.3 Scan images of peeled surface and external face (CF-bundle: t=60 s,
trps=0.2 mm, spread-CF 90°: t=60 s, tpps=0.4 mm).

(a) CF-bundle ¥ X U (b) spread-CF 90° & Bk v o FHIIN & J& & ¥ b i 75 o B 1% %
Fig34iZR_d . EHb00RBA CHRMEENEMT 2 EEmBENEML,
E=6.0 V~6.5V {iT T flifi f5 1 — EfH % /= L 7= . (a) CF-bundle ® #; &, E=5.5
V O E CIXE M RIS T/hE W, E=6.0 V T THIIER B NS S,
E=6.5 VU ETIxAaMITHEMT 5 & n o7z, —F, (b) spread-CF 90° i
R R o %4, (a) CF-bundle B i & btk L C E=5.5~6.0 V O X & £ T @l i
FEN AWML, E=6.0~6.5V TIX Au=380 mm?f2E C —EIZ7 D &Ny
Mol=. ES7T0V U ETITELLL Pa— LR LD, BEmEIT Av=465
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mmM2IZZE L. DEOERMHERIZLY, REMSCEAEZE S ZOICT@EY 2
FN & JE BN AFE L, @@ﬁ%ﬁtﬁm@ﬁA:%wTﬁ,mCPmmmﬁ%H
TlX E=6.5V, (b) spread-CF 90° #X B /i T % E=6.0~6.5 V i Y) 72 & & i
HIEMWITRBI T

00 . .
o0t B Insufficient welding
O Proper welding
@ Overheat

400 | spread-CF 90° /.

5

4 N\

.

=1V} - 3

é 200 ;

ﬁ .“: \\

T ------- O CF-bundle
0
5 6 7 8

;"‘-\&pph ed v (_‘)ltage’ E [\']

Fig.3.4 Effects of applied voltage on welding area (CF-bundle: t=60s, tpps=0.2mm,
spread-CF 90°: t=60s, tpps=0.4mm).

3.3.2 BERMBOEE

AT O R LD, %%t%ﬁ)# BW TG 2 HIINEE N ERE T 22, BIER
A S P EAEIC T2 ICEL TV RV, B R 2 K X W T m R
MIETHELFFML . %O)Bﬁ’%, CF-bundle # B /r T!X E=6.0V & L, spread-CF
RE A TIX E=(S7 V &L, BERFHEt 22 ELEEDO CF-bundle B X W
spread-CF 90° ik BR F @l B B KL OB R K 1 DBl %% % Fig.3.5 1277 . (a)
CF-bundle Bk i © &, t=60 s TIL k& Mk HE 3 o J& P <8 IE O % 2 e i
AU, t=90 s L b TIT R JE A v 0 o0 SR AR ME R ] TR RS E L T WD TR
o do. £70,1=120s TIX R B AMERE O PPSHIE 7 4 v A3 & THM@ L,
Wl R N YE K9 5 A%, t=150 s LA ECIXEEIR O #&E N L’ L, PPS
g D AL 23 58 S v 7z .

(b) spread-CF 90° ik B r ® 5 &, t=60~90 s TIXRIAM D PPS #IF 7 1« /L A
MRS DN, t=120 s TIEMFRE D PPSHIIE 7 4 L AR B TH@MT 2 2 &n
oo, t=150 s L B CIX A @A ER M o (a) CF-bundle &k i & Hdk L T PPS
BEOELWRMIZTAEOA WD, EREE TEMIVBEOERENEL TW
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DI EMITMoT.

Conducting time, t [s]
60 90 120 150

External face|Peeled surface

(a) CF-bundle

Conducting time, t [s]
60 90 120 150

External face |Peeled surface

(b) Spread-CF 90°
Fig.3.5 Scan images of peeled surface and external face (CF-bundle: E=6.0 V,
trps=0.2 mm, spread-CF 90°: E=5.7 V, tpps=0.4 mm).

(a) CF-bundle 3 X U¥(b) spread-CF 90° & B Jr o i #5 F [ & ¥ il o £ O BA 4R %
Fig.3.6 2”79 . EH O ORER A T R A H 03 2 1% & % @l AL 8
L 72. (a) CF-bundle B © 4, t=90s &£ Tl m B X E 22 Mm L, t=90
s LA ETITAMMICHE M L7z, t=150 s T ¥ @l fE 13 Aw=400 mm? 2L k(2 88
D0, B L7z X DI PPSBIAE O RAL A A& U 7o 7c®, t=120 s 756 B 72 i@ & RF
MchdrEEZLLND. —J7, (b)spread-CF 90° 3Bk i TIi%, (a) CF-bundle i
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A X TCHEMmEN AR THEMT 2208 00h>7. t=90s £ TIERE
AR N IFAET DA, t=120 s LL B TIiX Aw=400 mm2 Ll REiCZE L, M FmmaEKRo
PPS #tfl§ 7 4 v A NE@ L. LrL, t=150 s DLk CTIXEER O 0 #E R
AEFR Lz, t=120 s RENHEHU cBERFMH THLIEEEZOLND.

600

M Insufficient welding
O Proper welding
@ Overheat

400 / ’

spread-CF 90° /

.
K
.
X
(5
.
g
J
;
K
;
J
5
g
g

N
o
o

Welding area, A,, [mm?]

B |CE-bundle

100 150
Conducting time, t [s]

Fig.3.6 Effects of conducting time on welding area (CF-bundle: E=6.0 V,
trps=0.2 mm, spread-CF 90°: E=5.7 V, tpps=0.4 mm).

3.3.3 MEMOEEERESOEE

AAEH O PPSHIEREE S P EZHZXRITTHELZHN L NITT 272D, PPS
BIHE 7 4 W AR S teps B L SH TELE Z1T o 2B @ CF-bundle 35 L O
spread-CF 90° ik r ot A m E FEE Rl OB BB % Fig.3.712x7. DO
@ HI & £ 1% (a) CF-bundle & 5% v T E=6.0 V, (b) spread-CF 90° i B it T E=5.7
VEL, BERKMBMIZELLORBA TY t=120s & L7z, (a) CF-bundle ik A

DA, PPSEIIE 7 4 v A& AL TUW7Z2W tpps=0 mm T i, EACR AR
@v;~w%ﬁﬁéut:kKiUﬁEW®lwsﬁ%ﬂWML R 3 ik HE D
ZLLEBEHLE. Zhix, BIIEPEKRKTH DB MR BMMEICEE LIZEKIC,

EREWRANORZMHERICEE L, &FRE {/IL75>()ILF}’L7171&5&%Z%7?L5

tpps=0.2 mm T, %Lu\%ﬂwﬁ;%ﬁﬂa@xﬂt ER ST, RFMRME R ORI
HFAET D PPS BIIENZER/ICHEBM L TWAZENSnoT-. ZHix, #AHEIC
Wsﬁ%74wAﬁﬁEwa5L&:;D,ﬁ W~D@EBENMZ S,
W Y 2 — VAR HH S RIS, — T, tees=0.4 mm TIiX
PR FEMAMERE L D PPS BIAED AN/ L, RIEMENAZ AN, (b)
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spread-CF 90° i BR i ® 5 &, (a) CF-bundle i Bk i & R AEIC PPS #IE 7 « /L A
ZFAL TR tpps=0mm T, BEOXIESLHBEROBLE N EL . £
72, teps=0.2 mm OB E THLMMBHROXI THIEDO KB XL ARHER I N
7. —J7, teps=0.4 mm TEZNHLOHBEI A SRRV, THIE MO b H6 T
BEENELTWDZ ENghoTl.

Thickness of PPS film, tpps [mMm]
0 0.2 0.4

External face |Peeled surface

(a) CF-bundle

Thickness of PPS film, tpps [Mm]
0 0.2 0.4

External face |Peeled surface

(b) spread-CF 90°
Fig.3.7 Scan images of peeled surface and external face (CF-bundle: E=6.0 V,
t=120 s, spread-CF 90°: E=5.7 V, t=120 s).

(a) CF-bundle ¥ & U (b) spread-CF 90° & 5% /i @ il %5 i > PPS #fllg 7 « /v L&
SLEREEOMBREE Figl38Illxmd. PHEL0RBATHLEETOBNE 7 «
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NAES AT HIEL, W@ EEITHY T 5B Mm% R L. (a) CF-bundle
RE A O A T, (b)spread-CFRE T O A L i L T, WRElmEMAEIX 2
WL+ bz BNy hot=. —J7, (b)spread-CF 90° iREBR i D&, Mg~ 4« v
LNESHEINT 252 LK, Wl IERRIRICE DT DD, tees=0.2 mm~0.4
mm TIlE Aw=#J 450 mm2 ® — Efi % x L 7=. (a) CF-bundle 3B Jr T I3 4K b1 % 24
ERFEAE T REIZIEN > TE LT, BIEEMICITEIBE LS OB RE &
BHREAEKDO Y 2 — VAN IXEHN THDLHEBSIOND. 2D OERNEFREIC
LV, MEmO PPS MA@ BICHEMIEL20ICIE, BERBEZ V24
JE X RNA{F{E L, (a) CF-bundle & Bk 7 TIX teps=0.2 mm ZEN@EIETH U, (b)
spread-CF 90° i BR 7 TiX teps=04d mm NEETH D L E X DN D.

600
spread-CF 90°
NE I.....\F / f)
E 400 e
<§ ........ CF-bundle
8 > /
= .
2 200
=
% B Insufficient welding
O Proper welding .
0 @ Overheat T
0 0.2 0.4

Thickness of PPS film, t,pg [mm]
Fig.3.8 Effects of thickness of PPS films on welding area (CF-bundle: E=6.0 V,
t=120 s, spread-CF 90°: E=5.7 V, t=120 s).

3.3.4 FMWRFAWHOHWMEAIRADZE

BE Mk B ME 2 BB RBE L L T W T8 A D B 3k HE T ) 28 @l s 56 B
METEZBELZROLNICT D0, R FZBREOBME T M EZ y FAIZhE L T
MEHRGEIToBEomERBS LOEBREROB LG %2 Fig.3.9 (T~ .
spread-CF 90° i BR FF O FE R L VW, E=6.0 VUL ETIIMIE O R ALE N4 U
HRENDIHHETHTCE L0, E=5.0~6. 0V ETOHFMHETCHAEL7-. E=5.5V
TIX PPS MR 7 4 WA DRBNAHER TE DN, REMBEARKES AT TS
TNy ES57TV TIEHBAE T O KRS THIEORER A R bz, E=6.0
V ClI@h s m e CRIIBIERM A A U, EsB.7V &L THEAEN K& L
oz, BEHROAZEENELTWDLZ ERNSNoT-.
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Applied voltage, E [V]
5.5 5.7 6.0

External face |Peeled surface

Fig.3.9 Scan images of peeled surface and external face using spread carbon fiber

0° as heating element (t=60 s, tpps=0.4 mm).

