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The Hole Machining Characteristics of Glass Fiber
Reinforced Polyester for Various Machining Conditions
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Abstract

The
focused on the hole machining characteristics of

experimental  investigating is  mainly
glass fiber reinforced polyester at different surface
cutting

methods. The entrance and exit surface holes of the

conditions, conditions and machining
glass fiber reinforced polyester is observed and the
surface photographs of drilled holes is showed. The

cutting force is also measured.
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Fig. 1 Arrangement of cutting test

Table 1 Specimen Conditions

No. } Conditions Thickness
1 ’ Gelcoat+M+R+~+M+R Smm
2 | M+R+ ~+M+R+M Tmm

R : Woven Roving M : Chopped Strand Mat
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Fig. 2 Cutting Forces and Time
(500rpm, f :75mm/min, 7t)
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Fig. 3 Thrust force and cutting time
(500rpm, f: 60mnymin, 7t)
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Fig. 4 Torque and cufting tine
(500rpm, f: 60mm/min, 7t)

4.2 7138 Bl we A Entrance
Photo. 15 & 7% 4% 9 THLS =4,
E3%e] xue zyoez g HIAE SmmT
A AEE 500, 1000, 1500 rpm, 1% 20~
200mm/min 2202 ¢8mm T 7HETF F A 5
ol (a)
Frge) QI FEe R}e YrHPE B F
ET2L2 AHY dFEo] EguA %E
T Ak o &7 F &9 AN dRE A
f7F Bodo] AdEx) gn F9wger U
Folth o)H A4 AYEN PHAA o]
F&3) AL E WIHAZ Photo. 19 4§
A9 FAG BETS B 4 AU
Photo. 2% & 71¥ 7% EWL Ma®, %
?&94 EHLS MatolA Y #H3E HHg Ho ®)
i AN MRS MF @ 29 Y 2E Photo. 2 Photographs of the drilled holes for

xﬂﬁ?‘ E A ¥He EAQE oln 7 (b g various machining method and
laminating surface conditions

Exit

Entrance

o)

)

Exit

el

379

Photo. 1 Photographs of the drilled holes for
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Photo. 3 Photographs of the drilled holes
after sanding of laminating surface
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Fibre Reinforced Composites



