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Developing of deburring tool for the burr at the intersecting holes
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(a) Burr-off tool
Fig.1 Configuration of Deburring tools

(b) Beier tool
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Table 1 Deburring conditions

i i Condition
Deburring |deburring
tool section

Drilling Material

hole size RPM Feedrate

(mm/min)

600, 1200(cp-20)| 30~120

Burr-off | crossing |93, 3.5, 4,
tool hole 8,9

ALG6061 | 1200, 2000(cp-7)| 50~200

Beier tool |main hole| <1~6 1000 120

22 AdAH%

Burr-off tool cp- 7(*327”73 2.75mm)< ©]&-3k @3, 35, 4 71
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Ao o] HAE

(@23 (b)o35 (c)z4
Fig.2 Deburring result according to hole diameter(CP-7, AL6061,

1200rpm, 150mm/min)
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(a) deburring process (b) burr position after deburring
Fig.3 Schematic Illustration of deburring process
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(a) before (b) after
Fig.4 burr formation after deburring(26, 1000rpm, 120mm/min, 0.4Mpa)
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Fig.5 deburring Illustration of deburring by burr-off tool
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Fig.6 Burr height comparison with before and after deburring
according to cutting condition(2 3.5 drilling hole, CP-7,

200mm/min
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