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A Study on Milling Characteristic of Glass Fiber

Reinforced Plastic

Jeong-Du Kim*

ABSTRACT

An investion of milling with a Glass Fiber Reinforced Plastic(GFRP) materials was
conducted in order to observe the relationship between fiber layer direction and surface
roughness, burr occurrence and tool wear. It was found that the most important factor
of above parameter was correlation of between direction of fiber layer and tool feeding
directions. The result of investigation can be summerized as follow.

1) The most improved surface were obtained when tool feeding direction and fiber
layer directions were identical in both care of up milling and down milling. However
the most roughness surface were produced when tool feed direction in adjusted as 90°
from fiber layer direction increase of up milling, while 70° in case of down milling.

2) In both operat}on, up milling and down milling, the most minor occurrence of burr
were observed, when the angle between tool feeding and fiber layer were 0°~20°.

3) Tool wear also observed after cutting in varried angle between tool feeding and
fiber layer. A severe tool wear was observed, when the adjusted angle between feeding
direction and fiber layer direction was 90° at lower and medium feed rate operations
in end milling, while 45° at higher feed rate operations.
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Table 1. Typical properties for the GFRP
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