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Fig.1 Changes of hole face.
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Fig.2 Changes of diameter at drilling holes. Fig.3 Changes of thrust force.

NDREL g TS EBbiLd, Fig3 IZAT A B
HOIEAE T, NEOHEME L HIZAT A R
ﬁﬁ%%i%%’ﬁ%<@éF@4VIEE%®
Wiz Rd, 945 REEORETH B TR T
5B CHE I/ S T OBEREEIT 0.05mm

EINEWN, E T, BREIM QRS ITERD BV,

INBHDZ LD CERP YIHNZIS 1T D EERED A
T = A LTEROIAN & e % 2 L 3%, CFRP
BIHNZIZ TR AN OFH S DB ETH D e EE Fig.4 State of flank face after 945cuts.
FETH- THHR S N U OFAESLCYIHIE) /)
OHEMBRBN D, —F, RIFHEFEEOREIA A%EE
K1 945 X% TH 0.05Smm & 4JRUIHICIE—kn CFRP A RV /L% T CFRP AT T
W E SRRV REITLIRY, 20D T AT 2 A1 RE L0 NY BFAE L B0
B A—J—251Z CFRP A KU ARG S THRER SIS, AN OREITNE O
TR ARERIZBNTHLZOFO—FEE Vo, me & HizHR L, OIS HaRICH R L,
L2, 1 REBEOANYDOREREONEDOR —J, RUAORKTHEEEIT NI o7,
iz L vz ey,

¥—U— R :CFRP, KU/, NU_ 2T, KiFEEEE

Drilling for carbon-fiber composite materials

Processing Technology Section; Takaaki SHIMIZU and Noritaka KAWASEKI
Drilling performance are verified using a special-drill that is developed to CFRP drilling at 3000rpm. The

fibers that is uncut by drilling are showed at first hole. Number of fiber is increase with numbers of holes. Thrust

force is increase with number of holes. Tool wear is small.
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