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Effects of the Helix Angle on the Burr Formation
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Even in a fully automated faclory, many deburnng operations are carried out manually. Ta remove or minimize the burr
effectively or automatically, understanding of the burr formation which occur at the exit stage of machining is necessary.
Burrs can be formed on the feed mark ridges and the edges of the machined parts in machining aperations. These burrs are
undesirable in terms of the surface quality, the precise dimensioning of the machmed parls and the salety of operators.
This paper demonstrates the effectiveness of using end mill tool oo minimizing the exit bun formation in machining, [n
parlicular, the experimental relationships between the size of exit burr and the cutting parameters are established in end
mill machining. Methods to contro] the size of exit burr are then explatexd.
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Fig. 1 Schematic diagram of experimental setup
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