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Abstract: Fiber–metal hybrid composites are widely used in high-tech industries due to their unique
combination of mechanical, toughness and ductile properties. Currently, hybrid materials made of
metals and high-performance fibers have been limited to layer-by-layer hybridization (fiber–metal
laminates). However, layer-by-layer hybridization lacks in fiber to fiber mixing, resulting in poor
inter-laminar interfaces. The objective of this paper was to establish the fundamental knowledge
and application-related technological principles for the development and fabrication of air-textured
commingled yarn composed of glass (GF), stainless steel (SS) and polyamide-6 (PA-6) filaments for
fiber–metal hybrid composites. For this purpose, extensive conceptual, design and technological
developments were carried out to develop a novel air-texturing nozzle that can produce an innovative
metallic commingled yarn. The results show that an innovative metallic commingled yarn was
developed using fiber–metal hybrid composites with a composite tensile strength of 700 ± 39 MPa
and an E-modulus of 55 ± 7. This shows that the developed metallic commingled yarn is a suitable
candidate for producing metal–fiber hybrid composites.

Keywords: commingled yarn; hybrid yarn; air-jet texturing; glass; stainless steel; fiber–metal hybrid
composite

1. Introduction

Today’s megatrends in lightweight materials, material efficiency and CO2 reduction,
as well as increased safety and performance requirements, demand innovative composite
materials with defined tensile (stiffness and strength) and toughness properties. This
can be achieved in particular by a combination of high-performance fibers, which have
higher stiffness and strength, and traditional metal materials, which are characterized by
good impact behavior, higher energy absorption and ductility. The hybridization of high-
performance fibers with metal materials not only serves to achieve the desired mechanical
properties but also to enhance the functional properties of the hybrids, e.g., providing an
increase in electrical conductivity, thermal conductivity and temperature resistance [1–5].
Therefore, fiber hybrid composites have gained significant attention in recent years for
developing components for the automotive, aerospace and aviation industries [6–8].

Currently, fiber hybrid composites composed of metals and high-performance fibers
are limited, on the one hand, to intra-layer hybridization (yarn-by-yarn configuration) and,
on the other hand, interlayer hybridization (layer-by-layer configuration). The layer-by-
layer hybridization process is most common and has been widely established in the form
of fiber–metal laminates (FML), where alternating thin layers of metal and fiber-reinforced
plastics are combined. The main industrially adopted FMLs are GLARE (glass laminate
aluminum-reinforced epoxy), CARALL (carbon-reinforced aluminum laminate) and AR-
ALL (aramid-reinforced aluminum laminate) [9–15]. By using such hybrid components,
positive hybrid effects can be achieved compared to when using pure fiber-reinforced
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plastics [16–18]. The improvement of the impact and crack resistance behavior and thus the
improved damage tolerance of these hybrids is a good positive example [19–21] in addition
to the improvement of the mechanical properties (static and dynamic), such as the increase
in the stiffness, strength, fatigue strength [22–28] and damping, as well the electrical and
magnetic properties [29–31]. Therefore, these fiber hybrid composites are widely used in
fatigue-critical components that require high damage tolerance, good impact behavior and
simple geometry [20,32,33]. Examples of their use include cockpits and the nose area of
aircraft and helicopters, vertical stabilizers, cargo doors and seats, pipelines in the chemical
industry and, especially, series applications in the automotive industry [34–36].

Despite this, the layer-by-layer configuration of metal and fiber reinforced plastics in
FML also results in several disadvantages such as an insufficient mixing of components,
very high manufacturing costs (e.g., five to ten times higher than those of aluminum) [36]
and poor inter-laminar interfaces between the metal sheets and matrix material. Insufficient
adhesion leads to premature failures in FML structures. This insufficiency is due to the
geometrically limited interfaces between the metal sheet and the fiber-reinforced plastics
and the associated low maximum transmissible shear stress [37,38]. To improve the adhe-
sion properties or to increase the maximum shear stress at the interfaces, additional surface
modification of the metal and/or the high-performance structure is necessary. However,
surface modification based on plasma treatment does not eliminate delamination in these
composites. Therefore, early component failure is not avoidable using this method. In order
to exploit the performance potential of material hybridization, it is therefore necessary to
develop innovative fiber hybrid composites where hybridization takes place at the fiber-
to-fiber level (intra-yarn configuration). Fiber-to-fiber hybridization leads to improved
interfacial bonding between the filaments and the matrix, which prevents delamination and
cracking and significantly enhances the energy absorption capacity of the materials [39].

