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Table 1 MVR result [cm®/10min]

190°C 230°C 250°C 260C 270C

PMA20V 29 69 107 126 -

MA3H 7 - - - -

BCO6C 31 90 135 160 208

BCO6C
L-MODU

206 - - - -

Development of Advanced FRTP using carbon fiber and PolyPropylene
Seigo KURAHASHI, Goichi BEN and Akiko HIRABAYASHI
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Fig.1 Schematic view of Pultrusion method
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Fig.2 Heater position of twin screw extruder
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Fig.3 Photograph of BCO6C+L-MODU CFRTP

Table 2 Heater temperature

D/H C6 C5 c4 C3 c2 Cc1
Temperature ['C] 190 190 170 160 150 140 130
Coil feeder speed [rpm] 10
Screw speed [rpm] 100
Pulling speed [Hz] 6
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