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Description

[0001] The present invention relates to polytetrafluoroethylene (PTFE) fibers and a method for manufacturing the same.
[0002] Since PTFE resins have a relatively high melting viscosity and are not dissolved by most solvents, fibers cannot
be produced by a generally adopted method such as extrusion spinning of molten resins and resin solutions. Therefore,
various specific manufacturing methods have been adopted conventionally. U.S. Patent No. 2,772,444 proposes a
method for manufacturing a PTFE fiber by emulsion spinning of a mixed solution of an aqueous dispersion solution of
PTFE fine particles and viscose, followed by sintering of the PTFE at high temperatures to remove the viscose by thermal
decomposition. However, the manufacturing cost of the PTFE by this method is high, whereas the strength of the fiber
obtained is low, and therefore the strength of a product obtained by processing this fiber as a raw material also is low.
[0003] U.S. Patent No. 3,953,566 and U.S. Patent No. 4,187,390, for example, propose a method for manufacturing
a high-strength PTFE fiber by slitting a PTFE film or sheet into a minute width, followed by stretching of the obtained
tape. However, this method has a difficulty in maintaining a width of the tape obtained by slitting uniformly along the
lengthwise direction. Also, there exists a problem that an end portion of the tape tends to be a fibril. For these reasons,
there exists another problem that the fiber may break partially during the step of stretching the tape to a high degree.
[0004] U.S. Patent No. 5,562,986 proposes a method for manufacturing cotton-like materials made of PTFE fibers
having a branch structure by opening a uniaxially oriented article, specifically a uniaxially oriented film of a molded PTFE
article by a mechanical force using a pin roll with a needle density of 20 to 100 needles/cm2. According to this method,
however, the length of the obtained PTFE fibers mostly is not more than 150 mm, and it is difficult to obtain a PTFE filament.
[0005] WO96-00807 proposes a method for manufacturing cotton-like materials made of PTFE fibers having a branch
structure by opening a uniaxially oriented film of a molded PTFE article with a mechanical force. According to this method,
however, the density of the obtained PTFE fibers has a high specific gravity exceeding 2.15 g/cm3, thus making it difficult
to obtain a light-weight final product.
[0006] In the case where the afore-mentioned PTFE oriented film is supplied to a revolving pin roll so as to produce
a PTFE fiber, problems occur such as difficulty in making a single fibril thinner, nonuniform fineness and the occurrence
of many losses from the end portions of the film supplied. Furthermore, a network structure of the filament is not uniform
and therefore a branch structure of a branched PTFE short fiber obtained by cutting the filament also is not uniform and
not stable.
[0007] Therefore, with the foregoing in mind, it is an object of the present invention to provide a PTFE fiber in which
single fibrils have a small average fineness and have uniform fineness and to provide a method for manufacturing the
PTFE fiber. Furthermore, it is another object of the present invention to provide a PTFE fiber in which a fiber can be
manufactured from the overall width of a film, that has a high production yield and whose branch structure is uniform
and stable and to provide a method for manufacturing the PTFE fiber.
[0008] A polytetrafluoroethylene (PTFE) fiber of the present invention includes a filament obtained by partially slitting
an oriented PTFE film in a lengthwise direction of the film. Emboss processing is conducted linearly along the lengthwise
direction of the film and like a zigzag shape or a convexo-concave shape in a width direction of the film, followed by
slitting, whereby the filament includes a network structure in which single fibrils that are opened partially are arranged
regularly.
[0009] Another PTFE fiber of the present invention includes a short fiber including a branch structure that is obtained
by cutting the above filament.
[0010] A method for manufacturing a PTFE fiber of the present invention, in which an oriented PTFE film is slit in a
lengthwise direction of the film so as to manufacture a filament, includes the steps of: conducting emboss processing
of the oriented film, the emboss processing being applied linearly along the lengthwise direction of the film and applied
like a zigzag shape or a convexo-concave shape in a width direction of the film; and then, feeding the film to a revolving
pin roll with needles so as to slit the film partially in the lengthwise direction. The filament obtained includes a network
structure in which single fibrils are opened partially and are arranged regularly.

Fig. 1 shows a network structure of a PTFE filament that uses a uniaxially oriented film of Working Example 1 of
the present invention.
Fig. 2 shows a network structure of a PTFE filament that uses a biaxially oriented film of Working Example 5 of the
present invention.
Figs. 3A to 3B show emboss patterns of Working Example 1 of the present invention.
Fig. 4A schematically shows the emboss processing procedure in one embodiment of the present invention, and
Fig. 4B shows an emboss roll in cross section and an enlarged cross-sectional view of the same.
Fig. 5 shows a structure of a PTFE short fiber of one example of the present invention.
Fig. 6 shows an apparatus for manufacturing a PTFE filament of one example of the present invention.
Fig. 7 shows an arrangement of needles on a pin-roll used for manufacturing a PTFE filament of one example of
the present invention.
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Fig. 8 is a graph showing the fineness distribution of single fibrils of the filament obtained from Working Example 6
of the present invention.
Fig. 9 is a graph showing the fineness distribution of single fibrils of the filament obtained from Comparative Example 2.
Fig. 10 shows a network structure of a PTFE filament, on which emboss processing is not performed, in Comparative
Examples 1 and 2 of the present invention.
Fig. 11A is a thermal behavior chart of a non-baked PTFE film, Fig. 11B is a thermal behavior chart of a semi-baked
PTFE film and Fig. 11C is a thermal behavior chart of a baked PTFE film.

