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Description

FIELD

[0001] The present disclosure relates generally to the
manufacture of composite materials and parts. More par-
ticularly, the disclosure relates to methods and systems
for forming fibrous preforms.

BACKGROUND

[0002] Carbon/carbon ("C/C") parts are employed in
various industries. An exemplary use for C/C parts in-
cludes using C/C parts as friction disks such as aircraft
brake disks, race car brake disks, clutch disks, and the
like. Conventionally, C/C aircraft brakes are manufac-
tured from preforms that have been cut or die punched
from a long board of uniformly needled oxidized poly-
acrylonitrile (PAN) fibers ("OPF") material. Each horizon-
tal layer of the preform is typically laid down and needled
continuously across the majority of each surface of the
preform. Needling is typically followed by carbonization
and densification. Needling of OPF or carbon fiber ma-
terial may affect certain performance characteristics of
C/C parts, including densification, mechanical strength,
heat conduction, and friction and wear characteristics.
[0003] US 5,664,305 and JP H03 287851 disclose
methods for producing nonwovens by needle-punching,
using a combination of barbed and barbless needles.

SUMMARY

[0004] According to various embodiments, systems
and methods for forming a fibrous preform are provided,
as described in the claims. The method comprises pro-
viding a plurality of needles comprising a barbed needle
and a barbless needle and penetrating the fibrous pre-
form with the plurality of needles. In various embodi-
ments, penetrating the fibrous preform with the plurality
of needles may comprise penetrating with the barbed
needle having a high angle barb and/or a high barb den-
sity. In various embodiments, penetrating the fibrous pre-
form with the plurality of needles may comprise penetrat-
ing with the barbed needle having three barbed edges.
Penetrating the fibrous preform with the plurality of nee-
dles may comprise penetrating with the barbed needle
having three barbs on each of the three barbed edges.
The three barbs on each of the three barbed edges may
be high angle barbs.
[0005] In various embodiments, penetrating the fibrous
preform with the plurality of needles may comprise pen-
etrating with the barbless needle having a needle tip, the
needle tip comprising a tamp surface. Penetrating the
fibrous preform with the plurality of needles may com-
prise penetrating with the barbless needle having a bar-
bless needle length that is shorter than a barbed needle
length.
[0006] In various embodiments, penetrating the fibrous

preform with the plurality of needles may comprise pen-
etrating with the barbed needle having a low angle barb
and/or a low barb density. In various embodiments, pen-
etrating the fibrous preform with the plurality of needles
may comprise penetrating with the barbed needle having
four barbed sides. The barbed needle may comprise a
low angle barb on each of the four barbed sides.
[0007] According to the invention, penetrating the fi-
brous preform with the plurality of needles comprises
penetrating with approximately 50% of a plurality of the
barbed needle and approximately 50% of a plurality of
the barbless needle. In various embodiments, the ap-
proximately 50% of the plurality of the barbed needle may
comprise a first approximately 50% of each barbed nee-
dle having a high barb density and a second approxi-
mately 50% of each barbed needle having a low barb
density. In various embodiments, the approximately 50%
of the plurality of the barbed needle may comprise a first
approximately 50% of each barbed needle having a high
angle barb and a second approximately 50% of each
barbed needle having a low angle barb. As used in this
context only, "approximately" refers to plus or minus 10%
of needles in the needling board.
[0008] The fibrous preform needling system for a fi-
brous preform having a fibrous layer comprises a nee-
dling board, and a plurality of needles coupled to the nee-
dling board, the plurality of needles comprising a barbed
needle and a barbless needle. In various embodiments,
the barbless needle comprises a tamp surface. Accord-
ing to the invention, the plurality of needles comprise ap-
proximately 50% of a plurality of the barbed needle and
approximately 50% of a plurality of the barbless needle.
In various embodiments, the approximately 50% of the
plurality of the barbed needle may comprise a first ap-
proximately 50% of each barbed needle having a high
barb density and a second approximately 50% of each
barbed needle having a low barb density. In various em-
bodiments, the barbless needle may have a barbless
needle length that is shorter than a barbed needle length.

BRIEF DESCRIPTION OF DRAWINGS

[0009] The present disclosure may be better under-
stood with reference to the following drawing figures and
description. Non-limiting and non-exhaustive descrip-
tions are described with reference to the following draw-
ing figures. The components in the figures are not nec-
essarily to scale, emphasis instead being placed upon
illustrating principles. In the figures, like referenced nu-
merals may refer to like parts throughout the different
figures unless otherwise specified.

FIG. 1 illustrates a needling apparatus, in accord-
ance with various embodiments;
FIG. 2 illustrates a schematic side view of a fibrous
preform and needles, in accordance with various em-
bodiments;
FIGS. 3A and 3B illustrate barbed needles, in ac-
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cordance with various embodiments;
FIGS. 4A and 4B illustrate barbless needles, in ac-
cordance with various embodiments;
FIGS. 5A and 5B illustrate needling boards with
barbed needles and barbless needles, in accord-
ance with various embodiments;
FIGS. 6A-6D illustrate preform fiber volume and ultra
wave velocity data for various fibrous preforms and
needle combinations, in accordance with various
embodiments;
FIG. 7 illustrates a method of forming a fibrous pre-
form, in accordance with various embodiments; and
FIG. 8 illustrates a method of forming a fibrous pre-
form, in accordance with various embodiments.

