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Abstract 

This paper compares and contrasts the properties of self-reinforced polyamide 12/carbon fibre hybrid 

composites made by three different hybridisation routes, termed intra-yarn, intra-layer and inter-layer. 

The starting point for each route was to manufacture layers of woven cloth (containing both components), 

from which the hybrid composites were manufactured using the Leeds hot compaction technique. In all 

cases, a carbon fibre volume fraction of around 8% was the target. 

On balance, the intra-layer hybrids had the best combination of properties, although all three 

hybridisation routes yielded interesting results. This intra-layer hybrid configuration showed a significant 

increase in tensile modulus and strength, bending modulus and strength and penetration impact energy 

compared to a pure self-reinforced polyamide sheet. The only negative aspect was a reduction in the 

tensile failure strain from 11 to 2%, whereas the ductility in bending was unaffected by the incorporation 

of the carbon fibres. 
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1. Introduction  

The interest in hybridisation as a method for altering the balance of mechanical properties of fibre 

reinforced composites continues to grow. This is due to the requirement in a number of industries, such as 

the automotive sector, for materials that can save weight, while maintaining a good portfolio of 

mechanical properties such as modulus, strength and impact resistance. In general, no single fibre can (to 

date) deliver high modulus, high strength and ductility, so hybridisation is an obvious direction for study. 

Traditional fibre-reinforced composites (usually carbon) offer high specific modulus and strength, but can 

often suffer from low failure strains (~2% is common) and consequently brittle behaviour. At the other 

end of the performance scale to these traditional structural fibre composites, are a new class of materials 

termed self-reinforced polymer composites (SRPC). In these materials, both the reinforcing elements 

(fibres or tapes) and the matrix phase are polymeric and usually the same polymer. The only difference is 

that the reinforcing fibres or tapes have preferred molecular orientation, thereby giving substantially 

improved modulus and strength over a normal isotropic polymer, but without an increase in density. In 

these materials the modulus and strength are much lower than in traditional structural fibre composites, 

but the failure strains can reach ~20% and the toughness can be exceptional. 

This trade-off between modulus and toughness, often called the modulus/toughness dilemma [1-4], 

continues to be a major area of research interest, with the continuing objective of developing so called 

‘hybrid’ materials that could combine these two important properties. One popular route to hybridisation 

is to combine two different fibre types in a composite, often a high modulus but brittle fibre (usually 

carbon) and a ductile, and often lower modulus, polymeric fibre. A good summary of the current state of 

the art in hybrid composites can be found in the reviews of Kretsis [5] and more recently Swolfs et al. [1]. 

Pegoretti et al. [6] described some of the possible fibre combinations that had been reported in the 

literature at that time, including carbon/Kevlar, carbon/ultra-high-modulus-polyethylene (UHMPE), 

aramid/UHMPE and UHMPE/glass. 

In the majority of these studies the goal was to increase the failure strain/ductility/toughness of high 

volume fraction carbon fibre reinforced polymer composites, by sacrificing a proportion of the composite 

modulus and strength by adding a ductile fibre. In this study we have adopted a different strategy, which 

is to start with an already ductile material, in this case a self-reinforced polymer composite, and add a 

small amount of carbon fibres (<10%) in order to increase modulus and strength and hopefully not reduce 

the ductility significantly.  
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The first reported, purely, self-reinforced polymer composite (SRPC) study is usually considered to be 

that of Capiati and Porter [7] in 1975, who embedded highly oriented gel spun polyethylene fibres into an 

isotropic polyethylene matrix. Subsequently, a range of other processing methods have been reported in 

the literature including utilising bi-component tapes [8-12], film stacking [13-15], injection moulding [16] 

and a combination of processing techniques to produce nanofibrillar composites [17, 18]. One of the most 

widely reported techniques for the production of single polymer composites has come from the work at 

Leeds University, using a process termed hot compaction [19-21]. The difference in this process, 

compared to the other reported work, is that it utilises only a single starting component, usually an array 

of oriented thermoplastic fibres or tapes. The research showed that if this array was taken to a chosen 

temperature close to the melting point, then a fraction of the surface of each oriented element could be 

selectively melted. On cooling, this molten fraction then recrystallised to form the matrix of the single 

polymer composite. While the processing window is narrow, it is achievable commercially [22] and has 

the advantage that good compatibility is achieved between the reinforcement and matrix as the two 

components are identical. A good summary of the preparation and properties of self-reinforced polymer 

composites can be found in the reviews of Alcock et al. [23] and Matabola et al. [24]. 

Self-reinforced polymer composites (mostly based around highly drawn polypropylene tapes - Curv
®

 

[25]) are a new developing material and are finding increased commercial usage in areas where 

lightweight and outstanding toughness are key drivers (for instance Samsonite luggage and Bauer ice 

hockey boots). However, semi-structural applications, such as in the automotive sector, remain out of 

reach due to the moderate modulus and strength of these materials and their elevated temperature 

performance. It is therefore an obvious extension of research into SRPC, to apply the ideas of 

hybridisation described earlier by adding a much stiffer fibre to these materials. The interest is to 

investigate the expected trade-off between increasing the modulus and strength of these materials with an 

associated decrease in failure strain and toughness, which are the unique properties of SRPC. As an 

illustration of the disparate properties of these two, very different, material types, Figure 1 compares 

typical tensile stress-strain curves for a carbon fibre/polyamide prepreg tape (unidirectional arrangement) 

and a self-reinforced polyamide sheet (SRPA12) in a 0/90 configuration. The former material (prepreg 

tape) shows a strength above 1GPa but a failure strain of ~1% whereas the latter materials (SRPA12) 

shows a strength of ~100MPa but a failure strain of ~10%. 
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In their recent review of hybrid composites, Swolfs et al. [1] described three main hybrid configurations 

for combining ductile and brittle fibres, which they termed inter-layer (or layer-by-layer), intra-layer 

(yarn-by-yarn) and intra-yarn (fibre-by-fibre). For inter-layer hybridisation, discrete layers of composite 

sheets, containing the brittle and ductile fibres, are stacked on one another. In intra-layer hybridisation, 

each layer is comprised of a co-woven mixture of the two fibre types, while in intra-yarn, the 

hybridisation is done within each individual fibre tow using co-mingled brittle and ductile fibres.  

While research on the hybridisation of SRPC is a new research area, recently reported studies have 

investigated these different hybridisation configurations for different fibre and SRPC combinations. 

Taketa [26], Fabich [27] and co-workers investigated inter-layer hybridisation by combining discrete 

layers of a carbon fibre (prepreg) composite and a self-reinforced polypropylene sheet. Taketa et al. found 

that the failure strain of the hybrid laminate was improved over the pure carbon fibre laminate and this 

was linked with a compressive pre-strain associated with the shrinkage of the SRPC fraction during 

consolidation and cooling, while Fabich et al. found some beneficial effects on the impact performance 

from the hybridisation. 