[0011] A fiber of the present invention is a slit fiber having a fibril structure, and when the fiber is extended in the width
direction, the resultant forms a network structure in which single fibrils are opened partially. That is to say, a PTFE film
is slit and is opened so that single fibrils form a network structure. The network structure is as shown in Fig. 1 and Fig.
2 as examples. The figures represented with the scale on the left side of Fig. 1 or 2 are in the unit of centimeters. The
size and the shape of the network may vary according to the stretching magnification of the PTFE film subjected to the
slitting and the shape of emboss given to the PTFE film. However, the overall shape of the network structure is uniform
and stable. A length of a single fibril constituting the network structure ranges from 3 mm to 50 mm, as one example,
and preferably ranges from 5 mm to 30 mm. A size of one single fibril ranges from 10 Pm � 7 Pm to 50 Pm � 20 Pm
(long axis � short axis), as one example.
[0012] In the present invention, a single fibril means a fiber that cannot be split any more. In the case of constituting
a filament, the single fibril is one fiber constituting a network structure. In a short fiber obtained by cutting this filament
in the direction perpendicular to the length direction, the single fibril is a main chain or a branch of the fiber.
[0013] The filament of the present invention is composed of these single fibrils. A fineness of this filament preferably
is 0.5 to 600 dtex. In addition, the slit fiber of the present invention preferably has a flat shape and has a thickness of 5
Pm to 450 Pm. More preferable thickness ranges from 10 Pm to 400 Pm. The flat shape mentioned herein refers to a
ribbon-like shape being rectangular in cross section.
[0014] The average fineness of the single fibrils constituting the PTFE fiber of the present invention may be not more
than 4.5 dtex, more preferably not more than 4 dtex. Since emboss processing has not been conducted conventionally,
a single fibril exceeding 5 dtex only is obtained. Therefore, the present invention is advantageous over the prior art
because it enables a finer fiber.
[0015] Furthermore, the distribution of fineness of single fibrils constituting the PTFE fiber of the present invention is
a single-peak distribution with the peak at the center. Thereby, a PTFE fiber with an excellent uniformity of fineness can
be provided. Herein, the single-peak distribution with the peak at the center of the fineness means that, among a large
number of measured samples, the number of samples with finenesses closer to the average fineness is the largest, and
the number of samples decreases gradually with increasing deviation from the average fineness.
[0016] According to the present invention, a PTFE oriented film obtained from PTFE fine powders as a raw material
by an emulsion polymerization method is subjected to emboss processing, where the emboss processing is carried out
continuously both in its lengthwise direction and its width direction. This film is fed to a revolving pin roll so as to be
opened mechanically. In this way, the technical problems are solved.
[0017] The PTFE film can be manufactured by conventionally known methods. That is, a mixture of PTFE fine powders
and a petroleum oil as an extrusion aid is subjected to a paste extrusion method, so that a continuously extruded article
in a rod, bar or sheet shape is molded. Next, this extruded article is rolled into a film form using a calendering roll, and
then extraction using a solvent or heat treatment is applied to the rolled film so as to remove the extrusion aid, whereby
a PTFE original film is obtained.
[0018] A mixing ratio by weight of the PTFE fine powders and the extrusion aid normally ranges from 80 : 20 to 77 :
23, and a reduction ratio (RR) of the paste extrusion is not more than 500 : 1. A heating method often is adopted for
removing the extrusion aid, and its temperature is not more than 300°C and preferably is from 250°C to 280°C.
[0019] The PTFE fiber of the present invention basically is configured by stretching the afore-mentioned original film,
followed by emboss processing of the oriented film, the emboss processing being carried out continuously both in its
lengthwise direction and its width direction, and then by feeding this film to a revolving pin roll so as to conduct opening
by slit processing. The embodiments of the present invention, however, may include various steps as in the following
examples:

(1) original film - stretching - emboss processing - slit processing
(2) original film - stretching - heat treatment - emboss processing - slit processing
(3) original film - heat treatment - stretching - emboss processing - slit processing

