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'86-'88 ST CHSHY S&IDH(AAD
B8—HR| HTAITH Mol

ob b

k.74

LN &

BEdAgY e e S &= 9 Qi)
TS X@de oy 2Udg M2 A =F
o} g, T T AN E B Pl 388
ST RANAY, A & Ho}E BY, FYE
Aol Al A BtEA 4 g
A ot o Al o Bod FAE REY
A% 571 man Y7 dolr shA W A
FEldol doe Aot t$7] BEFAE AR
YEES AAdT ge AT $F A4
NE A "zkel gHgo] F7ksln a oY
& FollMe J1 H5S 873t A 947)
g o] WFe B B9 o] Hx
Atk

MA% AsAdA f2F EFAs e
oo & FREL wte §I34F M@
Ay BdAR)H A5 A F49
EFAR)NAMY AF A dde AL b
ngozH & 4 3t FF7] EoplAe &
Fzo Eg¢Ag Mo HE bagging BE L
B YL X3l 33 o] 49 Ajgte] Ay,
AE}E T2 BEL Z GA 1E o3l &8
AZte g 58 oje A4 BREL A
3 Yok oA & o FA Atojoll& 10°~10°9]
A ztelzl Qlek BgAge] Ay A
£58 ogA AF Y9 1 F£FEoR U
Ly e AL Az Ade F9aA J29
Hale wezm EgAg A 70%e AE
Ao Ax o}, gl EFAge] FAYE
AH87) YA processing® o] FL3}t),
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¥ FEEY BEA LFYR ¥Y )z

B AT IEA BRARe] AW4 ¥
B AAdY 5 9E AR FAP AzPY
g4 Jlestn, 1 49Ee Aesed 3ol
A9 Aol 714HA AR oA o}
Bz gk

2. Liquid Molding

ATl AHSHT g dRRy B
g F2EL F3Y A vl $3 9 fabric
taped] #3F 3 autoclaved ol <J3l A H L} Auto-
dave YL ol&dd EFAE FREL A
Z3d FAY H5Le 1Ed £ oy 7189
AZtE FzEd "M Azds) oM 1
&0 AgHolzgt & & Qo N A B
¥R F2EY My AgLe @il AF
3y ARGME Z2A)7) 98 N2 R
7IeEd 9% FRE AXE 278w Yo}
olg# 7159 7} liquid molding &4 ol t}.
o] o2 §FJ] FZEL EYs RIS
Az} M=

1) 4% technical B4A 2 4X&8 A4d
F Slojof il

2) TZEEE preforming 71& 7o) Mg
ojof %,

3) B dHfAH&o) high performance pre-
pregs A3t A REHY H&EAY
Eolof g},

4) AYRE FAgD F2AAZ extra wei-
ght saving 539 87HE Lyustowm
BAE & AT textile HAAE o]4F &
lojof g},

olgZe aziEo] FZFEUW liquid molding
TRE ol &T I3V 24 FREY Az U
AL vlg we Brolzl slbke vl 1
AT2E9 AZE 7153EE 2o

37] F2E YL 2AAY AdgA g4,
A7), A, 7143 X4, B9 npie) RESo
TE Le3lofo} 3o} F2 ALHE BAARE
B2, Keviar A/50] 9len, d82E 2D
E2 3D textile preforme] it}