Bk o B O ME T Mo BN EME I KIETEE L Fig.3.10 TR .
B Mk Kk 3B M AE 2 y 7 B I BL B L 72 spread-CF 0° B Jr 35 & T b, spread-CF 90°
REBRA ERROEMZEEZ 7R L, BINEEN T 21 EEpm X IERe
MM 22 ERnnhol.

600
"‘E spread-CF 0° /()
E
— 400 5
< \
g
E -
£ 200
5 :
3 AN
= spread-CF 90°
0 C

5) 5.5 6 6.5 7
Applied voltage, E [V]
Fig.3.10 Effects of fiber direction of heating element on welding area (t=60 s,

tpps=0.4 mm).
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3.3.5 BMBEBOEEE=-FYIBLIUMBEAN=XL

IRBMAE R B L OB BBREZEFBERELE L THWEGAOBESEH)
ZRALNICT LA, MEROBENEB L OERMEREESIZ2E=4Y 7 LI
K% Fig3 11T . B EAEKNPLOHER~OBEICL 52EREOLLEH
MW D720, PPSHEIIE 7 « /v & THEZIA A 72 BR 32 MhME R F 7o 130 BA K Bk 38 e
WK O R Z MK EZ I L, MES P=6 MPa THIJE L CTiEEEIT > 2 #E
RLETRILTWD. TOBRD PPS Bl 7 4 VAR S1E, REMMR OGS T
trps=0.2 mm & L, Bk FME O %A TIX tees=0.4 mm & L 7=

(a) CF-bundle ®fER X0, MEHKZ N L CEBICMAEZITo 2546 CILEE
BEf o#EimeE & i, EMBIOENEIEIML, t=120s TiX 1=6.6 A (P=42
W) BREE TRESSHICHENT IR ahole. 2, EEEREZN ST ICEE
AT 1256 Tik, 1=43A (P=25W) BB C—ElEZRT Z &N oholc.

—J7, (b) spread-CF @ #t H L v, spread-CF 0° 3 L OF spread-CF 90° @ & 6 &
ORI CHLEEMNMBE®ZD t=70s £ T I1=6~8 A (P=40~45 W) O] THE
b3 %2, t=70s L L Tl H#F"ﬁ@fi L bHICEMMER L OEED I
BN L, t=120s TIEX IS5 ALLEICE L TWAH Z B ooz, —J, HEK

NMSFTICHBLESLEG TIE, BERKFNPOMK TR E TIS55A T EE%

AL, T ofER KXY, CF-bundle 3B /i, spread-CF 0° 3 L O" spread-CF
90° ARk Hid, I BEIKD AT H “?'-é“bf:fEAktI:ﬁLT L%Ffﬁﬁb'l_‘ﬁéﬁ)%

BHRBLOENELRIHWVEEZRL TS D F'aﬁ!#‘ T HCHT I BVIR S A
JE B & HEfl U, B R R T8 D ik 37k HE RIS %)1"‘)‘(5 Eabfb\é}:%lﬁé"éﬂ’bé.
A, BB AREWHEMROBEMBILOEEICLIY, AT O P R L
LCEMBESG CEIRICRY, IBHEMAELCELEHEIND. £, (b)
spread-CF 3Bk 7 ClI t=70s 3T 5 CTHe G m @ PPS BI R 7 « /v & @ K 55 23 U il
L, M EAKEBEEROEMEENE K L0, BiEL X O0E &N
mLize#HgEzsnsg.
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120 ¢

20 120 20
S 9% | <is T [ Zi1s /
a e o ::)— spread-CF 90° specimen A/
? 60 I TE 10 . g 60 | T10 spread-CF 0° specimen :\
= = CF-bundle specimen = = T~
2 o 3 £
W | 3s “ 3 | 3 s}
. Only heating element
Only heating element
(O 0 0o L 0
0 40 80 120 0 40 80 120
Conducting time, t [s] Conducting time, t [s]
(a) CF-bundle (c) spread-CF

Fig.3.11 Effects of conducting time on current value and electricity (E=5.7 V,
t=60 s, tpps=0.4 mm).

i EF COERVWEERBIVEBEET=XY 7L N"S, CF-bundle B X W
spread-CF O @& A B = X A% Fig.3.12 [T X H ICHELTE 5. (i) Fix O
MBEBRE LB ERICRZIAL, MET L. (i) BEBBEKICEEZHINT 5 2
ET, WP RAKIZY 2 —VEANREL D, Z OHF, (a) CF-bundle 3Bk i Tl ®
FMAMEROB LB L OEMB IO LBIEERMABEBEINS. (b)
spread-CF i B i TG m D PPS Il 7 4+ v o2 O — s+ 2. (iii) £
D%, @EmOMEREREE T PPS *ﬁﬂa74/vA75>1§r%$a“é. z OB, it
HEAEPOHEEREEORFRMERICEHEL, Va2 — VREEATHZ L THAE
WAYERT H. D%, #R?“%ﬁ%MZIKkOtU%*J%*ﬁ% DR FEMMER D P 2 — L
AL BEE I LD EMEES I DICIEKRT 5. (iv) BEEZIEO T, BHHAS X
VT2 TMENZETT 5.
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(i) Pressing (ii) Conducting (iii) Transferring (iv) Cooling
| Carbon fiber bundle Current leakage
5 - —
-? —_ —
5 - ~
3 Laminate and PPS film Welding area Heat transfer Welding area
)
© | Spread carbon fiber Current leakage
L
@)
1 | |
©
(553
2
2 - .
- Laminate and PPS film Welding area Heat transfer Welding area

Fig.3.12 Mechanism diagram of electro fusion process using carbon fiber

heating elements.

3.3.6 ERMERMHICLIIBMERHEOREIL

AEE CORBRMEEND, HIMEBEEZ2HE 2 LI ET@MELIToTHAT
TRERICERMILEETICRESEHL, BRR Y 2 — A RBEABAEL D
D, KV EMERMEEZITO LR EEEZE X OND. 207D, HINER%
2 B b S8, @ERFMZ t=300 s I MESEC@MELRRT. HIMER%Z —
TN LTS 21T > 72 B ® spread-CF 90° ik Br i o @ & i kB L OVFE J@ i 3 |
B4 % Fig.3.13 1277 . I=5.0 A TlE, PPSHIEDERIZT R 572 2%, 1=6.0
A TIX PPSHIAE DR AL L, 1=8.0 A LL L TIEmls | ek o PPS #f 5 & 1 fil
XL LI LE., AIMEEZ —E L L TMEZIToZHGA LKL T,
AlEREDOF LW PPS BiEo R biIZRE I NT, BMEaRoAEZREREL DR W
ERfER I N
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Applied current, | [A]

5.0

6.0

8.0

Peeled surface

External face

Fig.3.13 Scan images of welding surface (t=300 s, tpps=0.4 mm).

FInE R | 2 f 2« 21 S 72 o, spread-CF 0° 33 L U spread-CF 90°
D @i A D ZA L% Fig.3.14 [Z- 3. EH 6 OB TS FIINE A B0
1=7.5 ALL ETIiX Av=%I 400 mm2 D —E L 720,
INHDOHERRIZLD,

T HI0F R IR0 L,
w4k o PPS BAE 2 WAL L 72
72 BT % spread-CF 0° 35 X O spread-CF 90°

CRERETARLN RN -T2,

Welding area, A, [mm?]

600

400

200

spread

-CF 0°

spread-CF 90°

Applied current, | [A]

6 7

8

FLN & it & 21k &
AR o ik o I O A8 T T 25 B

Fig.3.14 Effects of applied current on welding area (t=300 s, tpps=0.4mm).
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FIMEG 1 & 51 E - A Wik BRI B 1 2 i KA E Pnaxc B L V5] 5E - A Wr 78
JE rap DBAFR %2 Fig.3. 1512 R T. 8L 0B A THLEIMEBRNSEINT 51T L,
KRKMER IO EEABBRE XML Z. 1=7.5A 2L E T, spread-CF 90°
R A DA, Pmnax=8 KN, 7,,=20 MPa TIZ ¥ — & 1fl %~ L 7= 5, spread-CF 0°
ﬁ%ﬁ@%éfik@’ﬁtu|$5Afmpmﬂ1m,mﬁ8wmut%

KT D I AT L7, spread- CF0° B i T, HUHL I K O R 35 ik HE
ﬁ%mﬁﬁﬁuﬁﬂéhfwétb,@%Eﬁﬁiﬁﬁm%%%kém o
ENKEICH ELEEEZOND. 2RO OFERNEERICLD, FHIINERKIX
I=85ANEETHD EHEZIND.

= = } T
< =, spread-CF 0 A
d o K3
% W A
£ 3 (")
ot 8- 5,20 @)
g 3
o >
S @ / spread-CF 90°
2 41 210 .
£ 5
X o
© © o
= > -
E
0L = 0

5 6 7 8 9
Applied current, | [A]

Fig.3.15 Effects of applied current on Single lap shear strength and Maximum
load (t=300s, tpps=0.4 mm).

3.3.7 Bl RHFAMEE®DLE

R RBRORBESCH AT NG ETANBEICRIETEELIFMI 57
W, 3AKOD Ni-Cr #t, KFMAE RIS L OB B2 W RAKE LTAHY
TERAMELES T T-RBRAICHOWVWTEEXAMBEL B L. £,
oz blicESEREZA N TEEES LEZRBRA IOV T H 3 ES AR
EEBLEZ. SIERTANMRBR CHELONEZERBRTOWEAE-ZMHRXK % Fig.3.16
2R L, BIREABEOLK A Fig.3.17 122N TR T .