[0020] The afore-mentioned emboss processing and slit processing preferably are conducted successively in view of
the efficiency of productivity.
[0021] The original film may be stretched uniaxially or biaxially.
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[0022] In the case of the uniaxial stretching, the film is stretched by 4 times or more in the lengthwise direction (LD),
preferably by 6 times or more. The larger the degree of the stretching is, the higher the strength of the PTFE fiber is
obtained.
[0023] In the case of the biaxial stretching, the degree of stretching in the LD is 4 times or more, preferably 6 times
or more, and the degree of stretching in the width direction (TD) of the film perpendicular to the LD is from 1.5 times to
5 times, inclusive, preferably from 2 times to 3 times, inclusive.
[0024] The biaxially stretching may be conducted concurrently in the LD direction and the TD direction or may be
conducted as two-stage stretching in which the stretching in the TD direction follows the stretching in the LD direction.
Upon the opening of the biaxially-oriented film, a relatively low-density PTFE fiber can be obtained, which leads to an
advantage in reducing the cost per volume of the fiber and its finished articles.
[0025] The film subjected to the opening step following the emboss processing may be any one of the non-baked film,
the semi-baked film and the baked film. However, in terms of the handleability of the fiber, the semi-baked or baked film
is preferable, because a tendency of the generated PTFE fiber to form lumps can be reduced.
[0026] Herein, differences in properties among a non-baked, a semi-baked and a baked PTFE films are explained
below, with reference to Figs. 11A to C, which are thermal behavior charts by means of a differential scanning calorimeter
(DSC).
[0027] Fig. 11A is a thermal behavior chart of a non-baked PTFE film, where shoulder parts are present at around
327°C and 338°C, and the main peak of the heat absorption is at around 347°C.
[0028] Fig. 11B is a thermal behavior chart of a semi-baked PTFE film, where the shoulder parts at around 327°C and
338°C disappeared and the single heat absorption peak is present at around 347°C � 2°C. This semi-baked PTFE film
can be obtained by a heat treatment conducted in the temperature range of 327°C to 350°C or by a heat treatment
conducted at a temperature of 350°C or higher for a short time period.
[0029] Fig. 11C is a thermal behavior chart of a baked PTFE film, where the single heat absorption peak is present
at around 327°C. This is the heat absorption peak by the melting of PTFE crystals. This baked PTFE film can be obtained
by a heat treatment conducted at a temperature of 350°C or higher, and preferably at a temperature of 370°C or higher.
[0030] A thickness of the PTFE film fed for the opening ranges from 5 Pm to 450 Pm, and preferably ranges from 10
Pm to 400 Pm.
[0031] The pattern of the emboss processing may be linear in the lengthwise direction of the oriented PTFE film and
may be continuous both in the lengthwise direction and in the width direction. In the linear emboss processing, a pitch
interval between a crest and an adjacent crest in a zigzag-shape or a convexo-concave shape preferably is in the range
of 0.1 mm to 1.5 mm, more preferably in the range of 0.2 mm to 1.0 mm and particularly preferably in the range of 0.3
mm to 0.7 mm. In the linear emboss processing, a vertical interval of the zigzag shape or the convexo-concave shape
(an interval between the crest and the trough) preferably is in the range of 0.2 mm to 1 mm, more preferably in the range
of 0.3 mm to 0.8 mm. Such an emboss pattern can be given by means of a roll for emboss processing.
[0032] In the present invention, "linearly" as applied to the linearly emboss processing does not refer to a straight line
in a strict sense, but refers to linear that can enhance the emboss processability. Therefore, the ’’linearly’’ should be
interpreted broadly.
[0033] Figs. 3A and 3B show examples of preferable emboss patterns of the present invention. Fig. 3A shows an
example where an emboss pattern is applied to one side of an oriented PTFE film. This can be formed by increasing
the hardness of an elastic roll 32 (rubber roll, described later referring to Fig. 4) and by decreasing a linear pressure of
the same. Fig. 3B shows an example where an emboss pattern is applied to both sides of an oriented PTFE film. This
can be formed by decreasing the hardness of the elastic roll 32 (rubber roll, described later referring to Fig. 4) and by
increasing the linear pressure of the same. In Figs. 3A and 3B, an arrow LD indicates the lengthwise direction of the
oriented film (winding direction) and an arrow TD indicates the width direction of the film.
[0034] Fig. 4A schematically shows the emboss processing procedure in one embodiment of the present invention.
An emboss roll 33 of an embossing apparatus 30 is made up of a roll 31, made of steel, on which a predetermined
zigzag or convexo-concave pattern is engraved, and the elastic roll 32. The elastic roll 32 may be a compressed paper
roll, a compressed cotton roll or rubber roll that has elasticity. A PTFE film is sent out of a feeder 34 so as to pass
between the steel roll 31 and the elastic roll 32 making up the emboss roll 33, whereby the pattern is given to the PTFE
film, which is then wound around a winder 35. The linear pressure of the emboss roll during the emboss processing
preferably is in the range of 0.1 to 1.5 kg/cm. The emboss processing may be carried out at a room temperature (about
25°C).
[0035] Fig. 4B shows the steel emboss roll 31 in cross section and an enlarged cross-sectional view of the same. In
this example, the surface of the emboss roll has a zigzag shape, where a pitch interval X between a crest and an adjacent
crest is 0.1 to 1. 5 mm, a vertical interval Y is 0.2 mm to 1 mm and an angle θ of the zigzag is in the range of 15° to 60°.
[0036] When the oriented PTFE film with the emboss processing applied thereto is opened, the opening to the end
portions of a broad film can be conducted easily without undue opening force and a regular network of single fibrils can
be formed.
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[0037] Note here that the pattern of the afore-mentioned emboss roll does not remain in the fiber obtained by opening
the oriented PTFE film on which the emboss processing has been conducted.
[0038] The manufacturing of a PTFE filament by opening will be described below. In the present invention, a filament
means the fiber having a length substantially equal to that of the PTFE film fed for the opening. The supplied film may
have any length, and as one example, a length of about 1,000 m to 10,000 m is practical. A pin-roll or a pair of pin-rolls
may be used for the opening. The diameter of needles on the pin-roll used ranges from 0.3 mm to 0.8 mm, and the
length of the needles ranges from 0.5 to 5 mm. A density of needles is from 3 to 25 needles/cm2, preferably from 3 to
15 needles/cm2, and more preferably from 4 to 10 needles/cm2. If the density of needles exceeds 25 needles/cm2, a
PTFE filament cannot be obtained, resulting in the generation of short fibers with a length not more than about 50 mm
to 200 mm. Fig. 6 shows a preferable example of the needle arrangement on a surface of the pin- roll. The arrangement
is not limited to this. The pin-roll rotates at a peripheral speed of 50 to 500 m/min, preferably at 60 to 300 m/min. A
feeding speed of the stretched and emboss-patterned PTFE film is from 10 to 100 m/min, preferably from 20 to 60 m/min.
[0039] Short PTFE fibers can be manufactured by cutting the PTFE fiber having a network structure obtained from
the above opening process into any length depending on the purpose of the application and the intended use. When
short fibers are to be formed, the fibers are cut into a length of about 30 mm to 100 mm, preferably of about 50 mm to
80 mm. At this time, the network structure of the PTFE filament is broken, so that the short PTFE fibers assume branch-
structured short fibers 4 as shown in Fig. 5. Branches 5a to 5f of the branch-structured short fibers 4 have substantially
the same length and have excellent uniformity.
[0040] The PTFE filament and the short PTFE fiber of the present invention can be processed into application products
that are required to have heat resistance, chemical stability and the like.
[0041] According to the present invention, emboss processing is conducted on a uniaxially oriented or a biaxially
oriented PTFE film, which is then processed into a slit yarn, whereby a PTFE fiber with a small average fineness of
single fibrils, a uniform fineness and a single-peak distribution with the peak at a center of the fineness and a method
for producing the PTFE fiber can be provided. Furthermore, a PTFE fiber in which a fiber can be manufactured from the
overall width of a film, having a high production yield and a uniform and stable branch structure can be provided and a
method for manufacturing the PTFE fiber can be provided.
[0042] Furthermore, according to the manufacturing method of the present invention, a high-strength PTFE fiber having
a specific network structure can be manufactured stably with a simple process and at a relatively low cost.

