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Description 

The  invention  relates  primarily  to  a  method  for 
forming  an  object  from  reinforced  plastic  according 
to  the  preamble  of  claim  1  . 

Such  a  method  is  known  from  EP-A  0.102.711. 
In  such  a  method,  a  band  of  continuous  carbon 
fibres,  impregnated  with  a  polyetheretherketone  is 
cut  into  pieces  of  suitable  dimensions.  The  pieces 
are  stacked  upon  each  other  and  pressed  in  a 
compression  moulding  tool  heated  to  400  °C. 
Thereafter  the  temperature  is  reduced  to  100°C 
maintaining  the  applied  pressure.  Then  the  mould 
is  allowed  to  cool  to  ambient  temperature  without 
applied  pressure. 

Another  method  generally  known  is  also  fre- 
quently  used  for  forming  plastic  objects  which  have 
to  meet  specific  strength  requirements.  In  such  a 
method,  for  example,  a  fibrous  reinforcing  material 
such  as  polyester  or  glass  wool  is  impregnated 
with  a  suitable  curable  synthetic  resin,  after  which 
the  composite  thus  formed  is  given  a  suitable 
shape  and  the  composite  is  cured. 

Generally,  the  material  is  shaped  prior  to  the 
curing. 

It  has  now  been  found  that  according  to  the 
invention  reinforced  plastic  objects  can  be  pro- 
duced  by  a  method  of  the  above  mentioned  type 
according  to  the  characterizing  portion  of  claim  1. 
In  the  so  produced  object  the  original  properties  of 
the  fibre-reinforced  thermoplastic  material  are 
maintained. 

The  class  of  fibre-reinforced  thermoplastic  ma- 
terial  includes,  for  example,  a  thermoplastic  ma- 
terial  completely  finished  per  se  which  becomes 
available  as  such  as  waste  from  a  production  of 
such  material  or  as  residual  material  which  is  fit  for 
destruction.  By  combining  such  a  material  com- 
pletely  finished  per  se  in  a  suitable  form  and  bond- 
ing  together  the  surfaces  coming  into  contact  with 
one  another,  with  the  aid  of  heating,  a  very  usable 
application  is  provided  for  this  material  which  can 
otherwise  be  little  used  as  such.  The  heating  used 
to  cause  the  surfaces  of  the  fibre-reinforced  ma- 
terial  to  bond  to  one  another  can  be  of  normal  type 
such  as  convection  heating  and  radiation  heating. 

Heating  with  the  aid  of  infra  red  radiators  is 
preferred  in  the  last-mentioned  case. 

During  the  production  of  fibre-reinforced  plastic 
material,  the  fibrous  material,  such  as  a  fibrous 
mat,  will  in  many  cases  be  coated  with  an  amount 
of  plastic  which  is  just  sufficient  to  cover  all  the 
fibres. 

In  forming  an  object  from  reinforced  plastic 
according  to  the  present  invention,  use  being  made 
of  a  fibre-reinforced  thermoplastic  material  which  is 
converted  to  a  suitable  form,  at  least  parts  of  the 
available  surfaces  are  brought  into  intimate  contact 

with  one  another  and  the  material  thus  combined  is 
subjected  to  a  heating  until  bonding  of  the  surfaces 
in  contact  with  one  another  is  obtained,  followed  by 
cooling  to  below  the  softening  point  of  the  thermo- 

5  plastic  while  maintaining  the  intimate  contact, 
wherein  said  suitable  form  is  such  that  the  reinforc- 
ing  function  and  cohesion  of  the  reinforcing  fibre 
are  retained,  and  that  prior  to  bringing  the  surfaces 
into  intimate  contact,  an  amount  of  unhardened 

io  coating  material  is  applied  which  contains  at  least 
an  amount  of  plastic,  which  is  optionally  the  same 
plastic  as  the  plastic  of  the  fibre-reinforced  plastic 
material. 