DETAILED DESCRIPTION

[0010] All ranges may include the upper and lower val-
ues, and all ranges and ratio limits disclosed herein may
be combined. It is to be understood that unless specifi-
cally stated otherwise, references to "a," "an," and/or
"the" may include one or more than one and that refer-
ence to an item in the singular may also include the item
in the plural.
[0011] The detailed description of various embodi-
ments herein makes reference to the accompanying
drawings, which show various embodiments by way of
illustration. While these various embodiments are de-
scribed in sufficient detail to enable those skilled in the
art to practice the disclosure, it should be understood that
other embodiments may be realized and that logical,
chemical, and mechanical changes may be made without
departing from the scope of the disclosure. Thus, the
detailed description herein is presented for purposes of
illustration only and not of limitation. For example, the
steps recited in any of the method or process descriptions
may be executed in any order and are not necessarily
limited to the order presented. Furthermore, any refer-
ence to singular includes plural embodiments, and any
reference to more than one component or step may in-
clude a singular embodiment or step. Also, any reference
to attached, fixed, connected, or the like may include per-
manent, removable, temporary, partial, full, and/or any
other possible attachment option. Additionally, any ref-
erence to without contact (or similar phrases) may also
include reduced contact or minimal contact.
[0012] For example, in the context of the present dis-
closure, systems and methods may find particular use in
connection with aircraft brake disks. However, various
aspects of the disclosed embodiments may be adapted
for optimized performance with a variety of carbon fiber
preforms and C/C brake disks. As such, numerous ap-
plications of the present disclosure may be realized.
[0013] Carbon/carbon ("C/C") parts in the form of fric-
tion disks are commonly used for aircraft brake disks and
race car brake and clutch disks. Carbon/carbon brake
disks are especially useful in these applications because
of the superior high temperature characteristics of C/C

material. In particular, the carbon/carbon material used
in C/C parts is a good conductor of heat and is able to
dissipate heat generated during braking away from the
braking surfaces. Carbon/carbon material is also highly
resistant to heat damage, and thus, is capable of sus-
taining friction between brake surfaces during severe
braking without a significant reduction in the friction co-
efficient or mechanical failure.
[0014] Referring to FIGS. 1 and 2, a fibrous preform
needling system 100 is shown that may be used to form
a fibrous preform 10 is depicted, in accordance with var-
ious embodiments. Fibrous preform 10 may comprise at
least one fibrous layer 12. In various embodiments, fi-
brous preform 10 may be formed by superimposing a
number of fibrous layers 12 on top of each other. Fibrous
layers 12 may be made from OPF, though in various em-
bodiments fibrous layers 12 may comprise one or more
of PAN or carbon fiber. Fibrous layers 12 may be made
in a variety of ways and may include discrete (staple) or
continuous fibers, unidirectional or cross-layered fibers
or braided structures. In that regard, fibrous layers 12
comprise one or more fibers. Fibrous layers 12 may also
be preprocessed in various ways, such as pre-needling
processes, to make the fibrous layers more coherent.
[0015] Fibrous layers 12 are placed on top of each oth-
er one-by-one. After each fibrous layer 12 is placed on
top of the stack 44 of fibrous layers 12, the stack 44 is
needled with a needling board 16. Numerous types of
needling techniques are possible. However, as shown,
a needling system may include a needling board 16 that
moves up and down along axis 35 in a reciprocating man-
ner. A drive mechanism 18, such as a rotating wheel,
and an off-center connecting rod 20 may be used to ac-
complish the desired reciprocating motion. A plurality of
needles 14, which may comprise one or more of barbed
needles and/or barbless needles, face stack 44 of fibrous
layers 12 and penetrate fibrous layers 12 as needling
board 16 strokes downward (along axis 35). As a result,
fibrous layers 12 may be compressed together from the
force applied on fibrous layers 12 by needling board 16
and/or needles 14. In embodiments having at least one
barbed needle, the barbs of the barbed needle or needles
of needles 14 move fibers from one fibrous layer 12 to
another fibrous layer 12 to form z-fibers that extend along
the z-axis (depicted in FIG. 2) across the fibrous layers
12. Needling with barbed needles pulls fibers from the
in-plane direction (as shown, a plane parallel to the x-y
plane) and forces them into the z-direction to form z-fib-
ers, thus decreasing in-plane fiber content, which may
reduce high-energy friction performance and in-plane
mechanical strength in the final composite. Such nee-
dling with barbed needles that creates z-fibers may be
referred to as "z-needling."
[0016] In general, the needling process has the effect
of compressing and interlocking the individual fibrous lay-
ers 12 together. Thus, after needling, fibrous preform 10
has fibers extending in three different directions (i.e., in
the x and y directions in the plane of the fibrous layers
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12 and the z direction perpendicular to the fibrous layers
12). The entire surface of stack 44 of fibrous layers 12
may be needled by moving support 13 back-and-forth or
the needling board 16 may be repositioned along the
surface of stack 44. In various embodiments, needles 14
may only penetrate a portion of fibrous layers 12 with
each down stroke without penetrating through the entire
stack 44 of fibrous layers 12, or needles 14 may penetrate
the entire stack 44.
[0017] C/C parts have improved wear properties (for
braking, for example) when the fiber volume is increased
within fibrous preform 10, which is a precursor to a C/C
part. Fiber volume may be increased by increasing the
level of compression applied to stack 44 and z-needling
stack 44, as described herein. The z-needling holds fi-
brous layers 12 together, maintaining the compression
achieved during the needling process. However, the
barbed needles creating the z-fibers rupture and break
up the fibers within the fibrous preform, which results in
decreased friction performance. Therefore, less z-nee-
dling would be beneficial while still maintaining the com-
pression of stack 44
[0018] As described herein, and in reference to FIG.
2, needles 14 with needling board 16 provide a compres-
sion force against stack 44 of fibrous layers 12. This com-
pression force may cause fibrous layers 12 to become
more compact, and cause stack 44 to shorten from height
41 to compressed height 43. The compression force may
affect only a newly-added fibrous layer 11 as shown in
FIG. 2, or it may compress the entire stack 44. As stack
44 is compressed by needles 14, barbed needles may
create z-fibers and stitch stack 44 together, thereby caus-
ing stack 44 to maintain the compressed height 43.
[0019] As described herein, the systems and/or meth-
ods for needling a fibrous preform 10 during fibrous pre-
form formation may be employed in any system and/or
method for forming a fibrous preform. Additionally, in var-
ious embodiments, a single fibrous layer 12 and/or mul-
tiple fibrous layers 12 may be needled using the methods
and/or systems of this disclosure. In various embodi-
ments, needles 14 may be arranged on needling board
16 in any suitable manner. For example, needles 14 may
be in parallel or staggered rows. In various embodiments,
needling board 16 may comprise various types of nee-
dles 14, such as barbless needles and barbed needles.
[0020] With reference to FIGS. 3A and 3B, in various
embodiments, barbed needles may comprise barbs that
may be characterized as either high angle barbs or low
angle barbs. Barbed needle 300 is an example of a
barbed needle comprising high angle barbs 305. Barbed
needle 300 may be referred to as the "GB9 barbed nee-
dle" which may comprise nine high angle barbs on three
barbed edges, i.e., three high angle barbs on each edge.
A high angle barb 305 may be a barb that comprises a
high angle barb ramp 306, which is the outer edge of high
angle barb 305 leading up to a barb point 307, pointing
in a direction 311 that creates a positive angle 313 (i.e.,
an angle that is greater than zero degrees) between di-