# &

FAY A RAAY A A, 549
FAEA 2 M54 2y AgHE £AE
epoxy, bismaleimides, polystyrylpyridines 5°] )
on, A= cycle bisphenol-apolycarbonate 52
2L AR grti4 FAE $483 Yok
FA9 AHA] 28 A2 E AE, pot life, ten-
sile modulus, glass transition temperature(Tg), ten-
sile elongation, FEFF5°] gith ¥ Are
BAAL wetting® FA s, ExuUle B
Ao AXE o)FAY 7MsAo] Romz B&
%3 &(mold filling rate)o] Bt} FolAT} Pot
lifee ¥F9 27|19} 4ol utel 2AF oo} g,
TR FYo] &uHI A Asr NRHA
R FE Zojof I}, £F FAE BAANE
A3 FAXNZ 4 UL premature bucklingS
WA 4 e ¥ tensile modulus’t £ T7E T}
(28MPa ©]/}). Glass transition temperature(Tg) =
AHELERT 10~40C Eolo} @} sjutstd
FAE 24EFANE M4l Y2, F5E &
29 9oz s BEFAEY BEE FAaA
717] W&olt}. Tensile elongationS FAW9
A FE ) AF Aoz, FEF damage
tolerance® L2 elongation® 3~5% ALH
ofof 3},

#3718 728 J¥ol 7He# liquid molding
T3 A F/HAE EidEd e 71&9
RTM A¥E33E /M AN FG RTM A
% 3% (Advanced Resin Transfer Molding ARTM)
®og 1 FFZE Vacuum Assisted Resin Injec-
tion(VARD),” Thermal Expansion Resin Transfer
Molding(TERTM),"*! Ultimately Reinforced Ther-
moset Resin Injection(URTRD,* ¥712A #X&
0] &-& Thermoplastic RTM &%, HSRTM (Hollow
Structure Resin Transfer Molding)®'5°] ¢l.o.m,
EA© SRIM(Structural Resin Injection Molding)™”
340l gtk ol HG Y ITH sy 7
A Mdyshd ge 2o

2.1 Vacuum Assisted Resin Injection
(VARID)

VARl 33& FAF AFo] v3xg 23

&



¥ B

S Qe Bouys AFAHE 1o A=
FAoltt. AEFL Agdd Y9 A¥RIAA
Ago] Y& YutAQ RIMAY 33T vlaLdA
g4 58 71AH E4% B} 3L porosityE
AR $FY Azt bsd 2 oddE £4
ARG BE AZA EASE BAAY FEH
B5ES AASY £A99 AAEE F4 31,
29 $R)Ato]e] ¢EA}o)7t F71E 7] Wl
ady olg} 2e L& AHdxE 7 4¥
@7l 293 AE BEol g¥d Asd 2
A go] oz ©Hol st WA 71&¢ RIM
AT AEFRY AF37t A o]FoF
911, RTME dA87 Bo] /Mdse] Qo2
nzo g9 F7|d wWA AFAE FFE
AAsejol & Zo|t}

2.2 Thermal Expansion Resin Transfer
Molding(TERTM)

o] 24L& A% EFAE AR %ol §8&
g Ao Y& TERTM IhncolAd Agd A
RTM ZAott™

TERTM 33L& HdAE<¢ ZF hybrid foam
core® 7HE ERAE F2ES AR 99

ol AHgHE Utk 2 YA e 2|

aA 432o2 Yo At
D ¥3= ZYHOZ thermoplastic rigid foamS
k3=
2) Foam €39l fabric BZAE L7313
DAE RN EE=&d ¥e
3) AREY FAE E=Fd FYTC
4) Foam core’t ¥3¥ & =& E=& F
&3] 714stdAs Astg AlRldh
o2} TERTM ¥3¢] 7123 Mexg 1¢
2100 JelA} o] FA4 A8 & rigid foam
core A & £+ polyurethane, PVC, polyimides-©]™,
A4 foam A5 WAL HF sandwich F-F¢
QTEA Bk ol 7t o SA% o] 3R]
AHe E=9 Man FL83Q thermal cycing
oltt. A% NiHF a3 (electroformed nickel
mold)& ©|&3H HAIFF vla AN FAF
ojn] #¥3 7Y, A€ 7td, A4 #5714
(45C/sec) T Y Zbo] 7h5dtng At FAMAA
Fulel 2ES A F Ao

