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A study on the deburring process using brush grinding

Jae Yong Baek™

ABSTRACT

Due to increasing demand toward improving product
quality, various methodologies have been introduced.
A brush type grinding tool is one of the most
frequently used one to facilitate required process. In
order to produce consistent burr shape, various
machining conditions have been combined and applied
to disk grinding process. It has been observed that
the burr dimension(shape and width) depends on the
inclination angle between grinding disk and workpiece.
Drastic increase of tool Wear has been also ohserved
along the inclination angle variation. Various burr
shapes have been captured and analyzed using image
processing technique.
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Fig.l System diagram of disk grinding
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Fig.2 Experimental apparatus diagram(Top view)
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Fig.3 Experimental apparatus diagram(Side view)
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Fig.4 Image processing system diagram
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Fig.8 Burr width for various disk grit(angle 25 °)
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Fig. 9 Burr width for various disk angle(grit #0)
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Table.l Weight

@ 9lg
Large depth Small depth
Measure of cut of cut
“.’ ork Brush W""k Brush
piece piece

Before | o503 | 99601 | 83267 | 98086
process

Small| after | )09, 1 9927 | 83080 | 9804
burr |Process

Mass | 019 | 0024 | 0007 | 0014
change

Before | oss01 [ 100012 | 87220 | 101747
process

Large] After | o000 | ooes | 87025 | 101728
burr {brocess

Mass | 0007 | 0044 | 0004 | 0019
change

7be A - Fol vl H3l Aels 8lA AladE ol g

stof Tejme uehioch Wel %ol e Ao
Arbzlelg AF Rolstel UMy 3L SUstlm

ol= A W A7}t o]FofHrkFig. 10, 11).

A= Table.loll veEbWR Qi

varation of tool

and workpiece

Width

Fig. 10 Burr width variation for small burr
(large depth of cut | 5~7mm)

width

Fig. 11 Burr width variation for small burr

(small depth of cut : 3~5mm)
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Fig.12 Cutting force trend for various depth of

cut with small burr
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Fig. 13 Burr width variation for large burr
(large depth of cut @ 3~5bmm)
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