Such  an  unhardened  coating  material  may  be, 
75  for  example,  a  dispersion  of  a  suitable  polar  plastic 

in  plasticiser  such  as  a  dispersion  which  has  been 
prepared  by  dispersing  powdered  polyvinyl  chlo- 
ride  in  a  plasticiser  such  as  dioctyl  phthalate  or 
diisodecyl  phthalate,  possibly  with  the  addition  of 

20  small  amounts  of  diluent  such  as  white  spirit. 
The  addition  of  such  an  amount  of  unhardened 

coating  material  is  not  troublesome  and  this 
amount  of  material  will  also  be  converted  into  a 
hardened  material  by  using  heating. 

25  In  particular,  a  strong  and  especially  creep- 
resistant  product  is  obtained  with  the  aid  of  the 
method  according  to  claim  2.  Such  additional  re- 
inforcing  material,  such  as,  for  example,  fibres, 
fabrics  or  mats  of  polyester,  steel  wire  and  the  like 

30  in  combination  with  an  amount  of  additional  coating 
material,  results  in  particular  in  a  stiffening  and 
creep  resistance  of  the  plastic  which  is  located, 
after  shaping  the  object,  in  or  near  the  surfaces 
which  have  been  brought  into  intimate  contact  with 

35  one  another  and  have  been  bonded  to  one  another. 
In  connection  with  the  invention  as  described 

above  it  is  pointed  out,  however,  that  it  is  known 
per  se  to  make  objects  starting  from  fibre-rein- 
forced  plastic.  In  this  known  method,  a  fibre-re- 

40  inforced  plastic  product  is  shredded,  followed  by  a 
thorough  cleaning  of  the  shreds  formed.  Then  the 
shreds  are  pressed  together  in  a  mould  and  heated 
in  the  mould  until  fusion  of  the  shreds  is  obtained; 
then  the  product  is  cooled. 

45  In  such  an  object,  the  reinforcing  material  has 
lost  its  reinforcing  function  as  a  consequence  of  the 
shredding  operation. 

The  present  application  relates,  however,  to  a 
method  in  which  a  fibre-reinforced  material  is 

50  shaped  to  form  an  object  in  a  manner  such  that,  in 
the  shaped  object,  the  reinforcing  material  has  re- 
tained  its  reinforcing  function  and  cohesion. 

In  the  present  method,  the  cleaning  may  also, 
as  a  rule,  be  omitted. 

55  Advantageously,  the  thermoplastic  of  the  fibre- 
reinforced  material  is  a  polar  plastic,  while  the 
heating  used  is  microwave  heating.  Known  exam- 
ples  of  a  thermoplastic  having  a  polar  nature  are 
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polyvinyl  chloride,  polystyrene,  polyacrylnitrile, 
polyacrylic  acid  ester,  polymethacrylic  acid  ester, 
polyvinyl  acetate,  polyvinyl  ether,  polytrifluoroch- 
loroethylene  and  mixtures  of  said  polymers,  and 
also  copolymers  prepared  by  starting  from  mon- 
omers  of  the  abovementioned  plastics. 

Microwave  heating  is  understood  as  meaning  a 
heating  which  is  based  on  the  interaction  of  micro- 
waves  and  matter.  An  incident  wave  will  be  partly 
transmitted  and  partly  reflected  by  the  material. 
The  wave  entering  a  material  may  result  in  heating 
if  the  material  is  sufficiently  capable  of  being  pene- 
trated  by  the  microwaves  of  the  wave  length  used. 
Metals  cannot  therefore  be  heated  in  this  way. 
Because  the  wave  penetrates  the  material,  the  mi- 
crowave  heating  takes  place  from  the  inside  out- 
wards,  which  is  in  contrast  to  conventional  heating. 
The  wave  lengths  used  for  microwave  heating  are 
up  to  a  few  millimetres. 

A  known  example  of  a  microwave  heating  is 
provided  by  the  so-called  magnetron  which,  as  will 
be  specified  in  yet  greater  detail,  is  very  usable  for 
the  method  according  to  the  present  invention. 

The  surface  of  an  object  obtained  with  the  aid 
of  the  method  according  to  the  invention  can  ad- 
vantageously  be  provided,  subsequent  to  the  heat- 
ing,  with  a  plastic  coating  encapsulating  the  object 
using  conventional  techniques.  Such  an  additional 
plastic  coating  is  preferably  applied  in  those  cases 
in  which  the  surface  of  the  object  needs  to  have  a 
certain  desired  structure  or  a  colour. 