Following on from this study, Swolfs et al. [2, 3, 28] looked at the same material combination, oriented 

polypropylene tapes and carbon fibres, but in this case in an intra-layer configuration. Here, an oriented 

polypropylene tape was co-woven with a carbon fibre/polypropylene prepreg tape to produce a co-woven 

cloth, which was then processed using the hot compaction process to produce hybrid composite sheets. 

These intra-layer hybrids showed an interesting portfolio of properties. It was found that, at a critical 

carbon fibre volume fraction of around 8%, a significant increase in modulus could be achieved without 

seriously compromising the high failure strain and excellent penetration resistance of the pure SRPC.  

One suggested way to evaluate the effectiveness of each chosen hybridisation configuration is to assess 

the measured properties of the hybrid against a chosen micro-mechanical model (often, but not 

exclusively, the rule of mixtures). Marom et al. [29] proposed such an idea for a range of different 

property measures. In their recent review paper, Swolfs et al. [1], while warning of the simplicity of this 

approach, agreed that this approach gives, at least, an indication of the success of any hybridisation. In 

particular, a ‘positive hybrid effect’ is achieved when the experimentally measured property is found to 

be greater than predicted by the chosen model. For the results of the intra-layer carbon fibre/PP hybrids 

described by Swolfs et al. [2], the tensile test results of these hybrids suggested a positive hybrid effect 

for the failure strain of the carbon fibres (observed as a stress drop in the stress-strain curve), with an 
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increase in the composite tensile modulus in line with model predictions, but with a minimal decrease in 

the composite failure strain, up to a carbon fibre loading of around 7 volume percent . Swolfs et al. 

proposed that this was mainly due to the beneficial effect of having intermediate bonding between the 

layers when using polypropylene, allowing delamination and additional energy absorption to take place. 

Observation of samples during tensile failure revealed that delamination between the woven layers 

occurred at the point where the carbon fibre tapes failed (around 2% strain). Such delamination diffused 

the strain localisation around the carbon tape fracture and so allowing the SRPC fraction to survive and 

continue to be load bearing until nearly 20% strain. Interesting, and of significant relevance to the current 

study, the addition of inter-layer PP films during processing both improved the level of inter-layer 

bonding but also led to more localised damage in the SRPC fraction on failure of the carbon fibres and a 

significantly reduced ultimate failure strain. 

The third hybridisation configuration, intra-yarn, was studied in a recent paper by Hine et al. [30] utilising 

co-mingled tows of oriented polyamide 12 (PA12) multifilaments and T700 carbon fibres. The study 

showed that hybrid samples with interesting properties could be made using a carbon fibre fraction of 

13% and a traditional hot compaction technique. In this study, and probably due to the much greater 

adhesion between polyamide and carbon fibres, the hybrid composite did not survive in tension past the 

breakage of the carbon fibre fraction and so failed at a tensile strain less than 2%. However in bending, 

the hybrid material showed an increased bending modulus and ductile behaviour to strains of 5% and 

beyond.  

To date, no study has compared and contrasted the three important hybridisation routes on the same 

material combination. Building on our previous studies on intra-yarn hybridisation of PA12 fibres and 

carbon fibres described above, we have manufactured inter-layer and intra-layer composites using the 

same two materials. In addition to the co-mingled yarns used in the previous study, intra-layer samples 

were manufactured by combining oriented PA12 tapes (manufactured in-house) and PA12/carbon fibre 

prepreg tapes, while inter-layer samples were made by laminating layers of self-reinforced polyamide 12 

sheet (SRPA12) and layers of a polyamide 12/carbon fibre composite. Following the work of Swolfs et al. 

on polypropylene/carbon fibres SRPC hybrids [28], a carbon fibre volume fraction of 8% was the target 

for each of the three hybridisation configurations. All the composite samples were submitted to three 

mechanical property tests: in-plane tensile, in-plane bending and falling weight penetration impact. 
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2. Experimental 

2.1 Hybrid manufacture 

2.1.1 Intra-yarn hybridisation 

2.1.1.1 Component materials 

In co-mingling, each fibre tow is composed of a mixture of the two chosen fibre types (as shown 

schematically in Figure 2a). In this study, the two types were carbon fibres and Polyamide 12 (PA12) 

oriented filaments. The co-mingled yarns for this study were produced by Schappe Techniques, France 

using their patented stretch-breaking technology [31]. In this process, continuous carbon fibres are 

stretched until they break at what are termed ‘natural break points’ and then blended with a thermoplastic 

fibre. The aim is to increase the drapability of the resultant co-mingled tows without compromising 

mechanical performance.  

For this project, these stretch broken tows were supplied in a carbon fibre volume fraction of 13%, which 

was the lowest that was could be produced commercially (the normal industrial usage is around a 50/50 

fraction). Microscopy of the combined tows showed that the mixing and dispersion of the two fibres was 

excellent. The carbon fibres had a quoted modulus of 240GPa, a strength of 4GPa and a failure strain of 

2%. Their length varied between 30 and 70 mm. Since this is well above their critical length, their 

discontinuous nature should have a negligible effect on the composite modulus and strength. The PA12 

filaments had a measured modulus of 2.9GPa, a strength of 300MPa and a failure strain of 11%. In order 

to produce composite sheets with balanced properties, the co-mingled yarns were woven into cloth using 

a twill 4 x 4 weave style, as shown in Figure 2b. 

 

2.1.1.2 Intra-yarn hybrid sample manufacture 

Composite samples were produced from the woven hybrid cloth using the Leeds hot compaction process. 

As described in the introduction, the aim of this procedure is to selectively melt a fraction of the oriented 

PA12 fibres (using a chosen temperature), which then forms the matrix of the resulting self-reinforced 

hybrid composite. A typical process used was as follows. The layers of woven cloth were placed between 

soft aluminium sheets (thickness 0.1mm), two layers of silicone rubber to even out the pressure 

distribution, and then outer brass sheets of 2mm thick. A thermocouple was placed in the centre of the 

assembly, and this was used for monitoring the temperature throughout the process. The whole assembly 

was then placed into a compression press set at the required temperature, termed the hot compaction 
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temperature. A pressure of 5MPa was immediately applied and temperature monitoring was started. Once 

the material reached the required temperature, it was left for a dwell of 2 minutes and then rapidly cooled 

to 50°C (using circulated water cooling which takes around 3 minutes). Following the previously reported 

study on intra-yarn hybridisation [30], a compaction temperature of 175°C was  considered to be the best 

choice for manufacturing a sample from the 13% carbon fibre tows. 

Parallel studies on intra-layer self-reinforced polypropylene/carbon fibre hybrid composites [28] 

suggested that a carbon fibre fraction of around 8% was a good choice for achieving a balance between 

tensile, bending and penetration impact performance. As the carbon fibre fraction in the intra-yarn 

hybrids was increased above this value, the modulus and strength were found to continue to increase as 

expected, but was accompanied by a fall in the failure strain and a significant reduction in the penetration 

impact performance. For this reason, a carbon fibre fraction of 8% was the target for the three 

hybridisation routes investigated in this study. 