[Working Examples]

[0043] The following describes the present invention more specifically by way of working examples.

(Manufacturing of PTFE original film)

[0044] To 80 mass parts of PTFE fine powders obtained by an emulsion polymerization method, 20 mass parts of
naphtha was mixed. This mixture was subjected to paste extrusion through a die with an angle of 60° under the condition
of RR of 80 : 1 so as to obtain a circular bar with a diameter of 17 mm. This extruded article was rolled between a pair
of rolls with a diameter of 500 mm, followed by the removal of the naphtha at a temperature of 260°C. The thus obtained
PTFE film had a length of about 250 m, a film thickness of 0.2 mm and a width of about 260 mm.

(Working Example 1)

[0045] The PTFE original film obtained by the above-stated process was uniaxially stretched by 12 times in the
lengthwise direction. Thereafter, this film was heat-treated at 380°C for 3 seconds. Thereby, a baked film of 0.2 mm in
film thickness and 260 mm in width was obtained. Then, by using the emboss roll having the emboss pattern shown in
Fig. 3A and the apparatus of Fig. 4, a zigzag pattern was given to the PTFE film, the zigzag pattern having a pitch interval
X between a crest and an adjacent crest of 0.5 mm, a vertical interval Y of 0.6 mm and a zigzag angle θ of 45°.
[0046] The linear pressure of the emboss roll during the emboss processing was 0.8 Kg/cm. The embossing was
applied continuously in the lengthwise direction and in the width direction and all over the film.
[0047] Next, the PTFE film was fed to a revolving roll with needles so as to slit the film to be opened, whereby a PTFE
filament having a network structure was obtained, the network structure being made up of rhombuses having a ratio
between the lengthwise direction and the width direction of about 1 : 3.
[0048] Fig. 6 shows an apparatus for manufacturing the PTFE filament of this working example. In this manufacturing
apparatus 10, a PTFE oriented and emboss processed film 12 was sent out of a film feeding roll 11, and the PTFE
oriented and emboss processed film 12 was opened by a revolving roll with needles (pin-roll) 15 configured by implanting
needles (pins) 14 on a surface of the revolving roll 13, so as to form a network structured fiber 16. Next, the fiber 16 was
slit into individual filaments (long fiber) 21 to 24, which then were allowed to pass through guides 17 to 20, respectively,
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to be wound around the respective winders 25 to 29. The number of winders may be set at any number depending on
a design for making a filament with a required fineness from the PTFE oriented and embossed film 12.
[0049] The revolving roll with needles (pin-roll) had a needle density of 6 needles/cm2, a needle length of 5 mm and
a roll diameter of 50 mm. In Fig. 7, a distance between needles A0 and B0 (axis direction) was 3 mm, a distance between
A0 and A1 in the horizontal direction (axis direction) was 0.5 mm and a distance between A0 and A1 in the vertical direction
(circumferential direction) was 3 mm. A0 to A4 run obliquely at regular intervals, and A4 and a row beginning with Bo
also run obliquely at regular intervals.
[0050] As the conditions of the opening, a peripheral speed of the pin-roll was 200 m/min and a feeding speed of the
film was 30 m/min.
[0051] A fineness of the filament obtained was 13.3 dtex. When this filament was taken out and was extended in the
width direction, the network structure was as shown in Fig. 1. The size of the single fibrils making up this network was
12 Pm � 8 Pm to 35 Pm to 20 Pm, represented by long side � short side. In Fig. 1, an arrow LD represents the lengthwise
direction of the film (winding direction).

(Working Example 2)

[0052] An original film was uniaxially stretched by 9 times in its lengthwise direction, and other conditions were the
same as those in Working Example 1 so as to conduct a heat treatment, embossing and opening of the film. Thereby,
a PTFE filament having a regular network structure was obtained.

(Working Example 3)

[0053] A PTFE filament was manufactured under the same conditions as those in Working Example 1 except that an
original film was stretched by 6 times in its lengthwise direction, and an interval of the emboss pattern was 0.2 mm and
a vertical interval of the emboss was 0.3 mm. The fineness of the filament was 24.2 dtex and the filament was composed
of single fibrils forming a regular network structure.

(Comparative Example 1)

[0054] A PTFE filament was obtained under the same conditions as those in Working Example 3 except that emboss
processing was not performed. The fineness of the filament was 42.3 dtex, which was about twice the fineness of Working
Example 3. Furthermore, the network structure of single fibrils had an unstable shape and its size was random as shown
in Fig. 10. Reference numerals in Fig. 10 are the same as those in Fig. 1, and therefore their explanations are omitted.

(Working Example 4)

[0055] A PTFE original film was biaxially stretched by 8 times in its lengthwise direction and by 3 times in its width
direction, and other conditions were the same as those in Working Example 1 so as to conduct a heat treatment, emboss
processing and opening of the film. Thereby, a PTFE filament was obtained.