This fiber-to-fiber hybridization can be achieved through improving the homogeneous
mixing of fibers in the structure. Undoubtedly, the commingling process based on air-jet tex-
turing is a versatile technique that intermixes two or more filament yarns by intermingling
the parallel arrangements of the infeed fibers. Generally, non-metallic high-performance
and thermoplastic filament yarns are intermingled with a defined composition and mixing
process for fiber hybrid composites. The commingling process based on air-jet texturing
is divided into four sub-processes. These sub-processes are filament-feeding, opening,
mixing and yarn winding. The air-jet commingling process delivers hybrid yarns with an
improved mixing in the cross-section and an improved uniformity with a wide range of
material combinations and desired yarn counts [40–42]. However, the air-jet commingling
process is currently limited to the production of hybrid yarns from non-metallic fiber mate-
rials. Therefore, there is a strong need to modify the current air-jet commingling process to
produce hybrid yarns based on high-density and bend-resistant metal filaments yarns for
fiber–metal hybrid composites.

With this background, the aim of the current research was to develop an innovative
commingled yarn based on metal, high-performance and thermoplastic filaments for fiber–
hybrid composites. The design, construction and development of a novel air-texturing
nozzle were conducted for the fabrication of the metal-based commingled yarn with an
improved mixing and uniformity. The results proved that the developed air-texturing
nozzle delivered innovative glass, stainless steel and polyamide-6 commingled yarn that is
suitable for fiber–metal hybrid composites.

2. Materials and Methods
2.1. Development of Air-Texturing Nozzle for Processing Metal Filament Yarn

Air-jet texturing machines have been widely reported for fiber-to-fiber hybridization,
and they produce commingled yarns with non-metallic high-performance (such as glass,
carbon and aramid) and thermoplastic (polyamide and polypropylene) filament yarns for
fiber-reinforced plastics. The air-jet nozzle is the central part of an air-texturing machine,
and it performs the commingling operation and delivers hybrid yarns with improved
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mixing and uniformity [43–47]. However, the current air-jet nozzles (such as Taslan, Du
Pont, Hemajet and Heberlein) are unsuitable for processing bend-resistant and dense
metal filaments. To overcome this problem, the design, construction and development of
a new air-jet nozzle for the development of innovative hybrid yarn composed of metal,
high-performance and thermoplastic filaments was the focus of this research.

In order to achieve a better spreading and intermixing of the metal, high-performance
and thermoplastic fibers with low damage, an air-texturing nozzle based on Hemajet was
analyzed experimentally by considering the special properties of the metal fiber (e.g., high
stiffness, high density and bend resistance). For this purpose, two target variables were
defined:

1. In order to avoid turbulence or perpendicular flow in the compressed air against the
fiber guiding direction, the flow generated by air pressure needed to be as parallel as
possible to the fiber guiding direction at the first contact with the fibers.

2. In order to overcome the high bending stiffness of the heavy metal filament yarn, the
flow velocity needed to be at a maximum before reaching the outlet cross section of
the nozzle unit. The decisive parameters for this were the angle and profile of the air
channel as well as the profile of the yarn outlet in the nozzle design.

To achieve the above-mentioned objectives, the following conditions were assumed
for the simulation:

â The filament feeding needed to not negatively influence the airflow.
â The supersonic flow created by the Laval element needed to be guided along the

airflow in such a way that the filaments were moved in a preferential direction.
â The filaments needed to preferably be deflected with large radii transverse to the yarn

direction. Furthermore, the filaments needed to be deflected in such a way that the
different types of fibers were homogeneously distributed in the yarn cross-section.

The design and development of the novel air-texturing nozzle unit, referred as the ITM-
HiMeJET nozzle, was carried out with the SOLIDWORKS software 2020 version 28 and,
particularly, with the SOLIDWORKS Flow Simulation extension. For this purpose, various
shapes of the airflow path and nozzle geometries were analyzed to identify optimum
design. In addition to this, the diameter of the nozzle, flow velocity, boundary conditions
and thermodynamic parameters were optimized. Figure 1 shows the optimized airflow
profile of the novel air-texturing nozzle as a function of the nozzle geometry. The optimized
geometry delivered an effective airflow for the mixing of the metal and high-performance
filaments, as shown in Figure 1.
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perimentation that slippage of the metal filaments occurred on the feed godet, especially 
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nozzle had a very high degree of opening and mixing as well as low fiber damage, as 
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Based on the simulation, the optimized design of the novel air-texturing nozzle was
constructed by using an additive manufacturing technique (3D printer Objet30 Prime from
Stratasys, Switzerland). In order to achieve this, continuous PLA filaments (Prusa PLA Jet
Black, Prague) with a diameter of 1.75 ± 0.02 mm were used as the construction material.
The 3D printer precisely developed the air-texturing nozzle, as shown in Figure 2.
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section, (b) main module and (c) delivery section.