rection 311 and a needle body direction 312, where nee-
dle body direction 312 is zero degrees. As depicted in
FIG. 3A, high angle barb ramp 306 creates a positive
angle 313 with needle body direction 312, indicating that
high angle barb ramp 306 is a high angle barb in high
angle barbs 305.
[0021] Barbed needle 350 is an example of a barbed
needle comprising low angle barbs 355. Barbed needle
350 may be referred to as the "F4 barbed needle" which
may comprise four low angle barbs on four barbed edge,
i.e., one low angle barb on each edge. A low angle barb
355 may be a barb that comprises a low angle barb ramp
356, which is the outer edge of low angle barb 355 leading
up to a barb tip 357, pointing in a direction 361 that creates
an angle 363 that is less than or equal to zero degrees
between direction 361 and needle body direction 312,
where needle body direction 312 is zero degrees. As de-
picted in FIG. 3B, low angle barb ramp 356 creates a
zero-degree angle with needle body direction 312, indi-
cating that low angle barb ramp 356 is a low angle barb
in low angle barbs 355.
[0022] In various embodiments, barbed needles may
comprise a needle body 310 and/or needle body 360,
which may comprise any suitable shape and/or number
of sides and/or edges, and any suitable number of the
edges may be barbed edges. Barbed needles may have
concave or convex sides or comprise a cylindrical shape,
in which case the barbs would be disposed on the sides
or on the cylindrical body, respectively. Furthermore,
barbed edges or sides may comprise any suitable
number of barbs per barbed edge or side. In various em-
bodiments, a needle and/or a barbed edge or side may
comprise barbs of different configurations (i.e., high an-
gle barbs and/or low angle barbs). Additionally, needle
body 310 and/or 360 may comprise any suitable length
and/or cross-sectional area.
[0023] In various embodiments, a barbed needle, such
as barbed needle 300, may comprise three sides, three
barbed edges 314, and/or a point 302. Barbed edges 314
may comprise three high angle barbs 305 each. In vari-
ous embodiments, a barbed needle, such as barbed nee-
dle 350 may comprise four sides, four barbed edges 364
(three barbed edges 364 depicted), and/or a point 304.
Barbed edges 364 may comprise one low angle barb 355
each.
[0024] Relating to the number of barbs on a barbed
needle 300, 350, in various embodiments, each barbed
needle 300, 350 may comprise a barb density. Barb den-
sity may be defined as the number of barbs per needle.
As depicted in FIG. 3A, barbed needle 300 has a barb
density of 9. As depicted in FIG. 3B, barbed needle 350
has a barb density of 4. A needle with high barb density
may indicate a needle comprising five or more barbs (i.e.,
barb density of 5 or more). A needle with low barb density
may indicate a needle comprising fewer than five barbs
(i.e., barb density of 4 or fewer).
[0025] With reference to FIGS. 2, 4A, and 4B, in various
embodiments, needles 14 in needling board 16 may com-
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prise barbless needles, such as barbless needles 400
and 450. Barbless needle 400 may comprise a needle
body 410 and a point 402. Barbless needle 450 may com-
prise needle body 410, needle tip 452, and/or tamp sur-
face 454. Needle tip 452 may taper from needle body
410 to tamp surface 454. Tamp surface 454 may be a
substantially flat surface at the end of needle tip 452. In
various embodiments, barbless needle 450 may not com-
prise a needle tip 452 tapered from needle body 420 to
tamp surface 454, and may only comprise tamp surface
454, which that may be the size of the cross-sectional
area of the needle body 420. Needle body 410, 420 may
comprise any suitable shape, such as a cylindrical shape
as shown in FIGS. 4A, B, or for example, the shapes of
barbed needles 300 and/or 350 (depicted in FIGS. 3A,
B), without barbs 305, 355, respectively. Additionally,
needle body 410, 420 may comprise any suitable length
and/or cross-sectional area.
[0026] Needling board 16 and needles 14 are used ge-
nerically throughout the description of the exemplary em-
bodiments. It can be appreciated that numerous sizes,
shapes, and types of needling boards and/or needles
can be combined within the scope of this disclosure such
as described with reference to the exemplary embodi-
ments. Referring to FIGS. 5A and 5B, in various embod-
iments, needling board 16 may comprise one or more
barbed needles 520 and/or one or more barbless needles
400, 450. Barbed needles 520 may comprise needle bod-
ies 510 of any shape, any number of sides and/or edges,
any number of barbs 505 on the edges (or on a side or
surface, such as the surface of a cylindrical needle body),
and/or any barb density. Likewise, barbless needles 400
may comprise needle bodies 410 of any suitable shape.
Referring to FIG. 5A, barbless needles 400 may comprise
needle points 402. Referring to FIG. 5B, barbless needles
450 may comprise needle tips 452 and/or tamp surfaces
454. A needle length 521 may be measured from where
the needle 14 couples to needling board 16 to point 402,
or a tamp surface (such as tamp surface 454). In various
embodiments, all needles 14 on needling board 16 may
have the same needle length 521. In various embodi-
ments, some needles may be shorter than others. In var-
ious embodiments, as depicted in FIG. 5B, barbless nee-
dles 450 may have a shorter needle length than barbed
needles 520. In various embodiments, barbless needles
400 may have a shorter needle length than barbed nee-
dles 520. In various embodiments, barbed needles 520
may have a shorter needle length than the barbless nee-
dles on needling board 16. In various embodiments, nee-
dles 14 may vary in width, shape, length, or any other
parameter from other needles 14 to any degree.
[0027] In various embodiments, the barbed needles on
a needling board may be disposed in any suitable ar-
rangement relative to the barbless needles. In various
embodiments, with further reference to FIG. 5A as an
example, the locations of barbed needles 520 may alter-
nate axially along axis 51 with barbless needles 400. In
various embodiments, barbed needles 520 may alternate

