FFTANNAV €% 97TdE EATSE

33 =&4 pp 6~11

4 =2 YA Burr Ao A3 AT
A Study on the Burr Formation of Miniature Drilling process
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Abstract

In most machining operations, undesirable burrs are formed on the edge of the workpiece adjacent

to the machined surface. Such burrs are often the cause of various problems during automatic maching

process. Therefore, it is very important to know characteristics of burr formation in maching process.

This paper describes characteristic of exit burrs generated during miniature drilling process. In particular,

the effect of spindle speed, feedrate and drill diameter on burr formaton is investigated. The result showed

that exit burr height increased significantly with increasing feedrate.
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Fig. 2-1 Burr form in drilling process
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Fig. 4-1 The effect of spindle speed
on burr height
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