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Experimental Study on High-Speed Groove-Milling of CFRP
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[ABSTRACT] Based on the experiment on
high-speed groove-milling of carbon fibre reinforced
plastics(CFRP),the exponential formula of milling force
is obtained through regression analysis method.The
regulation of the milling force influenced by the spindle
speed,feed rate and cutting depth is obtained.And the regu-
lation of burrs influenced by the negative and positive he-
lix direction of cutting tool is also analyzed.
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Fig.1 Application of composite materials
in large commercial aircraft
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Fig.2 Experimental tool
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Fig.3 Experimental instruments
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Fig.4 Principle of force measurement system
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Fig.5 Groove-milling experiment
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Fig.6 Relationship curve between milling force and spindle speed
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Fig.7 Relationship between milling force
and feed rate,cutting depth
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Fig.8 Comparison of burrs generated by different helix
direction of cutting tool
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Fig.9 Force on workpiece generated by different helix
direction of cutting tool
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