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An Expernimental Study on the Proper Supply Method of Metal Cutting Coolant

I.H.Kang*, I. Y. Song", I. H. Choi™ (Intelligent Precision Machine Dept., KIMM)

ABSTRACT

Metalworking fluids (MWFs) are fluids used during machining and grinding to prolong the life of the tool, carry
away debriz, and protect the surfaces of work pieces. Theze fluids reduce friction between the cutting tool and the work
surface, reduce wear and galling, protect surface characteristics, reduce surface adhesion or welding and carry away
generated heat, Workers can be exposzed to MWFs by inhaling aerozols (mists) and by skin contact with the fluid. Skin
contact occurs by dipping the hands into the fluid, splashes, or handling workpisces coated with the fluids. The amount
of mist generatsd (and thes resulting level of exposure) depends on many factors.

To reduce the environmental pollution wastss and the potential health risks associated with occupational exposures
to MW Fs, it iz required to establish optirmum MWFs supply method and condition with minimum quantity in all over the
mechanical machining field including high-speed types heavy cutting process.
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Fig 5. Comparison of tool wear status
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Fig 6. Comparizon of generated surface temperature
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