2.3 Ultimately Reinforced Thermoset
Resin Injection(URTRI)

§3F7) FZEE IAG EFARY 28 F
Aoz mAHe =& A RTM 332 Poly-

Expandable Foam

Impregnated Preform

2! 2.1 TERTME| QT

86
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P37 FEE8Y ZEAY EPHYE §¥ T2

tech, LtdAFelA 7143 Ultimately Reinforced
Thermoset Resin Injection(URTRI) F3o]t}. o
TR NaxE 19 229 Yelde) o] 34
44 syntactic foam coreE hollow glass microsphere
HEHE E0] v L8 epoxyRHH castingdtd
Azt o] FA FHE coredll LAY graphite,
Kevlar £& #HFE 95 L hybrid Fei=
Atk E=4d ¥+, Epoxy, bismaleimide 32
quasi-prepolymer FE|9] HTFAE FAF &
584 1024019 AT AE AR HF Y
F& ol3d}. URTRI 33§ o843l HLo=
AZE prototype FF2 wing surface1Tth. Solid
core FHo BEAAZE AREZ Y EAE
FEol B} go| FsisHeH, 20%9 FA #
A9 80%9 AZAHE F2AA

FHZ °] prototype AT £ HHE 383}
93t EYAtelAde URTRI A9 E3AE
TY3te] 83718 27N, fin, elavon, landing gear
beam, passenger seat shell5% #z¥ AL
7HAZ it

2.4 Thermoplastic RTM
Cyclic BPA polycarbonate oligomers Z°] @&

4L 7HXEe G7laA $AE o dd A
FAo 2 AJHAYD FHo) Q7tAA 22
o]&F FREL EIARY AZRE sMsEA
A

Q7tad FAE RTM AFFHo 0|48 o
Vg & BN AN FAAIE A cycle
timeS Z2A7E Aok G7taA £ 2=
FA(>lling & dZ3tn AP37) JHMe 33
F2] resin viscosity B okt e} preform A}o) 9
FA fEol Wi o8 A% A8 o
@o] 27H

2.5 Hollow Structure Resin Transfer
Molding(HSRTM)

Turbine blade 22 F3(hZ2) REL gy
TEFY WS o] &3 prepreg AFWOZ A
ZHI glon} FATZ AL we wHo)
Atk A2 EO] oY @S Bgdly YL
FEA97] f8te) 71&9 Az7)&e] RIM 7|
€% HSF HSRTM A ¥71&0] AMEse. o
TR 54L& 3oty €Yo Bilsd e
430l 7He3ta, 7N BHEZE Yo

Resin in

Resin

Injection ® : * i

Machine i
Umbilical
System

One-side Machine
only, for 1-Part Epoxy

Resin

Clamping Press

YYVYVY

Mold Part

Mold Core

EEET

..., Clamping Press

Woven Fiber-pkg. wrapped
(dry) around Core and placed
in Mold prior to Injection

72 2.2 URTRI HRE

87



¥ 8

71 WEd AYPAdol F3s I, HHE prepreg
Bo ¢ go] AFE 4 genz BAHNFAS
&o] 3718 F slen, 371gd 93 FIFT=
B9 A ¢ HHAFEY 2Ho JH5did 7
ZF3t A7 Jbed ARTl Ao

2.6 Structural Reaction Injection Mol-
ding(SRIM)

SRIM 33<& RTM 333 "¢ Ak 34
o2 Bxuld Z3AE vg Wi g3ez &
A3ld WAl A8 FYstd A¥se TH
o2 el w9 Fo. SRIM IHF RIM
A% & AolE reaction activation® FHAl
Ztol lok gwkE9l RTM F4AA AN
g2 152 Fxolu SRIM 3L 20 EH3}c)

SRIM FAdAe FHAZe] F7] WEo 1B
ZA Aoz FA7 #3312 W mat7t ¥3o|A
REE 72 F¢ ZHXZ fiber matE Y33l
FA f%o] 94¥o] YJUzE nHA A

