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Experimental Research on The Quality of The Hole-Making in
Carbon Fiber Reinforced Plastic

Wang Zhen Liu Hanliang Li Liang
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Qi Baoyun

Abstract There are many holes used for assembly in carbon fiber reinforced plastic (CFRP) parts, traditional
hole-making method is subject to various damages such as delamination and fiber pullout. In this paper, drilling and
helical milling CFRP are carried out, according to comparison of the machining quality of two hole-making method ,

the reason of the machining defect is analyzed. It was found that helical milling is a feasible method in hole-making,

which has a broad applied value in the CFRP hole-making technology.
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Fig.1 Drilling entrance
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Fig.3  Drilling export
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Fig.5 The inner surface of the hole made by milling
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Fig.6 Chart of the axial force about the comparison
between drilling and milling
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