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Environmentally Conscious High Speed Machining Characteristics of

Aluminium Alloys(AC4C.1)

I. O. Hwang*, L. S. Kang’, M. C. Kang™, J. S. Kim""

JI Abstract }

Recently, environmental pollution has become a significant problem in industry and many researches have been investigated
in order to preserve the environment. Environmentally conscious machining and technology have more and more important
position in machining process. The cutting fluid has greatly bad influence on the environment in the milling process.

This research is experimental study on high speed machining of aluminum alloys through environmentally conscious
machining. In this study, the machinability surface roughness and chip appearance was investigated in the machining of
aluminum alloys applied dry machining and using cutting fluid, oil mist.

Key Words : Environmenta! conscious machining(Zt7 218}7-8), Aluminum alloys(¢50)5 $H2), Oil mis( L Yv|2E),
Cutting fluid("8AM-5-A)), Dry machining(A4}712), Surface roughness(EHA 2 7])
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Table 1 Chemical properties of Aluminium alloy
Cu Si Mg Zn Fe Mn
025 65 | 025 | 035 ] 040 | 0.35
ACAC| )3} | ~75|~045| ©13 | o3} | o]
1 Ni Ti Pb Sn Cr Al
010 | 020 | 0.10 |{ 0.05 | 0.10 | 90.15
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Table 3 Cutting condition of aluminum alloys
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Surface roughness test

Fig. 1 Experimental set up for test
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Fig. 2 Condition of tool after aluminum alloy machining
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Fig. 3 Surface roughness according to feed per tooth
(Radial depth of cut : 1.5mm)
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Fig. 4 Surface roughness according to feed per tooth
(Radial depth of cut : 3.0mm)
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