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Machining Process of Intersecting Line Hole of Carbon Fiber

ZHANG Peng SUN Yanjie WANG Baolin ZHAO Zhen LI Lanzhu
(‘Areospace Research Institute of Materials & Processing Technology , Beijing 100076 )

Abstract A machining method of the large diameter and non-orthogonal intersecting lines of holes of carbon fi-
ber composite materials is introduced in this paper. The problem of process temperature, machining quality, chip re-
moving and processing efficiency are considered. The size and position accuracy of the hole are guaranteed by an easy
mechanical devices, which make the intersecting lines of holes can be produced in one operation. The problem of chip

removing and heat dispassion is solved by the improvement of the traditional diamond grain, and the quality of the ma-

chined surface of the composites is greatly improved.

Key words

0 315

R ET A 52 5 A RHE RE v | 4% 1) e LR (1) 58 1
1%, 25 5 B = WA N T ashe ey , S SR ) e o T
BEEHY B A BN Tz R, X g R R T
Pl T R A EOR , — SRR A A SR B IN T E
N T WRETAE S G FORHIET L B

Al R HELERER )l 2SR BT 4 S G kLT
RTEIN T AR B AR AFT7 AL, X T RE
o, A E R AL AR I T 207 %, 1%
G005 SAEAL IS T R FERE $R R Y 52 B2 S A
REAIN TSR, EIN TR 22 ORI, A4
SARZ AR BEEAORUE AR B il ad T B A

Wik H . 2014-05-22

Composite, Intersecting lines, Processing technology, Process optimization

B LA BRE ] 0 Uy SRR E LRI T FLA S5 i R 5
XTAEEMAHREATE 520 5 Fi gL
RO T A0k — 2 — )2 R 8, s ik 8 A 8
1 N T AR A 52 A RN A Rl I BR A 3 25 Bl 1Al
21 A XL A

ASCAG T —FhSE IR LT 4 52 G AR R A
AT H AT ALIN T, IR A Tk
(1) T4 Ko T 1 5, 384 SEPR A = ik, 2071
REMS I IR AT Y A MR B FL— kM T 52 58, e
I3 IR AE G
1 FMIEHERMIAR
1.1 fFmIE4FE

FETUH « mA R PLR 5 A 3 e A b ORIV 20122X04003-031
YEE A I MG , 1984 AF AR R EENF SRR HERC B A& 5507 I AT 5T . E-mail : zhangpeng@ emails. bjut. edu. cn

TR T L

http : //www. yhclgy. com 2014 4F 6 1



FEAR R & B IR S B £F 4E 360 2 A R
(MT300) , F7ARJEEE 8 mm , M BT FLEIZE S 5e i<k
el 400, FLAE 080 mm , ER N T JG A REF= 40 )2 |
A | HALI DA A B,

1.2 MIFE

X F IR R A R RSHREAE A T R
552G MRS S5 0 — SRR [ A6 ™ S 2R R
i R AR G B P P S s H At T B B 4 4 2 5
REEBRAT L N T i R E B R B e
BOREGE  ROTRG FEXE LLORIE , HLZ8 5 77 A 45 A5 A
N TR, FEAH BT 458 80 Torb ) ROSTOHG B2 kDR
WE LA 2 H A Bl

B 1A R BT AL T B b e B 2
SRR TR I AR, A RET N TU) BL A B4R
B HET) R AT Rk Al ) 7, IF — UMK A B e
BN T 5E 58 sk T BT 452 A bR BT AL T
EAR TS, W1 Fis

B REARAH BT LN TR 5]
Figl Large-diameter Intersection line cutting

schematic diagram

a NTAEER b N TTRZERI BN, o T IR, d MR T T4k,

K ] I EA b 5 T d e TR R — A
TARF& b, s e ] B BHU b 5 Tk d 194
X il T B B b RUET) e ¢ B E ]
A5 T Jefm B, JJHIEE A miash, 3L —
FE MR A ELEPRE I T it LBk
2 #ER5IE
2.1 mIJIA

TEE AR T 5 5 1T Yol 20 0 T R v gl )
TTREA ROk 2 A s B S R T BT
AR S Je TG ) — BB 21 4 A2 A ARk I T ) AL
FLE 4 I ) 5L U1 D RN K 3 1) 4l Sk AN ] FL B 4
I T 5Ll L A S8 R < DABS AL, i T 78 b &
— N ERLRYIE S S R L . ) HL Iy T A T E
() B Sy VT HI 43, 3 S s K 2 B AT A, —
A EARKGHT A YT IT DAR & ) 3O A R A

FA BT 2 http://www. yhelgy. com 2014 4 6y

FAOBLERTE, KL DT 1 2T 4 22 8] 7 A BE 48 | B AR
T, 5 IR R i AL ) S A8 JE BB i DB
DLPE 2, ein T 07k e KR8 D Al 1) 77, 12 R LA
N7 A AR R RCR . B e RlA T ] ryin TE
TEE WM Z IR RIESOR R TRLT e L i i 4
W1 T] B2 TR0 ) ) R TSR0
17T AR A SO HPEIE IR
TR Ty e

B2 R SR T R A

Fig.2 Skeleton drawing super-hard abrasive tool processing
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Tab.1 Simulation result of “self-ventilated” cutting tool
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g 50 0.623 12.51
40 0.610 11.89
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BRSNS x4 WA 0RE FECR S8R R B 4, H
BogeR e BT 22 098 i b, T ] B S i 00 T
3 B PR AN [) /N 08 4 I B0, - T Y 150 A
T B8 Sk By WA HE Sy ) BRI HEFES | 2 7T L i T B DR
R, H R A 4 M7 PRUEIN T A% L) T B2 A0k
B, FRCR R R A WA, R 3 T T AN T
RIRE AR B2 AL 5 i T AL <82 P-4 ORI T —
UK Ji 2N T 240 < W A BORE N T 58 0, R I ORAIE 1 52
BRI T BT AN TR

SR FHHE HE AR B AN TR] FORE A /N ) <6 I 85 K o
TIRBEULIE 9, 7ETTHAG A E G AR5 18 0
HETTEARIR], drHLE 7= A B T s B 5 ) A 59 U
S A AR R ZAE TC AR A S5 N Al g A —uk
B BERZR )2, MR DTS 73 7R B BE T 56, B
SEHICPANTE D PR EE s

& 8

FIRG JTH R 5 5

Fig.8 Emulation of exiting wind power
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Fig9 Drilling model by new-type abrasive drill
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