Many  possibilities  are  known  to  the  person 
skilled  in  the  art  for  applying  such  an  encapsulating 
coating;  very  advantageously,  such  a  coating  will 
be  applied  by  extrusion,  the  plastic  used  being 
chosen  in  accordance  with  the  nature  of  the  base 
plastic,  such  as  polar  or  non-polar.  Very  advanta- 
geously,  an  object  is  formed  in  the  method  accord- 
ing  to  claim  6.  Such  polyvinyl  chloride  reinforced 
with  polyester  fabric  is  produced,  for  example,  for 
forming  lorry  coverings,  tent  ground  sheets,  water 
storage  tank  wall  lining  etc. 

Such  a  material  is  produced  by  starting  from  a 
sheet  of  polyester  fabric  which  is  provided  on  both 
sides  by  blade  coating  with  a  layer  of  polyvinyl 
chloride  plastisol,  after  which,  in  a  heating  step,  the 
polyvinyl  chloride  particles  from  the  plastisol  coat- 
ing  material  are  sintered  to  one  another  to  form  a 
completely  continuous  coating.  As  specified  above, 
the  plastisol  is  a  dispersion  of  polyvinyl  chloride 
powder  in  plasticiser,  optionally  provided  with  an 
additional  amount  of  diluent  such  as  white  spirit. 
After  forming  a  sheet  thus  coated  with  PVC,  a 
section  is  usually  cut  away  from  it  along  the  edges 
because  the  latter  have,  in  certain  cases,  a  certain 
degree  of  irregularity. 

In  the  method  according  to  the  invention,  it  is 
possible  to  process  such  materials  removed  from 

the  edge  of  a  sheet  further  while  maintaining  the 
properties  of  the  high-quality  reinforcing  material 
which  may  be,  for  example,  a  polyester  fabric. 

In  the  object  produced  according  to  the  meth- 
5  od  of  the  invention,  very  good  mechanical  prop- 

erties  are  therefore  accompanied  by  costs  which 
may  be  relatively  low  if  the  starting  material  used  is 
waste  material.  Of  course,  the  invention  is  not 
limited  to  using  waste  material;  if  a  very  uniform 

io  distribution  of  reinforcing  material  in  a  plastic  ob- 
ject  has  to  be  obtained,  a  fibre-reinforced  sheet- 
type  material  can  be  produced  in  a  conventional 
way,  after  which  the  said  material  is  converted  with 
the  aid  of  the  method  of  the  invention  into  a  fibre- 

15  reinforced  object.  Like  any  object  which  is  obtained 
according  to  the  method,  the  object  thus  produced 
has  an  extremely  uniform  distribution  of  the  re- 
inforcing  material  throughout  the  material  of  the 
object.  In  particular,  strip-type  pieces  of  material 

20  are  combined  in  the  method  according  to  claim  7. 
In  this  method  the  heating  is  preferably  carried  out 
by  magnetron  heating. 

As  described  above,  the  method  according  to 
the  invention  is  applied,  in  particular,  to  strip-type 

25  pieces  of  polyvinyl  chloride  material  which  has 
been  reinforced  with  polyester  fabric. 

Subsequently,  the  polyvinyl  chloride  object 
thus  formed,  which  is  reinforced  with  polyester 
fabric,  is  very  advantageously  coated  on  the  out- 

30  side  with  polyvinyl  chloride,  for  example  by  ex- 
trusion. 

The  invention  as  described  above  is  not  limited 
to  the  use  of  strip-type  pieces  of  material.  A  sheet- 
type  material,  for  example,  may  also  be  folded  in  a 

35  manner  such  that  sections  of  the  surface  thereof 
will  be  in  contact  with  one  another,  as  a  result  of 
which  fusion  can  be  brought  about.  Film-type 
pieces  of  material  may  also  be  laid  on  top  of  one 
another  and  be  bonded  to  one  another  under  pres- 

40  sure.  Film-type  pieces  of  material  may  also  par- 
tially  overlap  one  another,  the  overlapping  sections 
being  joined  to  one  another  by  heating,  for  exam- 
ple  microwave  heating  such  as  magnetron  heating. 

