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Prediction Model of Aerosol Generation for Cutting Fluid in Turning

Sung Ho Park’, Myoung Seok Oh™, Tae Jo Ko* and Hee Sool Kim

ABSTRACT

This paper presents a prediction model for the aerosol generation of cutting fluid in turning process.
Experimental studies have been carried out in order to identify the characteristics of aerosol generation in
non-cutting and cutting cases. The indices of aerosol generation was mass concentration comparable to number
generation, which is generally used for environment criterion. Based on the experimental data, empirical model for
predicting aerosol mass concentration of cutting fluid could be obtained by a statistical analysis. This relation
shows good agreement with experimental data.
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Fig. 2 Aerosol size distribution and concentration of Aerosizer
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