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Experimental analysis on efficient deburring for the burr on Inclined surface
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Table 2 Detail size of tool

Fig 1 Geometry of Deburring tool
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Table 1 Experiment condition

(a) Formation position

of burr (c) 30°
Drill SHD Step Drill o
Deburring tool Material HSS =™
Material AL6061 ~—No Deburring #Tool5 g 03
Hole Size(mm) 9 +Tools +Tool7 £ o2
Cutting Speed(m/min) 700 “Toolg Tooly  * o1
Feed Rate(mm/min) 28 oo
Inclination Angle(TA) 15°,30°, 45° (d) 45°
Coolant wet Fig 2 Deburring result according to tool number
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(a) No deburring (b) Tool5 (c) Tool7 (d) Tool9
Fig 3 Pictures of deburring result and groove

Table 3 Experiment condition

Tool Number Cutting edge (mm)
Tool5 0.83
Tool6 0.90
Tool7 0.52
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Fig 4 Roughness result according to tool number
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