The  invention  also  relates  to  the  use  of  a 
45  method  as  defined  in  claim  10. 

The  invention  will  now  be  explained  by  refer- 
ence  to  the  drawing,  wherein: 

-  Figure  1  shows  diagrammatically  a  picture  of 
carrying  out  the  method  according  to  the 

50  invention, 
-  Figure  2  shows  a  number  of  attractive  em- 

bodiments  of  the  cross-sectional  shape  of  the 
material  combined  for  bonding, 

-  Figure  3  shows  diagrammatically  another  em- 
55  bodiment  of  the  method  according  to  the 

invention, 
-  Figure  4  shows  yet  another  possibility  of 

combining  material,  and 
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-  Figure  5  also  shows  a  method  of  combination 
of  starting  material  in  the  method  according 
to  the  invention. 

In  Figure  1  ,  the  reference  1  indicates  a  collec- 
tion  of  strips  of  material  which  consist  in  this  case, 
for  example,  of  strips  of  PVC  which  has  been 
reinforced  with  polyester  fabric.  The  strips  of  PVC 
material  are  waste  strips  which  originate  from  the 
production  of  sheet-type  PVC  material  which  has 
been  reinforced  with  polyester  fabric. 

The  nature  of  the  combination  of  the  bundle  1 
is  shown  diagrammatically  on  an  enlarged  scale  at 
1a.  The  loose  bundle  1  is  passed  with  the  aid  of 
guide  means  4,  such  as  a  rod  or  rou,  through  a 
trough-type  container  2  which  is  filled  with  a  suit- 
able  PVC  paste  3.  The  PVC  paste  penetrates  into 
the  cavities  between  the  various  strips  so  that  each 
strip  is  essentially  also  surrounded  by  a  small 
additional  amount  of  unhardened  PVC.  The  bundle 
of  strips  is  then  passed  through  an  opening  which 
is  left  free  in  a  sizing  component  5.  In  the  said 
component  5,  the  bundle  1  is  compressed  to  form 
the  bundle  1'  in  which  process  an  intimate  contact 
is  achieved  between  all  the  strips  of  the  bundle  1  . 
In  addition,  the  amount  of  PVC  paste  absorbed  in 
the  trough-like  container  2  is  considerably  reduced 
because  the  excess  is  removed  by  the  compres- 
sion  operation.  The  sizing  element  6  ensures  that 
the  compression  of  the  strips  is  maintained;  in  the 
compressed  state,  a  microwave  heating  is  carried 
out  with  the  aid  of  a  magnetron  element  7  which 
should  have  an  intensity  and  a  duration  such  that  a 
complete  bonding  of  the  strips  to  one  another 
occurs  and  the  amount  of  PVC  additionally  added 
is  at  least  partially  hardened  by  sintering.  Imme- 
diately  subsequently  to  the  magnetron  heating, 
cooling  takes  place  at  10  to  a  temperature  which  is 
below  the  softening  point  of  the  plastic.  Expedi- 
ently,  a  stream  of  water  or  cooling  air  is  used  for 
cooling.  The  way  of  cooling  is  not  limited  to  sup- 
plying  a  coolant  with  the  aid  of  one  or  more  noz- 
zles;  the  formed  material  can  also  be  passed 
through  a  container  containing  circulating  coolant. 

Subsequently  to  the  combining,  magnetron 
heating  and  cooling,  an  external  coating  9  can  also 
be  applied  at  8  to  the  object  stiffened  by  mag- 
netron  heating,  with  the  aid  of  a  transverse  ex- 
trusion  head,  followed  by  cooling  (not  shown). 

The  method  shown  in  Figure  1  is  suitable,  in 
particular,  for  forming  elongated  reinforced  thermo- 
plastic  objects.  After  forming,  the  said  objects  can 
be  divided  by  sawing  into  poles,  beams  and  the 
like  of  suitable  length. 