Fig.3.16 I/ R T M E-EMEBRLY, 2ARAXRBIOT 27V VARAOERA %
MnWTHEESG LERABRAF OGS, & KM EDN Pnax=1.5kN & THi D TR
N, BRAMEESEZIToTZRARAF T, MRMENAMELTWSD Z &N

72



L. 57, BRAXEEES 21T - 2% A TiX, Ni-Cr wire, CF-bundle, Spread-CF
90°, Spread-CF 0° kB i O IHIZ /e K EHE O Kig 72 m L8R Sz, Fic, B
kR B HE OFRME F gl F M &R — Fm Bl E S fv7e Spread-CF 0° 3 BR
A ClEf KT EIX Pnax=11kN £ TEL THE Y, Ni-Crigz HnwizgHa b L
Tl KM EIZN 70%LL B\ EL 7.

12
10
é Spread-CF Q°
o 6 41— Spread-CF 90° —
§ 4 /‘\CF-bundle
™ Ni-Cr wire
2 " Acrylic bonding
0 Epoxy bonding
0 1 2 3

Displacement, 6 [mm]
Fig.3.16 P-o curve

Fig.3.17 I T 0l IEE AWM ME DT LY, BAEHES CTIIol ik A Wik E
WD T, BEXRAMEESOAFAESCKL BRI LN TH D, REMMEZ
BHREBL L L THOWESEATIE, Ni-Cri2EABBRICH WA L
LC, BIRE AW IRE O LSRN, B, B R S HE 2 HH 5 20K
WCHWERBR R Tk, MFm o2 BAEE/ L, o)k A Wris B 42 Kb W
bETcxpr 2 bzER L. £, AR FMBHMEZ S LS M ICA#E L 7= spread-CF
00 BB A T, RLAEJE AW E M ICHBME R S oo, BlEE A WRE X
Tap=28 MPa LL LI L, Ni-Crftz AWl BA &L TR 3FOIEEA
WishE 2 H T 52 LN 0oz, DD, i ICHEOARN M A2 THI L
fof B O A MBI B OBAME ST A M LY ICKEBET L LN TE
X, BV SIREAMMREZLZ AT LB CFRPHHM 2R ET 2 2 L ICTERK
TX5EE x5, F72, spread-CF 0° ik Bx i T b L7z 5l iR A Wrod B 1%, KK
KEEOMEE LN AT LR A Y v a ZHPIEBIEIC AW THEY CFIPPS
JEZ BERANMEES LR EMB7]E LT, M2BoEAMEL AL
Tk, BEEMAEASBIIE KL TYH, AISL LI EZTRU EoBELS®
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ERHEOLNTWDLI ENghoi.

30

25 —

20 —

15 —

10 —

1 B

Epoxy Acrylic Ni-Cr  CF  spread-CF spread-CF
bonding bonding wire  bundle 90° 0°

Heating elements

Single lap shear strength, z,, [MPa]

Fig.3.17 Comparison of single lap shear strength.

3.4 #E
KT, &R W o i %%m%%wtﬁﬁﬁm%@ATW L7 % B o
B0 0 94 7 5 K OKR S 0 6 T AR T 7200 1, 0% 3 B 5 O

m%%m%%%ﬁ%ﬁm’%wk@ﬂﬁﬁCmP®ﬁﬁTﬂ%EA$%%ﬁt

IRELE. £, AFEZHAVT, HIMEBESCEERRE 2 & O 4« O S5
@ﬂ%%é@%%éﬁf 258 BE23 ML, REBHEL B BEEAGE LT
HWwaZ o HMEZH G MNITL .

PR B AE R 2 IR PLRE BVA & L TH W72 CF-bundle 3 BR A &, BR Mk IR 5 W ME %
BRPLREEIR L L CH W spread-CF B o —“FHIC>W T, AIMEEL LIV
WHENFEHZEZ ST CRMEREAZITo MR, spread-CF 3B /1 (X CF-bundle
R AT, RKEEBLOHEGH CHE/EEAHEML, P2z /s
AR TOLZ DN gholc. o, HHNMEBEBIXOCEEBERFMAZHNIE 5 &,
WRmBIL ST —7 2 Loc®lmL, #XBAICHOW THEIERFMEDF
T DHZ L amERLE.

FIMEEZ —EWC L TCEAEZEFOBELHLE =4I 7 LEMKBR,
CF-bundle 8 X O spread-CF o X b 50 R B A CHL@BBRMOBEME & b2
BRI L OENVEIEZHEML, #AmOMIBEMAET Z & T, ﬁ#%ﬁwe
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B DAL, BMERT ORFBMMERICLBEEL THDLHI b, @EED
NABZETHDZENHHLEZ., T, EIMERZ ~TCICL THMEESZ
Tolfi R, BRIZERPEEBROKFBMMEICEHIMSN D Z L IMmE s, B
ERSBBEO T AN ELT, RELILMAEEAEZEBARERI E2HALL.
FliEE M mERBROME, REBHELZELEREE LTHWES S T,
Ni-Cr iz BB AEKLE L THWESA LKL T, RRXWEBLIOIEEA
W o BE 2 Kg i m b U 7o, 72, Bk AR 38 ME o iR HE BC 1 5 R & 51 BR i B G 1)
IZBL & L 72 spread-CF 0° &R /i CId, 5l iR & A Wr iR & 25 72p=28 MPa il £ T#E L,
Ni-Cr#fzHWERBRA LB L THIBOEEMELTT LI LN oz,
DT, ENFHAME CFRP A @ 8% & If I I il A& 50 I AT S 4L 5 faf B O J5 [A)
ZPHL, MEHFMICEEAERORFBE S TmMA M LIS ICREST L Z &N
TEE, KV EVWHEABRELZAT BN CFRPEMORIEIZHET 5 2
EMTEDHLEEZD. — T, KR TIESREAMBEO A THMEROES
SR & R L 72 A, A %IX DCB B ko A AW o B M A T B S
DLEERDH D EEZD.

bz &b, REERZFIEITEAREY CFRP Hi M O fl & #6084 %
RMEEBEIRIS A 7o mEBEICHFLEBTELEE 2D, £, ®kBMMEIT
FHMMEEZAL TWVWDLZENLERBROARL T, Bl L-EOMEZES L A
ETHY, HERERTROMEZEAICLERTE B 25, 2 F, kFEi
MERIZTAA TR ECOMBICEXMNIT A2 ERNTRETH 0, Bl R 5 Wi >
— FTIEEHECH TN THAFET A MEmICOEMAAIEETHSL. £, K
FAEITE A% CFRP O A IR & 3, U 7 A kM Tk & 7= B4 "l £ GFRP
OMEEACHLEANTETHY, S5 (B #MWM CFRP & ZAf {L ¥ CFRP [A]
RSB EOREMOEAICOLICHERMNATRETHDL EBE X D.
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$48 MALHECFRPOBARBEBMBEEAO O OMBE
# 0 13 5

4.1 #¥E

F2EBLOE 3FE T NI-Cr g, REMME RIS TOBRBRERME— %
HHEBAEICH W T, W ¥ CFRP OBR @A 25 2 2 28K 7 2 57 L

TERXRBEA D=L Z2ZWLNC L. £70, REMELZERLBEAEL L LT
Wbz LT, BlEEAMMEO RKigZRmEIck Lz, 20 ﬁ”ﬁﬂ%iﬁ
" YEPE CFRP OFE FiEE L THETHD. AL TITERXNFE & R
ﬂﬁﬁcmy@@%i&&LT%%%MTV%%E&%%@%_%%ELK.
MR OBZETIX, BMEN RO CFRPEBROBMER IC, 2B+
THEENENDIRBAREFAL, Y72 e HRAEFENBA ST D L TEE
BEANMTONTEEN, MEB YT XA RNERTL1-0, HAEMESY ¥4
JVHICHRER S L. REWHEIZIEEEZ AL THY, BEEHNICIEEEEHE
MBS 2 L RARE T D72, BRI CFRP FH J8 M D f ki 2 & 8
WHEMAT LN TCERIE, V722 BAETICAEESRATRETH Y,
BEABMESCIY A 7 v EomEICHELETEDL. £, AFEREFEaAANLVOHE
lr@u%%@ﬁ*EUf%%mﬂéhékb %%%&@%ﬁﬂ%T%U

FEaA NG L IIMEARN R 2 @GN BEE S22 LT, @l mms b

ﬁ?%éﬁ%@ﬂ@é.LWL,CHPiﬁEW@Wﬁ@ﬁ@@ﬁ@m%
FOVBRKHGREFMEEZALTVWDED, EBMEO X 5 IHEMBT B
ZENPRHNEETH D .

AKEFETIEL, BN CFRP O & I F @A # 61288 L, B\ 8 CFRP
FEIE W O R B O ESCHE 2~ OSSN MBEEIICE 2 2B %5
fli L7 (42f). &6, FEaAALEEEL, A% CFRP 8K % ki
PICBEN S22 LT, MR mENFYEmMmERES O R B L D
RICOWTwm L5 (4.3 f).

4.2 SRAKRFEMRRERER
421 SRARFTEHDERE
BRI ME CFRP Z i A 3% H MBS 2 BR, BVAT I ME CFRP B O & 5 ikl B
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GrmEEFEnAssZ itk bd. ?J‘?ﬁéﬁﬁ%/V@’io’CEDé@ﬁ’ﬁbf
BEAOLFMIZHEEEBRMNPELDLIN, ZOFEERTIEHAEEBER TCHLDLLD
MBSO RBMICET TS, ZOBLRIIREDREEIND O T, ﬂﬂ?)@ﬁ
ZYWORENDOOWSITH L, FHHEBEEMITHEAD L, et (0368 1%) &7 %
REHRBFBERS LITER[94]. ZORBEFES IIR@.DHTEHENS.

5=503x10° |2~ [mm] (4.1)
w. f

XK@ DIZBNT, p[Q - mITMEEZY OEEIE T, w T ME L8 O
EEWERRBLO fHZIZ AR EERL TWVWD., BBES § D FRMEITITWVIE Sk
WHEIPH ZFEERN N D=0, BB EEE S EMN L TMEAZE N B < 72 5
MAH 5. R@G.DEHWTHEBE LoRFBBMESE SESREME ORI EREGTE
EOMEA Figd 1l IZ7T. EMBICHONWT, BBREE 0, T2 T =1L L TH
ML7ZECTHDH. RAMMMmITHE HFESHBMERERBICLY, EQEIEN
p=0.2x107"~15x10° Q - m L HHEH N IL <, @RM B & B L THEWEIKE»E
EFNDIENSND . RFETMER G & LB % CFRP BB RICH WD
LT D R SR ROME 1 MNi@%@,m%ﬁﬁ®%%ﬁ# X p=1.7x10°Q * m
ThbHZOHO[95], BEWRO L 5 Z2FE I mm £2E O MV X MHz #% O 8 3
BH5 48 A Lfmék%z%né

§ 1000 — Carbon fiber
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Fig.4.1 Relationship between frequency and depth of current penetration.
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4.2.2 FEHAMH

i U 728 BHix, Table 4.1 (2773 — J5m Bk 3 #ME 58 (b PPS Ht i 75 JE 1Kk
(TenCate f:#, CETEX®, fkH#EAKFEE 5 V=60 vol%, E = 0.8 mm, LLF
UD-CF/PPS) B L OHk ¥ fx 32 #k 4 58 /b PPS f 5 74 J& #X (TenCate #1: %, CETEX®,
SH & 1k, #MEMRREE S V=45 vol%, £ & 1.2 mm, LL'F Woven-CF/PPS) T
L. INHIEFFE2EBILOHEIETHEMLL L O L FRMETH S. UD-CF/PPS
2oV Tk, MEMmk o R 7% UD-CF/PPS [0]¢ 3 &K O UD-CF/PPS [0/90]¢ @ 2
M2 Wiz,

Table 4.1 Material used for experiments.

