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Fig.1 Principle of hole-machining with a
twist drill
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Fig.2 Quality of machined holes by diamond
trepanning tool
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Technology
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Advanced Hold Machining Technology and Equipment for Aircraft Assembly

KANG Renke , YANG Guolin, DONG Zhigang, ZHU Xianglong, GUO Dongming
(Ministry of Education Key Laboratory for Precision and Non-Traditional Machining Technology, Dalian University of

[ABSTRACT]

Technology, Dalian 116024, China)

Hole machining is one of the major process in the assembly of aircraft. The hole machining technology

remains challenging owning to the requirements of high efficiency, quality and accuracy, as well as the increased usage of

difficult-to-cut materials, such as titanium alloy and composites. The hole machining technologies and equipments based on

a variety of cutting principles are promising to solve the problems of hole machining in aircraft assembly.
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