In  Figure  2,  21,  22  and  23  indicate  possible 
shapes  of  the  sizing  devices  5  and  6  from  Figure  1  ; 
of  course,  the  number  of  possible  forms  is  not 
limited  to  these  three  and  a  suitable  shape  can  be 
chosen  depending  on  the  final  use  of  the  product. 

Figure  3  outlines  a  situation  in  which  laminar, 
fibre-reinforced  plastic  parts  are  laid  on  top  of  one 
another  to  form  a  stack  31  ....  38.  39  indicates  that 
a  compression  force  acts  on  the  stack  thus  formed; 

5  microwave  heating  is  used  while  the  stack  is  under 
the  influence  of  the  compressive  force  used.  For 
application  of  the  compressive  force,  use  may  be 
made  of  mechanical  means  such  as  pressing.  If  a 
suitable  circumferential  sealing  of  the  laminar  parts 

io  is  used,  use  can  be  made  of  vacuum  sucked 
between  the  plates,  so  that  a  very  intimate  contact 
of  the  plates  is  ensured.  Such  an  embodiment  has, 
in  addition,  the  advantage  that  the  magnetron  ac- 
tion  can  be  carried  out  by  placing  the  magnetron 

is  elements  above  and  below  the  stack. 
Figure  4  shows  another  method  of  combina- 

tion.  A  flexible  plate  consisting,  for  example,  of 
PVC  which  has  been  reinforced  with  polyester  fab- 
ric  is  folded  as  shown  and  compressed  to  form  an 

20  elongated  object  and  is  subjected  in  that  state  to 
microwave  heating,  as  a  result  of  which  the  sur- 
faces  in  contact  with  one  another  fuse  together. 

Figure  5  shows  that  laminar  parts  51  to  54  can 
adjoin  one  another  with  a  slight  overlap,  compres- 

25  sion  of  the  overlapping  position  and  microwave 
heating  ensuring  the  necessary  bonding. 

In  the  situation  outlined  diagrammatically  in 
Figures  3,  4  and  5  the  supply  of  an  additional 
amount  of  unhardened  coating  material  is  not 

30  shown.  The  product  which  is  obtained  according  to 
the  situation  outlined  in  Figures  3-5  can  be  pro- 
cessed  further  if  necessary,  until  the  desired  final 
form  is  obtained. 

35  Claims 

1.  Method  for  forming  an  object  from  reinforced 
plastic,  wherein  fibre-reinforced  thermoplastic 
material  (1)  is  converted  to  a  suitable  form,  at 

40  least  parts  of  the  available  surfaces  are 
brought  into  intimate  contact  with  one  another 
and  the  material  (1')  thus  combined  is  sub- 
jected  to  a  heating  until  bonding  of  the  sur- 
faces  in  contact  with  one  another  is  obtained, 

45  followed  by  cooling  to  below  the  softening 
point  of  the  thermoplastic  while  maintaining  the 
intimate  contact,  characterised  in  that  said  suit- 
able  form  is  such  that  the  reinforcing  function 
and  cohesion  of  the  reinforcing  fibre  are  re- 

50  tained  and  that,  prior  to  bringing  surfaces  into 
intimate  contact,  an  amount  of  unhardened 
coating  material  (3)  is  applied  which  contains 
at  least  an  amount  of  plastic  which  is  optionally 
the  same  plastic  as  the  plastic  of  the  fibre- 

55  reinforced  plastic  material  (1). 

2.  Method  according  to  claim  1,  characterised  in 
that  an  additional  amount  of  reinforcing  ma- 

4 
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terial  is  added  to  the  fibre-reinforced  thermo- 
plastic  material  (1)  prior  to  bringing  the  sur- 
faces  of  the  fibre-reinforced  material  into  in- 
timate  contact  with  one  another. 

3.  Method  according  to  one  or  more  of  the  pre- 
ceding  claims  1  to  2  inclusive,  characterised  in 
that  the  thermoplastic  in  the  fibre-reinforced 
material  (1)  is  a  plastic  having  a  polar  nature 
and  the  heating  is  microwave  heating  (7). 

4.  Method  according  to  one  or  more  of  claims  1- 
3,  characterised  in  that,  subsequently  to  the 
heating  step  (7),  a  plastic  coating  (9)  encap- 
sulating  the  object  is  applied  using  conven- 
tional  techniques  (8). 

