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Wear Experiment of Twist Drill Inhole Machining of CFRP
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[ABSTRACT] CFRP is a typical difficult mate-
rial to machine. In the drilling process, the drill gets wear
badly, which affects the surface quality of CFRP, decreases
the processing efficiency and raises the processing cost.
It is necessary to reduce the tool wear during the drilling.
This paper introduces the influence among the material of
the drill, the wear value of the drill and the thrust force of
drilling by drilling the CFRP with two different drills. The
experiment demonstrates that the wear forms include the
abrasive wear, adhesive wear, tipping; it also proves that
PCD tool has more advantage than the cemented carbide
“YG6X” while drilling CFRP.
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Fig.1 Influence of hole number on VB value
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