As a co-mingled tow with 8% carbon fibres was not available (13% was lowest commercially available), 

the carbon fibres were further diluted in respect of the overall composite sample, by alternating the layers 

of the woven hybridised cloth with layers of pure polyamide 12 film, made from the same grade of 

polymer as used in the PA12 multifilaments. It was found that four layers of the PA12 film, and three 

layers of the woven hybrid cloth (in the lay-up PA12/Hybrid/PA12/Hybrid/PA12/Hybrid/PA12), gave a 

final carbon fibre volume fraction of 8 ± 1% (see section 2.5 for details of how this was measured). A 

similar hot compaction temperature of 175°C was used for the manufacture, consistent with the previous 

studies, in order to achieve only a partial melting of the PA-12 filaments. A typical manufactured sample 

is shown in Figure 2c, while Figure 2d shows a typical polished cross section from the final hybrid 

composite. All the relevant details of the intra-yarn hybrids are given in Table 1. 

 

2.1.2 Intra-layer hybridisation 

2.1.2.1 Component materials 

For intra-layer hybridisation carbon fibre/PA12 prepreg tapes (~40% carbon fibre fraction manufactured 

by Jonam Composites) were co-woven with oriented PA12 tapes. The carbon fibres were type T700S and 

had a stated modulus of 230GPa, a strength of 4.9GPa and a failure strain of 2.1%.  

To produce the co-woven cloth, oriented PA12 tapes were required. For consistency, these were 

manufactured using the same PA12 grade as above for producing the PA12 filaments, used in the intra-
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yarn studies. After extrusion the tapes were then drawn on the Leeds drawing frame to a draw ratio of 4:1, 

at a temperature of 120°C. The carbon fibre – PA12 prepreg tapes were 5mm wide and 0.20mm thick, 

while the extruded and drawn PA12 tapes were 8mm wide and 0.10mm thick.  

A truly balanced co-woven cloth, as shown by the ideal schematic diagram in Figure 3a, would have a 

mixture of both tape types in both the warp and weft directions. However, in the current study the co-

weaving was accomplished on a hand loom, using a warp comprised of only the oriented PA12 tapes and 

a weft which could be alternated between the carbon prepreg tapes and the oriented PA12 tapes as 

required, to achieve the target carbon fibre volume fraction of 8%. Figure 3b shows a part of the hand 

woven cloth where the warp direction is horizontal. Here the weft tapes alternate between the carbon fibre 

prepreg tapes and the oriented PA12 tapes.  

2.1.2.2 Intra-layer hybrid sample manufacture 

Intra-layer hybrid samples were manufactured using the same procedure as described above in section 

2.1.1.2. To achieve a balanced composite, four layers of the woven cloth were laid in a 0/90 symmetric 

configuration [0/90]2s and processed using a compaction temperature of 175°C (no additional layers of 

isotropic PA12 were used for the intra-layers samples). This configuration assured that there was an equal 

number of carbon fibre tapes in the 0 and 90 directions. A piece from a typical manufactured sample is 

shown in Figure 3c, Figure 3d shows the stacking sequence while Figure 3e shows a typical polished 

cross-section. All the relevant details of the intra-layer hybrids are given in Table 2. 

 

2.1.3 Inter-layer Hybridisation 

2.1.3.1 Component materials 

For the third and final hybridisation strategy, discrete layers of woven pure self-reinforced PA12 tapes 

were alternated with layers of impregnated carbon fibre woven cloth (as shown schematically in Figure 

4a). The carbon fibre cloth chosen to manufacture the carbon fibre layers, was the spread tow carbon fibre 

fabric made by Oxeon (TeXtreme


). As can be seen from the picture of this cloth (Figure 4b), the carbon 

fibres form a large dimension chequerboard pattern, where each square is 20mm x 20mm. In the next 

stage, impregnated carbon fibre layers were manufactured using this TeXtreme


 fabric and the same 

PA12 film used for other two hybrid configurations. The prepregs were produced at 220°C in between 5 

mm thick aluminium plates. Aluminium foil was also added in between, and this foil was treated with 

Chemlease PMR-90 for an easy release of the prepreg. The cycle time was 10 min, during which the 
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pressure on the stack was alternated between 16 and 0.5 bar to aid impregnation of the high viscosity 

PA12 into the carbon fibre cloth. The pressure level changed from one to the other every minute. 

Afterwards, the entire stack was removed from the hot stage and inserted into the cold stage, where it 

cooled down to room temperature in about 3 minutes. 

 

2.1.3.2 Inter-layer hybrid sample manufacture 

Inter-layer hybrid samples were made by interleaving the impregnated carbon fibre layers with layers of 

pure woven PA12 tapes (hand woven to a plain weave as shown in Figure 4c) with a compaction 

temperature of 175°C. As this sample utilises discrete layers, there is a choice over where the carbon fibre 

layers are located. To maximise bending properties, the impregnated TeXtreme layers in this current 

study were placed on the surface of a five layer composite: TeXtreme/PA12 tapes/PA12 tapes/PA12 

tapes/TeXtreme


 which gave a final carbon fibre volume fraction of 8 ± 1%. Figure 4c shows a typical 

sample, while Figure 4e shows a polished cross-section. Table 3 shows the additional details of the inter-

layer hybrids. In terms of the carbon fibre properties, the PA12 properties and the volume fractions of the 

various phases, these are the same as shown in Table 2 for the intra-layer hybrid configuration.  

 

2.2 Mechanical tests 

2.2.1 Tensile 

The tensile tests were carried out in accordance with ASTM D3039 using an RDP servo-mechanical test 

machine at a temperature of 20°C and 50% RH. Samples were left to equilibrate at these conditions for 5 

days before testing. 

The tensile test samples were 10 mm wide and 150 mm long. The gauge length was set to 65 mm and the 

sample strain was measured in the middle 15 mm of each sample using a Messphysik video-

extensometer. The testing speed was 5 mm/min, giving a nominal strain rate of 10
-3

 s
-1

. Five samples were 

tested for each condition using a 5kN load cell. With respect to the interlayer hybrid, the specimen width 

is less than the unit cell size. However, in many ways, spread tow fabrics behave more like a UD laminate 

than a woven fabric. UD laminates do not have any issues with unit cell sizes. This does not imply that 

spread tow fabrics do not have this issue, but they are less sensitive to it. 
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2.2.2 Bending 

The three point bending tests were carried out in accordance with ASTM D6272, at a temperature of 20°C 

and 50% RH. The bending test samples were 10mm wide and 70mm long. Modulus measurements were 

made using a span/thickness ratio of 25:1 (span = 30mm) while stress-strain curves to break were made 

using a span/thickness ratio of 16:1 (span = 19mm) as recommended by the testing standard. The testing 

speed was chosen to be 5mm/min, to give a nominal maximum strain rate (on the sample surfaces) of 10
-3

 

s-1.  