5.  Method  according  to  claim  4,  characterised  in 
that  a  formed  object  is  coated  by  extrusion 
with  a  suitable  plastic  having  a  nature  which 
corresponds  to  the  nature  of  the  thermoplastic 
of  the  fibre-reinforced  material. 

6.  Method  according  to  one  or  more  of  claims  1- 
5,  characterised  in  that  the  plastic  material  (1) 
is  polyvinyl  chloride  reinforced  with  polyester 
fabric. 

7.  Method  according  to  claim  6,  characterised  in 
that  strip-type  pieces  of  material  are  combined, 
in  that  the  combined  material  (1)  is  passed 
through  a  container  (2)  containing  polyvinyl 
chloride  paste  (3)  for  the  absorption  of  the 
latter  in  that  the  excess  paste  is  removed  by 
pressing  the  strip-type  pieces  against  one  an- 
other  until  intimate  contact  of  at  least  parts  of 
the  surfaces  thereof  is  obtained  and  in  that,  in 
this  compressed  state,  the  material  (1')  is  sub- 
jected  to  heating  (7)  until  mutual  bonding  of 
the  surfaces  pressed  against  one  another  is 
obtained  and  the  polyvinyl  chloride  paste  ad- 
ded  has  at  least  partly  hardened. 

8.  Method  according  to  claim  7,  characterised  in 
that  the  heating  is  magnetron  heating. 

9.  Method  according  to  claim  7  or  8,  charac- 
terised  in  that  the  formed  object  is  coated  on 
the  outside  with  polyvinyl  chloride  by  extru- 
sion. 

10.  Use  of  the  method  from  one  or  more  of  claims 
5  to  9  inclusive  for  forming  a  reinforced  plastic 
beam. 

Patentanspruche 

1.  Verfahren  zum  Formen  eines  Gegenstandes 
aus  verstarktem  Kunststoff,  wobei  faserver- 

5  starktes  thermoplastisches  Material  (1)  in  eine 
passende  Form  umgewandelt  wird,  wobei  we- 
nigstens  Teile  der  verfugbaren  Oberflachen  in 
sehr  guten  Kontakt  miteinander  gebracht  wer- 
den  und  das  derart  zusammengefugte  Material 

io  (1')  solange  einer  Erwarmung  unterzogen  wird, 
bis  eine  Verbindung  der  aneinanderliegenden 
Oberflachen  erreicht  wird,  der  eine  Kuhlung 
bis  unterhalb  des  Erweichungspunktes  des 
thermoplastischen  Materials  bei  Erhalt  des 

is  sehr  guten  Kontaktes  folgt,  dadurch  gekenn- 
zeichnet,  dal3  die  passende  Form  derart  aus- 
gebildet  ist,  dal3  die  verstarkende  Wirkungs- 
weise  und  der  Zusammenhalt  der  verstarken- 
den  Faser  beibehalten  wird,  und  dal3  bevor  die 

20  Oberflachen  in  sehr  guten  Kontakt  miteinander 
gebracht  werden  eine  Menge  von  ungeharte- 
tem  Uberzugsmaterial  (3)  aufgebracht  wird, 
welches  wenigstens  einen  Anteil  von  Kunststoff 
enthalt,  welcher  auf  Wunsch  derselbe  Kunst- 

25  stoff  wie  der  Kunststoff  des  faserverstarkten 
Kunststoffmaterials  (1)  ist. 

2.  Verfahren  nach  Anspruch  1,  dadurch  gekenn- 
zeichnet,  dal3  dem  faserverstarkten  thermopla- 

30  stischen  Material  (1)  ein  zusatzlicher  Anteil  an 
verstarkendem  Material  zugegeben  wird,  bevor 
die  Oberflachen  der  faserverstarkten  Materia- 
lien  in  sehr  guten  Kontakt  miteinander  ge- 
bracht  werden. 