laterally along axis 52 with barbless needles 400.
[0028] In various embodiments, any percentage of the
barbed needles in needling board 16 may comprise one
or more high angle barbs and/or one or more low angle
barbs. In various embodiments, any percentage of the
barbed needles in needling board 16 may comprise any
barb density. In various embodiments, between 0% and
50% of the barbed needles in needling board 16 may
comprise at least one high angle barb and/or may com-
prise a high barb density. In various embodiments, be-
tween 0% and 50% of the barbed needles in needling
board 16 may comprise at least one low angle barb and/or
may comprise a low barb density. In various embodi-
ments, the percentage of barbed needles in needling
board 16 may comprise approximately 50% barbed nee-
dles comprising at least one high angle barb and/or a
high barb density, and approximately 50% barbed nee-
dles comprising at least one low angle barb and/or a low
barb density. In various embodiments, the percentage of
barbed needles in needling board 16 may comprise ap-
proximately 50% barbed needles comprising at least one
high angle barb and a barb density of nine, and approx-
imately 50% barbed needles comprising at least one low
angle barb and a barb density of 4. In various embodi-
ments, the percentage of barbed needles in needling
board 16 may comprise approximately 50% barbed nee-
dles comprising 9 high angle barbs and/or a barb density
of nine, and approximately 50% barbed needles com-
prising 4 low angle barbs and/or a barb density of 4. In
various embodiments, the percentage of barbed needles
in needling board 16 may comprise approximately 25%
barbed needles comprising at least one high angle barb
and/or a high barb density, and approximately 75%
barbed needles comprising at least one low angle barb
and/or a low barb density. In various embodiments, the
percentage of barbed needles in needling board 16 may
comprise approximately 75% barbed needles comprising
at least one high angle barb and/or a high barb density,
and approximately 25% barbed needles comprising at
least one low angle barb and/or a low barb density. In
various embodiments, the percentage of barbed needles
in needling board 16 may comprise approximately 90%
barbed needles comprising at least one high angle barb
and/or a high barb density, and approximately 10%
barbed needles comprising at least one low angle barb
and/or a low barb density. In various embodiments, the
percentage of barbed needles in needling board 16 may
comprise approximately 10% barbed needles comprising
at least one high angle barb and/or a high barb density,
and approximately 90% barbed needles comprising at
least one low angle barb and/or a low barb density. As
used in this context only, "approximately" refers to plus
or minus 10% of the barbed needles.
[0029] In various embodiments, the percentage of
barbed needles in needling board 16 may comprise
100% barbed needles comprising at least one low angle
barb and/or a low barb density. In various embodiments,
the percentage of barbed needles in needling board 16
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may comprise 100% barbed needles comprising 4 low
angle barbs and/or a barb density of 4. In various em-
bodiments, the percentage of barbed needles in needling
board 16 may comprise 100% barbed needles compris-
ing at least one high angle barb and/or a high barb den-
sity. In various embodiments, the percentage of barbed
needles in needling board 16 may comprise 100%
barbed needles comprising 9 high angle barbs and/or a
barb density of 9.
[0030] Barbless needles provide compression during
the needling process but to a lesser extent than barbed
needles. However, barbless needles do not form z-fibers,
and therefore, do not disrupt the carbon fibers and neg-
atively affect the friction performance and mechanical
strength of the fibrous preform. By having a percentage
of needles 14 in needling board 16 be barbless needles,
a small amount of compression may be sacrificed in order
to decrease the amount of z-needling. Decreasing the z-
needling means improving on friction performance and
mechanical strength of fibrous preform 10. Compression
levels during needling with a percentage of barbless nee-
dles may be increased by using barbless needles com-
prising a tamp surface, such as tamp surface 454. Tamp
surface barbless needles may comprise a shorter length
than other barbed and/or barbless needles without tamp
surfaces.
[0031] In accordance with various embodiments,
FIGS. 6A-D depict preform fiber volume and ultra wave
velocity data for various preforms and needling methods.
FIG. 6A depicts a plot showing preform fiber volume for
a preform designed for a first exemplary aircraft using
various needle combinations. Along the x-axis are differ-
ent combinations of needles used in the needling proc-
ess. In FIGS. 6A-6D, any unaccounted for percentage
along the x-axis is to be understood as being filled with
barbless needles. Along the y-axis is the preform fiber
volume (%), which is volume of the fibers over the total
volume of the preform; the total volume of the preform
may comprise the volume of fibers plus the volume of air
between the fibers and within the pores in the preform.
The preform fiber volume is the result of the amount of
compression on the fibrous layers. Data point 602 shows
the preform fiber volume for a preform needled with 100%
F4 barbed needles (the baseline), which is 45% preform
fiber volume. Data point 602, the baseline, reflects the
desired amount of compression on the fibrous preform
with 100% F4 barbed needles. Data point 604 shows the
preform fiber volume for a preform needled with 50% F4
barbed needles and 50% barbless needles, which is 43%
preform fiber volume. Finally, data point 606 shows the
preform fiber volume for a preform needled with 25% F4
barbed needles, 25% GB9 barbed needles, and 50% bar-
bless needles, which is 44% preform fiber volume. The
barbless needles used in the trials for FIGS. 6A-D com-
prise needles shaped the same as the F4 barbed nee-
dles, but without the barbs.
[0032] FIG. 6A shows that a similar level of compres-
sion of the fibrous preform may be achieved when re-

