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Characteristics of Burr Generation and Deburring .~ Honing

EQIM (KAIST 7|7 2&tnt cietl), ZEF (KAIST 2{A|ISExh
Min-Seog Choi (Graduate School, KAIST), Jeong-Du Kim (Kai3T)

ABSTRACT
This paper describes the characteristics of micro-burr formation in the cross hatch and debwrring in
honed surfaces. Two types of micro-burrs formed in the cross hatch were defined as upper edge burr
(type A) and side edge burr (type B). The size of micro-burrs were measured for the honed surfaces
of several cross hatch angle. Deburring mechanism and system using magneto-electrolytic process
including the abrasive pad for mechanical deburring effects together were introduced. Deburring
experiments and analysis were carried out to confirm the effectiveness of the deburring process.

Key Words : Micro Burr (¥4} ®), Cross Hatch Angle (i23}2}), Deburring (B9 8)), Magneto-
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(b) cross hatch angle 30°

{c) cross hatch angle 15° (X 2500)

Fizg. 1 SEM photograph of honed surface showing
the micro-burr along the cross hatch lines.
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Fig. 2 Honing micro-burr generated along the
cross hatch line edges and its definition.
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i} rotation speed : 200 rpm

i| stroke length : 10,13,16,19 mm
] stroke rate : 220 cycle/min.
“““ width of burt : 6pm

i |__honing stone : GC #300

8- h:length of burr
—-0—- 1t : thickness of burr
—&— Vb : volume of burr
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Fig. 3 Size of burr with respect to the cross
hatch angle in honing.
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Fig. 4 Magneto-electrolytic deburring system.
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Fig. 5 Principle of magneto-electrolytic deburring.
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Fig. 6 Schematic diagram showing the relation
between the workpiece and electrode.
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Fig. 7 Size of burr after deburring experiments
with respect to cross hatch angle.
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Fig. 8 Variation of micro-burr size with respect
to the deburring time,
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