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Experimental Study on Thrust Force in Drilling Carbon/Carbon Composites

PEAE Tl R BURBE 5 HE Al B # H E  SE  2

[FEE] 4:Hl4h@ A 25142 C/C A4 a4k
L, LH0 CICLEMMBILRZTH IR FZ
— AR E, R AR R T ok, 0 T R A A
FRICAE B CIC B A it iy 7 09 TALT AR A 5
ST T Ak Sk HAR R AIR T A W ik R 54 ) A 4
B WAL, ST AR 6mm 4k k£ AR
3000~6000r/min Fe i 53 & 30~120 mm/min 3¢ B A #)
Bhey Ay FRMAE AL SR e 5 R B B KA AL A 1R 0
Bk R R RN A S0 4L K 4h &) A TR AR AL TR
R E T AL 20% AR,

KgEH: C/CESME $hEl WmA EES
#

[ABSTRACT]
as the principal factor to damage workpieces in drilling of

Thrust force is mostly considered

C/C composites. To solve this problem, the experimental
method is used to analyze the change process and charac-
teristics of axial thrust in course of drilling C/C composites
by carbide twist drill. The regularity of axial thrust affected
by the drilling parameters which include drill diameter,
feed rate, spindle speed is studied. The axial thrust predic-
tion model of a 6mm diameter drill is established, which is
applicable under the condition that spindle speed is 3000
~6000r/min and feed rate is 30~120 mm / min. The model
is also expanded to the same type of other drill diameters.
Experimental results show that the predictive error of the
model can be limited less than 20%.
Keywords: C/C composites Drilling Thrust
force Regression analysis
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