 

2.2.3 Penetration impact 

Falling weight penetration tests were carried out according to ASTM5628. All samples were clamped 

between metal holding plates using an air pressure of 0.7 MPa. The plates had an opening diameter of 

76mm and were covered in rough emery paper to improve clamping. Impact was via a hemispherical 

striker with a diameter of 12.7mm, connected to an impact mass of 25kg. The drop height of the 

mass/striker was chosen so that the impact speed was 3.33 m/s (200m/min) and a piezoelectric load cell in 

the striker allowed the force-time curve during impact to be measured.  

It is well known that the penetration impact energy can be significantly dependent on the sample 

thickness, so most of the samples were made to be of a comparable thickness of 1.1 ± 0.1 mm. The only 

exception was the intra-yarn sample at 8% carbon fibre volume fraction. Diluting the carbon fibre fraction 

of this sample by adding the PA12 films resulted in a sample of 2.5mm thick. The measured impact 

energies were therefore quoted in terms of the measured energy divided by the sample thickness. As with 

previous studies [32-34], we have integrated the force/time curve until the point at which the peak load 

drops to 50% of its maximum value. 

 

2.3 Volume fraction determination 

The volume fraction of carbon fibres in the various hybrid composites was measured using the burn off 

test (ASTM D2184). Each sample (with a weight of around 2g) was placed into a crucible and then into a 

furnace. The furnace was set to 450°C, dwelled for 4 hours and then cooled back to room temperature. 

While the standard recommends a temperature of 565°C, previous studies showed this could volatilise 
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carbon fibre as well, hence the use of the lower temperature. A measurement of the weight before and 

after the burn off allowed the weight fraction to be calculated, and hence a volume fraction assuming a 

carbon fibre density of 1800 kg/m³ and a PA12 density of 1010 kg/m³. Repeated measurements suggested 

an accuracy of ± 1 for all the measured values (in effect an actual error of ~ ± 10%). 

 

2.4 Classical laminate theory prediction 

The classical laminate theory was used to predict the modulus of the hybrid composites, taking into 

account their crimp. For the PA12 fibres/tapes, the measured longitudinal modulus was used. The 

transverse modulus, longitudinal shear modulus and longitudinal Poisson’s ratio were estimated to be 1 

GPa, 1 GPa and 0.4 respectively [35]. For the carbon fibres, the longitudinal modulus was taken from the 

manufacturers’ data sheet, whereas the other engineering constants were taken from [36]. For the PA 

matrix, a modulus of 1 GPa and Poisson’s ratio of 0.4 was assumed. The engineering constants of the 

unidirectional carbon fibre prepreg and SRPA12 plies were obtained by using the relevant fibre volume 

fraction and applying the Chamis’ formulae [37].  

All these data were used as unidirectional ply properties for the classical laminate theory. 

(0CFPA/0SRPA12/90CFPA/90SRPA12)s laminates were created, where the subscript CFPA indicates the 

unidirectional carbon fibre prepreg ply. The thickness of the plies was chosen to correctly reflect the 

relative volume fractions. The overall carbon fibre volume fractions were varied from 7% to 9% to obtain 

the spread on the modulus. The modulus was calculated at an off-axis angle that corresponded to the 

average out-of-plane angle measured from the optical microscopy images (see Figs. 2d, 3d and 4d). This 

was 7.0°, 3.5° and 1.4° for the intra-yarn, intra-layer and inter-layer hybrids, respectively. The averaging 

of the angle is an approximation as the modulus-angle dependency is strongly non-linear. For the small 

angles used here, this approximation would lead to a slight overestimation of the modulus. 

 

3. Results 

3.1 Intra-yarn hybrid 

3.1.1 Tensile tests 
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Figure 5a shows a typical tensile stress-strain curve for a sample with a carbon fibre volume fraction of 8 

± 1%. The stress-strain curve is linear to failure, with a failure strain of 1.4 ± 0.1%. A typical result is also 

shown from the previous study on intra-yarn hybrids, which had a carbon fibre fraction of 13% so made 

without the additional interlayer film used for the 8% sample. The results show that although the initial 

modulus is similar for the two materials, the 8% sample, surprisingly, has a higher strength, although a 

slightly lower strain to failure. Average results for the two different samples are shown in Table 4. The 

reason for this difference could be that the addition of the inter-layer film for the 8% sample (required to 

dilute down the carbon fibre fraction) has the effect of adding additional matrix and improving the 

consolidation of the composite, as will be further discussed in the section on the bending tests. 

The CLT prediction of the tensile modulus was 10.2 ± 0.9 GPa, which matches well with the measured 

value of 10.0 ± 0.3. Without incorporating the crimp in the CLT predictions, the tensile modulus was 

predicted to have been 11.6 ± 1.1 GPa. This proves that incorporating the crimp is essential for accurately 

predicting the tensile modulus. 

 

3.1.2 Bending tests 

Bending tests were carried out on the 8% carbon fibre intra-yarn plates, and a typical stress-strain curve is 

shown in Figure 5b. As can be seen from the results in Table 4, the measured flexural modulus was very 

similar to the tensile modulus, and hence again in good agreement with the predictions from modelling. 

More interestingly, the failure behaviour was different for the lower carbon fibre fraction. This sample 

failed in a brittle manner once the maximum stress of around 200MPa was reached, whereas, in the 

previous study, the higher carbon fibre fraction sample (13%) failed in a more progressive manner once 

the peak force had been passed. It is perhaps a further indication that the 8% carbon fibre hybrid sample is 

well consolidated and homogeneous due to the increased matrix material delivered by the incorporation 

of the inter-layer film. As was shown in a previous study on PP based hybrids [28], the addition of more 

matrix by adding PP films as interleaves, increased the inter-layer bonding significantly. This reduced the 

failure strain and led to more brittle behaviour by localising the failure.  
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For the higher carbon fibre volume fraction (13%), we can therefore speculate that there is insufficient 

isotropic matrix produced during the hot compaction process to fully consolidate the composite, and 

hence some carbon fibres are less well bonded to the PA matrix. When reaching higher strains, the 

weaker fibres gradually start fracturing, but the strain localisation (normally leading to early catastrophic 

failure) is less severe than in the case in well-bonded fibres. During flexural testing, this leads to a gradual 

decrease of the modulus, first in the outer layers of the composite at the tensile side, and moving inwards 

at higher bending loads, in this way leading to progressive failure behaviour.  