(Working Example 5)

[0056] A PTFE original film was biaxially stretched by 6 times in its lengthwise direction and by 2 times in its width
direction. Other conditions were the same as those in Working Example 1 so as to obtain a PTFE filament. The fineness
of the PTFE filament was 7.8 dtex and the network structure formed by single fibrils had a rhombus shape with a ratio
between the lengthwise direction and the width direction of about 1:1 as shown in Fig. 2. Reference numerals in Fig. 2
are the same as those in Fig. 1, and therefore their explanations are omitted.
[0057] When the fineness distribution of single fibrils of the thus obtained filament was measured, the distribution
shown by the graph of Fig. 8 was obtained. The number of measurements was 50, and the average fineness, the
minimum fineness and the maximum fineness were 3.1 dtex, 0.9 dtex and 5.2 dtex, respectively, where they had a
standard deviation of 1.06 and had a single-peak distribution with the peak at the center.
[0058] As is found from the comparison with Comparative Example 2 described below, it was confirmed that the
average fineness of the single fibrils of this example was small and the fineness was uniform, and they had a single-
peak distribution with the peak at the center.

(Comparative Example 2)

[0059] A PTFE filament was obtained under the same conditions as those in Working Example 5 except that the
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emboss processing was not performed. The fineness of the PTFE filament was 32.6 dtex, which was about four times
the fineness of Working Example 5.
[0060] When the fineness distribution of single fibrils of the thus obtained filament was measured, the distribution
shown by the graph of Fig. 9 was obtained. The number of measurements was 50, and the average fineness, the
minimum fineness and the maximum fineness were 5.1 dtex, 2.4 dtex and 9.1 dtex, respectively, where they had a
standard deviation of 1.52 dtex and a non-uniform distribution of fineness. Furthermore, the network structure of single
fibrils had an unstable shape and its size was random as shown in Fig. 10.
[0061] Table 1 shows the results of the above-described Working Examples 1 to 5 and Comparative Examples 1 and
2. In Table 1, the fineness, the strength and the elongation percentage of PTFE fibers were determined in accordance
with JIS L1015.

[0062] As is evident from Table 1, the application of emboss processing to the supplied film facilitates the opening of
the film and allows the film to be made finer, and a flexible PTFE filament can be obtained. Furthermore, the biaxially
oriented film also can be opened easily. Since the porosity of the biaxially oriented film is higher, a filament with a reduced

[Table 1]

Stretching 
magnification 
of PTFE film*1

Emboss 
processing of 

PTFE film

Fineness 
(dtex)

Strength 
(CN/dtex)

Elongation 
percentage 

(%)

Density 
(g/cm3)

Appearance 
of fiber 

(number of 
branches/
70mm)*2

Ex. 1
LD: �12

Processed 13.3 0.9 6.0 2.05

Regular 
network 
structure (3 to 
5)

Ex. 2
LD: �9

Processed 17.8 0.8 6.8 2.10

Regular 
network 
structure (3 to 
5)

Ex. 3
LD: �6

Processed 24.2 0.7 6.5 2.15

Regular 
network 
structure (3 to 
5)

Comparative 
Ex. 1
LD: �6

Not 
processed

42.3 0.7 6.5 2.15

Random 
network 
structure (1 to 
5)

Ex. 4
LD: �8
TD: �3

Processed 4.2 1.1 5.2 1.62

Regular 
network 
structure (2 to 
4)

Ex. 5
LD: �6
TD: �2

Processed 7.8 0.8 7.2 1.65

Regular 
network 
structure (2 to 
4)

Comparative 
Ex. 2
LD: �6
TD: �2

Not 
processed

32.6 0.6 7.4 1.70

Random 
network 
structure (1 to 
5)

(Remarks) *1 LD concerns the stretching in the lengthwise direction of the film (numerical value represents the
stretching magnification) and TD concerns the stretching in the width direction of the film (numerical value represents
the stretching magnification).
*2 The number of branches was measured by cutting the generated fiber into a length of 70 mm.
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density by about 20% than the case of a uniaxially oriented film can be manufactured.
[0063] Furthermore, the short fibers having a branch structure, which were obtained by cutting the thus obtained
filament into a length of 70 mm by a cutter, had a uniform number of branches and were uniform in length of the branches
as shown in Fig. 5, which leads to an advantage of the enhancement of the processing stability when an article is
manufactured from the fibers.
[0064] On the other hand, when the films on which emboss processing was not performed were opened, the fineness
of the obtained fibers was large, as is evident from the comparisons between Working Example 3 and Comparative
Example 1 and between Working Example 5 and Comparative Example 2. Furthermore, the texture of the generated
fibers was slightly stiff. Moreover, the network structure of the filament was random, and therefore the distribution of the
number of branches of the short fibers that were obtained by cutting this filament was broad, which leads to deterioration
in the processing stability of the short fibers.
[0065] In addition to that, Working Examples of the present invention have the following advantages: since the opening
by slitting of the emboss-processed film can be conducted more smoothly as compared with the film on which no emboss
processing is conducted, the opening of a broad film can be conducted easily as well. Furthermore, the end portions of
the film also can be used effectively, which can lessen the loss of the manufacturing of the filament and can lead to a
high production yield.
[0066] Short fibers obtained by cutting the PTFE filament of the present invention have a branch structure, and are
particularly effective for high-temperature resistant felt, printed boards, battery separators and webs and prepregs for
bag filters, in addition to the above-stated applications.
[0067] The PTFE filament of the present invention can be twined so as to be used for a high-strength fabric, surgical
sutures and the like. Especially, a fiber obtained from a biaxially oriented film can have a reduced density, and therefore
is effective for reducing a weight of its finished articles and the manufacturing cost.
[0068] A network structure that is one of the features of the PTFE filament of the present invention is effective for
manufacturing finished articles impregnated with resins and oils. In sealing materials obtained from twines and by further
braiding the twines, when the sealing materials are impregnated with a resin dispersion solution, an oil and the like, the
penetration into the inside of the sealing materials can be promoted, thus enhancing the properties of holding the
impregnation material.