ID UD-CF/PPS [0]s UD-CF/PPS [0/90]s Woven-CF/PPS
Fiber content,
60 60 45
Ve [vol%]
Reinforcing
) ) Unidirectional Unidirectional 5H-sateen weave
configuration
Stacking
[0]6 [0/90]s [0/90]4
sequence

Surface image

Fiber direction

4.2.3 ZEEBAHZE

ABFFETIE, — ik e & o R MME D R TE B8 S0 Mk ME o B ) £ 2N &
WFHFEMBAREOMAFXEZKIETEELZHLNICT L7729, Figd2 7T X
DR E AR EIMAE R E 2 RIE L 2. BRI CFRP & & SR I N A4
LIl EmBERFEMBEE (VA = XAE - L¥EMKRE, IH-012MH3, AC200V,
B =2 MHz, H 7 1 kW) ZH\», YL /) A RBEZ 07 —FMoD 2
R D 2 A V& W CTHIEVZ 8 2 R A6 8 O IR S &F (R Apiste B, FSV-1200,
Lo X 8 mm, I E R PH-40~500°C, HLHT R 6=0.85) IC X VBB LE. 20
B, FEHaAA LV EHEERBMOE I z [mm] &2 2 B H 7.
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Infrared thermometer camera 1

High-frequency Inductioncoil ~+ T -
POWer SoUrce ~~_ ‘

. Holding device

Adjustment

S Test specimen

Infrared thermometer camera 2

Fig.4.2 Schematic drawing of induction heating experiment.
ARIELEZHRT D5 RS Z U TICRET 5.

(a) ERAKRFEMBREE

4.2.1 TR ~_7= K 512, PAN R K FEWHME DM 1m0 EIEEE» L FE
BHMORBEIZHHLEZEZA, BEKII MHz A EL TS EE 2D
Wi, 207, KRB T Fig.4.3 (2o~ 3 J8 B £ 8025 MHz #k @ & )8 3% 7% 8
MBEEE (VA4 = 2EF TEMR, TH-012MH3, AC200V, J&¥ % =2 MHz,
BAH1kW) 2 Hwviz.

AEEIL, @Q@BEKER, OFEa A LrHBIOV()zrbue—F—H0D 3
ODEHETHKEIANTEY, MAKERTSOE NI A YLV THNEZRE L,
ay b —7 —HMTMARKEZRET LI EDRAIETHL. FHEa A LVHITE
REOEDRLICEIVEEINTEY, BLENARERTZD, E%@%ﬁ@%%
IANVERODMHITAIRET, KMEDOLIRTARATr— L TOFIERIZHEL TWD.
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Output meter

\oltmeter

(a) High-frequency power source

Matching box

&
=

k.

Setup key

Induction coil

(b) Matching box and induction coil (¢) Controller

Fig.4.3 High-frequency induction heating device.

(b) EE1 L

oA VI Figdd lZaRTE57%, YL /A4 REBIOOL)/N U7 —F
Mo _fMEOaAf rEHRAVE., WThoaf v L@ 7 (4% 4 mm, W
B3 mm) EHAN—F—TMALEZRLMBICHITMT L, a4 Lo
X ¢=30mm TH 5. AWM NS TR EREMT L LI Da—bEET
L7012, MATIZ A7 AT =7 THELEL. ()Y L /) A4 FEIIHE 1
TE—JHIEEBRTHY, EROREHREANFIZHANLNLIBIRTH D .
—J7, ()N —FANIEB AN TRE - FEHTCEZFH LEEEREAEL TV S,
TN A NS FEIMBARICaA VAR BT L 2BIET 57012,
AN TRNICHHEAKEZ IR THEEICR > TN 5.
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(a) Solenoid coil (b) Pancake coil

Appearance

Schematic drawing

@ 30mm ¢ 30mm

—————
————

Fig.4.4 Appearance of solenoid and pancake coil.

4.2.4 EREH

AEBRTHWE EBR S % Table 4.2 2773 . UD-CF/PPS [0]¢ #4, UD-CE/PPS
[0/90]¢ 1 35 & Y Woven-CF/PPS M Z AR G &L L, 2 A4V E I % z,=5~12 mm
FCHAZAIETCHBMEFENMAELITo. ZOBEOMBKRMIX =20s & L,
BRI EROE 1T P=100%D —E & LTz,

Table 4.2 Experimental condition for induction heating

UD-CF/PPS [0]6
Test specimen UD-CF/PPS [0/90]s
Woven-CF/PPS

Coil height, z. [mm] 5,8, 10, 12
Heating time, ¢ [s] 20
Output power, P [%] 100
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4.2.5 FFffi A&

e JE B BN RE oD 45 g AR o N B S B 2 FEAT T D 7o @, R SRR S IR B
(R Apiste B, FSV-1200, L > X 8 mm, | & I J£ &1 PH -40~500°C, S 3 £=0.85)
ZRAWT, FERoMEm E EmaBlLEL, TE=%U 27 L. £7, Fig.4.s
2R3 & H 12, UD-CF/PPS [0]¢ % & O UD-CF/PPS [0/90]s TlE, FJE K O ik ¥
Rl AR D K BBV f (A I PEEM R, #E 0.076 mm) ZH AL, FEHRD
B hFmomehs$gghz27 —2ah— (77277 v 7 @&, midi LOGGER
GL200A) #flWTE=%V v 7 L. MEaRKEmORENSIIRY I N7 —
Z(E & 0.012mm) THEHE L. £ O, BVExF OO & X E RS2 5 65 mm
OfifEE L, FEaA VOB TOETLERDLELSITLE.

UD-CF/PPS prepreg
!

Thermocouple

Data logger

Data logger

Fig.4.5 Mounting position of thermocouples.

426 ERBEREFSIUVEE

(a) aMILBIRDEE

Woven-CF/PPS # % Y L / 4 RERB IO Fr—FMaqs vz HT, &/
W EWH T P=100%, 2 A LE S ze=5mm T =20s M AEN L 72 BE o % m o fn 24
BE DA %Z Figd4 6 227 . FE oA LEIL, A4 VNI D ®mEIKIC X
U@ﬂéﬂf%ét@,nEﬂTﬁocﬁﬁ RLTWDZ ENRNGhoiz. (a)
VYU JARBRTE, FEI A LONM T I=400°C FREZ /R L TWD A, iE o
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ANVOHFLHTIIEEEEN KN ZD, BELEKTFTLTWS., £/, $FEadq
DI TIE T=350°CICE L TBY, aAA VFLEPLEINDIFE, RER
KFLTWBHBZ ERgole., —J, )X =BT I aA v LEix
T=500°C IZE L TEBY,(a)/ b /A4 KA LL#EL T I150°CRERE GV & N0
Sl. FEHaAA NVEHOEMTHFIZMBAINTWNWDEED, A VHOE T TIE
BICERENEF LTS EHEEIND.

Adverse side

(a) Solenoid coil (b) Pancake coil

5 el 3 el
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o = -

R Y £ = T

m -~

. S 200 S 200

2| £l / \ S IVAITEITIN
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i = 7 ] e 7 U WU
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g x-coordinate, x [mm] x-coordinate, x [mm]

H

Fig.4.6 Heating distribution and temperature profile of various induction coils

(adverse side).

Woven-CF/PPS #/% Y L / 4 REIB IO XU r—FBas vz fnT, &
WER S P=100%, A ViE & ze=5mm T =20s BB L 72 B o H m o jn 2k
BESA%Z FigdTIlZrnd. EHb60aA41ThH, a4 VEHOE T CRENS
Ko TWAHZ ERgn5D. YV /A4 R aqsLTliE, ()N —x8 L
LT, a4 VO TAY -2 MEASMmE L TEY, ZmiEE LKW
ENRN ot )N —FRTIE, aAAVELH T - RIEESGAE TR L
TEY, KEIREMN I=500°C LL EICEL .
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INHOERRBRMEFZLY, )X Fr—FA )Y L/ A RBLL B L T
BBENGL, A NVOWMETHLH MRS TVWDEZ b, A7 T
Roelr—xBaqs vegHA Lz, — 5T, Eb560aA 1y PPS RO
UEICELTWDZEND, MARFOBEELRNLETHDL Z EN D HhoT-.

Back side
(a) Solenoid coil (b) Pancake coil
g 0
2 i el
= Measurement position 600 Measurement position 600
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&
® 400
S
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=
o 100
T
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o~
;F 600 600
~ O 500 O’ 500 AA
o & =
= = 400 400 / \,/ \
S g / \ g \
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= (o
E g 100 / \ % 100 / \
< = = 7 N
s 0 0
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F

Fig.4.7 Heating distribution and temperature profile of various induction coils

(back side).

