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Mist Formation Characteristics in Turning
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ABSTRACT

The mechanism of the aerosol(mist)

generation generally consists of spin-off,
splash, and evaporation/condensation, Most
researchers showed some theoretical model for
predicting the particulate size and generation
rate without real cutting - in turning
operation, These models were based on the
spin-off mechanism, and verified good for
modeling the process. However, in real
machining, the cutting tool destroys the flow
direction of the cutting fluid and generate
the heat by the relative motion of between
tool and workpicee, and so the mass loading of
the mist is greatly increased as compared with
non-cutting. In this paper, we show some
experimental data that the mist formation
characteristics of cutting is different from
that of non-cutting,
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Fig. 1 Photograph of experimental apparatus
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Table 1 Experimental conditions,
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Fig. 2 Typical data output of Aerosizer for

aerosol size distribution and concentration
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