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A study on machining of aircraft parts using compressed chilly air system

CM Lee*, D.W Lee’, SW Kim™, W.S Jung”, SK Kim"

’L Abstract

such as decrease of pollution and easy chip treatment.

Cutting fluid usually has been used in order to improve machinability, tool life, surface quality. However, problems
such as pollution, costs of chip and fluid treatment caused. In this paper, compressed chilly air was used to machine aircraft
parts and investigate possibility and advantage of that. The experiments were carried out in various cutting environments,
such as wet and compressed chilly air. With respect to the cutting environment, compressed chilly air gave advantages
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Fig. 1. chip generation in machining aircraft parts
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Fig. 4. wing rib
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Fig. 2. Compressed chilly air
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Fig. 5. chip generation after rough cutting

Fig. 3. Experimental set-up
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Fig. 6 Chip formation for various cutting environment
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Fig. 8 Machined wing rib part
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Fig. 9 Measuring points

Table 1 Roughness values
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é;};&%% &4 14 3T
1 1.3m 1.1m 0.7um
2 0.9m 1.7um 0.64m
3 0.3/m 0.3m 0.5¢m
4 0.2ym 0.3/m 0.4m
5 0.2¢m 0.3um 0.5¢m
6 0.3zm 0.3m 0.5um
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