SRIM A& dA Mg Jovt dF 25
sxUd ¥ & A7) b 393 FAHL
=0 28y ¥5L e A Wy
o 33 d49 zdo] wi¢ otk wEy
SRIM ¥3& B@As BEF AR 437
A8 F49 HAH3 B=A et

3. Pultrusion

Pultrusion(¢1®) AL 17 317 Zo] A%
Af 22 vEd FAE FAAA dHo) IR F
A4S Ad 7148 398 T3l AAFEA
d4H0 2 AFL AYs= THeE, U FA,
rod 2 g 53 Zo| Ho|wgoz Fp2 ¢t
g A AEFL Az3e o AH-E . Pultrusion
g7l 29 319 Yebd upegl go] A
2Z(spool), FAIEAFA(resin bath), FdA 0|
A (forming guide), 7FEE3, 3333 (puller)
9 Agy] 502 FAYY BANG AE2HE
FFHe AR AR ANE AXNEA
BANRd £A7F g9, £A71 $HE B

88

e 71de 23S SHsAAN EfdAETt
AgEn, 239& B4 UL EfAE AFL 37
AR o8 d&Hoz FAAL Ay 2y
Ag AFL Adld s e "ol wF
A= AF AdEH

Pultrusion A%l A 7HF AUFHA ¥
NeRE £A AR 71E AFEX Adrle, 3
L A 7l¢ 2 B7le S Aolrl& Fo|g
FAAR L AF JAH 54, 4= 2 U
A4 B3 B4 QS B ol FAFHGA
e 2HE A U AFE AFY ARE
7} FYsn ARERE ¥EFS BEE
Y F JoEg HAFEX Aoyl FARY
831, o] M E forming guideS F A
Adjol k. FILE Aolriee AN 7
AR EAd aA 4% B WS FaE
7ozt & & e 239 &xd g 23
Woll Ao Aguke=rt g A, Ad Ashike
To) =@37] 7R 9 Alzte] 2R A Hek Ho)
Agutg T ol2x Agte]l M= 39 Y+
Zd A A7t 25 o|FojAuzg Fre &2t
AgAes 23 AU ASFEAA =
AZre] 2&4E FY 75N A3yt ¢4
ez e g Juyoz etk 3Ule
&ce A% Y9 29 BVle § F& 2
#ete A, Y AL YA BUle
&x7l A7l € & ARE FFHY & ¥
F7le IS 2Adke JlEo) Foddn & +
Atk

Pultrusion A& 712 iAol 7|&9 AHYF
Hol Hla) Ao o) 3, =5 QR
7189 ERAE AP APRE A5 F
AE dHol o, 43Y EvEsidn & &
e B R g A FA4d 33 APL
Wy Qly] gEe) §F, $F FZE 9 FHLo
ozl o] Apdoltt 2y, HZ pultrusion
AEITUE Bostd BANRY WIS A
20] 2 # 4 9)+= pull-winding 43 ¥ 71€, braided
pultrusion 4¥71& 2 pull-press AF71E Fo
s 37 1R FREY 3450
7k Qi
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¥ 7EEY 28N F9HE ¥Y TJ&

Pull-winding ¥ 3¥& pultrusion ¥ ZHol
tape winding 2 filament winding % %7]1%0
HER VI, #AV $HE 3HY A&
olth tape FES B7ZHHFY B2 R o2 (bun-
de)g 333 43F 4=E AASAEA win-
dingdte] SWgoznt ¥3E & ¥ gl o
A B NZE FYolth(2¥ 32) Pull-win-
ding BETHE HIAFY FYo] HolZHe
2L ZuA F2ENE YT £ ded v§,
braided pultrusion 43 3PS 4F T A9
TFERES B2ARY B340 AdE 74 42
dy71A Aoz AP F e HA 497
&olth .

