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Abstract

The cutting heat and cutting temperature in the drilling process of CFRP are studied. The formation

mechanism, the influence and the factors relating to the cutting heat and the methods to control the cutting heat are

systematically reviewed. The existing problems are comprehensively analyzed and future research directions are

prospected.
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Fig. 1 Schematic diagram of cutting heat source of CFRP
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Fig. 2 The influence of cutting heat on fibers in different
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