2.2. Development of Innovative Hybrid Yarns

In this phase, the new air-jet nozzle was installed on an air-jet texturing machine
(Stahle-Eltex GmbH, Weil am Rhein, Germany) to study the influence of the nozzle design
on the commingling behavior. For this purpose, the air pressure, feeding speed, take-off
speed and overfeeding percentage were adjusted for the development of the innovative
commingled yarn. The investigation revealed that an air pressure of 3 bar and an overfeed
of 5% were the optimum parameters for producing the innovative hybrid yarn based on
metal, high-performance and thermoplastic filaments. It was also observed during the
experimentation that slippage of the metal filaments occurred on the feed godet, especially
when a high overfeed was used. To reduce the slippage, a polyolefin shrink sleeve was
used on the godet. The results showed that hybrid yarn based on the novel air-texturing
nozzle had a very high degree of opening and mixing as well as low fiber damage, as
shown in Figure 3.
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For the development of the innovative hybrid yarns, stainless-steel (SS) filament yarn
from NV Bekaert SA, Zwevegem, Belgium, glass filament yarn (GF) from the company P-D
Glas-Seiden GmbH, Oschatz, Germany, and polyamide filament yarn (PA-6) from PHP
Fibers GmbH, Erlenbach, Germany, were purchased. Furthermore, hybrid yarns based on
glass, stainless-steel and polyamide filament yarn with two different compositions were
produced for the fiber–metal hybrid composites. The details of the raw materials used for
the development of the innovative GF/SS/PA-6 commingled yarn are given in Table 1.

Table 1. Properties of the raw materials.

Properties Unit
Commingled Yarn

HY-1 HY-2

Glass filament yarn linear density/number of filament yarns tex/No. 200/1 200/1

Stainless-steel filament yarn linear density/
number of filament yarns tex/No. 105/4 105/5

Polyamide filament yarn linear density/
number of filament yarns tex/No. 47/4 47/5

GF/SS volume fraction % 26/18 22/22

PA-6 volume fraction % 56 56

Commingled yarn linear density tex 835 1094

2.3. Development of Unidirectional Composites

For the investigation of the mechanical properties, unidirectional composites were
produced from these innovative GF/SS/PA-6 commingled yarns. For this purpose, the
commingled yarns were wound onto a winding frame. Subsequently, the unidirectional
composite sheets were produced using a P300 PV laboratory hot-press machine (Collin,
Germany). The consolidation was carried out at 280 ◦C and a pressure of 1.40 MPa. Figure 4
shows the innovative hybrid yarns, unidirectional prepreg, consolidation cycle and fiber–
metal hybrid composites.
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2.4. Characterization of Fibers, Hybrid Yarns and Composites

The single-fiber strength of the infeed filaments (SS, GF, PA-6) was measured with a
Favimat single-fiber tensile testing machine from Textechno Herbert Stein GmbH & Co. KG,
Mönchengladbach, Germany. The surface morphology of the metal filaments was taken by
using a Quanta scanning electron microscope from Thermo Fisher Scientific Inc., Waltham,
MA, USA. Tensile property tests of the innovative commingled yarns were carried out
according to the DIN EN ISO 3341 standard test method on a Zwick type Z/100 (Zwick
GmbH and Co., Ulm, Germany) tensile testing machine. For this purpose, yarn samples of
a 250 mm length were used. The test velocity was set to 100 mm/min, and the initial load
was kept at 0.5 cN/tex. For the tensile properties of the composites, composite specimens
in the 0◦ direction with a length of 250 mm, a width of 25 mm and a thickness of 2 mm
were cut and subjected to the same Zwick type Z/100 (Zwick GmbH and Co., Germany)
tensile testing machine according to the DIN EN ISO 527-5/A/2 standard test method [48].

3. Results and Discussion

The tensile response of unidirectional hybrid composites depends on the tensile proper-
ties of their individual constituents. Therefore, the tensile properties of glass, stainless-steel
and polyamide filaments were tested and are presented in the first part of this section.
Subsequently, these properties were correlated with the mechanical response of the hybrid
yarns and the corresponding fiber–metal hybrid composites in a later section.

3.1. Properties of Metal and Glass Filaments
3.1.1. Surface Morphology and Topography

Figure 5 shows the longitudinal and cross-sectional view of the stainless-steel fibers
observed under a microscope. In the longitudinal view, the surface of the stainless steel
consisted of continuous groves, which were parallel to the fiber direction and were a result
of the multi-stage stretching zones during the drawing process of the thin wire during
production. The results of the geometric cross-sectional analysis of the stainless-steel
filaments showed that the cross-section of the stainless steel was not circular but irregular,
ranging from a triangular to a trapezoidal shape. In contrast, it has been well established
that glass fibers are circular in their cross-section and have a smooth surface [49].
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The results of the surface topography analysis of the stainless-steel filaments, quan-
tified with atomic force microscopy, are presented in Figure 6. The surface topography
was measured in terms of height parameters, including the mean-square height of the
scale-limited surface (Sq) and the kurtosis of the scale-limited surface (Sku). These height
parameters determine whether a material’s surface is either smooth or rough. The re-
sults showed that the Sq value of the top and bottom sides of the stainless-steel filaments
were 392.090 nm and 718.193 nm, respectively. However, the Sku values from the top and
bottom sides were 2.548 and 2.821, respectively. These high values of Sq reflect that the
stainless-steel filaments exhibited a uniform surface.
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3.1.2. Tensile Properties

The tensile properties of individual components play a critical role in determining
the tensile properties of high-performance composites. In this case, two high-performance
fibers, glass and stainless-steel filaments, were used in this study. Their tensile properties
determined the yarn and composite response under the loading conditions. Therefore, the
single-fiber strengths of the glass and stainless-steel filaments are presented in this section.