placing a percentage of barbed needles with barbless
needles. Therefore, with barbless needles in combina-
tion with barbed needles used in needling, preform fiber
volumes may be maintained near the baseline level (data
point 602). The type of barbed needles may be varied to
achieve better compression. For example, as shown by
data point 606, by using some GB9 barbed needles,
which have a higher barb density than the F4 barbed
needles and create more z-fibers than F4 barbed nee-
dles, better compression (higher fiber volume) was
achieved than data point 604 because the high angle
barbs and higher barb density of the GB9 barbed needle
better compress the fibrous layers. It should be under-
stood that any percentage of the needles on a needling
board may be barbed or barbless, and any percentage
of the barbed needles may be more or less aggressive
barbed needles.
[0033] FIG. 6C reflects similar results as FIG. 6A, but
for a fibrous preform designed for a second exemplary
aircraft. FIG. 6C has the same axes as FIG. 6A, and data
points 622, 624, and 626 comprise the same needle
make-ups as data points 602, 604, and 606 in FIG. 6A,
respectively. Data point 622 reflects a baseline of 43.3%
preform fiber volume, data point 624 reflects a 42.9%
preform fiber volume, and data point 626 reflects a 42.3%
preform fiber volume. Similar to the findings from FIG.
6A, FIG. 6C also shows that a relatively small amount of
preform fiber volume is lost by adding barbless needles
to the needling process.
[0034] FIGS. 6B and 6D depict plots for measuring the
amount of z-fibers present in the fibrous preform after
needling. Along the x-axis are different combinations of
needles used in the needling process. Along the y-axis
is ultra wave velocity (UWV) (in/s). A UWV measurement
is conducted by applying ultrasonic waves to the fibrous
preform. Ultra wave velocity depends on the fiber matrix
within the fibrous preform, and z-fibers help propagate
the ultrasonic waves through the fibrous preform. Accord-
ingly, the higher the UWV, the more z-fibers are present
in the fibrous preform. Therefore, low UWV values are
desired, indicating fewer z-fibers, and yielding better fric-
tion performance and mechanical strength.
[0035] Data points 612 and 632 involve a preform nee-
dled with 100% F4 barbed needles (the baseline), data
points 614 and 634 involve a preform needled with 50%
F4 barbed needles and 50% barbless needles, and data
points 616 and 636 involve a preform needled with 25%
F4 barbed needles, 25% GB9 barbed needles, and 50%
barbless needles.
[0036] FIG. 6B depicts data from a fibrous preform de-
signed for a first exemplary aircraft. Data point 612 gave
a baseline value of 11379 in/s, data point 614 gave a
value of 7283 in/s, and data point 616 gave a value of
7429 in/s.
[0037] FIG. 6D depicts data from a fibrous preform de-
signed for a second exemplary aircraft. Data point 632
gave a baseline value of 9343 in/s, data point 634 gave
a value of 5763 in/s, and data point 636 gave a value of
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6038 in/s.
[0038] FIGS. 6B and 6D show that with the addition of
barbless needles to the needling process, the amount of
z-fibers greatly decreases as evidenced by the smaller
UWV values in data points 614, 616, 634, and 636 with
50% barbless needles as compared to data points 612
and 632 reflecting much larger baseline values with
100% F4 barbed needles. The use of 25% more-aggres-
sive GB9 barbed needles and 25% F4 barbed needles
did not significantly increase the z-fiber amount from 50%
F4 barbed needles. Therefore, the addition of the bar-
bless needles greatly reduces the amount of z-fibers in
a fibrous preform, and therefore, improves friction per-
formance and mechanical strength.
[0039] FIGS. 6A-6D show that the inclusion of barbless
needles in the needling process sacrifices a small per-
centage of preform fiber volume while greatly decreasing
z-fiber, and therefore increasing friction performance and
mechanical strength of the preform. For example, as de-
picted in FIGS. 6A and 6B, referring to data points 602,
604, 612, and 614, a 9% decrease in preform fiber volume
(between data points 602 and 604), approximately, may
achieve approximately a 36% decrease in UWV (corre-
sponding to a 36% decrease in z-fibers) between data
points 612 and 614. As used in this context only, "ap-
proximately" refers to plus or minus 2% change in pre-
form fiber volume, and 2% change in UWV, respectively.
To achieve specific desired fiber volumes and/or z-fiber
amounts, the needle composition may be varied as dis-
cussed herein.
[0040] FIG. 7 depicts a method 700 of forming a fibrous
preform, in accordance with various embodiments. With
combined reference to FIGS. 1, 2, and 7, in various em-
bodiments, a plurality of needles may be provided (step
702) and fibrous preform 10 may be penetrated by the
plurality of needles 14 on a needling board 16 (step 704).
Fibrous preform 10 may comprise one or more fibrous
layers 12. The plurality of needles 14 may comprise at
least one barbed needle and at least one barbless nee-
dle. Needling board 16 may comprise any combination
and/or arrangement of needles 14 as described herein
(i.e., any combination of barbed needles and barbed nee-
dles, any type of barbed needles and/or any combination
of different types of barbed needles, needles 14 may take
any shape or have any length, etc.). The barbless nee-
dles may comprise tamp surface 454. Fibrous layers 12
may be compressed as a result of being penetrated by
needles 14. Z-fibers may be created between fibrous lay-
ers 12 by the barbed needles on needling board 16.
[0041] FIG. 8 depicts a method 800 of forming a fibrous
preform, in accordance with various embodiments. With
combined reference to FIGS. 1, 2, and 8, in various em-
bodiments, barbed needles may be coupled to needling
board 16 (step 802). Barbed needles may be any type
of barbed needles and/or any combination of different
types of barbed needles, as described herein. Barbless
needles may be coupled to needling board 16 (step 804).
Needling board 16 may comprise any combination and/or