 

3.2 Intra-layer hybrid 

3.2.1 Tensile tests 

For the intra-layer hybrid samples the carbon fibre prepreg tapes were only in the weft direction (Figure 

3b), so a [0/90]2S configuration was used to produce a balanced sample. Figure 6a shows a typical tensile 

stress-strain curve for an 8% carbon fibre intra-layer sample compared to the same carbon fibre fraction 

intra-yarn sample. Each sample was tested with the carbon fibre tapes in the outer layer parallel to the 

testing direction. The modulus of the two samples was very similar (as might be expected) although the 

failure strain, and hence the strength, is significantly higher for the intra-layer sample.  

The lower out-of-plane crimp in the intra-layer hybrids has been taken into account in the modelling 

predictions, which were again made using the philosophy described above for the intra-yarn hybrid. Table 

2 details the various input parameters for the modelling, including the constituent properties and the 

weave architecture. This gave a prediction of the in-plane modulus of 11.0 ± 1.0 GPa compared to the 

measured average value of 9.2 ± 1.0 GPa. The measured modulus is lower than that predicted by the 

model. This is likely due to some additional observed in-plane misalignment (as seen in Figure 3c), as the 

CLT predictions only captured the out-of-plane misalignments which were measured from microscopy of 

a through thickness section. 

For the PA12 based intra-layer hybrid, it is clear that in tension the hybrid is so well bonded that when the 

carbon tapes break, the amount of stored energy at that point is enough to completely fracture the 

remaining SRPA12 fraction. To further investigate this aspect, a sample was made by attaching a piece of 

carbon fibre-PA prepreg tape to the external surface of a pure self-reinforced PA12 sheet, as shown 

schematically in Figure 7. The width of the prepreg tape was chosen so as to give a volume fraction of 
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~4% carbon fibres in the testing direction (similar to the amount of carbon fibre in one direction in the 

intra-layer 0/90 hybrids). Figure 7 shows a typical tensile stress-strain curve for this combination. In this 

case, when the carbon fibre prepreg tape broke, at around 2% strain, the remaining SRPA12 fraction 

survived and then continued to be load bearing until 11% failure strain (which is typical for these pure 

SRPA12 materials). So if the carbon fibre tapes are located on the outside of the sample, and so the 

components can act independently, then the tensile behaviour is very similar to the SRPP/carbon fibre 

hybrids from the previous study [2]. In those SRPP/carbon fibre hybrids, delamination between the layers 

had the same effect of ‘separating’ the two components. 

 

3.2.1 Flexural tests 

Figure 6b compares typical flexural stress-strain curves of the intra-layer hybrid and the intra-yarn hybrid, 

both with a carbon fibre volume fraction of 8%. As the intra-layer sample only contains carbon fibres in 

one direction in the outer layers, a choice has to made in which in-plane axis to test. For this study the 

samples were tested with the prepreg tapes in the outer layers in the direction of bending. While the 

flexural modulus of the intra-layer sample is significantly lower than the intra-yarn hybrid, the failure 

strain is at least four times larger and is therefore significantly more ductile. The lower flexural modulus 

could be due to the different distribution of carbon fibres through the thickness in the two hybrids. In the 

intra-yarn sample the out-of-plane shear is equal over the whole thickness (as the carbon fibres are evenly 

distributed), whereas in the intra-layer samples, there are regions of high carbon fibre fraction and regions 

where there are no carbon fibre tapes, leading to less reinforcement in these regions and leading to a 

lower overall bending modulus. As the equations assume pure bending, this could cause unwanted 

artefacts in the modulus calculation. Table 5 shows average tensile and bending results for all three hybrid 

configurations. 

 

 

3.3 Inter-layer hybridisation 

3.3.1 Tensile tests 

The final configuration to be tested was the inter-layer hybrid. In these samples, impregnated carbon fibre 

layers were located on the surface of the sample, while the interior was self-reinforced PA12 (see Figure 

4). Figure 8a compares a typical tensile stress-strain curve from this hybrid with the other two 
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configurations described above, which failed in a catastrophic brittle manner as for the other two hybrid 

types. Although the carbon fibre fraction is similar, the inter-layer hybrid showed a lower tensile modulus 

than the other two hybrids, where the carbon fibres are more dispersed throughout the sample. It proved 

quite difficult to successfully impregnate the tightly packed carbon fibre layer with the high viscosity 

PA12 polymer. Combining this with some observed in-plane fibre misalignment could cause some 

fraction of the carbon fibres not contributing to the overall modulus. 

The modulus predicted from modelling (11.3 ± 1.0 GPa) was significantly higher than the measured in-

plane modulus (8.3 ± 0.4GPa) for this hybrid configuration. 

 

3.3.2 Flexural tests 

Figure 8b compares the flexural properties of the inter-layer hybrid with the other two configurations. As 

the carbon fibres are located on the surface of the samples, it would be expected that the bending modulus 

would be the highest of the three configurations, and this proved to be the case, although there was quite a 

large variability, again suggesting difficulty of obtaining even impregnation of the carbon fibre layer. 

However, in terms of bending, the inter-layer hybrid had the highest strength and modulus, as would be 

expected from the location of the carbon fibres. Failure occurred first on the tension side of the sample in 

the outer carbon layer (at around 2% strain) but the PA12 layer continued to be load bearing to higher 

flexural strains. 

 

3.4 Penetration impact measurements 

The final mechanical tests carried out on the hybrid samples was a penetration impact test. Figure 9 

compares the measured impact energies for the various measurements.  
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In general the impact energies are of a similar magnitude, although there are some interesting differences. 

The intra-yarn hybrid, where the carbon fibres are very evenly distributed throughout the hybrid, gave the 

lowest impact energy. On the other hand the intra-layer hybrid showed the highest impact energy (30% 

higher than the pure SRPA12 sheet), so for impact there is potentially an advantage of having a 

combination of high carbon fibre fraction regions, and pure SRPA12 regions where the ductility of these 

regions is less constrained. For the inter-layer hybrid, the results were essentially the same as the pure 

SRPA12 sheet.  

 

4 Discussion 

This study has reported the tensile, flexural and penetration impact properties of the three hybrid 

configurations, intra-yarn, intra-layer and inter-layer, all at a similar carbon fibre fraction of 8 ± 1%. The 

major difference in these three configurations is the location and dispersion of the carbon fibres (as can be 

seen from Figures 2-4). These are an even dispersion in the intra-yarn hybrid; high volume fraction 

regions, but evenly dispersed, in the intra-layer hybrid and finally thin surface layers of a high carbon 

fibre fraction for the inter-layer hybrid. 

As well as the dispersion of the carbon fibres, the three different configurations have specific production 

issues. While the intra-yarn hybrid configuration is an attractive proposition, it is probable that it is not 

ideal for the particular processing method used in this study, namely that of hot compaction which 

requires the selective melting of only a fraction of the oriented PA12 fibres. On processing, this molten 

fraction has to penetrate the carbon fibre bundles and produce a homogeneous composite, which looks to 

have been achieved only at the carbon fibre fraction of 8%, where additional PA-films had been 

introduced to achieve the lower carbon fibre volume fraction (and hence the higher matrix fraction). 

