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Recent Advances and Prospects in Hole—Making for CFRP/Ti Composite

JIAO Feng WANG Dong

(School of Mechanical and Power Engineering, Henan Polytechnic University, Jiaozuo  454000)

Abstract The recent advances of holes—making technology for CFRP/Ti laminated composite were reviewed
including the method of measurement and the change rule for both thrust force, torque and temperature during
conditional drilling, and the relationships between cutting—tool wear, machining damage and drilling technique. The
implementation, motion feature and processing quality of helical milling, low—frequency drilling and ultrasonic

assisted drilling is summarized and analyzed.The applications and research tendency for hybrid CFRP/Ti composite

holes—making are also discussed.
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Fig.12 High—frequency generator and its installations
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