(b) HMBIEEEDOEE

UD-CF/PPS [0]s, UD-CF/PPS [0/90]¢ ¥ & O* Woven-CF/PPS %# /x> /7 — F il o
ANERWCT, @EAEERBE T P=100%, 24 VE S z,=5mm T =20 s [ 024
L 7= B oo S i oo VIR FE 4y A % Fig.4.8 12779 . (a) UD-CF/PPS [0]s TlE, &K
BT T=50°C BL F O IKIR T, WRFBMBMME S IO T MBI TWDL Z LEnh
2o 7. —J, (b) UD-CF/PPS [0/90]¢ DA TIiX, =2 A JVE F T I'=350°C & &
IZ# LT Y, (a) UD-CF/PPS [0]¢ L b#e L THAFE MBI N TWD Z &R
Mo Tz, F2, (c) Woven-CF/PPS D& Tlix, (a),(b)yd —FHF MM & X TEHE
M ENTEY, T A VEFTT=500°CLL LICELTWVWD I ERNyhoTz.
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IO DOERMNEFENL, MEHRORFZWME T MmN TH—JmTH D (a)
UD-CF/PPS [0]6 1%, @A EFHEEMBICHE L CH D3, RF\MHEDM S 0 JH
12 72 L T W5 (b) UD-CF/PPS [0/90]6 °(c) Woven-CF/PPS Tl & J& ¥ 7% & hn 24
THIENARETH D Z &N o>7-. (a) UD-CF/PPS [0]6 I % 35 fkHE 23 [7] —
HFMToHLHD, BiETMICOBLGWEBEELAL TRV, FEEROEXNE
BERERENIZLSL, DRI a—NLEEANRELLIOHRTH DN, (b)
UD-CF/PPS [0/90]6 =°(c) Woven-CF/PPS Tl R FBMMENBH TxEL THB Y,
RAHMTOEMBPPLICL L2 V2 — A HETHEZFINAIN IO THD LH
Zbibd.

Back side
(a) UD-CE/PPS [0]s (b) UD-CF/PPS [0/90]¢ (c) Woven-CF/PPS
g e
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o
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< | 8 o %) A LN
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— © ] 2 \
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F

Fig.4.8 Heating distribution and temperature profile of various test specimens.

UD-CF/PPS [0]¢ 3 L& OV UD-CE/PPS [0/90]¢ & /N> 7 —F Rl a4 v & v,
m W ERE S P=100%, 2 AV E & ze=5mm T =20s B ME L 72 B © 24 & xt
2 X %R SR B A& Fig.4.8 [C/k 3. UD-CF/PPS [0]s ® B\ XF T4, TS B L O
UD-CF/PPS [0/90]¢ ®#\E xF TS IR ICHIMR Loz, FHHIRRE CTH - 72
EERMRMERME LT, EHL0RBAOMARH AR 22512 E, 2 ToOEE
NTHENER L TWD Z ERSM o 7. (a)UD-CE/PPS [0]¢ 1L T=100°C LL F
TMA S I < WA, (b)UD-CF/PPS [0/90]s Tik, BAF MBI TWD Z &
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2357 Do 7=, UD-CF/PPS [0/90]¢ D EVEXF T7 128 W T, t=11~12 s fF I TR E
DAZH LTV DN, TR DMARFFORERIZLVER LD TH 5.

400 . 400
—T1
— —T2 —
O O
£.300 T3 £.300 —
—T6
S — @ 4//6;;:::
— = /
2 200 2 200 vz —T1
S S — 2
S a / /_ 13
£ 100 & 100 T
= = —T6
= —T7
0 0
0o 5 10 15 20 0 5 10 15 20
Heating time, t [s] Heating time, t [s]
(a) UD-CF/PPS [0]¢ (b) UD-CF/PPS [0/90]¢

Fig.4.9 Relationship between heating time and temperature.

INELEE[#] 1=20 s T @ UD-CF/PPS [0]s 3 & " UD-CF/PPS [0/90]¢ @ N EN\ [ 2> &
O JE & J5 1 O BEE &N EVGR E O BIfR % Fig.4.10 IZ-7r 3. (a) UD-CF/PPS [0]s T
Z, B TOREMTIEEIX T=70°C BETCEE—EME L. —F, (b
UD-CF/PPS [0/90]¢ TiX, /@R O MENE & Eim TIREMME <, HEKRONE
THBWEREZR L. BEIRICEID, BEHMICIIHEBR O MBI D & b iR
EREmLS2deTRISEY, BEROMBR L ERHIFIEICHEL TEBY, K
Bxns7-®, HERKONT CTHERENESLS 2D ENS-o .

o S350
— 80 F

- [¢B]
£ q Lo— S300 |
> b
g Ko/ \O\o g ()/ \(
2 60 o )\O
= £ 250
e [

40 200

0O 02 04 06 08 0 02 04 06 08

(a) UD-CF/PPS [0]s (b) UD-CE/PPS [0/90]s
Fig.4.10 Relationship between distance from heating face and temperature at
t=20s.
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(c) M ILESDEE

AANEEE ze=5~12mm £ T2 B ELEO, MEAKEMRE N7 —F
A NVHLEEFTORMBKOXEIREOBEFE Figd 11 IZRT. TR
ATH, MARMIES R, aA vEIRBEAL T HI1TE, RmEEEN &R
HAE SR B iz, (a) UD-CF/PPS [0]¢ D& Tlik, t=20s % T 10°C 2 JE L
DIEVE LT, PPS B AR DRl R T ICIXBIJEZE L TW 722 . (b) UD-CF/PPS [0/90]6
TlX, (a) UD-CF/PPS [0]s & tbfg L T, BHFIZMBA I N DN, aA LHLEH%E
A T, L EICHIB T 27201003 =20 s EMBT 2V ERHD Z N Do
72. —J, (c) Woven-CF/PPS TlX, = A /L&D z.=5 mm O 55 T PPS K5
Ot EICELTWS Z ERNaho .
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Fig.4.11 Effects of coil height on surface temperature.
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4.3 ERFEMABAERR
4.3.1 FHAMHM

Al xf g & L7 M BHiX, Table 4.3 ([ZR T HkW ik EikiE PA66 Hf i FE JE8 K
(Bondlaminates L8, fEfk, MIHEAERBE S V=45 vol%, E X 0.75 mm, LA F
Woven-CF/PA66) T& % . Woven-CF/PA66 O E /3 Hr i B % Fig.4.12 1/~ .
Fig.4.12(a)® DSCH#ER L 0, T ZAEB IR E T,=50°C I X O @l & Th=260°C T,
Fig.4.12(b)®> TG fE R L 0, A B IRIRE T4=350°CFEE TH D Z BN o
TW5.

Table 4.3 Material used for experiments.

ID Woven-CF/PA66
Fiber content, V' [vol%] 45

Reinforcing configuration Twill

Stacking sequence [0/90]4

Surface image

S -
5 g 100 a-\\
% > £ g
=T T 2960 °C 3 T4=350°C \
o m= S
- /| g b0 N
= 0 T,=50°C S \
= 3
= T | { c 40
S BN =
© -25 D \
T v E 20
S
5 g 0
0 100 200 3002 0 200 400 600 800 1000
Temperature, T [°C] Temperature, T [°C]
(a) Differential scanning calorimetry (b) Thermogravimetric analysis curve
curve in the N, atmosphere. in the atmosphere.

Fig.4.12 Result of differential scanning calorimeter and thermogravimetric

analysis of Woven-CF/PA66 laminates.
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4.3.2 ZEEBRAE

e JE B SN BVAE B A ] v 7o BAR] B CFRP O 3 fd @il A5 2E & A& Fig.4.13 1
AT 2RI ER S LY CF/PA66 FEJE K 2 M M ICFE@E T 5 7= d I,
N —FMOoOFHaAA VEHNTHERZFEMASE, (£EOEEE THE
BRFRERMERr — T —Z HWTHE - wHE L, BERF L @EGEmE L. £
DOF, EVHEIX v=14mm/s D —E & L, MEta—F—>OMMET X P=20 MPa
O—E &L L. £, RN IR E G (B Apiste 2, FSV-1200, L > X 8 mm,
H E IR FE &5 PH -40~500°C, H Bt = £=0.85) % Fig.4.13 IZ/R T EICHRE L.
R O MM o K EE (A FEXRE, H2 0.076 mm) Z fkF i+
LD SmmEETE 3IARFEAL, @EHOMAERHELET -2 T— (V77
7 v 7 WA, midi LOGGER GL200A) ZHWTE=4%1U > 7 L.

High-frequency power source
AN Line measurement position (B-B’)

B)
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\

//

Data ‘
=
logger = 60
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L
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P=20 MPa Ti T

150 \ /
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Data ea; X Feed speed _4*‘:
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Fig.4.13 Appearance of continuous induction welding of CFRTP.

4.3.3 ERBR&EH
AKWFZE TR S EFHEMAE NT A —F % Table 4.4 17" F. aA/VES z
mm]B XA o fLprbiiEr—7 — HEH x. [mm]Z 4 24 S & TRl
BEEAFEREIT -T2,
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Table 4.4 Experimental conditions for induction welding

Coil height, z. [mm] 3,4,5
Coil distance, x. [%] 40, 60, 80
Pressure of pressure roller, P [MPa] 20

Feed speed, v [mm/s] 14

4.3.4 EFRffi A&

T T M 3% 1 0 IR Sy A & REAE T B 72 0T, Fig 4 13 12T Xk O IS EHIRE
FEEL, FEaAVEBREZOMBBRE SME B-B7 A4 LEORE T 7
TANERGE L., £, MIABEICHAISNLTEIARORESN T —F 0 —%
AW, @hagm o g2 35 L7z,

MEZOEASMEZTMT D720, Figd l4 -+ Koy 7 vs vy 7 #H
G A (S 60 mm, §§ 20 mm, #F @A 4.=400 mm?) % 5 A{EH L 7z,
THAI =y AEEAE (BES Imm) 2R BRI oA U BIE TS L,
HETRERBRE (BEMIEFTHR, AG-50kN XDplus) ZHWVWT, 7o 2~y
R#H E v=0.5 mm/min THIEEHAMBEBREZIT o7, SIREAWMRE ., X 5 KD
EHmE L, R@D)EFHWTHEEB L.

T, =T (4.2)

22T, BlIREAWIRE ., [MPalid sl iR AW BRFFIZE & 7o i K fir
Pmax [N]%%%%@% AL (AL:400 mmz) VC\‘IS/%[/f:{ﬁ(E [/f:

Altah 20

-
B B

Woven-CF/PAG6

Fig.4.14 Geometry of single lap tensile test specimens.
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4.3.5 ERBEREFSLIUVEE

(a) aMILESDOEE

FEEWREE & 2 A Vo BRED AR OMB T KT T 2L
THO, RIAMBKEEEST2H VT, MEKRKFEZ KRG L 72O IRE Y6 G
Z Fig4. 15127 F. ETORMET, FHEaA vLeiEr —7 —HTHL A
SNTWDBZERND. £, 2ANVEI 2z ¥3/MNEL 2513 L, FEaA
neEemte — —MTREAEGES 2B RN, £, #FEHOT v ¥
T, FFICEWEEEZRLTEY, z=3mm TlE= v U T T=445°C LL LD
IR S RS AL, PAG6 BIIED B fRICfE S BIELEFE LI AL L.