Figure 7a,b present the distribution curve of the tensile properties of the stainless-steel
filaments. The results of the single-fiber strength test show that the stainless-steel filaments
used in this study had an average tensile strength of 2015 ± 222 MPa and an E-modulus of
170 ± 15 GPa. The elongation at break of the stainless-steel filaments lay in the range of
1.5 ± 0.1%. The low elongation behavior confirmed that the used stainless-steel filaments
were highly stretched during their production, particularly in the multi-stage drawing and
drafting zones and, therefore, possessed a very high tensile strength and E-modulus.

The second main constituent employed in this study to develop the fiber–metal hybrid
structures was the glass filaments. The distribution curves of the tensile properties of the
glass filaments are presented in Figure 8a,b. The glass filaments had an average tensile
strength of 2058 ± 224 MPa, an E-modulus of 68 ± 1.5 GPa and an elongation at break of
3.4 ± 1.7%.

In the case of the polyamide filaments, their tensile strength, E-modulus and elongation
at break were 262 ± 35 MPa, 0.9 ± 0.1 GPa and 175 ± 30%, respectively. However, the
tensile properties of the polyamide did not remain the same after the consolidation process.
Therefore, the ensile properties were taken by developing a polyamide composite (in
a consolidation form). In the consolidation form, the tensile strength, E-modulus and
elongation at break were 40 ± 2.6 MPa, 2.62 ± 0.1 GPa and 75 ± 3.4%, respectively [50].
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3.2. Properties of GF/Stainless-Steel/PA6 Hybrid Yarns

Commingled yarns based on GF/stainless-steel/PA6 filaments were developed with
two different material compositions as reported earlier. The tensile response of the HY-2
commingled yarn made of these filaments was relatively higher compared to the HY-1
commingled yarn, as shown in Figure 9. This was compared with the composition and
tensile properties of the stainless steel and glass fibers in the yarn structure. In both the
commingled yarns, the percentage of the high-performance materials (stainless steel and
glass) in the yarn structure was about 44% (by volume).
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However, the composition of low-elongation (LE) fibers, which were composed of
stainless-steel fibers, was higher in the HY-2 commingled hybrid yarn compared to the HY-1
commingled yarn. In hybrid structures, it has been well established that the mechanical
response of a hybrid structure depends on its composition of low-elongation fibers rather
than high-elongation (HE) fibers. Generally, a higher content of LE fibers delivers a higher
tensile strength in the structure of hybrid materials [44]. Furthermore, the tensile strengths
of the LE fibers (stainless-steel filaments) and HE fibers (glass filaments) utilized in this
research lay in a similar range (approximately 2000 MPa), as presented earlier. Therefore,
the HY-2 commingled hybrid yarn showed a higher tensile response compared to the HY-1
commingled yarn.

3.3. Properties of Composites Based on GF/Stainless-Steel/PA6 Commingled Yarn

The tensile properties of the fiber–metal composites developed from the two hybrid
yarns (HY-1 and HY-2) are referred to as HYC-1 and HYC-2. In both the hybrid yarns, their
compositions of stainless-steel fibers were 18 and 22 percent, respectively. However, the
polyamide volume fraction remained constant in both the fiber–metal composites. The
results of the composites, shown in Figure 10a, highlighted that the composite developed
from the HY-1 hybrid yarn had a lower tensile modulus and strength as compared to the
composite developed from the HY-2 hybrid yarns. This was correlated with the composition
of LE fibers present in the composite structure [51].

In the case of the fiber–metal hybrid composite developed from commingled hybrid
yarns, the stainless-steel fiber was the LE fiber, as reported in the previous section. There-
fore, failure of the stainless-steel fibers occurred earlier in the composite structure and
was followed by failure of the glass and polyamide materials. The reason was that the
stainless-steel fibers utilized in this study had a low elongation at break (1.5%) compared
to the glass and polyamide materials. Furthermore, it has been well established that the
tensile properties of hybrid composites are significantly determined by the content of LE
fibers present in the hybrid composites. Consequently, the fiber–metal hybrid compos-
ite fabricated from the HY-2 commingled hybrid yarn showed higher tensile properties
compared to the composite fabricated from the HY-1 hybrid yarn.
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In order to estimate the tensile properties of hybrid composite, the rule of hybrid
mixtures (RoHM) is widely utilized in the literature [48]. Based on this rule, the tensile
modulus and strength of hybrid composites depends on the tensile modulus, tensile
strength and fiber volume content of their individual constituents. The equations of the
rule of hybrid mixtures are expressed in Equations (1) and (2).