Claims

1. A polytetrafluoroethylene (PTFE) fiber comprising a filament obtained by partially slitting an oriented PTFE film in
a lengthwise direction of the film,
wherein emboss processing is conducted linearly along the lengthwise direction of the film and like a zigzag shape
or a convexo-concave shape in a width direction of the film, followed by slitting, whereby the filament comprises a
network structure in which single fibrils that are opened partially are arranged regularly.

2. The PTFE fiber according to claim 1, wherein the PTFE fiber is semi-baked or baked PTFE.

3. The PTFE fiber according to claim 1, wherein the PTFE oriented film is a uniaxially or biaxially oriented film.

4. The PTFE fiber according to claim 3, wherein the uniaxially oriented film is stretched by 4 times or more in the
lengthwise direction of the film.

5. The PTFE fiber according to claim 3, wherein the biaxially oriented film is stretched by 4 times or more in the
lengthwise direction of the film and by 1.5 times to 5 times in the width direction of the film.

6. The PTFE fiber according to any one of claims 1 to 5, wherein a fineness the PTFE filament is from 0.5 dtex to 600 dtex.

7. The PTFE fiber according to any one of claims 1 to 6, wherein the PTFE fiber has a flat shape and a thickness
ranges from 5 Pm to 450 Pm.

8. The PTFE fiber according to any one of claims 1 to 7, wherein an average fineness of the single fibrils constituting
the PTFE fiber is 4.5 dtex or less.

9. The PTFE fiber according to any one of claims 1 to 8, wherein a distribution of fineness of the single fibrils constituting
the PTFE fiber is a single-peak distribution with the peak at a center.
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10. A PTFE fiber comprising a short fiber including a branch structure that is obtained by cutting the filament according
to any one of claims 1 to 9.

11. A method for manufacturing a PTFE fiber, in which an oriented PTFE film is slit in a lengthwise direction of the film
so as to manufacture a filament, comprising steps of
conducting emboss processing of the oriented film, the emboss processing being applied linearly along the lengthwise
direction of the film and applied like a zigzag shape or a convexo-concave shape in a width direction of the film and
then, feeding the film to a revolving pin roll with needles so as to apply slit processing to the film partially in the
lengthwise direction, whereby the filament is obtained so as to comprise a network structure in which single fibrils
are opened partially and are arranged regularly.

12. The method for manufacturing a PTFE fiber according to claim 11,
wherein, in the linear emboss processing, a pitch interval between a crest in the zigzag shape or the convexo-
concave shape and an adjacent crest is in a range of 0.1 mm to 1.5 mm.

13. The method for manufacturing a PTFE fiber according to claim 11 or 12, wherein, in the linear emboss processing,
a vertical interval in the zigzag shape or the convexo-concave shape is in a range of 0.2 mm to 1 mm.

14. The method for manufacturing a PTFE fiber according to any one of claims 11 to 13, wherein a linear pressure of
an emboss roll during the emboss processing is in a range of 0.1 to 1.5 kg/cm.

15. The method for manufacturing a PTFE fiber according to claim 11,
wherein a density of the needles implanted on the pin roll is from 3 to 25 needles/cm2.

16. The method for manufacturing a PTFE fiber according to claim 11 or 15, wherein a peripheral speed of the pin roll
is from 50 to 500 m/min and a feeding speed of the oriented and emboss-processed film is from 10 to 100 m/min.

17. The method for manufacturing a PTFE fiber according to any one of claims 11 to 16, wherein the oriented and
emboss-processed film is fed to the revolving pin roll with needles implanted thereon to be opened, followed by
dividing the opened fiber and winding the same around a plurality of winders.

18. The method for manufacturing a PTFE fiber according to any one of claims 11 to 17, wherein the PTFE fiber is semi-
baked or baked PTFE.

19. The method for manufacturing a PTFE fiber according to any one of claims 11 to 18, wherein the PTFE oriented
film is a uniaxially or biaxially oriented film.

20. The method for manufacturing a PTFE fiber according to claim 19,
wherein the uniaxially oriented film is stretched by 4 times or more in the lengthwise direction of the film.

21. The method for manufacturing a PTFE fiber according to claim 19,
wherein the biaxially oriented film is stretched by 4 times or more in the lengthwise direction of the film and by 1.5
times to 5 times in the width direction.

22. A method for manufacturing a PTFE fiber, comprising a step of:

cutting the PTFE filament obtained by the manufacturing method according to any one of claims 11 to 21 into
a short fiber with a cutter, so as to form the short PTFE fiber including a branch structure.

23. The method for manufacturing a PTFE fiber according to any one of claims 11 to 22, wherein the emboss processing
and the slit processing are performed successively.

Patentansprüche

1. Polytetrafluorethylen (PTFE) -Faser, welche ein Filament umfasst, das durch Teil-Aufschlitzen eines orientierten
PTFE-Films in Längsrichtung des Films erhalten wird,
wobei linear entlang der Längsrichtung des Films und in Zickzackform oder konvex-konkaver Form in Querrichtung
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des Films eine Prägebearbeitung durchgeführt wird, gefolgt vom Aufschlitzen, wodurch das Filament eine Netz-
werkstruktur aufweist, in welcher einzelne Fibrillen, die teilweise geöffnet sind, regelmäßig angeordnet sind.

2. PTFE-Faser gemäß Anspruch 1, wobei es sich bei der PTFE-Faser um gehärtetes oder halbgehärtetes PTFE
handelt.

3. PTFE-Faser gemäß Anspruch 1, wobei es sich bei dem orientierten PTFE-Film um einen uniaxial oder biaxial
orientierten Film handelt.

4. PTFE-Faser gemäß Anspruch 3, wobei der uniaxial orientierte Film in Längsrichtung des Films um das 4-fache oder
noch weiter gedehnt ist.

5. PTFE-Faser gemäß Anspruch 3, wobei der biaxial orientierte Film in Längsrichtung des Films um das 4-fache oder
noch weiter und in Querrichtung des Films um das 1,5- bis 5-fache gedehnt ist.

