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Research Progress on Milling and Drilling of Carbon Fiber

Reinforced Composites

SHAN Chenwei, LU Xiaobo

( Key Laboratory of Contemporary Design and Integrated Manufacturing Technology of Ministry of Education,
Northwestern Polytechnical University, Xi’an 710072, China)

[ABSTRACT] Carbon fiber reinforced composites (CFRCs), such as carbon fiber reinforced polymer (CFRP) and carbon/
carbon (C/C) composites, are widely used in the fields of aeronautics and astronautics due to their superior properties, such

as high specific strenth, high specific modulus, withstanding high temperatures and high resistance to corrosion. How-

ever, CFRCs is difficult to machine due to the high specific stiffness, brittleness, and low shear strength between layers,

which can result in burr, delamination, tear and rapid wear of cutters. This paper is aimed to solve the milling and drilling

problems of CFRP and C/C composites, and the technologies such as machining parameters, tool materials and geometry,

prediction of cutting force, ultrasonic vibration machining and helical milling holes have been reviewed. This review paper

also summarizes the processing methods of improving the quality of CFRCs.

Keywords: Carbon fiber reinforced composite material; Milling; Drilling; Machining parameter; Cutting force
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