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Fig. 1 Finishing processes
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Table 1 Comparison of finishing processes
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(Revised by authors based on [1])
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Controlled comner and edge radius in hole size o o o
<1.5mm dia.
Finishing hole size < 0.4mm dia. a
- E o
Polishing and forming contoured surface e
Polishing internal surface & passage 2 o o
Removal of thermal request layer o o
Removal of laser erosion recast layer o o 2
Removal of sharp edges and burrs o o b2 *
Surface finish improvement <lum o o o
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1. Extrude Hone (Finishing technology/ Finishing
solutions), Catalogs of Kennametal Extrude Hone

(www.extrudehone.com)
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