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A Study on the Establishment of Proper Metalworking Fluids Supply Method
to Reduce the amount Used

J.H.Kang", Y. Song , C.W. Song , J.H.Choi (KIMM, Advanced Manufacturing System Group)

ABSTRACT

Metalworking fluids (MWFs) are fluids used during machining and grinding to prolong the life of the tool, carry away

debris, and protect the surfaces of work pieces. These 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 exposed to MWFs by inhaling aerosols (mists) and by skin contact with the fluid. Skin contact occurs by

dipping the hands into the fluid, splashes, or handling workpieces coated with the fluids. The amount of mist generated (and

the resulting level of exposure) depends on many factors.

To reduce the environmental pollution wastes and the potential health risks associated with occupational exposures to

MWFs, it is required to establish optimum MWFs supply method and condition with minimum quantity in all over the

mechanical machining field including high-speed type heavy cutting process.
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Fig.1 Environment pollution related problem in post

treatment process of metalworking fluids
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Fig.3 H/W test-bed system for metalworking fluids
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Fig.5 Diagram of In-process type measuring system
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Fig.6 Comparison of cutting force Fx &Fy
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Fig.7 Comparison of generated heat in machining
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Fig.11 Comparison of generated heat in wet machining
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