Coil height, z. [mm]
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[cl
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Induction coil Pressure roller
s

400
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200
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Fig.4.15 Thermal distribution of Woven-CF/PA66 laminates (x.=40 mm, P=100%).

INOLDORESAMAIZONTO B-B'7 4 VFHHMTEORE e 774 0L%E
Fig.4.16 27”7 . T RXRTOEMET, HERKOo y VETEIEHLAEL TEY,
PAG66 HIE DB MRBAMEIEE (Ty) LALEICEL TWE I RS hote. HEK
DXy VHTEFEMAKROREDIRICERN T2V 2 — A HEART v VHO
HlEE O FHEH TITbNdd, Va—NLERENRKRELS ozl THD L
Zzbihvs.
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Coil height, z. [mm]
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Fig.4.16

Temperature profiles on line measurement (x.=40 mm, P=100%).
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Fig.4.17 Change of temperature on joining surface obtained by thermocouples.
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(¢) a4 )L-B—5—HEMHOZE

FEHAANVEIZ z=5mm O —EF L L, FEa A v EMEr— 7 — /oK
xe WALEHBOMBMEEICHEZ L2 EBLHLNICT H72D, xc % 40 mm~ 80 mm
F O A ZALEIEZEBEO, EX T, DMEEE) %2 Fig.4.18 [T . 2K
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Ty VHRICEIVFHAME I bEIEICME I TWD D, HFRETOR
ERETLIZSWED Thd EHEIND., —H T, xe WS RDH1FEE, &
MIREIXZOLT 2K T T2 Ron. 2, IEr —F —ZEWIEE
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Fig.4.18 Effects of coil - roller distance on heating behavior (z.=5 mm).
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(d) BlsEE A MBEE

HEaA L EMEr —T —HOKEMHE x=40mm & L, FEaL LOEI %
T2 B S CHEBMEEZIT O, a4 b S &8RS AW REREO R K
M EOREMRE Fig4.19 2T . A VE ID z2.=2~4 mm O E TIL, #HBRE
(Rl E S TR EE S TIC R ER A SR EE U, R KT E L Prnax=7 KN R E Z 75 L
7o — 0, aAEEID ze=5mm CTIXELAE MR T EE A WA L, & KM EIT
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Fig.4.19 Effects of coil height on maximum load.
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Fig.4.21 Effects of coil - roller distance on single lap shear strength.
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BEAEZEBTLHZEEEMIC, —HMB LMY O R FBHE Ci{b S 728
WM CFRP B JE # 2z MHz #7880 C & JE G SN L 72 BR o B 26 8) 2 BF Al L 72 .

YLV /A RRBIOAA =Moo “HEOFE= A L2 MW T,
Woven-CF/PPS B iR OFF EMBA LA AR, N r—BFT YL /A4 FH
L CHEEREROBE NS, a4 VERICH > TH TIN5 -
D, FREROFEMEICHEHL TWHWDIZERNInoT. AL, MEXN S OE
WBRARATHFEOLS RARBIROGEIE, 2 A VA THRRBEEDO WY L
JARBaf AR@EL T DAREERD D.

Ehowl M CFRP FE J& AR oD fk 38 Mk HE 00 fik ME B 1) £ S0 MR AE SR (L TR B 23, 5% 50 B
ZEICHE A2 B LML R, RKERMELFE - FMITEmLTWD
UD-CF/PPS [0]¢ TIlX, mHFMHE O ERAE SR <, BIE RN O K28 /0
SNz, BMBIEOR S LI EICBT 2 2 L IFWET, FEmMAEICHEL TV
RN & EMER L=, —Ji, UD-CF/PPS [0/90]s <> Woven-CF/PPS T, )8k
WES DR FBHAMELZZL TEY, MERASTERXERAERIALT L, B
HIZMBAEIND Z LE2ENDT-.

oA BF M CFRP R O BEEE z. 2/ S < 22128, BERITAE
B TEmIRICMA I D, MAEEARICITFEEa AV ERBROBEREZ W
RRRMVIESTLHIET, BVWIRTHAEESTDOD2ILRARERTH DN, BM
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DRAFMMIBEICEETOILEND 5.
P o A VBT KD Rl S RS E A AE L, Woven-CF/PA66 & JE R
HGEESE ST, MFEHOARTE Ty VRN AEL, RATIZE
BICMBAIND Z R ol mBEKRFEMBAREICITREDENPBEFITAEL
L0, MAEEARICIEBREEZ 7 — %S CHAMVICHA L, MEEAT
LHEOHEMATIVNERNH D EEZD.

Woven-CF/PA66 FEE R 2 M i@ 5 L2 OS5 ET AW AR Z 1T - 7= 4
B, AEE»OMETSTICHBRAES N EHEL, ~EO0BEARENE LN
TWaH EEZONDIN, 2y UHRICIVEAEBUIN CRATM SRS N ELT
TWaH7ed), MEaREmzsmElMIcHEA T2 L CMERBOARAEZMEATE 5 X
IRTRAIVETH D

W2EMNOLARFEIZIT TR CFRPOEBXRNMAEEA B L O H K G E
MEESZITV, MEKROMMERILLEES, Brx O54NEEZRHICE 2 2%
%%%%w_bk.:m%mﬁﬁbkﬁﬁﬁéiﬁtiﬁféﬁm,ﬁim%

HEMICMATEZLIHTHY, NEMBATHLE NI Z L THD. MEHS
DX %M%ﬁ%m IMBNT B DICHNESMBULH 2 TH 252, JLFIH %
FTEOREICHIRSEDL2LEDICIERMEEZET LD, MVAEEERRD GRS

FE g R 72 £ iKﬁ%@%é_kﬁ%wéM5.it,mw@%%mﬁﬁé
I, RABMBESLMA SN -2 E L H WA SNBARE TH L. +
D 7= ,&a?iﬁﬁ£@CMP®¢%%MT%5fUfvf%~f%ﬁ%%
MBS L@ EEFE e — VB OB X 0 InE U, 8 e i 12 FE g Rk
Bxa1T5> FIEERET .
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FEO5F AFRNBELIUSRAKFEO—LMRICKILIBTER
CFRPT—JTERBERAMFENDRELBEREHORE

5.1 #E

AT YME CERP OB L A RIERRICIE, L 2&MicadbyE 7T L7
V= hrERNIIVIMILTHLERSY, TOBICAEMBZIHHIND.
Flho, RUMEDZ 7LV ARE TRHETL25E6, RKEOERLMET L Xl E
EEPMLETHY, BA XML EWRENRD L. 2O OEE T, FRKGE
EofzEmREEsr ol hnBRELAE T OBED M O EENLDIZD
W, B ~%E mm OB AWM CFRP 7V L 75 — 7 & @l i EIc £ T
BLT, MESTMICHEBEREZIT > B# 7 — 7 )& (Automated Tape Layup,
ATL) HEE[I4IZAEB SN TWS. 20X ) RfEREEE O MBI ICI1X,
KL —F —[69]~[7T1] @RI IB L 72 RIEMEHT A [72, 13I8 B NL T VD
N, FEERL -V -0, kWO KRB RIELSRD LETEA X F 23D
TEWVWHERND L. £, RIEED 2T X 2 M E X8R O &R B &2 3
THZEDNAETHIN, LREOEETANPLET, TXAX KL KR
R HD. Thwzx, ThWoOMAFELTHWEZEEREEEIIME - FHH
BWIZEONTWDIORBRTHD. £i2, 77— 7 HEROMBGEE XV 3#HE
MORGEEDREMBIEO BB IC RIETHES L6 I LRSI
> TAhHRw., —FH T, 26 D0FERL —F =B ATEMT 2 MEZ v
B EE T, EAMIICMBEJEN > Th d7md, PA6 KIS PA66 I fiF D X
IO B DBEERME LTV LT =T 2B RE T D BRI,
BEFRICEENDIKDEZ+RICHRETERVWAREERD 5.

RN — X FEBHHEENELS, BEETH D Z L2 bR E MM~ DU
EREL, PRESLEFRABRE —F & T CFRP O MEVZIHE L TV 5 [64].
Fh, FEHARL -V - AREET AL DBEEOMBA T E L L LT, A
AN BIEWFEN D DD, TR EE 7= B R ¥ % CFRP O 5 g p 2 F
EOMERENTIERTCHD. 22T, AETIE - FrRFBEMBMERILR Y 7 2
K6 (CF/PA6) 7'V 7 V7T — 7 & RABMBE S EKEFEEr — VIO #
BOMBIREZHNWNTHEBRE AT BEBELZHICICHB L. £, KIEE
ZHAWT, e - HEESEVEER O OBBESRER, 7V Vv T =
DMBFEERLHESREICKITTEELHLNPIZLEERICONWTERD.
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5.2 ER#MH

FEExt % L L BHL, Table 5.1 [CRT — HmEMMERILRY 7 IR 6
¥iE U 7 v 27 — 7 (TenCate t- %, CETEX® TC910, & 50 mm, /& £ 0.16 mm,
LL'F CF/PA6) Th 5. R O PA6 B X Fig 5.1 R TEGHERI Y, &
T AR E T,=50°C, @l Tw=220°C 5 X OVEA 5 i BH 4R 1R £ T4=300°C O ZA 1Y
B 2HLTW5D. PA6 BB =T VIV 7P I RF v 7D —FETHY,
A—=N—x 7 F D PPS BIIEHF L L CRADNIKLS, ZMTH D2, Wik
HEHELTEY, RERICHBRLEBSERALETCRIFLVNPHELVVHEETH D .

Table 5.1 Unidirectional CF/PA6 prepreg tape

Fiber content, Vi [vol%] 58
Grass transition temperature, 7 [°C] 50
Melting temperature, 7m [°C] 220
Thermal decomposition temperature, 7q [°C] 300

Surface image

Fiber direction

0.3 X
s 100 .
r\ = \szaoooc
2 o1 3 80
= \ T,,=220°C s \\
T M 2 60
--0.1 S
= Y. B \
= \ o 40
03 = \
T £ 20
s
-0.5 S 0
0 100 200 300 S 0 200 400 600 800
Temperature, T [°C] = Temperature, T [°C]
(a) Differential scanning calorimetry (b) Thermogravimetric analysis in the
curve in the N, atmosphere. atmosphere.

