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Abstract: The research progress of carbon fiber-reinforced thermoplastic composites was introduced
systematically, including interface modification (physical modification and chemical modification) ,
structural design (biomimetic structure, three—dimensional woven structure and mechanical structure) and
molding process (resin transfer molding, automated fiber placement, long fiber reinforced thermoplastics,
hot press and 3D printing). Finally, the application and development of carbon fiber reinforced
thermoplastic composites was introduced in the transportation industry, and looks forward to the future
development.
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