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Fig.1 Schematic diagram of continuous molding

machine.
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Continuous Molding of Thermoplastic Prepreg Sheets Using a Roll-Press
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Fig.2 Overview of Impregnation Rollers.
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Table1 Molding conditions.

Prepreg Total layer Pressure Temperature Time

[mm/Ply] [Ply]  [MPa] g [min]
Type A 0.1 20 6.7 200 10
type B 0.2 10 6.7 200 10
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Fig.3 prepreg and CFRTP cross-section
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Fig.4 Bending strength of CFRTP

5. ME

AHFFETIL, 74— 7 L AEZ T
WTERMZ U 7 L 7 ORIE S ATRE R BB A D
BELE. TORRE, 7V L7y — &SR
b5 o — kD J775, CFRTPOGRE )
B 72D L EfER L.

ZE SOk

1) SFH=EY, BEL¥238, Vol8lNob
(2015),pp485

2) RIS, FEHEHSC, EHEBERE, BER,
(L ks, 71)IRE, b7 AT 7 X,
Vol.66, No.11(2020), pp.519-526.

— 370 —



