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Introducing 
a New Standard in

High Pressure Coolant



What can CoolJet’s High Pressure
Coolant do? 

Typical Applications:

Drilling • Grooving • Parting Off • Boring • Pocket Machining

Cutting Exotic Materials (High Nickel Content, Hard Metals)

Achieving Fine Surface Finishes • Chip Control • High Metal  Removal

Requirements • Sma ll  Tool ing Applica t i o n s

What benefits can you expect
from utilizing High Pressure
Coolant?

Applying High Pressure Coolant generally yields benefits in several ways. For

instance, if you are targeting to reduce process cycle time then you might be

surprised to also find that your tool life was significantly extended after 

applying High Pressure Coolant. Here are some of the mainstream benefits of

effectively applying High Pressure Coolant:

• Increased Throughput • Improved Surface Finishes

• Reduced Process Cycle Times • Improved Chip Control

• Longer Tool Life • Reducing Number of Processes

How does High Pressure Coolant Work?
During metal cutting processes, significant heat is generated at the tool / work-

piece interface, primarily from the effects of friction. Excessive friction and heat

can be detrimental to the tool and the workpiece. Examples of this are:

Tool
• Premature tool failure due to wearing and thermal shock

• Chipping due to recutting chips from poor chip control

Workpiece
• Dimensional variations due to thermal growth from friction heat

• Work hardening of surface (may affect secondary operations)

• Degraded surface finishes from material tearing with reduced 

lubrication

Standard Flood Coolants
Typical Flood Coolants deliver relatively low pressures (up to 200psi) to the

cutting zone. Cutting fluids tend to boil away or vaporize before penetrating

the critical high temperature cutting area. Lubricants in the cutting fluid do not

reach the friction zone.

When cutting fluids are pumped to pressures of 1000psi (70 bar) or more, and

accurately directed to the cutting zone through an appropriate nozzle, the

resultant jet stream of coolant is able to penetrate the high temperature cut-

ting zone, delivering vital lubricants to the cut. Temperatures are dramatically

decreased due to the reduced friction. This is very evident by observing the

chips produced which are well formed and are generally not heat discolored.

High Pressure Coolant also effectively forces chips away from the cutting area

especially in deep hole drilling or pocket machining.

• Coolant is unable to reach the cutting zone,
tool is cutting nearly dry.

• Difficult to evacuate chips and need to use   
peck cycles.

• Stringy chips produced wrap around at the 
tool and tool holder.

• Drill life is typically short.

Flood Coolant High Pressure Coolant

Flood Coolant High Pressure Coolant

Stringy Chips
are Virtually
Eliminated

Coolant Fed
Drill

Stringy Chips 

Low Pressure
up to 200psi

Non-Coolant
Fed Drill

• Coolant is delivered to the cut zone under     
extreme pressure.

• Back pressure and flow effectively evacuate 
chips from deep holes.

• Drills can be pushed much harder without 
pecking with extended tool life over 
conventional flood coolant.

• Stringy chips are generally produced.
• Tendency to select neutral or negative 

rake tools to achieve reasonable tool life.
• Large heat zone due to friction.

Turning

Drilling

• Much smaller heat zone due to penetration
of lubricants into the cutting zone.

• Excellent chip formation with higher speeds 
and feeds coupled with positive rake tools.

• Excellent chip evacuation eliminates
recutting
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