arrangement of needles 14 as described herein (i.e., any
combination of barbed needles and barbless needles,
any type of barbed needles and/or any combination of
different types of barbed needles, needles 14 may take
any shape or have any length, etc.). The barbless nee-
dles may comprise tamp surface 454. Needling board 16
may be applied to fibrous preform 10 (step 806) such that
needles 14 penetrate the one or more fibrous layers 12
comprised in fibrous preform 10. Stack 44 may be com-
pressed by the barbed needles and/or the barbless nee-
dles. Z-fibers may be created within stack 44 between
fibrous layers 12 by the barbed needles.
[0042] In various embodiments, the needling systems
and methods described herein during fibrous preform for-
mation may be applied at any stage of forming a fibrous
preform without going outside the scope of this disclo-
sure. For example, a fibrous preform 10 may be needled
using the systems and methods described herein before
or after fibrous preform 10 is charged.
[0043] In various embodiments, once the fibrous pre-
form achieves a desired thickness and the needling proc-
ess is complete, fibrous preform 10 is sculpted by a cut-
ting device to shape the final preform into an annular
shape to form a fibrous annular preform. In further em-
bodiments, fibrous preform 10 is sculpted by a cutting
device to shape the final preform into a circular shape.
In still further embodiments, the fibrous preform may be
sculpted into any shape as required for the use of the
preform.
[0044] After fibrous preform 10 is made and shaped,
and in embodiments in which fibrous preform 10 com-
prises OPF, it may be carbonized to convert the OPF into
carbon fibers. Typically, fibrous preforms 10 are carbon-
ized by placing fibrous preforms 10 in a furnace with an
inert atmosphere for a portion of the carbonization. Typ-
ically, a vacuum may be drawn in the furnace for at least
a portion of the carbonization. As is well-understood by
those in the art, the heat of the furnace causes a chemical
conversion which drives off the non-carbon chemical
species from the fibrous preform. Some gas species con-
taining carbon are driven off. For example CO, methane,
and HCN are all carbon containing. In embodiments in
which fibrous layers 12 are comprised of OPF, the fur-
nace process converts the OPF to carbon fiber by the
reorganizing of the PAN fibers and shedding of chemical
constituents. The resulting carbonized preform generally
has the same fibrous structure as the fibrous preform
before carbonizing. However, the OPF have been con-
verted preferably to almost 100% carbon.
[0045] After the preform has been carbonized, the fi-
brous preform is densified. In general, densification in-
volves filling the voids, or pores, of the fibrous preform
with additional carbon material. This may be done using
the same furnace used for carbonization or a different
furnace. Typically, chemical vapor infiltration and depo-
sition ("CVI/CVD") techniques are used to densify the
porous fibrous preform with a carbon matrix. This com-
monly involves heating the furnace and the carbonized

