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A Study on the drilling CFRP composites laminates with respect to drill materials

S.T.Jeong, J.N.Park(CSU), S.JKim(SGIC), J.H.Kim(SCU), G.J.Cho(CSU)

ABSTRACT

In recent days the more use of CFRP composite is in the airplane, and sport goods, etc., the more necessity of
research on it in this engincering. In this research, the CFRP composite specimen are fabricated by 48 CFRP plies
with 6 orientation angles, and the specimens are drilled with 4tools . The results are analyzed with consideration of
cutting force, type of tools and fabrication condition. The specimens with each drilling conditions are also
investigated with SEM. The optimal drilling conditions such as drill types and cutting force with respect to the
fabricating condition are studied.
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Fig. 1 Method of hand lay-up
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Fig. 4 Relationship between thrust force and
cutting speed by laminates
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(b) Thrust force of orthotropic materials
Fig. 5 Relationship between thrust force and
cutting speed by laminates
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(b) Thrust force of orthotropic materials
Fig. 6 Relationship between thrust force and
cutting speed by laminates
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