DL2
The deburring tool for hole diameters
from Ø1.0 to Ø2.1 mm.
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Characteristics and Advantages
HEULE deliberately set out to fill the market gap
for cost-effective and reliable deburring tools for
smaller dimensions. The newly-developed DL2 tool
is our new solution for micro-deburring applications.
Hole diameters starting from Ø1.0 mm can now be
mechanically deburred with a ground carbide blade
which provides a complete, burr-free edge break.
This tool has been developed for watchcases in
cooperation with a renowned Swiss watchmaker.
After the conclusion of the development phase as
well as the successful use under series production
conditions, the DL2 is now part of HEULE’s
standard product range.
Image 1: HEULE now offers a cost-effective and process-reliable
mechanical micro-deburring solution with the DL2. The solution
replaces other complex and inefficient deburring processes.

Function Principle of the DL2 Tool
HEULE is taking a new approach with the DL2 tool.
Blade-guiding and blade assembly are very different from the existing tool concepts. The designers of the DL2 tool used the available space in the
set-up concept for an optimal stability of the tool.
For example, we abandoned the use of a traditional
spring in the tool design.
The DL2 is designed for the machining of even and
slightly uneven bore edges. It is extremely reliable in
NC operation and ensures high efficiency and
process reliability. This easy-to-use and mechanically
controlled deburring tool eliminates extra costs.
Blade is also spring
In order to guarantee the guiding and the tension
of the blade, the spring and the carbide blade have
been combined to a unit. This combination takes
also care of the necessary spring effect.

Image 2: The blade housing gives maximum guidance and
stability to the blade.

IMPORTANT: The DL2 tool has to be used in left
rotation (counter-clockwise).
Internal blade cooling
The technical challenge of deburring tools of this
size is the blade cooling. As to DL2, the coolant supply is provided across the tool so that it is guided
directly to the carbide blade. This is an important
aspect for the function and process safety of
high-volume production.

Image 3: The blade and the spring form a unit. This solution
allows simple handling despite of the miniature dimensions.

Image 4: By internal coolant, the carbide blade is cooled
effectively in every stage of the deburring process which is
important for reliable series production.
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Tool Design

Sequence of Operations / Programming

The DL2 has a very simple but robust structure. The
whole design consists of only four components.

This programming example shows an application
where the back bore edge only has to be deburred.

The advantages can best be seen when changing
the blade. The blade can easily be changed without
tweezers or magnifying glass despite the extremely
filigree dimension of the cutting edge.
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The tool body and the blade housing form the
heart of this micro-tool. The coolant sleeve guides
the liquid into the blade housing and guarantees
the permanent flushing of the cutting edge which is
important with the smaller tool.
The DL2 tool works in counter-clockwise direction.The
tool blade is positioned above the upper drill hole edge,
i.e. the burr edge at rapid feed.

Clamping screw

Tool body with
coolant sleeve
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Blade

Blade housing

Image 5: The change of the carbide blade requires only a few
steps.

Pass tool with increased feed through the hole
depending on the size of the burr. Please consider the
burr formation when entering the tool into the hole.
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Required application data for a feasibility
check by HEULE:



Main bore-Ø incl. tolerance
Bore depth




Material
Production volume per year




Cycle time deburring
Machine (NC / others)




Solution / process today
Particular requirements



STEP drawing

Position the blade behind the back bore edge for the
machinig of the backside.

4

Deburring is performed as the fool feeds backwards.
As soon as the blade is fully retracted, the tool can
proceed to the next hole at rapid feed.
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One Operation.
HEULE tools for front and back machining of bore edges
in one single pass.

Deburring

Chamfering

COFA
SNAP
X-BORES

SNAP
DEFA

Countersinking

Drilling

BSF
SOLO
GH-K

VEX
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