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Present Situation and Prospect of CFRP Drilling Finite Element Simulation
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Abstract : The finite element simulation technology becomes an important way to study the formation mechanism of CFRP hole de-
fects. This paper expounds the main machining defects appearing in the process of CFRP drilling, introduces the current finite ele-
ment simulation methods commonly used in CFRP drilling, and based on the material model of this construction, summarizes the ap-

plication and development of the finite element simulation technology in the study of the CFRP macro drilling and the failure surface of
the meso material, makes the complex analysis, discusses the shortcomings of the finite element simulation of composite materials
and looks forward to the future development of CFRP drilling simulation technology.
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