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Table 1. Typical properties of carbon fiber used in this study(Torayca T 300b)

Tenstle Tensile . Specific Coefficient of thermal
strength (GPa)| modulus (GPa) Elongation gravity expansion (10'E°C)
Longitudinal Radial
365 231 14 % 1.76
-0.6 712

EAZ AMEE dfT BAAGeA AxE UE 62 HE & 150/48Denier® 1L, £ ¥ L 223T
Ao

2-2. 49 34

2 A7 AR AYE A (FidArlAeA AMEe DWC-1224 ~dE A4 6000~
15000pm, BHEE 40m/min, JAF ¥ 350 ~ 39399 FAzE @y AdY 749Gt Figle
A" 7149 AFEH] TE2E BT Utk 44 Ax A FF 2WE BE FFE FHEA
Coll A3 H=d], ojdf 2WE4el A ANAAZL A4 &M DHEAA Akl APt Ex=
EduszA 435S std AR A=A FHE 49, FE =Sdtold HEZA 2884 F
g 2@ AvE2 15 A4 HEHAs Hf W< 1L,000TPM(tumn per meter)& 94 ¥k
E o3 ¥ uye] A sglon, I A2 Zzb 1000, 1230, 1500, 1750, 2000 TPMolsith.

Fig. 1 Schematic diagram of manufacturing principles of covered yam.
A core yvarn, B: gpindle, C: bobbin, D¢ snail wire, E! traverse, F! driving belt

2-3. EgAR A=

2 Ao mdzga Aze g4/ dE HABEALE 3mmx130mm X 130mm 2712 ¢FulEme
dube T FPEA Zhel ZEAolA 2607, 200psi, 229 TP AHYdd Azsac. EgAse
Aze 7t Yool AFZAEHT ZelioM dE5AEYHeE AzEdd ZAZHaE 53 H&
FF AEeEE= U929 FHE 30T 22 B3CE 89z AEA0E 428 242 308, 400psiz
ZASEY. YA xde dE BFgAs F4RFEE 2@ At EAE 484 2 1, b, 20T
/ming] 4% E 2483 AH2TdM 0TE F£ 9 quenching)dte & Alsistgdch

Azg Eg¢A8d deled FA 2 228 EHHAT PR Ael2e 1 ML Hrler] 9
3ty Zrzhe] 9=, A A, TPM(Tums per meter) @2 AZE EFAEY gAlL FAAAHERAC
2 g £ 2459 98 E4H& Hrrelr] #18te] Instron 4467-Standard 71%S ARE3E
o ASTM D-7908le2 SX5EA L Hrtsgdo
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3-1. @49 73

Fig. 25 zZtZte} #Avj=g A0 s AZzg AWMZALE ol &3te] A& 43 400psi, ¥Z=d 5T/min
02 Azy BFgA5Y dHusANoR (A dEYA X9 o] HolA HFAL Ale|l2 FEE IEF
#x BIER, (), DS (E)e] #ASE oEYdx £32]9 o] FAxaA ol wXT EA3s H4
(resin-rich region)e] YEU}IL Q& Z\i% HE3E 5 ;.l‘llr gzze B AFdA FFe Anmk z=4A
& mjEEA 429 <fo] HFaA FTHE= (B)Y AFE, o9 Ay 2A2 1250TPMYS ¢ +
Atk (Fe A =2 2i) A= _7&21?1 1250TPMo 2 Az EgAse dichd AlRe=zA o
Efagl YYgo] BRAE #dsA FAATA €

3-2. 4%

Fig. 32 Zzhe) #Awjal 2Z(1000, 1250, 1500, 1750, 2000TPM)ell whel Axg AB=AE AP
400psi, WA= 5C/mindld FgA22 4¥HALdd Y=E ved ez TPMe| F7HETE A
FEYA Y= ZaEAct ol TPMe F7HE4E 99 A7 Y27t ¥ U HEHLS
Bgol Z7tay] W2 Aoz AzZdo 3 o|&X Yxet dA Y YxFAFA Aole B
AE AEA LA V)T YA Re2 4R

3-3. 2% 54

Fig. 45 zZtzte] Avd z=Ao wat 48Y¢P 400psi, 22D 5C/minel] o3 Azd ZFAHES
FHAEE vebd Aotk 1250TPMY o 874 =7F Adigte vGeriost o Foisid §94=71
ZA3s A%e Jehded, o)l TPMel £71842 E¢Age] dARdFe] SB2dwe £&0 2
A8l7) WEolaly 4ZEch 1,000TPMA ®e e ueldle R Ed2e o] WF HojAq =
FAE 2R FAANA 2R dELR HdEo.