Other issues involved with this configuration are the increased fibre crimp and the discontinuous fibres.  

For the inter-layer hybrid, the major challenge is to impregnate the tightly packed carbon fibre cloth, with 

a high viscosity thermoplastic resin. These cloths are mainly used for thermosetting resins, where the 

matrix is of a very low viscosity until crosslinking takes place. Moreover, in this configuration, the carbon 

fibres are located in high fraction layers on the surface of the sample. This maximises the bending 

properties, but may not be optimum for the penetration impact resistance. 

For the intra-yarn hybrid, the prepreg tapes are already impregnated, making the final laminate less 

sensitive to the hot compaction processing temperature. The prepreg tapes also introduce additional 
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isotropic PA12 to aid the processing, similar to adding an interleaved film which has shown to have 

significant benefits in optimising the hot compaction processing technique [38, 39]). Additionally, the 

very straight prepreg tapes give lower crimp in the final hybrid laminate and hence a better translation of 

the carbon fibre properties. This configuration also gave the best penetration impact energy, 30% higher 

than the pure SRPA12 sheet. As compared to a pure self-reinforced PA12 sheet, the intra-layer hybrid 

shows over double the tensile modulus and strength although a significantly lower strain to failure, again 

over double the bending modulus and strength but without compromising ductility, plus an increase in the 

penetration impact resistance. 

It is proposed, therefore, that the intra-layer hybrid is the most promising hybridisation route, both for 

ease of manufacture and balance of mechanical properties. Figure 10 shows a comparison of typical 

tensile and flexural stress-strain curves for the intra-layer hybrid and a pure SRPA12 sheet, and clearly 

shows visually the difference in the behaviour. That is, a significantly improved tensile modulus and 

strength, accompanied by a large drop in the failure strain, together with significantly improved bending 

properties with no reduction in ductility.  

To a large extent, this work, and the choice of the carbon fibre volume fraction (8%) was motivated by 

the parallel study on hybrid self-reinforced polypropylene carbon fibre composites [28]. In that study, a 

carbon fibre fraction of 8% was found to be optimum as this level the stiffness and strength were 

significantly increased without significantly reducing the failure strain of the self-reinforced 

polypropylene fraction. This second aspect was attributed to the level of intermediate adhesion seen in 

this material, allowing debondings and delaminations to occur when the carbon fibres fail, leading to 

reduced strain localisation and increased energy absorption up to failure. Increasing the carbon fibre 

fraction above 8% resulted in a steady reduction of the final failure strain. However, for the materials in 

this current study, where the bonding between the polyamide fraction and the carbon fibres is much better 

during tensile loading brittle behaviour occurs even at a carbon fibre fraction of 8%.  

Figure 11 shows a comparison of the tensile and bending properties of these two different intra-layer 

based hybrids (both with an 8% carbon fibre fraction) highlighting the different balance of properties that 

can be achieved with the two different base polymers (the PP hybrid results are taken from our previous 

work described in [2]). In tension, the PP based hybrid retains the high failure strain of the pure SRPP 

sheet (>20%) due to local debonding and delaminations at the point where the carbon fibre fraction fails, 

contrasting with the PA12 based hybrid which fails when the carbon fibres fail at less than 2% tensile 
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strain. Conversely, in bending, the improved bonding of the PA12 hybrid leads to significantly better 

flexural modulus and strength. For this reason, a higher carbon fibre fraction may be even better for the 

PA12 hybrid, as there is no worry in causing brittle failure in tension as it is already present, as opposed 

to PP where increasing the carbon fibre fraction above 8% led to a significant reduction in the ultimate 

tensile failure strain. A higher fraction for the PA12 hybrid could further improve tensile and bending 

modulus and strength. The upper limit would be the point at which the bending failure strain, and 

potentially the penetration impact, was significantly affected. Such a study, will be the subject of future 

work. 

 

4. Conclusions 

This paper has compared the properties of self-reinforced polyamide 12/carbon fibre hybrid composites 

made by three different hybridisation routes, termed intra-yarn, intra-layer and inter-layer, using a carbon 

fibre fraction of 8% for all cases. Tensile, bending and penetration impact tests were carried out on all the 

samples to assess the different hybridisation routes.  

On balance, the intra-layer hybrids were considered to have both the easiest processing route, together 

with the best balance of mechanical properties. As the carbon fibre prepreg tapes were already 

impregnated for this hybridisation strategy, then this was definitely an advantage for producing 

homogeneous hybrid composites. The tensile modulus and strength were significantly improved over a 

pure self-reinforced polyamide sheet, although the tensile failure strain was significantly reduced from 

10% to <2%. In bending, however, the modulus and strength were again significantly improved without 

compromising the ductility. Finally, the penetration impact energy of the intra-layer hybrid was greater 

than all the materials tested, including the pure self-reinforced polyamide 12 sheet. 
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Table 1: Details of the intra-yarn hybrid 

Intra-yarn hybrid 

Carbon fibre tensile modulus (GPa) 240 

Carbon fibre strength (GPa) 4 

Carbon fibre failure strain (%) 2 

PA12 fibre longitudinal modulus (GPa) 2.9 

Isotropic PA12 modulus (GPa) 1 

PA12 fibre transverse modulus (GPa) 1 

PA12 fibre longitudinal strength (GPa) 0.30 

PA fibre strain to failure (%) 11 

Carbon fibre fraction 8 ± 1% 

PA12 fibre fraction 70 ± 5% 

Isotropic PA12 fraction 22 ± 5% 
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Table 2: Details of the intra-layer hybrid 

Intra-layer hybrid 

Carbon fibre tensile modulus (GPa) 230 

Carbon fibre strength (GPa) 4.9 

Carbon fibre failure strain (%) 2.1 

PA12 tape longitudinal modulus (GPa) 3.5 

PA12 tape longitudinal strength (GPa) 0.28 

PA12 tape strain to failure (%) 10 

Isotropic PA12 modulus (GPa) 1 

Carbon fibre tape spacing – weft (mm) 14 

Carbon fibre tape width (mm) 5 

Weave Architecture Twill 4/4 

PA12 tape width (mm) 8 

PA12 tape spacing (warp) (mm) 17 

Carbon fibre fraction overall 8 ± 1% 

PA12 tape fraction 70 ± 5% 

Isotropic PA12 fraction 22 ± 5% 

  

 

 

Table 3: Details of the inter-layer hybrid 

Inter-layer hybrid 

Carbon fibre tape spacing (mm) 20 

Carbon fibre layer thickness (mm) 0.1 

Inner layers - PA12 tape width (mm) 8 

PA12 tape spacing (inner layers) (mm) ~17 

 

 

Table 4: A summary of the tensile and bending results for the intra-yarn hybrid samples at carbon fibre 

fractions of 13 and 8%. 

