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Experimental Study on Machining Performance of CFRP Laminate With Copper Mesh
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[ABSTRACT]

are widely used in aircraft manufacturing because of its

CFRP laminates with copper mesh

good performance in lightning proof, while copper influ-
ences the machining performance of CFRP. Miliing experi-
ments were conducted to identify the influence of cutting
parameters on cutting force and surface roughness. Tool
wear was also analyzed.
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Fig.1 CFRP with copper mesh and tools
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Fig.4 Variation of the cutting forces
with spindle speed and feed speed

A RN N
22 MIKERESH

i H SR A S HCT R 2549 CFRP 1%t
HIN T3R10 , IR S 80T BT B R R 2445 i
B, P28 2k 4 P 7 S Al e L R A B L SR T R U
WE 5 Fs. LS AT AS[FEIZECT 18 D) 0 T 4

(e ) VIHIZ%L 8000r/min . 2600mm/min

E5 AESH T M IREHEERA
Fig.5 SEM images of machined surfaces
under different cutting parameters
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Fig.6 Variation of the surface roughness
with spindle speed and feed speed
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Fig.7 Micrograph of tool wear
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