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Fig.1 Cryogenic machining example
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Fig.4 Internal cooling channels of cutters
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Fig.5 Measured maximum temperature as a function of cooling/lubricating

300 - DS mEtgy ) mEYIH

250
200
150

DIHI /N

100 -
50 ¢

V=60m/min

T R M T RO ST

V=120m/min

BE6 AREREEBEETRITIEI A%t

Fig.6

Cutting force comparison under different cooling/lubricating conditions
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Fig.7 Flank wear progression at different cooling/lubricating conditions
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Fig.10 Large titanium airframe component fabricated by using cryogenic
machining technology
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[ABSTRACT]

The state-of-art of cryogenic machining is introduced. Effects of cryogenic machining on aeronautical

difficult-to-machine material machinability, cutting temperature, cutting tool wear condition, surface integrity, etc., are dis-

cussed. Topics for further researches and applications are also addressed.
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