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Tool wear of Step Drill Drilling CFRP/TC4 Stack

LENG Xiaolong QIU Xinyi NIU Qiulin

(Hunan University of Science and Technology,School of Mechanical and Electrical Engineering, Xiangtan Hunan 411201)

LI Pengnan LI Changping

Abstract The wear drilling experiment of the CFRP/TC4 was carried out by using the self — grinding tool and
compared with the ordinary twist drill. The wear process of stepped drill was analyzed. The experimental results show
that the main wear area of the stepped drill is chisel edge, the first flank face and the second flank face, and the sec-
ond flank wear is the most serious. The drilling force of the stepped drill is smaller than that of ordinary twist drill. The

tool life of step drill is much higher than ordinary twist drill.
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Fig.3 Tool wear morphology
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Fig.4 Amount of wear amount with the number of holes
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Fig.5 Drilling force varies with the number of holes
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