35 
3.  Verfahren  nach  einem  oder  mehreren  der  An- 

spruche  1  bis  2,  dadurch  gekennzeichnet,  dal3 
das  thermoplastische  Material  in  dem  faserver- 
starkten  Material  (1)  ein  Kunststoff  mit  einer 

40  polaren  Beschaffenheit  ist  und  dal3  die  Erwar- 
mung  eine  Mikrowellenerwarmung  (7)  ist. 

4.  Verfahren  nach  einer  oder  mehreren  der  An- 
spruche  1  bis  3,  dadurch  gekennzeichnet,  dal3 

45  im  AnschluB  an  den  Verfahrensschritt  der  Er- 
warmung  (7)  eine  den  Gegenstand  umgebende 
Kunststoffbeschichtung  (9)  unter  Verwendung 
konventioneller  Techniken  (8)  aufgebracht  wird. 

50  5.  Verfahren  nach  Anspruch  4,  dadurch  gekenn- 
zeichnet,  dal3  ein  geformter  Gegenstand  mit- 
tels  Extrusion  mit  einem  passenden  Kunststoff, 
dessen  Beschaffenheit  der  des  thermoplasti- 
schen  Kunststoffs  des  faserverstarkten  Materi- 

55  als  entspricht,  uberzogen  wird. 

6.  Verfahren  nach  einem  oder  mehreren  der  An- 
spruche  1  bis  5,  dadurch  gekennzeichnet,  dal3 

5 
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das  Kunststoffmaterial  (1)  mit  Polyester-Gewe- 
be  verstarktes  Polyvinylchlorid  ist. 

7.  Verfahren  nach  Anspruch  6,  dadurch  gekenn- 
zeichnet,  dal3  streifenartige  Stucke  von  Materi- 
al  dadurch  zusammengefugt  werden,  dal3  das 
zusammengefugte  Material  (1)  durch  einen  Po- 
lyvinylchlorid-Masse  (3)  enthaltenden  Behalter 
(2)  hindurchgefuhrt  wird,  urn  diese  aufzusau- 
gen,  dal3  der  UberschuB  an  Masse  entfernt 
wird  durch  Aneinanderdrucken  der  streifenarti- 
gen  Stucke  gegeneinander  bis  ein  sehr  guter 
Kontakt  zumindest  von  Teilen  ihrer  Oberfla- 
chen  erreicht  wird,  und  dal3  das  Material  (1')  in 
diesem  zusammengedruckten  Zustand  einer 
Erwarmung  (7)  unterzogen  wird,  bis  eine  ge- 
genseitige  Verbindung  der  aneinandergedruck- 
ten  Oberflachen  erreicht  wird  und  die  hinzuge- 
fugte  Polyvinylchlorid-Masse  zumindest  teil- 
weise  ausgehartet  ist. 

8.  Verfahren  nach  Anspruch  7,  dadurch  gekenn- 
zeichnet,  dal3  die  Erwarmung  eine  Magnetron- 
erwarmung  ist. 

9.  Verfahren  nach  ANspruch  7  oder  8,  dadurch 
gekennzeichnet,  dal3  der  geformte  Gegenstand 
an  der  AuBenseite  mittels  Extrusion  mit  Polyvi- 
nylchlorid  uberzogen  wird. 

10.  Verwendung  des  Verfahrens  nach  einem  oder 
mehreren  der  Anspruche  5  bis  9  zum  Formen 
von  verstarkten  Kunststoffbalken. 

Revendicatlons 

plastique  (1)  renforce  par  des  fibres. 

2.  Procede  selon  la  revendication  1,  caracterise 
en  ce  qu'une  quantite  supplemental  de  ma- 

5  teriau  de  renforcement  est  ajoutee  au  materiau 
thermoplastique  renforce  par  des  fibres  (1), 
avant  de  mettre  en  contact  intime  les  unes 
avec  les  autres  les  surfaces  du  materiau  ren- 
force  par  des  fibres. 

10 
3.  Procede  selon  une  ou  plusieurs  des  revendica- 

tions  precedentes  1  a  2  comprises,  caracterise 
en  ce  que  la  matiere  thermoplastique  du  mate- 
riau  (1)  renforce  par  des  fibres  est  une  matiere 

is  plastique  polaire  et  le  chauffage  est  un  chauf- 
fage  (7)  micro-ondes. 

