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Table 2. Typical reinforcing fibres for FRC.

Reinforcing fibres Semi-finished products

Roving
Tissue
Mats
Short-fibres

Glass

Roving
Tissue
Mats
Short-fibres

Carbon

Roving

Aramid Tissue

Table 3. Typical matrix systems for FRC.

Matrix systems Abbreviation/material

(resins)

Duromers EP  (epoxy resin)

UP  (unsaturated polyester resin)
PF  (phenol formaldehyde)

BMI  (bismaleinimide)

PI (polyimide) VE (vinylester resin)

Thermoplastics PA  (polyamide)

PC  (polycarbonate)

PEEK (polyether ether ketone)
PEl  (polyetherimide)

PESU (polyethersulfone)

PPS (polyphenylene sulphide)

Elastomers Polyurethane
Foams Silicone rubber

Table 4. Abbreviations for reinforced plastics.

Abbreviation | Material

Aramid Reinforced with aramid fibre
(polyacrylamide, PTPA)

BRP Boron-fibre reinforced plastic

CRP Carbon-fibre reinforced plastic

GRP Glass-fibre reinforced plastic
HS-CF Reinforced with high-strength c3
HM-CF Reinforced with high-modulus c:

Figure s-secgpn of a CRP laminate produced from carbon-fibre rovings.

Figure 2. Cross-section of PEEK 5
fibre-reinforceme
PTFE additives.
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e 3. Cross-section of PEEK polymer with 30% short
glass-fibre reinforcement.




