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Influence of Tool Materials on Machining Quality of CFRP Slots

SU Fei' YUAN Juntang®

WANG Zhenhua®

DENG Zhaohui' SUN Fujian'

(1 Intelligent Manufacturing Institute , Hunan University of Science and Technology, Xiangtan 411201)

(2 School of Mechanical Engineering, Nanjing University of Science and Technology,Nanjing 210094 )

Abstract

A carbide slotting cutter and a PCD slotting cutter were used for the slotting of the carbon-cloth

CFRP, respectively. Then, the effect of the tool material on the machining quality was studied.The delamination of the

slot was increased as the feed per tooth increased.It showed that utilizing the PCD slotting cutter one would achieve a

stable machining quality of the slots. And an ideal machining quality of the slots will be achieved.
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