4.  Procede  selon  une  ou  plusieurs  des  revendica- 
tions  1  a  3,  caracterise  en  ce  que,  a  la  suite 

20  de  I'etape  de  chauffage  (7),  un  revetement  (9) 
en  matiere  plastique  encapsulant  I'objet  est 
applique  par  I'utilisation  de  techniques  classi- 
ques  (8). 

25  5.  Procede  selon  la  revendication  4,  caracterise 
en  ce  qu'un  objet  forme  est  revetu  par  extru- 
sion  d'une  matiere  plastique  convenable  dont 
la  nature  correspond  a  la  nature  de  la  substan- 
ce  thermoplastique  du  materiau  renforce  par 

30  des  fibres. 

6.  Procede  selon  une  ou  plusieurs  des  revendica- 
tions  1  a  5,  caracterise  en  ce  que  la  matiere 
plastique  (1)  est  du  chlorure  de  polyvinyle  ren- 

35  force  par  un  tissu  de  polyester. 

1.  Procede  de  formation  d'un  objet  a  partir  de 
matiere  plastique  renforcee  dans  lequel  un  ma- 
teriau  thermoplastique  renforce  par  des  fibres 
(1)  est  converti  en  une  forme  convenable,  au 
moins  des  parties  des  surfaces  disponibles 
sont  mises  en  contact  intime  les  unes  avec  les 
autres  et  le  materiau  (1')  ainsi  reuni  est  soumis 
a  un  chauffage  jusqu'a  ce  que  Ton  obtienne  un 
rattachement  des  surfaces  se  trouvant  au 
contact  les  unes  des  autres,  ce  que  Ton  fait 
suivre  d'un  refroidissement  en  dessous  du 
point  de  ramollissement  du  materiau  thermo- 
plastique  tout  en  maintenant  le  contact  intime, 
caracterise  en  ce  que  cette  forme  convenable 
est  telle  que  la  fonction  de  renforcement  et  la 
cohesion  de  la  fibre  de  renforcement  soient 
preservees  et  que,  avant  de  mettre  les  surfa- 
ces  en  contact  intime,  une  quantite  de  mate- 
riau  de  revetement  non  durci  (3)  soit  appli- 
quee,  contenant  au  moins  une  quantite  de  ma- 
tiere  plastique,  qui  est  eventuellement  la 
meme  matiere  plastique  que  celle  du  materiau 

7.  Procede  selon  la  revendication  6,  caracterise 
en  ce  que  des  morceaux  de  materiau  sous 
forme  de  bande  sont  reunis,  en  ce  que  le 

40  materiau  (1)  reuni  est  passe  a  travers  un  reser- 
voir  (2)  contenant  de  la  pate  (3)  de  chlorure  de 
polyvinyle  pour  que  cette  derniere  soit  absor- 
bee,  en  ce  que  la  pate  en  exces  est  retiree  par 
le  pressage  des  morceaux  sous  forme  de  ban- 

45  de  I'un  contre  I'autre  jusqu'a  ce  qu'un  contact 
intime  d'au  moins  des  parties  de  leurs  surfa- 
ces  soit  obtenu  et  en  ce  que,  dans  cet  etat 
comprime,  le  materiau  (1')  est  soumis  a  un 
chauffage  (7)  jusqu'a  ce  que  soit  obtenu  un 

50  rattachement  mutuel  des  surfaces  pressees 
I'une  contre  I'autre  et  que  la  pate  de  chlorure 
de  polyvinyle  ajoutee  soit  au  moins  partielle- 
ment  durcie. 

55  8.  Procede  selon  la  revendication  7,  caracterise 
en  ce  que  le  chauffage  est  un  chauffage  au 
magnetron. 

6 
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9.  Procede  selon  la  revendication  7  ou  8,  caracte- 
rise  en  ce  que  I'objet  forme  est  revetu  a  I'exte- 
rieur  par  extrusion,  de  chlorure  de  polyvinyle. 

10.  Utilisation  du  procede  selon  une  ou  plusieurs  5 
des  revendications  5  a  9  comprises,  pour  for- 
mer  une  poutre  en  materiau  plastique  renforce. 
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