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The aim of this research is to monitor the cutting conditions with the dry cutting, the wet

;:surface roughness, the cutting condition and the cutting force.

E The experimentally obtained results of the relations of the tool wear, the surface roughness,
?j{and cutting force are correspondent with the same trend. The phenomena of surface roughness

|

;-énd tool wear can be explained well by the in-process cutting forces. The cutting cost is calculated

- from the costs of cutting tool and cutting fluid.

The experimentally obtained proper cutting condition is determined based on the
experimental results, which is the mist cutting of the spindle speed 10,000 rpm, the feed rate 0.01
- mmfooth, and the depth of cut 0.5 mm. The cutting cost of the mist cutting is the lowest as

compared to others.





