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A Study of micro feature MRR for micro de-burring process
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Table 1 Cutting condition of micro rib

Spindle

p Feed Depth of cut A
Workpiece Tool . speed Lubrication
P (u/mir) (FE)IgM) )
®0.4mm, 01
Brass 2flute flat 100 40,000 S5t Wet cutting
end-mill (3step)

| 25m

25mm % %jfj_’ /
0.1 mm

(0. 4mm

Top side
ofRp T

| X

!l
0.9512(us)

Fig. 2 Method of burr height measurement
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Fig. 3 Schematic illustration of abrasive de-burring machine

Table 2 De-burring condition

: Stand-off
Pressure Scan speed ; Nozzle size .
(ban) (uw/sec) Scan time (mm) distance
(mm)
3,4 50 40, 60, 80 o2 12
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(a) Polymer abrasive(3bar) (b) Polymer abrasive(4bar)
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(c) Al,O; abrasive(3bar) (d) Al,Os abrasive(4bar)

Fig. 4 Edge profile of micro rib after de-burring process

(d) Al,O; abrasive(3bar, 40time)  (e) Al,Os abrasive(4bar, 40time)
Fig. 5 SEM image of micro rib after de-burring process
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