Braided pultrusion %32 pultrusion 4%
71€9 braiding 71E€S FEAN K7€, B
A5 E braidingdld ¥3te FA9 preforme
A Z% v, preformd] A& F Y (injection) 3}
forming guideAX Q&£HoZ2 JHA=HAA 7
FAA AEL AYPsle FHoHh(aY 33
o] JPFYO 2+ autoclave % F o]t filament wi-
nding A¥71€2% 754 37 EdAE

AedolA A3 E&Mo] glodA A
e PN F A o)F AYreR ¥§37)
stiffener, rib, strut EE°l2 Z}F fittingF T
BATZE 39 337 1A F2E ¥ 7}
sttt
37 FREF dAGEE AUR gL B
FX pultrusion $848F 71€2 Yol s
& e, d&59, wing skin®lY 54 7R E,
dome$¢ TZEL pultrusion FFFHE WY
pull-press 4871€2 A4¥E 4 31tk Pull-press
4¥71€L pultrusion FFH] hot pressing
1E€E HEF ASZ pultrusion A YGE
98 714530 AN ERAEE A B3E
AR S 30-40% AEE ASAD o
press?te] &) 28 ¥ €7 ¢4 & 718l
SASA AgA7e FHolth(2E 34" Pull
press AETHOLEZE press¢te F¥E Q3=
RN 2 A AFsd FHFE ¢ A7) P&
4ig FAE Ad BFAE FEF7) FREL
23 4% 73

¢

Forming guide

BEGIEIIIFIIOIIII

f

Heated Die

Resin bath Puller
38 3.1 Pultrusion A%
"Forming guide Winder Cutter

Heated Die

1% 3.2 Pullwinding A&



Puller

18| 3.3 Braied Pultrusion A%

/ Forming guide

|crseasesesareesees ]
| rrrrrrrrsrrrrssse.]

\\ Injector

Braider

A

AR
AR

Press/Tool

NNNNN

12l 3.4 Pull-press A

4. Thermoforming

A48 £A BgART 2 J1AH EXL
273 Id FREY FE ALEHo & b,
grtayd A4 ERAse 2 A8 2yt
W7l Wil 37 134 12§ 59 g 7=
Boe AH-EA ERch 23, polyethersulfone
(PES), polysulfone(PS)5-9] 7/I¢Z AlE2EE
=¥ FE oY, & 2xoXx Faute
Agdel g A7 AA=EA E2H) Gutby
o2 GrtaA A BEFARE £ 3A58dH
A Z(creep)7t A dolue AFe oy,
aUPA g YRy A 98E e F
Aol Ao F2E A3} Rttt o H
A7 FHMZ ICI/Fiberitel A @@ poly-ether-
ether-ketone(PEEK) 0] &7=lo] Ag7A9 47}
a4 A gAY EAEE AT RE 4

90

e, 437 F2EY 2L INT EfRA=
TZEY @7tRA A ERARY 38§ Ve
A& FUAA F3i) oo ma MA AAZS
dxe d7tAA FA g 433 =8E 7
g0l glon, o5 HfAsAY HET &
43 AP Qo GrkAA FA7 GHEA
FAo} Hd 483 AYHA FHe] oy,
A=} oM 10) ERARE H¥E o &
AgRdol A ol AF A9 AfEo
o3t AR Wiol Afo] EAY M40l
¥t AAARez ErthAd 4 BHAR A
YZ Aol 3l o} Fs]o] QA W& AdEjoln,
AE3TR HZSe giF A7rt EE3 Y
Hi ok

A FAEFAEY EAQ AT
2 & & e HALZE autoclave, compression
molding 5 2™, compression molding®l<

