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Burr Formation Characteristics due to Chip Breaker in Milling Process

Duk-Chul Hwang'(Inchon University., Graduate School),
Joon Hwang"(ChungJu National University), Chang-Gi Woom(Inchon University.)

ABSTRACT

This paper presents the numerical analysis and
experimental verification to know the metal cutting
burr formation mechanism in face milling operation.
Finite element method are applied to predict the 2-D
burr formation process prediction. Face milling
process are adjusted to analyze the characteristics of
burr shapes according to various cutting conditions.
The cutting parameters were investigated with cutting
Through a few

are

speed, feed rate, depth of cut.

burr  types
according to its shape and properties.

experiments, various classified
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Fig.1 Finite element modeling for burr formation
simulation
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Fig.2 Burr and chip formation simulation on cutting
process via finite element method (step 250)
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Fig.3 Burr and chip formation simulation on cutting

process via finite element method (step 450)
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Photo 1

Experimental set-up for burr formation

measurement in face milling operation
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Fig4 Typical burr shapes via face milling process
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Fig.5 Comparison of burr shapes with respect to
depth of cut
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Fig.7 Comparison of burr shapes with respect to

depth of cut
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Fig.8 Comparison of burr height and surface
roughness with respect to depth of cut
with chip breaker insert
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