 Intra-yarn 

[30] 

Intra-yarn 

Carbon fibre fraction  13 ± 1% 8 ± 1% 

Tensile modulus (GPa) 9.6 ± 0.8 10.0 ± 0.3 

Tensile strength (MPa) 111 ± 7 136 ± 4 

Tensile failure strain (%) 1.9 ± 0.2 1.4 ± 0.1 

Bending modulus (GPa) 9.5 ± 0.3 10.3 ± 0.5 

Bending strength (MPa) 185 ± 4 202 ± 7 
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Bending strain to peak stress (%) 3.6 ± 0.1 2.5 ± 0.1 

 

 

 

Table 5: A summary of the tensile and bending results for all three hybridisation routes at a carbon fibre 

fraction of 8% 

 

 Intra-yarn Intra-layer Inter-layer 

Carbon fibre fraction  8 ± 1% 8 ± 1% 8 ± 1% 

Tensile modulus (GPa) 10.0 ± 0.3 9.2 ± 1.0 8.3 ± 0.4 

Tensile strength (MPa) 136 ± 4 175 ± 8 126 ± 3 

Tensile failure strain (%) 1.4 ± 0.1 2.0 ± 0.1 1.6 ±  0.1 

Bending modulus (GPa) 10.3 ± 0.5 5.7± 0.4 10.6 ± 1.5 

Bending strength (MPa) 202 ± 7 186 ± 4 186 ± 10 

Bending strain to peak stress (%) 2.5 ± 0.1 9 ± 1 6 ± 1 

 

 

 

 

 

 

 

 

 

Table 6: A comparison of the tensile modulus as predicted from modelling (incorporating the out-of-plane 

orientation angle) with the measured tensile modulus for the three hybrid configurations. 

 

 

Hybrid type Average out-of-plane 

angle (°) 

Predicted tensile 

modulus (GPa) 

Measured tensile 

modulus (GPa) 

Intra-yarn  7 10.2 ± 0.9 10.0 ± 0.3 

Intra-layer 3.5 11.0 ± 1.0 9.2 ± 1.0 

Inter-layer 1.4 11.3 ± 1.0 8.3 ± 0.4 
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Figure 1: A comparison of the tensile stress-strain curves of a typical carbon fibre reinforced polyamide 

prepreg tape and a self-reinforced polyamide sheet. 

 

Figure 2: Details of the intra-yarn hybridisation route: a) a schematic diagram of the carbon fibre 

arrangement in each co-mingled tow, b) a picture of the woven cloth, c) a picture of the manufactured 

sample, d) a polished section from the sample. 
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Figure 3: Intra-layer hybridisation: (a) schematic diagram of a co-woven layer [28], b) picture of the co-

woven cloth before compaction and (c) after compaction, (d) stacking sequence of the hybrid laminate 

(0/90/90/0) and (e) optical microscopy cross-section of a manufactured sample [0/90]2S. 
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Figure 4: Inter-layer hybridisation: a) schematic diagram of an inter-layer sample, b) the TeXtreme 

impregnated cloth, c), a picture of the compacted hybrid (d) picture of woven PA12 tapes, and (e) a 

section of a manufactured sample  

 

Figure 5: Typical tensile stress strain curves for intra-yarn hybrids with 8% and 13% carbon fibres: (a) 

tension, and (b) bending. 13% carbon fibre data from reference [30] 
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Figure 6: Typical tensile stress strain curves for an 8% intra-layer hybrid and an 8% intra-yarn hybrid: (a) 

tension, and (b) bending. 
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Figure 7: Typical tensile stress-strain curve for a combination of an SRPA12 sheet with a prepreg tape 

glued to the outside of the sample 

 

 

Figure 8: Typical tensile stress strain curves for an 8% inter-layer hybrid in comparison with an 8% intra-

yarn and intra-layer hybrid: (a) tension, and (b) bending. 
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Figure 9: Penetration impact for the various hybrid samples. The error bars represent the standard error 

for five measurements. 

 

 

 

Figure 10: A comparison of the tensile (a) and flexural behaviour (b) of a pure self-reinforced polyamide 

12 sheet (gray line) and the intra-layer hybrid (8% carbon fibres, black line). 
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Figure 11: A comparison of the (a) tensile and (b) flexural behaviour of a PA12 intra-layer hybrid and a 

PP intra-layer hybrid (both 8% carbon fibre volume fraction). PP hybrid data here from [2] 

  

0

50

100

150

200

0 5 10 15 20

Flexural 

stress 

(MPa)

Flexural strain (%)

PA12

PP

0

50

100

150

200

0 5 10 15 20

Tensile 

stress 

(MPa)

Tensi le strain (%)

PA12

PP

(a) (b)



  

29 

 