Fig.5.1 Result of differential scanning calorimeter and thermogravimetric analysis
of CF/PA6 prepreg.
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53 EREESLUEH

5.3.1 HEERBEE

AW M BICHRE - ®AELZ CERTP YU F L2/ F —7O/MBEREER %
Fig.5.2 127~ L, AKMEEDO(LEE % Table 5.2 1ZR"¢ . ALEE T, AR I 5K 4
e —% (~L 72, ZKB600/80G, ACI00V, P=600 W, #x K= % /L ¥ —
WE =12 p) BIXUOEBEFEMBLEE (W (7 v 78/, E-2524, A KK
/=240 kHz) 2T o THB Y, MEHICITAE O XD FHE TEER A §E 7200 E
P—T—%2FT VL. MEe—7 —FRBAEFEMAEFRICLY, LEOR
EIZHBEAETH L. o, KEBIINEr —TF %2 1 2=y F& L THHE
XeFT22LT, EEOMER —F —MWEMBCRET LI LENRART, HED
=y FERBBEMICENDZ LT, FRUICZBEERATR TOHDL Z L2 FE
ET L. REBICHEINTEBAROEB Y CFRP 7V 7' L 7 v — MIER
St —ZIC LV EOREETCTPHMAIN, TEOREICHBINZINE
B—F—ZXOME - MBI THEREINLLIMEMAEATH 5.

I ]—CEHI '%Tl
NS =——N =
b 5
Il o o [HIE
- H'F O 10 E ]
2 ———
Wil o= =R IEINIE]
I |
Near infrared heater I I I
Induction coil
~ @
[{e) — —
////’ ° o 8
Pressure roller unit |Jl— i o~

280
667 160

|- PR

Fig.5.2 Appearance of CFRTP continuous laminate molding machine.
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Table 5.2 Specification of CFRTP continuous laminate molding machine

* Near IR heater: AC 100 V

* Induction heating unit:
Three-phase AC 200 V

*Speed control motor: AC 100 V

Voltage rating

Output of near infrared heater, Pu [W] 0~600
Maximum temperature of rollers, 7r [°C] 500
Feed speed, v [mm/s] 0~560
Distance between pressure rollers, xg [mm] >195

ARIEEZHRT D5 TERBGZ U TICRET 5.

(a) EFRHNHBRE—2

AW THWIZERABRE —% (~L T ZXWE, ZKB600/80G, E# EIE AC
115V, 71 P=600 W, g K= XL ¥ —E 1=1.2 u) 1%, Fig.53 "3 &5
CAHBMAE 80mm ® 2 KO a4/ LEHFLTEY, fiki 2100°C £ THE
L, &HBEICE o gmBE 2 E R+ 52 LRARETH 5. TR
E—ZFEERe—Z LI, FEREE —FZXRER GZRIAMH) ©—F
S L CEE N E L, AT CFRP N O (R EMME 2 2V RIS ME T =
LDREND L. ERABRE—F, FEEE - BIOERIIBE —F OME =
AVESOIRE & MEAK T O BIR & Fig.5.4 2R3, IR & — & 13 8k fE
WD CTE <<, HIBUNTaALVEREKLOREIZET D20, = /LX—
BRICENTEBY, Z2EBEAT y 7ERLAIERMARD L. Thd x, KI5
TIXIE R e — X 2 MEAJR & L TRE L.

Tungsten coil Gold reflection coating

Fig.5.3 Appearance of near infrared heater.
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O 2500

S Short wave (Near infrared)
(@)

£ 1500 []

£ | Medium wave

S 1000 [f7 i i

L l

2 l

g 500 [ | |

£ ! Long wave (Far-infrared)
= 0 | | |

0 5 10 15 20
< 1S Heating time, t (min)

Fig.5.4 Comparison of various infrared heaters.

(b) ERRFEMBREE

ME" — 7 — % LB OWREICIEAT 272912, Fig.5.5 /-7 @& K7
BoakE (o1 7 > 78, E-2524, EHKBEIE AC200V, J& % =240 kHz) %
AW, KmEE S #H==y V2034 RKOFEEa A LN L TED,
BR~TELRE, AMETHERALEZE Y 7/ Mo — —F0MEBUZEL TW5.
MBS B IS BV xE & il S W, 7 o — RNy 7 HIENIC K0T E O IR BN EL
AHETH B .

Induction coil

Fig.5.5 Appearance of high-frequency induction heating machine.
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(c) MER—S—a21=wv k

AW CRRE - ®WELEMERr —F —2 =y M% Fig5.6 I ~L, &K%
Fig.5.7 2779 . A=y MIETF—-MHOER 50mm, £ 200 mm O N+ 7 —
77— (850C) #ALTEY, EMor—F—&IZERY 15017k T R
FEREIEIELZEICEY MEEOMENTTY vy — e MEFARTH
L. —F, FTMoOE—F % Fig58 IZRT X7~y FEHHLEZAEY— =
yho—nET—H—(FV A LE—F R, TT L RE—FX 2= |,
BLF46A-20S-2, EWKE/E AC100V) ICEMKMINALTEY, TYXLary bo—
Tl XV EEORERE CHEFGIELR AT CTH D . IEROME X, #t TR
VEOETFICRYFFEO0THRF—DE, EHDME7 VA (BEE7 400 51
"W, 2= 22— FEH) THNT, TEOMENITRD LI
L .

Pressure roller (upside) Clamp bolt

/ \ % Positioning bolt

Motor shaft &f’ _
Pressure roller (downside)

Fig.5.6 Appearance of pressure roller unit.

o ie]
el ]
Ol (@I
i o
L] Pressure roller (upside) | |
[/ ] El ] A
5 ; = (©)
A , ii=aiily
e oYy N = ==}
‘ (- R
mee / 200 (0O} i -
285 150
Pressure roller (downside) Motor shaft

Fig.5.7 Design drawing of pressure roller unit.
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Roller press  Gear reducer head [ BRUSHLESS OC MOTOR DRIVER
) . mooe. BLFD6OA

n‘ mf
Km =

vexta Ml

DC motor

(a) Motor and gear reducer head (b) Digital controller
Fig.5.8 Speed control motor.

5.3.2 ®BREAE

A THERN LT — 7 HEgEE OB L Fig.5.9 I3, EMBIOT
WS, ZNENTLARKOT Y TV I T —T 2R e — & TRM AR O @S
EHEECTCTHMMBA L%, SEEFEMAEB CL MBI N 2O INER
— T =T, 7V TV I T =T MBI OMEZEZIT, 7 — 7 [ % 8 1
EIHRDOEEKREZITo 2. Z O, W W=50 mm [Z& W L7 CF/PA6 7
V7V T T —T % 0cr=60° DMETMER —F7 — A L. TR E —X
ETFMOTY T L7 7 =71k LT 0u=30° —E& L. £, ERAHEE —
2O ITIE Pu=0~100%F THi 4« b, MEwe—7 —0OREIX TRi=RT.
7201 Tr1=250°C & L, Tro=RT. F 7213 Tro=150°C & L7=. TR E — & LN
JEo— 7 —M o %2 xg=50 mm~70 mm £ T4« £sg, 7V 7L 7T —
TOHEY HEE X v=14~56 mm/s OFIH LI MER—T — 05 x=-150
mm OALE T, FABIXRTFTROTY 7 v 77— 7O/ E Ao K82
Wt (A FEEXHE, B 0.076 mm) ARV A4 I K7 —7 (EX 0.012 mm)
THEEL, Wx8h 27— — (7777 v 7 W, midi LOGGER GL200A)
PHVWCE=FY 7 LT
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Induction heating coil

—— Near IR heater IR camera 1 IR camera 2
Upside N
") Thermocouple £1 £i
©} E

£ £

N Lo
UD-CF/PAG prepreg tape - | | v | | v
f f

Feed speed,
v (mm/s)

el [ (D)) | (O)
Thermocouple / L |::|\

Pressure roller 1, Tg, 100 mm 100 mm | Pressure roller 2, Ty,
- > -

X Xg=200 mm

< >
i >

»

Fig.5.9 Appearance of CFRTP continuous laminate molding machine using double

rollers.

5.3.3 EEREH

AR TCEASETFEERE N7 A — & % Table 5.3 1277 . LRI E —
2 BB xu [mm], LR E — X ) Pu[%], £ EHE v [mm/s]E L OME=R —
T — i Tri, TRe [°C]EfE4x LS CHEBRZITH 2.

Table 5.3 Molding conditions

Near infrared heater distance, xy [mm] 50, 60, 70
Near infrared heater power, Pu [%] 0, 50, 70, 100
Feed speed, v [mm/s] 14, 28, 42, 56
Roller temperature 1, Tr1 [°C] RT., 250
Roller temperature 2, Tr2 [°C] RT., 150

5.3.4 EFRM A&

EEFNEE (7775 v 7%, midi LOGGER GL200A) #HW<TF VU 7
VIEmMICEHE L KBRAENSICEY @ETBOREEILEE=XD 7 L,
mE - mEhEE A A L2, £/, Figs5 10 R"T X, MEe—7—MIi
IR AR B IR BE E (BR Apiste B, FSV-1200, L > X 8 mm, Ml & & &
-40~500°C, MU= ¢=0.85) #EWEL, HEKFEE®ZO 7Y L 77— 7 KA
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IF

O E 3 A A iR g LT

BEREEO 7 ) V7T —7oHEREZMT 270, N T L
Ty TR AER L. 2O, MAERUITEERK (774007
TN XL, FC-161, M EVEE 800°C) #EHMmICHBMA LIEARY 4 I K7
4NV A (RL - FTaRry Wi, HZ 47 7 F % JEE 0.05mm) % Fig.5.11
WCRT XD ICHeBIALR, BEREZICRY A I P70V ZKRZEL, Fig.5.12
T LMo 7Ty 7ESRBRAE (EZ 70 mm, 16 10 mm, f# F
g Ac=100 mm?) Z{ER L7, 7 Ao I= 2 8iELE (EE 0.2mm) %R
Augilic o AR UBIECHEEL, & LB (BEEEFMME, AG-50kN
XDplus) #HWT, 7 v X~y N#E v=0.5 mm/min T 5| 5E & A Wi &5 5k %
iTo7. BIREEAWMEOR B IZIX, XG.HDEHWTHEML .

