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(b) tool tip
fig. 1 Configuration of new deburring tool
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fig. 2 comparison between before and after deburring in 1mm drilling
hole (99 beier tool)
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fig. 3 surface roughness after deburring using burr-off tool

(AL6061, 15°)
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Table 1 Deburring conditions
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fig. 4 deburring result by feedrate (<14 main hole, &9 crossing
hole, 1200rpm )
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fig. 5 deburring result by rpm (14 main hole, @9 crossing hole,
120mm/min )
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fig. 6 deburring result according to main hole size (&9 crossing

hole, 90mm/min, 900rpm)
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crossing 99.6
fig. 7 deburring result according to crossing hole size (214 main

hole, 90mm/min, 900rpm)
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