6. PTFE-Faser gemäß einem der Ansprüche 1 bis 5, wobei die Feinheit des PTFE-Filaments von 0,5 dtex bis 600
dtex beträgt.

7. PTFE-Faser gemäß einem der Ansprüche 1 bis 6, wobei die PTFE-Faser eine flache Form aufweist und die Dicke
im Bereich von 5 Pm bis 450 Pm liegt.

8. PTFE-Faser gemäß einem der Ansprüche 1 bis 7, wobei die mittlere Feinheit der einzelnen Fibrillen, aus welchen
die PTFE-Faser aufgebaut ist, 4,5 dtex oder weniger beträgt.

9. PTFE-Faser gemäß einem der Ansprüche 1 bis 8, wobei die Feinheitsverteilung der einzelnen Fibrillen, aus welchen
die PTFE-Faser aufgebaut ist, eine Einzelpeak-Verteilung mit dem Peak in der Mitte ist.

10. PTFE-Faser, welche eine Kurzfaser umfasst, die eine Verzweigungsstruktur aufweist, die durch Schneiden des
Filaments gemäß einem der Ansprüche 1 bis 9 erhalten wird.

11. Verfahren zur Herstellung einer PTFE-Faser, bei welchem ein orientierter PTFE-Film in Längsrichtung des Films
aufgeschlitzt wird, um ein Filament herzustellen, wobei das Verfahren die folgenden Schritte umfasst:

Durchführen einer Prägebearbeitung an dem orientierten Film, wobei die Prägebearbeitung linear entlang der
Längsrichtung des Films und in Zickzackform oder konvex-konkaver Form in Querrichtung des Films vorge-
nommen wird; und
Zuführen des Films zu einer drehenden Nadelwalze mit Nadeln, um an dem Film teilweise in Längsrichtung
eine Schlitzbearbeitung vorzunehmen, wodurch das Filament derart erhalten wird, dass es eine Netzwerkstruktur
umfasst, in welcher einzelne Fibrillen teilweise geöffnet und regelmäßig angeordnet sind.

12. Verfahren zur Herstellung einer PTFE-Faser gemäß Anspruch 11, wobei bei der linearen Prägebearbeitung der
Abstand zwischen einem Scheitel und einem benachbarten Scheitel in der Zickzackform oder der konvex-konkaven
Form im Bereich von 0,1 mm bis 1,5 mm liegt.

13. Verfahren zur Herstellung einer PTFE-Faser gemäß Anspruch 11 oder 12, wobei bei der linearen Prägebearbeitung
der vertikale Abstand in der Zickzackform oder der konvex-konkaven Form im Bereich von 0,2 mm bis 1 mm liegt.

14. Verfahren zur Herstellung einer PTFE-Faser gemäß einem der Ansprüche 11 bis 13, wobei der Anpressdruck einer
Prägewalze während der Prägebearbeitung im Bereich von 0,1 bis 1,5 kg/cm liegt.

15. Verfahren zur Herstellung einer PTFE-Faser gemäß Anspruch 11, wobei die Dichte der auf die Nadelwalze aufge-
brachten Nadeln von 3 bis 25 Nadeln/cm2 beträgt.

16. Verfahren zur Herstellung einer PTFE-Faser gemäß Anspruch 11 oder 15, wobei die Tangentialgeschwindigkeit
der Nadelwalze von 50 bis 500 m/min beträgt und die Zuführgeschwindigkeit des orientierten und geprägten Films
von 10 bis 100 m/min beträgt.

17. Verfahren zur Herstellung einer PTFE-Faser gemäß einem der Ansprüche 11 bis 16, wobei der orientierte und
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geprägte Film der drehenden Nadelwalze mit darauf aufgebrachten Nadeln zugeführt wird, um geöffnet zu werden,
gefolgt vom Teilen der geöffneten Faser und vom Aufwickeln derselben auf mehrere Aufwickelvorrichtungen.

18. Verfahren zur Herstellung einer PTFE-Faser gemäß einem der Ansprüche 11 bis 17, wobei es sich bei der PTFE-
Faser um gehärtetes oder halbgehärtetes PTFE handelt.

19. Verfahren zur Herstellung einer PTFE-Faser gemäß einem der Ansprüche 11 bis 18, wobei es sich bei dem orien-
tierten PTFE-Film um einen uniaxial oder biaxial orientierten Film handelt.

20. Verfahren zur Herstellung einer PTFE-Faser gemäß Anspruch 19, wobei der uniaxial orientierte Film in Längsrichtung
des Films um das 4-fache oder noch weiter gedehnt wird.

21. Verfahren zur Herstellung einer PTFE-Faser gemäß Anspruch 19, wobei der biaxial orientierte Film in Längsrichtung
des Films um das 4-fache oder noch weiter und in Querrichtung des Films um das 1,5- bis 5-fache gedehnt wird.

22. Verfahren zur Herstellung einer PTFE-Faser, welches den folgenden Schritt umfasst:

Zuschneiden des PTFE-Filaments, das über das Herstellungsverfahren gemäß einem der Ansprüche 11 bis
21 erhalten wird, mit einer Schneide zu einer Kurzfaser, um die PTFE-Kurzfaser zu bilden, die eine Verzwei-
gungsstruktur aufweist.

23. Verfahren zur Herstellung einer PTFE-Faser gemäß einem der Ansprüche 11 bis 22, wobei die Prägebearbeitung
und die Schlitzbearbeitung nacheinander erfolgen.

Revendications

1. Fibre de polytétrafluoroéthylène (PTFE) comprenant un filament obtenu en fendant partiellement un film orienté de
PTFE dans une direction longitudinale du film,
un procédé de gaufrage étant conduit linéairement le long de la direction longitudinale du film et avec une forme
en zigzag ou avec une forme convexo-concave dans une direction de la largeur du film, le procédé de gaufrage
étant suivi par un procédé de fendage, le filament comprenant alors une structure en réseau dans laquelle des
fibrilles simples qui sont partiellement ouvertes sont arrangées régulièrement.

