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Experimental Investigation on Drilling of PTFE/CFRP/Aluminum Stack
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[ABSTRACT]
a stack made of PTFE/CFRP/aluminum is investigated in

An experimental study on drilling

terms of drilling forces, cutting temperatures, chip mor-
phology and push-out hole quality. The results reveal that
drilling temperature increases when the spindle speed is
elevated while decreases as the feed rate increases. Under
the same drilling condition, lower drilling temperature can
be obtained while the drilling sequence starting from the
aluminum layer. High feed rate is observed to facilitate the
formation of segmented chips, which can reduce the sur-
face damage of the composite hole during the chip removal
process. Besides, when the drilling operation is performed
under the cutting condition of low spindle speed and high
feed rate, better push-out quality of aluminum layer will be
obtained.
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