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Processing Technology of Square Hole In Carbon Fiber Reinforced Plastics

ZHANG Peng' YANG Liv® TAN Chaoyuan' YANG Zhibo' WANG Kai'

(1 Areospace Research Institute of Materials & Processing Technology, Beijing 100076
(2 Beijing Institute of Astronautics System Engineering, Beijing 100076 )

Abstract This paper presents a new special technics for deep and blind square-hole machining on carbon fiber
reinforced plastics ( CFRP ) composite. Through contrasts between different experiments and considering grinding
force, machining quality, tool wear and machining efficiency, the results indicate that the means of first drilling and
then grinding is fit for the machining of square-hole. This paper also implements technics optimization according to the

problems occurred during experiment. The problem of deep and blind square-hole machining on CFRP is preliminary

solved.
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Fig.2  First drilling then grinding
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Tab.1 Processing parameter
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F T 6~8 20 ~30 1~1.5 150 ~ 178
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Tab.3 Manufacturing procedure of square hole
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Fig.4 Thrust of both processing method vary with working depth
F2 FARMIAAETEERRMTES

Tab.2 Cutting-tool wear and processing cycle
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Tab.3 Processing parameter after optimization
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