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Fig. 1 The manufacturing concept of TTX motorized car
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Fig. 2 The configurations of TTX carbody section.
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Table 1 The materials used to the TTX carbody structure

Materials Remarks

CF1263 carbon Fiber : T700 series, 12K
Skin fabric/epoxy Curing temp. of Resin : 1217
prepreg Thickness : 0.7mm

; Cell size : 3/8"
Core hA]uml:unTbNM Cell wall thickness : 70um
oneyco Cell depth : 36mm
Adhesiv Curing temp. : 1217
e film Bondex 606 Thickness : 0.2mm
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Fig. 3 3D models for TTX motorized car.
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(d) One-piece wood mould

(¢) CNC machining

Fig. 5 The manufacturing processes of wood mould.
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Fig. 6 The manufacturing processes of FRP mould.
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Fig. 8 The manufacturing processes of the outer skin.
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Fig. 9 The curing cycle using autoclave.
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Fig. 10 The cured composite outer skin.

Fig. 11 The installation of the reinforced frame.

Fig. 12 The vacuum bagging process.
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Fig. 13 The TTX sandwich composite carbody.
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Fig. 14 The assembled carbody and underframe.
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