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Study on Machining of Thin Aramid Composite Shell

Jiang Haibin Wei Borong
( Dept. of Chem. Eng., Northwestern Polytechnic University Xi’an 710072 )
Li Mingqi
(  Hanjiang Machinery Plant Xiangfan 441002 )

Abstract In response to problems with machining of thin aramid composite shell, laser and general machining
techniques were investigated. Some issues of general machining were studied by optimizing process of the machining and
analyzing factors which affect surface quality and dimension precision, such as geometry shape of drill, rotate speed, ma-
chining condition (cooling and addition of backing) and etc. Characteristics of the laser machining and localization of its
application were also analyzed in comparison, with the general machining.
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Tab.1 Properties of different fabrics
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Tab.3 Surface quality and dimension precision of machining holes with different drills
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Fig.1 Geometry shapes of three drills
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Tab.4 Machining quality of different holes
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