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A Study on the Characteristics of Deburring for Micro Punching Holes

Byung-Woon Ahn*, Yong-Soo Choi” Sung-Jun Park™, Jong-Hak Yoon™

{ Abstract JI

In micro hole punching process the burr occurs inevitably, but the burr must be minimized in order to improve the quality
and accuracy of the product. In this study, magnetic field assisted polishing technique is applied to remove the burr which
exists in nozzles for ink-jet printer head and proved to be a feasible for deburring by experiment. The debumring characteristics
of sheet metals was investigated changing with polishing time. After the deburring, the burr size has remarkably reduced

and roundness of the hole also has improved.
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Fig. 3 Definition of dome and burr
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Fig. 4 Experimental set-up
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Table. 1 Experimental conditions

Gap (mm) 0.5
Feed (mm/min) 20
Quill Rotation (rpm) 1000
. . Carbonyl Iron and
Magnetic Abrasive .
Diamond
Workpiece Stainless

Magnetic flux strength (T) 0.5
Magnetic Abrasive Size (ym)| 75 ~125im
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(a) Before deburring

(c) After deburring 8min

Fig. 5 SEM image of hole ( x2500)
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Fig. 6 Burr Thickness

a) before Deburring b} 1min Deburring

d) 8min Deburring

c) 4min Deburring

Fig. 7 Polishing result
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