E11= Vf 1· E f 1
11 +Vf 2· E f 2

11 +Vm· Em (1)

E11 = Vf 1· E f 1
11 + Vf 2· E f 2

11 + Vm· Em (2)

Here, E f 1
11 , E f 2

11 and Em refer to the tensile modulus of the first fiber, second fiber and

matrix, while σ
f 1
11 , σ

f 2
11 and σm represent the tensile strength of the first fiber, second fiber

and matrix. Furthermore, Vf 1, Vf 2 and Vm denote the fiber volume content of the first
fiber, second fiber and matrix. A recent study conducted a finite element analysis to predict
the mechanical properties of hybrid composites [52]. This study disclosed that the tensile
modulus and strength of the hybrid composites were in a good agreement with Equations
(3) and (4). These equations were modified from the rule of hybrid mixtures (MRoHM).

E11= Vf 1· E f 1
11+Vf 2· E f 2

11+Vm·Em (3)

σ11 = E11· e(+)
c (4)

Using Equations (3) and (4), the tensile modulus of a hybrid composite can be esti-
mated, similarly to the rule of hybrid mixtures. However, the tensile strength is a function
of the modulus of a hybrid composite and the failure of a component with the least strain.
In the case of the Glass/SS/PA-6 hybrid composite, the least-strain component present in
the structure was the stainless-steel filament. Therefore, the tensile strength of the hybrid
composites was a function of the tensile modulus of the hybrid composite and the strain of
the stainless-steel material. Table 2 presents the results of the experimental and estimated
tensile properties of the Glass/SS/PA-6 hybrid composites. The experimental results of
the tensile modulus provided a very good estimation from the modified rule of hybrid
mixtures (MRoHM). In the case of the tensile strength, an error of around 12 to 15 percent
was observed from the experimental results. This indicates that further investigations are
required to optimize the air-texturing and consolidation process to develop fiber–metal
hybrid composites.
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Table 2. Experimental and estimated results of Glass/SS/PA-6 hybrid composites.

Composite
E11 (GPa) σ11 (MPa)

Experimental MRoHM Error Experimental MRoHM Error

HCY-1 47 ± 6 49.9 6.17 640 ± 25 748.5 14.4

HCY-2 55 ± 7 53.5 2.8 710 ± 39 802.5 12.9

4. Conclusions

In this paper, innovative commingled yarns based on stainless-steel, glass and polyamide
filament yarns for fiber–metal hybrid composites were developed. For this purpose, the
design, construction and development of a novel air-texturing nozzle were implemented
using an air-texturing machine to develop and produce the innovative commingled hybrid
yarn structures. The results showed that the newly designed air-texturing nozzle delivered
metal commingled hybrid yarns with improved fiber-to-fiber mixing and uniformity. The
unidirectional fiber–metal hybrid composites developed from these innovative commingled
hybrid yarns showed promising tensile properties (700 ± 39 MPa and E-modulus of 55 ± 7)
compared to theoretical estimates. Based on this novel air-texturing nozzle, it is possible to
develop different commingled yarns by altering the type of metal filaments (e.g., stainless
steel, copper and aluminum), the type of high-performance filament (e.g., carbon and
aramid) and the type of matrix filament (e.g., polyester, polypropylene, polyether ether
ketone and polybutylene succinate) with different compositions for fiber–metal hybrid
composites.

Author Contributions: Conceptualization, A.A.; Formal analysis, M.F.K.; Funding acquisition, C.C.;
Investigation, F.C. and M.M.B.H.; Methodology, M.F.K.; Project administration, C.C.; Resources,
M.M.B.H.; Supervision, A.A. and C.C.; Visualization, M.M.B.H.; Writing—original draft, A.A. and
M.F.K.; Writing—review and editing, M.F.K. All authors have read and agreed to the published
version of the manuscript.

Funding: This article presents parts of the results achieved within the Project DFG-CH174/54-1
funded by the Deutsche Forschungsgemeinschaft (DFG, German Research Foundation)—668213. The
funding is gratefully acknowledged.

Institutional Review Board Statement: Not applicable.

Informed Consent Statement: Not applicable.

Data Availability Statement: The data underlying this article will be shared on reasonable request
from the corresponding author.

Conflicts of Interest: The authors declare no conflict of interest. The funders had no role in the design
of the study; in the collection, analyses, or interpretation of data; in the writing of the manuscript; or
in the decision to publish the results.

References
1. Hannemann, B.; Backe, S.; Schmeer, S.; Balle, F.; Breuer, U.P. Metal fiber incorporation in carbon fiber reinforced polymers (CFRP)

for improved electrical conductivity. Mater. Und Werkst. 2016, 47, 1015–1023. [CrossRef]
2. Albracht, F. Metallfasern als Schallabsorbierende Strukturen und als Leitfähige Komponenten in Verbundwerkstoffen. Ph.D.

