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@@ Influence of different cooli brlcatlon methods

l
on tool wear in ma Sle /Al composites

cooling and lubrication methods on tool boundary wear, tool breakage and flan were analyzed. The results

show that MQL and LN, can bring the detached SiC particles away from t

flushing characteristic, which contributes to the decrease of boundary

teriorates boundary wear intensely because of less flushing ability

h%% zone due to their more effective

e application of Oil and Emulsion de-

tease in the thermal stress and mechanical

shocking applied to the tool and build-up edge shedding will c@us cutting process to be unstable with the appli-
cation of LN, . resulting in tool breakage at the cutting di Qco of 1 100 m; when turning with Oil, serious bounda-
ry wear can decrease the tool nose size and lead to r f intensity of the tool nose, so tool breakage occurs at

the cutting distance of 825 m. Flank wear dccrcas@ to MQL’s great lubrication permeability and LN, effective

cooling effect. Therefore, MQL possesses good cooling, lubrication and fluid flushing effects and is a better cooling

and lubrication method for machining SiCp /Al composites.
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Fig. 4 Micromorphology SEM image of flank wear (OiD)
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lubrication conditions
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