Bt MY 68 28 (194 E)
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thermoforming ¥ diaphragm forming ¢ § %
At} °olF thermoforming A ¥7)|& e T 4y
Holl vl& BAgol AN AYAEY 7AF
AWM AdolnEg old g Hgo] H
HEGE ¥37] 5 1 FRE FHgo] £
3t YutH o2 thermoforming A ¥ 71&L 4v}
a4 FARCE AYAEL Az2Y 1 ALy
Ao, grtay A BEAs HYd e
H7le 2e#de o] oy}, Thermoforming
FIHE Gtrg FAY drtrA $Ad ¢
AR & 344 dEZ B3E gA4E 239
¥ol 43 4 & 718t AE S A¥ste AU
BAAR WA dE 44 AT 2 ge
AFARE o8 Q3 37 FREY ALE
7] ogfd. a8y, drlad FAd i
BANA7 e ZE =gl Agge s A
thermoforming H¥THLEE IF FZE|9
&80 7Hs@ & AU Thermoforming 438 F
He dzgade Yo Qa4 A B
AE BAE $2 €€ /1Bl NAQEE =9
U, ¢EE 718t 399 A2 shaping3te]
X3 PAA, o9} 2L 71E9 thermofor-
ming AETYPLE2E AF FAo AL B
B ohde 238 7d, WgAde $A3L
3o mat 4yt Aol el Ytk
ol B¢ 19 418 Z& thermoforming A
BRAE AHEFoEZN Y AF P4 25
B ggstd 4 3, HYARE 71&e] At
o3kQl o 108 AEE B2 4 Uk nelyg

38 4.1 Thermoforming A& A%

¥

thermoforming A ¥ A= LB, o|$A4x], Ty~
2 FHoZ FAH gled, QELA £88
Qe A BERAE FE zEzyag o
$4AY ZHE Bo] 7Zuo] WE Azhld T
d2aue] 33940 28 1 zZg2z sy
N AN EAN HEe &A 8ot o ther-
moforming 4YTYPLZE ¥3F7] BEZF wing
skin, T& ¥, 2%, radome, 71€} 22 B3
B ofet oz 337 13 FZRE AHYE
sttt € & gl

5. Textile(HE) E¥Ag Az 7|&

BHAE AF e 94E #AE sixe
A A (preform) AZ71E6L HY 7] 44
717) 913 Wi "ot AE EgAss 1y
51914 B uiel o] A 2497 339 7
ZEE TEHEY 9714 2o ZAYe| o
ot 33 T2E9 AY T U HSEA
Zledtaz g

FA Y M4 B3E 339 A8 129
Eddge A% EgAgd vgd &4 38
A7t ASA Z7 e o] AE YA
AE8E preform AZ71YE 3] Ay 7
2 7S F 7] "R 3T $= A9
ToRIA & digel Ha Utk BEgAEe
ALgol & F2EY $802 Eojtd et
olg| g 339 HE FRE FZE UHA Wut
olUz} near-net-shape AZ7} 71537 o &
Aol wl$ =}

5.1 Woven Textile

329 woven textile® F2 multiple warp wea-
ving 722 AzHed 1Y 52¢ 1 AEEE
UErd Aot} & seto] warp?} weft yamo] 3}}e]
HAZE o7 U& YEY warp yamS o] ©]
FES ME dEE9 33d FRES ARG
o] Wo] 9&H 1Y 5394 He uHish o)
g T234E HE 4 oy bias WFos
AFES WEst7)7t 9JH L shedding 2 beat-up
TELE Q3 /A AR A &40 7]
4t 9ol Ao
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Classification of Fiber Architecture

Linear Planar(2-D) Spatial(3-D)

= 7

| |
ETlm
| Discontinuous Continuous [Woverd {-Ez;t_] Braided Woven | | Knit | |Braided| | Nwonwoven

" (spum) (filament)
3 SEEs
NQ :SSE Eﬁjgz: : Weft || 2-Step
— R R Warp . | | 4-Step
| L B
Monofilament Biaxial || Weft Biaxial | |Angle-interlock _ Multiaxial
Multifilament Triaxial || Warp || Triaxial | |Orthogonal-interlock Orthogonal
-Flat
-Twisted
-Textured