Thesis, Technische Universität Dresden, Dresden, Germany, 2004.
3. Offermann, R.; Mägel, M. Textile Verarbeitung von Stahlfasern und Stahlfäden für Technische Anwendungen; Verlag und Vertriebsge-

sellschaft GmbH: Düsseldorf, Germany, 2004.
4. Flemming, M.; Roth, S. Faserverbundbauweisen: Eigenschaften: Mechanische, Konstruktive, Thermische, Elektrische, Ökologische,

Wirtschaftliche Aspekte; Springer: Berlin, Germany, 2003; ISBN 9783540408253.
5. Loy, W. Chemiefasern für Technische Textilprodukte: Standardtypen, Modifikationen, Ein-Satzgebiete, 2; Auflage, Dt. Fachverl.: Frankfurt,

Germany, 2008; ISBN 3866411979.
6. AVK—Industrievereinigung Verstärkte Kunststoffe e.V (Hrsg.). Handbuch Faserverbund-Kunststoffe. Grundlagen, Verarbeitung,

Anwendungen, 3; Auflage, Vieweg & Teubner Verlag: Wiesbaden, Germany, 2010; ISBN 3834808814.

http://doi.org/10.1002/mawe.201600627


Materials 2023, 16, 1668 12 of 13

7. Ganesh; Chavhan, R.; Lalit; Wankhade, N. Improvement of the mechanical properties of hybrid composites prepared by fibers,
fiber-metals, and nano-filler particles—A review. Mater. Today: Proc. 2020, 27, 72–82.

8. Cherif, C. Textile Materials for Lightweight Constructions-Technologies—Methods—Materials Properties; Springer: Berlin/Heidelberg,
Germany, 2016.

9. Vlot Ad Gunnink, J.W. Fiber Metal Laminates an Introduction; Kluwer Academic Publishers: Amsterdam, The Netherlands, 2001.
10. Antipov, V.; Senatorova, O.; Beumler, T.; Ijpma, M. Investigation of a new fibre metal lam-inate (FML) family on the base of

Al-Li-Alloy with lower density. Mater. Und Werkst. 2012, 43, 350–355. [CrossRef]
11. Marissen, R. Flight simulation behavior of aramid-reinforced aluminum laminates (ARALL). Eng. Fract. Mech. 1984, 19, 261–277.

[CrossRef]
12. Bürger, A. Herstellung von Polymerfaser-Aluminium-Verbundwerkstoffen und deren thermische Volumen- und Formänderungen; VDI-Verl.:

Düsseldorf, Germany, 1992; ISBN 9783181450055.
13. Hagenbeek, M. Characterisation of Fibre Metal Laminates under Thermo-Mechanical Loadings. Ph.D. Thesis, TU Delft, Delft,

The Netherlands, 2005.
14. Krishnakumar, S. Fiber Metal Laminates-The Synthesis of Metals and Composites. Mater. Manuf. Process. 1994, 9, 295–354.

[CrossRef]
15. Gresham, J.; Cantwell, W. Drawing behavior of metal-composite sandwich structures. Compos. Struct. 2006, 75, 305–312.

[CrossRef]
16. Ding, Z.; Wang, H.; Luo, J.; Li, N. A review on forming technologies of fibre metal laminates. Int. J. Lightweight Mater. Manuf.

2021, 4, 110–126. [CrossRef]
17. Chandrasekar, M.; Ishak, M.R.; Jawaid, M.; Leman, Z.; Sapuan, S.M. An experimental review on the mechanical properties and

hygrothermal behaviour of fibre metal laminates. J. Reinf. Plast. Compos. 2017, 36, 72–82. [CrossRef]
18. Smolnicki, M.; Lesiuk, G.; Duda, S.; de Jesus, A.M.P. A Review on Finite-Element Simulation of Fibre Metal Laminates. Arch.

Comput. Methods Eng. 2022, 1–15. [CrossRef]
19. Vlot, A. Impact loading on fibre metal laminates. Int. J. Impact Eng. 1996, 18, 291–307. [CrossRef]
20. Alderliesten, R. Fatigue and Fracture of Fibre Metal Laminates; Springer: Cham, Switzerland, 2017.
21. Karunagaran, N.; Bharathiraja, G.; Muniappan, A.; Yoganandam, K. Energy absorption and damage behaviour of surface treated

glass fibre/stainless steel wire mesh reinforced hybrid composites. Mater. Today: Proc. 2020, 22, 1078–1084. [CrossRef]
22. Carrillo, J.G.; Cantwell, W.J. Scaling effects in the tensile behavior of fiber-metal laminates. Compos. Sci. Technol. 2007, 67,

