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Fig. 1 Schematic diagram of Oil-mist set-up

PN
o]F &=

i

Table 1 Experimental condition of FFD machining process

Conditions Contents

Spindle speed[rpm] 30,000

Feed per tooth[mm/tooth] 0.02

Radial depth of cut[mm] 0.150.08 0.05 0.03

Axial depth of cutfmm] 0.5

Workpiece STC5(HRC 52)

Cutting operation Down milling

Cutting fluid Emulsion(Blasocut 2000)
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Fig. 3 Geometry of tool for FFD machining
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Fig 4. Measurement method of tool wear
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Fig. 5 Photograph of tool wear with machining process
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Fig. 6 Variation of tool wear in cutting fluid and MQL conditions
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Fig. 7 Surface profiles of FFD in cutting fluid and MQL conditions
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Fig. 8 Variation of surface roughness in cutting fluid and MQL
conditions
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