11 12 



EP 3 219 840 B1

8

5

10

15

20

25

30

35

40

45

50

55

preforms, and flowing hydrocarbon gases into the fur-
nace and around and through the fibrous preforms. As a
result, carbon from the hydrocarbon gases separates
from the gases and is deposited on and within the fibrous
preforms. In various embodiments in which the fibrous
preform comprises carbon fiber, penetration by barbless
needles during the needling process may create pores
between the carbon fiber in the fibrous preform. Such
pores may aid the densification process by better allow-
ing the chemical vapor to infiltrate the fibrous preform
during CVI densification. When the densification step is
completed, the resulting C/C part has a carbon fiber struc-
ture with a carbon matrix infiltrating the fiber structure,
thereby deriving the name "carbon/carbon."
[0046] Additionally, benefits, other advantages, and
solutions to problems have been described herein with
regard to various embodiments. However, the benefits,
advantages, solutions to problems, and any elements
that may cause any benefit, advantage, or solution to
occur or become more pronounced are not to be con-
strued as critical, required, or essential features or ele-
ments of the invention. The scope of the invention is ac-
cordingly to be limited by nothing other than the append-
ed claims, in which reference to an element in the singular
is not intended to mean "one and only one" unless ex-
plicitly so stated, but rather "one or more." Moreover,
where a phrase similar to "at least one of A, B, and C" or
"at least one of A, B, or C" is used in the claims or spec-
ification, it is intended that the phrase be interpreted to
mean that A alone may be present in an embodiment, B
alone may be present in an embodiment, C alone may
be present in an embodiment, or that any combination
of the elements A, B and C may be present in a single
embodiment; for example, A and B, A and C, B and C,
or A and B and C.
[0047] As used herein, the terms "for example," "for
instance," "such as," or "including" are meant to introduce
examples that further clarify more general subject matter.
Unless otherwise specified, these examples are embod-
iments of the present disclosure, and are not meant to
be limiting in any fashion.

Claims

1. A method of forming a fibrous preform, comprising:
penetrating the fibrous preform (10) with a plurality
of needles; wherein approximately 50% of the plu-
rality of needles are barbed needles and approxi-
mately 50% of the plurality of needles are barbless
needles, wherein approximately 50% includes +/-
10% of 50%.

2. The method of claim 1, wherein the penetrating the
fibrous preform with the plurality of needles compris-
es penetrating with the barbed needle having three
barbed edges.

3. The method of claim 2, wherein the penetrating the
fibrous preform with the plurality of needles compris-
es penetrating with the barbed needle having three
barbs on each of the three barbed edges.

4. The method of claim 3, wherein the three barbs on
each of the three barbed edges are high angle barbs.

5. The method of any preceding claim, wherein the pen-
etrating the fibrous preform with the plurality of nee-
dles comprises penetrating with the barbless needle
having a needle tip (357), the needle tip comprising
a tamp surface.

6. The method of any preceding claim, wherein the pen-
etrating the fibrous preform with the plurality of nee-
dles comprises penetrating with the barbless needle
(400, 450) having a barbless needle length that is
shorter than a barbed needle length.

7. The method of any preceding claim, wherein the pen-
etrating the fibrous preform with the plurality of nee-
dles comprises penetrating with the barbed needle
having four barbed sides.

8. The method of claim 7, wherein the barbed needle
comprises a low angle barb on each of the four
barbed sides.

9. A fibrous preform needling system for a fibrous pre-
form having a fibrous layer, comprising:

a needling board (16); and
a plurality of needles (14) coupled to the nee-
dling board, wherein approximately 50% of the
plurality of needles are barbed needles and ap-
proximately 50% of the plurality of needles are
barbless needles; wherein approximately 50%
includes +/- 10% of 50%.

Patentansprüche

1. Verfahren zur Formung einer faserigen Vorform, um-
fassend:
Durchdringen der faserigen Vorform (10) mit einer
Vielzahl von Nadeln; wobei es sich bei etwa 50 %
der Vielzahl von Nadeln um Nadeln mit Widerhaken
handelt und es sich bei etwa 50 % der Vielzahl von
Nadeln um Nadeln ohne Widerhaken handelt, wobei
etwa 50 % 6 10 % von 50 % einschließt.