7 = max (5.1)

SliEH AW 7., [MPaliZ 5l R AMWREBREFIZHE O N R KT E Pmax [N]
kT AR AL (40=100 mm?) TR LZMEE Lz, £/, EBEEE (Hx—
T AH, VE-7800) # W\ T, BIETAMAREOBKKmABE L., —F

ERABMBNZ LD TV TV I T =T OKyHREEREFMT D720, 7V
ERABIMBE O 7Y 7V 7T —TOREBELEMAKLOERLZE T KEFIC
FREIL 72

Joining area Cutting position
~ Y
£ 7
el L __I——— i/ 4_ v
3 Z I
; .

Fiber direction

10 mm

Non-joining area

Cutting position
Polyimide film  Joining area
/ /

I Al - [ j

70 mm ‘

Fig.5.11 Cutting position of single lap tensile test specimens.
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Altah 10

CF/PA6 prepreg tape  unit: [mm]

Fig.5.12 Geometry of single lap tensile test specimens.

5.4 ERHEREBLUEBE

541 E—4HEOELE
i&ﬁ‘ﬁ%ﬁt~&ﬁjﬁ% Pu=100%, MJE v — 7 —iRE % Tri=Tr:=RT. (Kii),
HWE A v=14 mm/s & L, e — X B w2zl Ax LT BEOTY 7L T
T — 7%@@3{1@& #) % Fig.5.13 I&x”7. (a)bmB L ®b)FmE & bz, ME
n—7 = CESKBEERENER L, MEte —F =27V 7V 77— 7N
LRI, BmEShbdZ enmnhholz. 72, e — 2B xag N/hSL< 2513
E, BEBIBENRELS D2 B0 o>7. xu=50~60 mm Tii‘%fﬁ?ﬁfﬁﬂ
T=225°C L LT, 7V 7V 7T —7HDPA6BIEORE S EIZEL WD Z &
Do hol=. (LB TIXM) FmE&EXT, HmiEERNEWEB A A S 7= E
KNELT, bEETIEZZI Vv 7T —7LMEn —F —OEfmEfED K&,
MEa —Z —IZHEAPNELL THASINTZTEO ThHODL EHEINDS. ZTHHD3E
B FEENDS, b — X xp=50~60mm N @ ER bt — X THD EEZD
nNan, Ero7F) L 77— TOREZEZNEZLIRETWVWED, ETD

VENRLDLZ ENy ol
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Roller contact zone Roller contact zone

yd ).
5) 30— Xy=50 mm 5} 350 r— X,=50 mm
F|’:. 300 -§ — x,=60 mm -Ty &, 300 -f— x,=60 mm / -T,
s 250 I— Xy=70 mm :_ 250 I— Xy=70 mm / ;
S S A T S — LT = S S N A [ — -
£ 200 //,r*? "2 200 2 g
[<5) S
2 150 7/ S 150
(5]
@ 100 . £ 100 /
€ 50 /Zy £ 50 Y/
FRR S Y ===
0 0
0 5 10 15 0 5 10 15
Heating time, t [s] Heating time, t [s]
(a) Top surface (b) Lower surface

Fig.5.13 Change of surface temperature of CF/PA6 prepreg tape at various heater
distance (Pu=100%, Tr1=Tr>=RT., v=14 mm/s).

5.4.2 HFYEREDEE

KIERE2EmD D20, XD HEEZ v=28mm/s ICREL, TR E — % H
J1% Pu=100%, JNJEw —F —RE % Tri=Tr=RT. (FER) & L, b — ZHEH xu
R A ELSEEZBO YY) 7V 77— OMEEE % Fig.5.14 lZ/~x9 . AIAT
RLTZv=14 mm/s DA LK LT, (abmB L NOB) T & b IZH&EIREIC
REREFTRONZ2WVD, T XTOMESEAM T @i E 2R T=220°C L T D=,
PAG fI AR DS LL EICHBSE 2 EIRETCHLI RN RBREINE. Z0FE
BREJEFERIZLY, ZFVHEZ LT THRIBDEL RO DIDITIE, LR E —
AMEADOHTIIRETH D720, MER—TF —ZBIEORE AL EICIBT 5 72
LT, HEOMBIRZH VDIV ERH D Z ERN 0o,
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Roller contact zone Roller contact zone

350 ( — Xy=50 mm 350 — x.=50

© 300 xesomm |- T, O o
(= — Xu= - lg &, 300 — xy=60mm {t T
(o — x,=70 - x=
" 250 Xy=/0 mm lq_; 950 X,=70 mm
2 ppp [Ty " Tn 3 g [TTTTTTTpiTmmmmm o T
& 2 /A
£ 150 g 150 /{
2 D
@ 100 @ 100
§ // E 50 // \'Q
3 50 /7 W 5 7] —

0 0

0 5) 10 15 0 5 10 15
Heating time, t [s] Heating time, t [s]
(a) Top surface (b) Lower surface

Fig.5.14 Change of surface temperature of CF/PA6 prepreg tape at various heater
distance (Pu=100%, Tr1=Tr2=RT., v=28 mm/s).

543 O—5—MBIZKDZ TV ILIT—TODEREEZEDHE

AiE E COMB LY, WARABRE — X IMED H T &V ERIE %)% T8 P
THZLEPHRETHDZ ENHBA L., 72, FEBIOTHOEEZN KX
WZ BB LN ER ST, ZORD, MEw —F — % & J8 3 %8 EEEE I X
DRI IEO@ ALl BB L T, BEREEZR AT, £ —ZEH4A xu=50 mm &
L, i e —2HNh%E Pu=100%E L7ZBEO, o —7 —MAELOEAS &,
EmEAKFENAEE IV NEe - —2MA LG0T ) T vy T —
OrmPBLOTNHOKESIEEOIREXLY Fig5.151 733, 72— 7 —MEE 1T -
TS OMBGMHIE, MEr — 7 — R E % Tri=250°C, Tro=RT. (i) & L 7=.
Fig.5.15 XV, v—9—MABLOL A TIX, L FTo7) 7L 7y —bFOIiRE
ZMNMRKEZ L, v=14mm/s TIL AT=66°C TIHEEZENRKRET W LR Gholz. F0,
v=28 mm/s CITIRE ZE X AT=33CREREIC/NEL Db R holz. —F, M
Fo—F—%MALEHAETHE, ETO7) AL 7T —70EE&AEITD — T —
MEEE L oA & ik L CRIIBIZHA L, v=28 mm/s D E TIL AT=2°C UL F
FCWAHOEIEDLZEITHKRTIL .
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Non-heating roller  Heating roller
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Fig.5.15 Comparison of temperature difference.

5.4 HEHOMBBEZAVEEEEOEYREDEE

MBIFNZE R e — 2B I OEEEFEMBLEE IV MBS TINE
=7 —2HWTTF VT Vv I T —TOMAETsLBED, ) TV I T =T R
DS AR % Fig.5.16 [T R4 — X OH J11E Pu=70%D — & & L,
ME®2 —Z — O E X Tri=250°C, Tr=150°C & L, FloOTFI FLv 775 —7
DHEMG L., REMREMEL T, ZVEESEMNTIZIEEMER —F —
BB BZEOREIFKTL, MEae—7 —2@iE%IE T=150°CLL FCTH D Z &N
ol EDEEN v=14mm/s O &, NEae —F —1 @il E %L T=250°C
Ot AL EICZELTWDN, v=28 mm/s DA LEXTINE —F —2 1232
THETICHAINLTWDAZ ERN otz ZHIFEYHEREAT HITZLE,
Mg —Z —TERINDITEDEZZOLND. BV EEDN v=42 mm/s LA £ T
X, MEr—F7 —1 BB ERZLTH PA6BIEO@ALL EIZEL TOWARWET D A
Y (N
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v [mm/s] IR camera 1 (x=100 mm) IR camera 2 (x=300 mm)
Roller 1 Roller2 T[°C] Roller 2 T[°C]
< 300 300
14 150 150
350 50
Feed direction 10211 Feed direction loim
Roller2 T [°C] Roller 2 T[°C]
300 300
28 150 I
Feed direction Feed direction Omm
Roller2 T[°C] Roller 2 T[°C]
300 4 300
42 150 150
50 | 50
Feed direction Feed direction 1011111
Roller 1 Roller2 T[°C] Roller 2 T[°C]
300 300
) ) - I
50
Feed direction |[10mm Feed direction Omm

Fig.5.16 Heating distribution images of prepreg tapes at Pu=70%.

RN E — 2 5 KO A BRE SN B &
ZHWTHEKE 21T > 12RO
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CRIFTRHELZ KUBESEZH WM LR %E Fig.5.17 12737, F O,
TR E — % OH 11X Pu=70%D —E & L, MER—F — O Tri=250°C,
Tro=150°C & L7-. () LmmB L BDBD)FmE & b, EEVHENFE LT 51T L, M
BIFM N ELS 27O R®HIBEN EF L, v=14 mm/s 33 X O 28 mm/s T X PAG6
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Fig.5.17 Change of surface temperature of CF/PA6 prepreg tape at various feed
speed.
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Fig.5.18 Effects of feed speed on maximum temperature.
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Fig.5.19 Effects of feed speed on single lap shear strength at various near infrared

heater power.
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Fig.5.20 Process window of CF/PA6 prepreg tapes
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Fig.5.21 SEM images of fracture face (Pu=70%).
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Fig.5.22 Effects of feed speed on weight decrease ratio of prepreg tape at various

near infrared heater.
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Fig.5.23 Viewing position of prepreg tapes.
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Fig.5.24 Mechanism diagram of continuous laminating process (no near infrared

heater).
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Fig.5.25 Mechanism diagram of continuous laminating process using near infrared

heater.
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Fig.6.1 Conception picture of continuous multi-layer laminating machine.
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Fig.6.3 Inner pressure pipe molding method.
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Feed direction

Laminate molding head

Process 2

Feed direction

Fig.6.4 Continuous multi-layer pipe laminating machine.
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CFRTP prepreg
Fig.6.5 Conception picture of pipe laminating head.
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Fig.6.6 3D-CAD model of CFRTP pipe molding robot.
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Mandrel motor Mandrel bearing stand

Fig.6.7 3D-CAD model of CFRTP pipe molding machine.
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Electrode

CFRTP pipe

CFRTP pipe joint
Carbon fiber resistance heating element

Fig.6.8 CFRTP electro-fusion pipe joint.
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LI -
Bush \ \
Overmolding of CFRTP CFRTP pipe joint

Fig.6.9 Manufacturing process of CFRTP electro-fusion pipe joint using carbon

fiber heating element.
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