2. Fibre de PTFE selon la revendication 1, dans laquelle la fibre de PTFE est du PTFE cuit ou semi-cuit.

3. Fibre de PTFE selon la revendication 1, dans laquelle le film orienté de PTFE a une orientation uni-axiale ou bi-axiale.

4. Fibre de PTFE selon la revendication 3, dans laquelle le film ayant une orientation uni-axiale est étiré 4 fois ou plus
dans la direction longitudinale du film.

5. Fibre de PTFE selon la revendication 3, dans laquelle le film ayant une orientation bi-axiale est étiré 4 fois ou plus
dans la direction longitudinale du film et 1,5 fois à 5 fois dans la direction de la largeur du film.

6. Fibre de PTFE selon l’une quelconque des revendications 1 à 5, dans laquelle une finesse du filament de PTFE
est comprise entre 0,5 dtex et 600 dtex.

7. Fibre de PTFE selon l’une quelconque des revendications 1 à 6, dans laquelle la fibre de PTFE a une forme plate
et une épaisseur comprise entre 5 Pm et 450 Pm.

8. Fibre de PTFE selon l’une quelconque des revendications 1 à 7, dans laquelle une finesse moyenne des fibrilles
simples constituant la fibre de PTFE est de 4,5 dtex ou moins.

9. Fibre de PTFE selon l’une quelconque des revendications 1 à 8, dans laquelle une distribution de la finesse des
fibrilles simples constituant la fibre de PTFE est une distribution à un seul pic avec le pic au centre.

10. Fibre de PTFE comprenant une fibre courte incluant une structure ramifiée obtenue en coupant le filament selon
l’une quelconque des revendications 1 à 9.
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11. Méthode de fabrication d’une fibre de PTFE, dans laquelle un film orienté de PTFE est fendu dans une direction
longitudinal du film afin de fabriquer un filament, comprenant les étapes de:

conduire un procédé de gaufrage du film orienté, le procédé de gaufrage étant appliqué linéairement le long
de la direction longitudinal du film et appliqué avec une forme de zigzag ou avec une forme convexo-concave
dans une direction dans la largeur du film; et
puis, alimenter avec le film un cylindre tournant à épingles avec des aiguilles, afin d’appliquer un procédé de
fendage au film partiellement dans la direction longitudinale, par lequel le filament est obtenu afin de comprendre
une structure en réseau dans laquelle des fibrilles simples sont partiellement ouvertes et sont arrangées régu-
lièrement.

12. Méthode de fabrication d’une fibre de PTFE selon la revendication 11, dans laquelle, dans le procédé de gaufrage
linéaire, un intervalle de pas entre une crête dans la forme en zigzag ou dans la forme convexo-concave et une
crête adjacente est compris entre 0,1 mm et 1,5 mm.

13. Méthode de fabrication d’une fibre de PTFE selon la revendication 11 ou 12, dans laquelle, dans le procédé de
gaufrage linéaire, un intervalle vertical dans la forme en zigzag ou dans la forme convexo-concave est compris
entre 0,2 mm et 1 mm.

14. Méthode de fabrication d’une fibre de PTFE selon l’une quelconque des revendications 11 à 13, dans laquelle une
pression linéaire d’un cylindre à gaufrage lors du procédé de gaufrage est comprise entre 0,1 et 1,5 kg/cm.

15. Méthode de fabrication d’une fibre de PTFE selon la revendication 11, dans laquelle une densité des aiguilles
implantées dans le cylindre à épingles est comprise entre 3 et 25 aiguilles/cm2.

16. Méthode de fabrication d’une fibre de PTFE selon la revendication 11 ou 15, dans laquelle une vitesse périphérique
du cylindre à épingles est comprise entre 50 et 500 m/min et une vitesse d’alimentation avec le film orienté et gaufré
est comprise entre 10 et 100 m/min.

17. Méthode de fabrication d’une fibre de PTFE selon l’une quelconque des revendications 11 à 16, dans laquelle le
cylindre à épingles tournant avec des aiguilles implantées dessus est alimenté avec le film orienté et gaufré à ouvrir,
suivi par la division de la fibre ouverte et son enroulement autour d’une pluralité de dévidoirs.

18. Méthode de fabrication d’une fibre de PTFE selon l’une quelconque des revendications 11 à 17, dans laquelle la
fibre de PTFE est cuite ou semi-cuite.

19. Méthode de fabrication d’une fibre de PTFE selon l’une quelconque des revendications 11 à 18, dans laquelle le
film orienté de PTFE a une orientation uni-axiale ou bi-axiale.

20. Méthode de fabrication d’une fibre de PTFE selon la revendication 19, dans laquelle le film ayant une orientation
uni-axiale est étiré 4 fois ou plus dans la direction longitudinale du film.

21. Méthode de fabrication d’une fibre de PTFE selon la revendication 19, dans laquelle le film ayant une orientation
bi-axiale est étiré 4 fois ou plus dans la direction longitudinale du film et 1,5 fois à 5 fois dans la direction de la
largeur du film.

22. Méthode pour fabriquer une fibre de PTFE, comprenant une étape de:

découpage du filament de PTFE obtenu par la Méthode de fabrication selon l’une quelconque des revendications
11 à 21 en une fibre courte avec un coupoir, afin de former la courte fibre de PTFE incluant une structure ramifiée.

23. Méthode de fabrication d’une fibre de PTFE selon l’une quelconque des revendications 11 à 22, dans laquelle le
procédé de gaufrage et le procédé de fendage sont réalisés successivement.
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