Fig. 5= ztz 1250, 1500TPML 2 Az A EALE o) &3] WZZEZ 5T/mindlM 4EGHE =
ZH200, 400, 600, 800psDE WLl Axd BEAR FYIZEE vetd Reldh sdF=EES
400p51 oA Hoge JEus dEgdde] o Zzistd FasE BFS Helw, 800psi F2elA

= gAA 2 32 Jeldg o ol fE 4agEe] A220psws WIEFAL £A7 =YY 233
A}% AbolZ 2R3 sHEx Eahxm, <raEo] 600psi, 800psiE AW wWE FEF el AEd &
g gEdA A7 28 woz FEHUA B4 IS I L VTS FHANAM BYHAETL
Zafcn Qe '

Fig. 62 Z27 1250, 1500TPMo 2 AZH A SALE ol &8te] A¥E<td 400psi A el W22
oz Az¥ B4 TIFES JeEiPch F2EE7 1C/minol A 20C/min. .2 FMETFS
et AMsE Zastsr S9E WA FEAME FURZHl dAHA Faste B
UEU G ol WZEE7 27185E tjEds A5 ddey 2 HAAA Hn F
Q] Azrel BudM= ZAo)l A9 AAHX gho} lEHA EAo] HItEH7 HEew QA
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3-1. 94 #F

Fig. 2= Zrzhe] Awy o o8 Azd AHZAE of&std 48U 400ps], ¥2=38 5C/min
oz AzY B B (A)e WEEHE £x)9 o] HolM BIA Aol EEs& HE
&= Ragz:, (O, (D E)Y A$E vEd 2 X9 go| Hxitd Dol £2L East=s 949
(resin-rich region)e] YeEl 3 e AL A £ vt 2HZE 2B dFdAM HHe] Ay xd
2 gjEd A 29 o] HGstA TIEE (B A4, olde] AW AL 1250TPMYS & T
qQuk (F)= HA g2l Avlgd =249 120TPMeg Azd Sgaze dfchd Aoz o
EA0 LY Re] HAAE FUIA FHAFA ok

3-2. 9%

Fig. 3& Ztzte] Avlgd 2RA(1000, 1250, 1500, 1750, 2000TPM)l wet Alzd AHZALE JE€<H
400psi, ¥4 ZA 5C/mineld EgAsz 4h588de Y& vER g, TPMe] F718+E 5
ERGAEL] UEE ZAFED ol TPMel S7H8F2 g AAG U=rt 242 UAdE nfEHLY
Bgol 71317 dEQ Aoz Aziad TR ol2Ag dmst A 2AE Udxgdy Aol EF
Ag AzA gaAs 71F9 9P Aoz 4Hdoh

3-3. 28 54

Fig. 4= Zt7te] Awy ZAd met 48¢= 400psi, FEED 5C/minol ols Azg 2ggzs]
2Y#=E JEd Holth 1250TPMY o ¥4 %7 Haate dehuns o 278d 2eF=7
asts A%e Jehdi=d, ol TPMe) 271¥4% Bgase gousde B24F9 ¥gol T
&37 qEolatn 4ztEch 1,000TPMeIA #e 2e Uehls AL mjEgs o] WF FHol4 =
NS 2 FAANFA By WEoz 4ZHn}

Fig. 5= 27 1250, 1500TPMe 2 A X8 AW ZALS o438t W= 5C/mincll A H¥g ¢ &
ZH200, 400, 600, 800psE WaPewe] AzE EgAse FIALEES Jekd Rl FYAREE
400psi 22olM Hagre Jehds gagde o Zstsw gastE 3TL Boln, 800psi FTA
= AASA ¥ 2 vEhdnh 2 ojft A¥gtde] HEQ0pshuE iEda £A 2IFH 2%
S Alelm 224 #A5A Eabm, ¢Hol 600psi 800psiZ AW @ HF=E ¢Ho| Fiad &5
d gEd: 371 28 wew FSHUM BAA 9L IFATD JF S FHNAA FYZES
Zragictn Azt ol At '

Fig. 62 zt7+ 1250, 1500TPM 2.2 A28 AW =ALE ol §3te) gt 400psil A ztzhel Wbz
oz AzY 2PAse FYAES JEUYT WAEEI 1T/minsdlA 20C/mino8 FEEE F
HPYE7t N s Basrt FHEN WAEAQ FHANE ULl FAESA Fade BYS
et ole WZenrt 271852 gEda Hed YUEY AAFHe HelAA s F3F
Q Argel FuelME ARl Ao WA o} WEHze ZTAo] HuiHs] HPoz Aztyr)
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Fig. 2 SEM photographs of cross-section of carbon/nylon covered yarmn composites.
(A) 1,000 TPM, (B) 1,250 TPM, (C) 1500 TPM, (D) 1,750 TPM, (E) 2,000TPM
and {(F) bundle state of 1,250TPM specimen(B).
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Fig.3

Fig.5
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Fig4 Flexural strengths of carbon/nylon

covered yarn composites with different
covering conditions.
(cooling rate : 5'C/min, 400psi)
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Fig.6 Flexural strengths of carbon/nylon

covered yvarn composites with different
cooling rates. (pressure : 400psi)