2. Verfahren nach Anspruch 1, wobei das Durchdrin-
gen der faserigen Vorform mit der Vielzahl von Na-
deln Durchdringen mit der Nadel mit Widerhaken
umfasst, die drei Kanten mit Widerhaken aufweist.

3. Verfahren nach Anspruch 2, wobei das Durchdrin-
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gen der faserigen Vorform mit der Vielzahl von Na-
deln Durchdringen mit der Nadel mit Widerhaken
umfasst, die drei Widerhaken an jeder der drei Kan-
ten mit Widerhaken aufweist.

4. Verfahren nach Anspruch 3, wobei es sich bei den
drei Widerhaken an jeder der drei Kanten mit Wider-
haken um Widerhaken mit hohem Winkel handelt.

5. Verfahren nach einem der vorangehenden Ansprü-
che, wobei das Durchdringen der faserigen Vorform
mit der Vielzahl von Nadeln Durchdringen mit der
Nadel ohne Widerhaken umfasst, die eine Nadelspit-
ze (357) aufweist, wobei die Nadelspitze eine Stop-
fenfläche umfasst.

6. Verfahren nach einem der vorangehenden Ansprü-
che, wobei das Durchdringen der faserigen Vorform
mit der Vielzahl von Nadeln Durchdringen mit der
Nadel (400, 450) ohne Widerhaken umfasst, die eine
Länge einer Nadel ohne Widerhaken aufweist, die
kürzer als eine Länge einer Nadel mit Widerhaken
ist.

7. Verfahren nach einem der vorangehenden Ansprü-
che, wobei das Durchdringen der faserigen Vorform
mit der Vielzahl von Nadeln Durchdringen mit der
Nadel mit Widerhaken umfasst, die vier Seiten mit
Widerhaken aufweist.

8. Verfahren nach Anspruch 7, wobei die Nadel mit Wi-
derhaken einen Widerhaken mit niedrigem Winkel
auf jeder der vier Seiten mit Widerhaken umfasst.

9. System zur Vernadelung faseriger Vorformen für ei-
ne faserige Vorform, die eine faserige Schicht auf-
weist, umfassend:

ein Vernadelungsbrett (16); und
eine Vielzahl von Nadeln (14), die an das Ver-
nadelungsbrett gekoppelt sind, wobei es sich
bei etwa 50 % der Vielzahl von Nadeln um Na-
deln mit Widerhaken handelt und es sich bei et-
wa 50 % der Vielzahl von Nadeln um Nadeln
ohne Widerhaken handelt, wobei etwa 50 % 6
10 % von 50 % einschließt.

Revendications

1. Procédé pour former une préforme fibreuse,
comprenant :
la pénétration de la préforme fibreuse (10) avec une
pluralité d’aiguilles ; dans lequel approximativement
50 % de la pluralité d’aiguilles sont des aiguilles bar-
belées et approximativement 50 % de la pluralité
d’aiguilles sont des aiguilles sans barbelure, dans
lequel approximativement 50 % comporte +/- 10 %

de 50 %.

2. Procédé selon la revendication 1, dans lequel la pé-
nétration de la préforme fibreuse avec la pluralité
d’aiguilles comprend la pénétration avec l’aiguille
barbelée ayant trois bords à entailles.

3. Procédé selon la revendication 2, dans lequel la pé-
nétration de la préforme fibreuse avec la pluralité
d’aiguilles comprend la pénétration avec l’aiguille
barbelée ayant trois pointes sur chacun des trois
bords à entailles.

4. Procédé selon la revendication 3, dans lequel les
trois pointes sur chacun des trois bords à entailles
sont des pointes d’angle élevées.

5. Procédé selon une quelconque revendication pré-
cédente, dans lequel la pénétration de la préforme
fibreuse avec la pluralité d’aiguilles comprend la pé-
nétration avec l’aiguille sans barbelure ayant une
pointe d’aiguille (357), la pointe d’aiguille compre-
nant une surface de piston.

6. Procédé selon une quelconque revendication pré-
cédente, dans lequel la pénétration de la préforme
fibreuse avec la pluralité d’aiguilles comprend la pé-
nétration avec l’aiguille sans barbelure (400, 450)
ayant une longueur d’aiguille sans barbelure plus
courte qu’une longueur d’aiguille barbelée.

7. Procédé selon une quelconque revendication pré-
cédente, dans lequel la pénétration de la préforme
fibreuse avec la pluralité d’aiguilles comprend la pé-
nétration avec l’aiguille barbelée ayant quatre côtés
à entailles.

8. Procédé selon la revendication 7, dans lequel
l’aiguille barbelée comprend une pointe d’angle fai-
ble sur chacun des quatre côtés à entailles.

9. Système d’aiguilletage de préforme fibreuse pour
une préforme fibreuse ayant une couche fibreuse,
comprenant :

une planche d’aiguilletage (16) ; et
une pluralité d’aiguilles (14) accouplée à la plan-
che d’aiguilletage, dans lequel approximative-
ment 50 % d’une pluralité d’aiguilles sont des
aiguilles barbelées et approximativement 50 %
d’une pluralité d’aiguilles sont des aiguilles sans
barbelure ; dans lequel approximativement 50
% comporte +/- 10 % de 50 %.
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