6. References 

[1] Swolfs Y, Gorbatikh L, Verpoest I. Fibre hybridisation in polymer composites: A review. 
Composites Part a-Applied Science and Manufacturing. 2014;67:181-200. 
[2] Swolfs Y, Shi J, Meerten Y, Hine P, Ward I, Verpoest I, et al. The importance of bonding in 
intralayer carbon fibre/self-reinforced polypropylene hybrid composites. Composites Part a-
Applied Science and Manufacturing. 2015;76:299-308. 
[3] Swolfs Y, Meerten Y, Hine P, Ward I, Verpoest I, Gorbatikh L. Introducing ductility in hybrid 
carbon fibre/self-reinforced composites through control of the damage mechanisms. Composite 
Structures. 2015;131:259-65. 
[4] Fratzl P, Weinkamer R. Nature's hierarchical materials. Progress in Materials Science. 
2007;52(8):1263-334. 
[5] Kretsis G. A review of the tensile, compressive, flexural and shear properties of hybrid fiber-
reinforced plastics. Composites. 1987;18(1):13-23. 
[6] Pegoretti A, Fabbri E, Migliaresi C, Pilati F. Intraply and interply hybrid composites based on 
E-glass and poly(vinyl alcohol) woven fabrics: tensile and impact properties. Polymer 
International. 2004;53(9):1290-7. 
[7] Capiati NJ, Porter RS. The concept of one polymer composites modelled with high density 
polyethylene. JMatSci. 1975;10:1671-7. 
[8] Alcock B, Cabrera NO, Barkoula NM, Loos J, Peijs T. The mechanical properties of 
unidirectional all-polypropylene composites. Composites Part a-Applied Science and 
Manufacturing. 2006;37(5):716-26. 
[9] Alcock B, Cabrera NO, Barkoula NM, Loos J, Peijs T. Interfacial properties of highly oriented 
coextruded polypropylene tapes for the creation of recyclable all-polypropylene composites. 
Journal of Applied Polymer Science. 2007;104(1):118-29. 
[10] Alcock B, Cabrera NO, Barkoula NM, Reynolds CT, Govaert LE, Peijs T. The effect of 
temperature and strain rate on the mechanical properties of highly oriented polypropylene tapes 
and all-polypropylene composites. Composites Science and Technology. 2007;67(10):2061-70. 
[11] Mai F, Tu W, Bilotti E, Peijs T. Preparation and properties of self-reinforced poly(lactic acid) 
composites based on oriented tapes. Composites Part a-Applied Science and Manufacturing. 
2015;76:145-53. 
[12] Zhang JM, Peijs T. Self-reinforced poly(ethylene terephthalate) composites by hot 
consolidation of Bi-component PET yarns. Composites Part a-Applied Science and 
Manufacturing. 2010;41(8):964-72. 
[13] Babaei A, Ghaffarian SR, Khorasani MM, Abdolrasouli MH. Thermal and Mechanical 
Properties of Ultra High Molecular Weight Polyethylene Fiber Reinforced High-Density 
Polyethylene Homocomposites: Effect of Processing Condition and Nanoclay Addition. Journal 
of Macromolecular Science Part B-Physics. 2014;53(5):829-47. 
[14] Wang J, Chen J, Dai P. Polyethylene naphthalate single-polymer-composites produced by 
the undercooling melt film stacking method. Composites Science and Technology. 2014;91:50-
4. 
[15] Zhang JM, Reynolds CT, Peijs T. All-poly(ethylene terephthalate) composites by film 
stacking of oriented tapes. Composites Part a-Applied Science and Manufacturing. 
2009;40(11):1747-55. 
[16] Wang J, Mao Q, Chen J. Preparation of polypropylene single-polymer composites by 
injection molding. Journal of Applied Polymer Science. 2013;130(3):2176-83. 
[17] Fakirov S, Bhattacharyya D, Panamoottil SM. Converting of Bulk Polymers Into Nanosized 
Materials With Controlled Nanomorphology. International Journal of Polymeric Materials and 
Polymeric Biomaterials. 2014;63(15):777-93. 
[18] Kim NK, Fakirov S, Bhattacharyya D. Polymer-Polymer and Single Polymer Composites 
Involving Nanofibrillar Poly(vinylidene Fluoride): Manufacturing and Mechanical Properties. 
Journal of Macromolecular Science Part B-Physics. 2014;53(7):1168-81. 
[19] Hine PJ, Ward IM, Olley RH, Bassett DC. The Hot Compaction of High Modulus Melt-Spun 
Polyethylene Fibers. Journal of Materials Science. 1993;28(2):316-24. 
[20] Ward IM, Hine PJ. The science and technology of hot compaction. Polymer. 
2004;45(5):1413-27. 
[21] Ward IM, Hine PJ, Norris KE. Polymeric Materials. British Patent Office GB2253420; March 
1992. 
[22] Hine PJ, Bonner M, Brew B, Ward IM. Hot compacted polypropylene sheet. Plastics Rubber 
and Composites Processing and Applications. 1998;27(4):167-71. 



  

30 

 

[23] Alcock B, Peijs T. Technology and Development of Self-Reinforced Polymer Composites. 
In: Abe A, Kausch HH, Moller M, Pasch H, editors. Polymer Composites - Polyolefin 
Fractionation - Polymeric Peptidomimetics - Collagens2013. p. 1-76. 
[24] Matabola KP, De Vries AR, Moolman FS, Luyt AS. Single polymer composites: a review. 
Journal of Materials Science. 2009;44(23):6213-22. 
[25] Riley D, Hine PJ, Bonner MJ, Ward IM. CURV™ – A New Lightweight, Recyclable Material 
for Automotive Applications. SAE International; 2002. 
[26] Taketa I, Ustarroz J, Gorbatikh L, Lomov SV, Verpoest I. Interply hybrid composites with 
carbon fiber reinforced polypropylene and self-reinforced polypropylene. Composites Part a-
Applied Science and Manufacturing. 2010;41(8):927-32. 
[27] Fabich B, Taketa I, Gorbatikh L, Lomov SV, Janetzko S, Gries T, et al. Toughness 
Improvement in Hybrid Composites Made of Carbon Fibre Reinforced Polypropylene and Self-
Reinforced Polypropylene. Lancaster: Destech Publications, Inc; 2010. 
[28] Swolfs Y, Crauwels L, Van Breda E, Gorbatikh L, Hine P, Ward I, et al. Tensile behaviour of 
intralayer hybrid composites of carbon fibre and self-reinforced polypropylene. Composites Part 
a-Applied Science and Manufacturing. 2014;59:78-84. 
[29] Marom G, Fischer S, Tuler FR, Wagner HD. HYBRID EFFECTS IN COMPOSITES - 
CONDITIONS FOR POSITIVE OR NEGATIVE EFFECTS VERSUS RULE-OF-MIXTURES 
BEHAVIOR. Journal of Materials Science. 1978;13(7):1419-26. 
[30] Hine PJ, Bonner M, Ward IM, Swolfs Y, Verpoest I, Mierzwa A. Hybrid carbon fibre/nylon 12 
single polymer composites. Composites Part a-Applied Science and Manufacturing. 2014;65:19-
26. 
[31] Ross A. Will Stretch-broken Carbon Fiber Become The New Material Of Choice?  
Composites World. Cincinnati, OH: Gardner Business Media, Inc; 2006. 
[32] Swolfs Y, Zhang Q, Baets J, Verpoest I. The influence of process parameters on the 
properties of hot compacted self-reinforced polypropylene composites. Composites Part a-
Applied Science and Manufacturing. 2014;65:38-46. 
[33] Swolfs Y, Van den Fonteyne W, Baets J, Verpoest I. Failure behaviour of self-reinforced 
polypropylene at and below room temperature. Composites Part a-Applied Science and 
Manufacturing. 2014;65:100-7. 
[34] Meerten Y, Swolfs Y, Baets J, Gorbatikh L, Verpoest I. Penetration impact testing of self-
reinforced composites. Composites Part a-Applied Science and Manufacturing. 2015;68:289-95. 
[35] Ward IM, Sweeney J. Mechanical properties of solid polymers. 3rd ed. Chichester, United 
Kingdom: John Wiley & Sons; 2012. 
[36] Swolfs Y, Gorbatikh L, Romanov V, Orlova S, Lomov SV, Verpoest I. Stress concentrations 
in an impregnated fibre bundle with random fibre packing. Composites Science and Technology. 
2013;74:113-20. 
[37] Chamis C.C. Simplified Composite Micromechanics Equations for Hygral, Thermal and 
Mechanical Properties. Houston, United States: NASA; 1983. 
[38] Hine PJ, Unwin AP, Ward IM. The use of an interleaved film for optimising the properties of 
hot compacted polyethylene single polymer composites. Polymer. 2011;52(13):2891-8. 
[39] Hine PJ, Olley RH, Ward IM. The use of interleaved films for optimising the production and 
properties of hot compacted, self reinforced polymer composites. Composites Science and 
Technology. 2008;68(6):1413-21. 

 


