37 A e =g Ad, #2538 A12%, pp. 1981 ~1987, 2001 1981

Zetzvkg 443 A7MFe ¥AA s 27 vH/CFRP
BRAY AR M= 9%

oldy” - %*—’Ei" A
(20011 29 149 FH45, 2001 849 27 AlAbsER)

Effect of Aluminum Treatment by Plasma on the Bonding Strength
Between Aluminum and CFRP Composites

Rhee Kyong Yop, Yang Jun Ho and Choi Nak Sam

Key Words: DC Plasma(DC 52%9}), Contact Angle(’d %7}), T-peel Strength(T-peel 71%)
Single Lap Shear Specimen(¢® ¥ ¥t AJ¥), Adhesive Bonding(Z# £9)
Composite Patch(5 32| # A])

Abstract

This paper documents the effect of surface treatment of aluminum on the bonding strength of
aluminum/CFRP composites. The surface of aluminum panel was treated by DC plasma. The optimal
treatment condition of the aluminum was determined by measuring the contact angle and T-peel strength
as functions of mixture ratio of acetylene gas to nitrogen gas. The mixture ratios used were 1:9, 3:7,
5:5, 7:3, and 9:1. Lap shear tests and T-peel tests were performed using surface-treated alumiunm/CFRP
composites and regular alumiunm/CFRP composites. The results showed that the contact angle was
minimized and the T-peel strength was maximized for the mixture ratio of 5:5. The results also showed
that the shear strength of surface-treated alumiunm/CFRP composites was 34% greater than that of
regular alumiunm/CFRP composites. The T-peel strength of surface-treated alumiunm/CFRP composites
was also 5 times greater than that of regular alumiunm/CFRP composites.
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