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[ABSTRACT] With “Made in China -2025” development strategy is put forward, and digital automatic assembly technol-
ogy is widely used at the same time, the drilling technology on carbon fiber reinforced plastic (CFRP) and titanium alloy is
put forward higher requirements. In this paper, some research on the hole drilling quality, tool of the drilling on titanium al-

loy and CFRP in recent years were summarized, provided knowledge on the research of titanium alloy and CFRP, and also

has meaning using for reperence to actual drilling.
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Fig.1 B556 and brazing PCD drilling tools of
Kenna Metal Co., LTD
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Fig.2 Comparison of tool wear between helical milling and
conventional drilling process
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