J3 5.1 2% ¥ 3R HETZE

weft(90°) 28I bias(®) AF7H AEY A
ugko 2 Knitdo] M2 dA3 dd. dee 4
=8 tgdtae AYsA & + de FHo
Qo dtitching AN HA7t &4& 4L
a8zt Aok

5.3 Braided Textile

. 3%9 braided textile® & )39 yammo] 33
Aoz Nz oM gAY TRES 7HATh
Qutgoz 4eid FHEE track® column©
A8t F92 $AGM qdAd dXH ARIt A=
RARE 4step braiding®, ZHE F5 HF Al
o] 2 braiding A-F7+ M2 2 BFog &3 o
oAl o] 2HA AH7t BAR)E 2-step braiding®]
5.2 Knitted Textile AH( ¥ 55). 4-step braiding®l = machine bed”}
93 dejgl F4Yo| Ycdl 9¥ braidere
334 knitted textile weft knitting®]\t warp Evgoh} B¥e] 12ES W=y fedha
knitting PR WE F Yo FEHOB mul- AAY braiders solid FeHe] FZE AF |
tiaxial warp knit7h T & 7Fsd0l QAT ol tex- 29t} 19 562 4step braidinge 2 AFE F
tileol & 27 54914 HE Hhst 2ol warp(0°), qe G F2ES B9 Fu Yo

32! 5.2 Multiwarp weaving 71A|12| 7HET
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38 5.3 3X¥ Woven textile

NONWOVEN
MATERIAL

KNITTED WEFT
YARN LAYERS

x 9]

18 5.4 Multiaxial warp knite] A& 9



® Axial yam z
© Braider yarn A
® O O ~B =35
e » 0000000 e
®°;‘\’; ‘fe\“ o0 3 00000006
o 2 ® \® \ oy =,
\ 8\ e e\e\e\e O 0O 0O O
o o . @ e e\e\ Step 0
\
N °\° °\° °\° ® ollol e lel. SEoNeNoNo
Step 1 P = @_;
S oeea H S o)
® @ o ereriene ONONONG)
/e e/@/ele/@l Step 1 Step 2
o 2;@,;%@,@% o allollolio oo Mol oY
,é, e, /e ‘e, /e ‘s, 800 ’D E 55’
® e e ) e ‘e e ® e
/ '/ '/ ’/ / Srerierer OO0
Srep 2 Step 3 Step 4
(@ 2step braiding (b) 4-step braiding

255 2-step X 4-step braiding"™™

fiB R A

HEEIER

braiding 7|HeZ HZEE =+
Q= near-net-shape? XS

2-step braiding® 4-step braiding®l Y3 AF

&x7t wax Zo| oz Af I wY

w 5ol L ¥go 2 7ol ¥AT conformability=

X

FolAdt. the Fele] A Eol Hl3 324 braided
textile2 $-E7t dde EFAs FFY HF
Ao 7i7ke Fez FzEoh meA 7A=Y
Adolt 23 7H3& & Favt Yleug At
A AZdde dFE 7.

A g 82l
B4 BRARe) AN4 B9 BEF, 7]
o8

FEIHoF T dARAME
£e3/834 W3

6. 7l€

. ABF B
2. Ad &3
3 xH%%—(recyclmg)
4. ®lolE] Hol2 ¢ A¥ Y
Solt. &3] recyclinge Aol 7-‘]% g3 5
Arthe Aatgo] g AFa 2 Az A
A o FLAH gk A, 4¥F TA3}=
22 3/3183 WA M F/AHE BAe
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¥57 7EEY 28A EPAHz ¥¥ s

process monitoring 2 controlo|™ A4 9] outputo]
o] %Al process controlol] ##o] HM, TF QA
BEo HE A%H ddo] eAd dg o3
olct, = 3} 2% AT process simulation
modeling®} #A 7)ol A& d|o]g} wlo]Xolt} 1
ol simulationg T3t T HAE AAE
F 9den HF AF AAE HAHE F W
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