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ABSTRACT

As a result of milling operation, we expect to have burr at the outward edge of workpiece. Also, it causes
undesirable problems such as deburring cost, low quality of machined surface, and bottleneck in manufacturing
process. Though it is impossible to totally remove burr in machining, it is necessary to plan a machining process
that minimizes the occurrence of burr. In this paper, a scheme is proposed which identifies the tool path of the
milling operation with minimum burr.

In the previous research, a Burr Expert System was developed where the feature identification, the cutting
condition identification, and the analysis on exit burr formation are the key steps in the program. The Burr
Expert System predicts which portion of workpiece would have the exit burr in advance so that we can calculate
the burr length of each milling operation. Here, the critical angle determines whether the burr analyzed is an exit
burr or not. So the burr minimization scheme becomes to minimize the burr with critical angle. By iterating all
the possible tool paths in certain milling operation, we can identify the tool path with minimum burr.
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Fig. 1 Variation of burr height according to the change of
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