1684–1693. [CrossRef]
23. Wu, G.; Yang, J.-M. The mechanical behavior of GLARE laminates for aircraft structures. JOM 2005, 57, 72–79. [CrossRef]
24. Sadigh, M.; Dariushi, S. An experimental study of the fiber orientation and laminate sequencing effects on mechanical properties

of GLARE®. Proc. Inst. Mech. Eng. Part G (J. Aero-Space Eng.) 2008, 222, 1015–1024. [CrossRef]
25. Choudary, M.V.; Nagaraja, A.; Sai, K.O.C.; Balasubramanian, M. Characterization of laminate sandwiched with stainless steel and

glass fibre. Mater. Today: Proc. 2020, 22, 847–852.
26. Corradi, M.; Speranzini, E. Post-Cracking Capacity of Glass Beams Reinforced with Steel Fibers. Materials 2019, 12, 231. [CrossRef]
27. Kawai, M.; Morishita, M.; Tomura, S.; Takumida, K. Inelastic behavior and strength of fiber-metal hybrid composite: Glare. Int. J.

Mech. Sci. 1998, 40, 183–198. [CrossRef]
28. Wang, M.; Zhang, J.; Yuan, H.; Guo, H.; Zhuang, W. The Plastic Behavior in the Large Deflection Response of Fiber Metal Laminate

Sandwich Beams under Transverse Loading. Materials 2022, 15, 439. [CrossRef]
29. Baier, H.; Endler, S. Fiber-Metal-Composites for Synthesizing Electro-Magnetic and Mechanical Behavior. In Proceedings of the

13th European Conference on Spacecraft Structures, Materials & Environmental Testing, Braunschweig, Germany, 1–4 April 2014;
Volume 727, p. 122.

30. Roh, J.S.; Chi, Y.S.; Kang, T.J.; Nam, S.W. Electromagnetic shielding effectiveness of multifunctional metal composite fabrics. Text.
Res. J. 2008, 78, 825–835. [CrossRef]

31. Sebastian, G.; Pradeep, P.V. Electromagnetic Interference Shielding Behavior of Carbon Fiber Reinforced Metal Laminates.
32. Alderliesten, R.C.; Benedictus, R. Fiber/metal composite technology for future primary aircraft structures. J. Aircr. 2008, 45,

1182–1189. [CrossRef]
33. Liu, Q.; Ma, J.; Kang, L.; Sun, G.; Li, Q. An experimental study on fatigue characteristics of CFRP-steel hybrid laminates. Mater.

Des. 2015, 88, 643–650. [CrossRef]
34. Hwang, S.F.; Li, Y.R. Deep Drawing Behavior of Metal-Composite Sandwich Plates. Materials 2022, 15, 6612. [CrossRef] [PubMed]
35. Vogelesang, L.B.; Vlot, A. Development of fibre metal laminates for advanced aerospace structures. J. Mater. Process. Technol. 2000,

103, 1–5. [CrossRef]
36. Botelho, E.C.; Silva, R.A.; Pardini, L.C.; Rezende, M.C. A review on the development and properties of continuous

fiber/epoxy/aluminum hybrid composites for aircraft structures. Mater. Res. 2006, 9, 247–256. [CrossRef]
37. Le Bourlegat, L.R.; Damato, C.A.; Da Silva, D.F.; Botelho, E.C.; Pardini, L.C. Processing and mechanical characterization of

titanium-graphite hybrid laminates. J. Rein-Forced Plast. Compos. 2010, 29, 3392–3400. [CrossRef]
38. Zimmermann, S.; Specht, U.; Spieß, L.; Romanus, H.; Krischok, S.; Himmerlich, M.; Ihde, J. Improved adhesion at titanium

surfaces via laser-induced surface oxidation and roughening. Mater. Sci. Eng. A 2012, 558, 755–760. [CrossRef]

http://doi.org/10.1002/mawe.201200957
http://doi.org/10.1016/0013-7944(84)90021-3
http://doi.org/10.1080/10426919408934905
http://doi.org/10.1016/j.compstruct.2006.04.010
http://doi.org/10.1016/j.ijlmm.2020.06.006
http://doi.org/10.1177/0731684416668260
http://doi.org/10.1007/s11831-022-09814-8
http://doi.org/10.1016/0734-743X(96)89050-6
http://doi.org/10.1016/j.matpr.2019.11.305
http://doi.org/10.1016/j.compscitech.2006.06.018
http://doi.org/10.1007/s11837-005-0067-4
http://doi.org/10.1243/09544100JAERO353
http://doi.org/10.3390/ma12020231
http://doi.org/10.1016/S0020-7403(97)00048-9
http://doi.org/10.3390/ma15020439
http://doi.org/10.1177/0040517507089748
http://doi.org/10.2514/1.33946
http://doi.org/10.1016/j.matdes.2015.09.024
http://doi.org/10.3390/ma15196612
http://www.ncbi.nlm.nih.gov/pubmed/36233961
http://doi.org/10.1016/S0924-0136(00)00411-8
http://doi.org/10.1590/S1516-14392006000300002
http://doi.org/10.1177/0731684410377541
http://doi.org/10.1016/j.msea.2012.08.101


Materials 2023, 16, 1668 13 of 13

39. Sinmazçelik, T.; Avcu, E.; Bora, M.Ö.; Çoban, O. A review: Fibre metal laminates, background, bonding types and applied test
methods. Mater. Des. 2011, 32, 3671–3685. [CrossRef]

40. Arnold, A.; Artzt, P.; Betz, D. Neues Verfahren zur Hybridgarnherstellung aus Filament und Stapelfasern. Technol. Text. 2004, 47,
72–75.

