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Abstract: The aramid fiber-reinforced polymer @A

is easy to generate defects of burr and ablatio

omposite are proverbial difficult-to-machining mat @Il

present, there is lacks of the effective processi thods for

the same cut-

AFRP composite. In order to raise procxj ality, the drilling experiment of AFRP composite u uid nitro-
“Qmp

gen as cooling medium was studied.

arative test of dry cutting and cryogenic machinin

Pole in the cutting

o
ting parameters was carried oyt Qixial cutting force and temperature in the vicinity o @
process were measured, ‘b. mination factor and fuzzing area after drilling ulated. The causes of

AFRP composite machining\gelects were analyzed. and the changing rules of de fider different cutting condi-

tions were discussed. The results show that compared with dry cutting, th

cutting temperature decreases by 141. 6°C , and the burr area decreases

force increases by 15.2% . the

0. The ablation phenomenon caused

by cutting heat is inhibited, visibly improving the processing qu FRP composite when liquid nitrogen ul-

tralow temperature cooling is used.
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