41. Cherif, C.; Pfeifer, G.; Hoffmann, G.; Diestel, O.; Rödel, H.; Paul, C. Textile based thermoplastic composites in complex structure
with integrated special functions. In Proceedings of the Aachen-Dresden International Textile Conference, Aachen, Germany,
29–30 November 2007; pp. 90–91.

42. Hufenbach, W. Progress in textile-reinforce composite components for function integrated multi-materials design for complex
lightweight applications. In Proceedings of the Aachen-Dresden International Textile Conference, Aachen, Germany, 29–30
November 2007; p. 48.

43. Cherif, C. Textile Werkstoffe für den Leichtbau. In Techniken-Verfahren-Materialien-Eigenschaften; Springer: Dresden, Germany,
2011.

44. Manfred, N.; Mitschang, P.; Breuer, U. (Eds.) Handbuch Verbundwerkstoffe: Werkstoffe, Verarbeitung, Anwendung; Carl Hanser Verlag
GmbH Co. KG: Munich, Germany, 2014.

45. Cheng, K.B.; Ramakrishna, S.; Lee, K.C. Electromagnetic shielding effectiveness of copper/glass fiber knitted fabric reinforced
polypropylene composites. Compos. Part A Appl. Sci. Manuf. 2000, 31, 1039–1045. [CrossRef]

46. Chen, H.; Lee, K.; Lin, J. Electromagnetic and electrostatic shielding properties of co-weaving-knitting fabrics reinforced
composites. Compos. Part A: Appl. Sci. Manuf. 2004, 35, 1249–1256. [CrossRef]

47. Lin, J.H.; Chiang, S.H.; Lou, C.W. Manufacturing and Mechanical Properties of Grids Braided from Stainless Steel/PP Functional
Ply Yarn. J. Adv Mater-Covina 2006, 1, 82–86.

48. DIN EN ISO 527-2; Plastics—Determination of Tensile Properties Part 2: Test Conditions for Moulding and Extrusion Plastics.
DIN: Geneva, Switzerland, 2012.

49. Durai Prabhakaran, R.T.; Pillai, S.; Charca, S.; Oshkovr, S.A.; Knudsen, H.; Andersen, T.L.; Lilholt, H. Mechanical characterization
and fractography of glass fiber/polyamide (PA6) composites. Polym. Compos. 2015, 36, 834–853. [CrossRef]

50. Hasan MM, B.; Nitsche, S.; Abdkader, A.; Cherif, C. Carbon fibre reinforced thermoplastic composites developed from innovative
hybrid yarn structures consisting of staple carbon fibres and polyamide 6 fibres. Compos. Sci. Technol. 2018, 167, 379–387.
[CrossRef]

51. Swolfs, Y.; Gorbatikh, L.; Verpoest, I. Fibre hybridisation in polymer composites: A review. Compos. Part A Appl. Sci. Manuf. 2014,
67, 181–200. [CrossRef]

52. Banerjee, S.; Sankar, B.V. Mechanical properties of hybrid composites using finite element method-based micromechanics. Compos.
Part B Eng. 2014, 58, 318–327. [CrossRef]

Disclaimer/Publisher’s Note: The statements, opinions and data contained in all publications are solely those of the individual
author(s) and contributor(s) and not of MDPI and/or the editor(s). MDPI and/or the editor(s) disclaim responsibility for any injury to
people or property resulting from any ideas, methods, instructions or products referred to in the content.

http://doi.org/10.1016/j.matdes.2011.03.011
http://doi.org/10.1016/S1359-835X(00)00071-3
http://doi.org/10.1016/S1359-835X(04)00119-8
http://doi.org/10.1002/pc.23003
http://doi.org/10.1016/j.compscitech.2018.08.030
http://doi.org/10.1016/j.compositesa.2014.08.027
http://doi.org/10.1016/j.compositesb.2013.10.065

	Introduction 
	Materials and Methods 
	Development of Air-Texturing Nozzle for Processing Metal Filament Yarn 
	Development of Innovative Hybrid Yarns 
	Development of Unidirectional Composites 
	Characterization of Fibers, Hybrid Yarns and Composites 

	Results and Discussion 
	Properties of Metal and Glass Filaments 
	Surface Morphology and Topography 
	Tensile Properties 

	Properties of GF/Stainless-Steel/PA6 Hybrid Yarns 
	Properties of Composites Based on GF/Stainless-Steel/PA6 Commingled Yarn 

	Conclusions 
	References

