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Study on Superfinishing of Mold Surface
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In mold surface polishing, it is well known that surface qualities of products are influenced by the surface quality of molds.
Therefore, the machining method which can be obtained easily the high quality surface of molds is expected. From such a
viewpoint, this study aims to apply the superfinish machining to the surface finish of the mold. Flat surfaces are machined by

self-designed superfinishing tool. From experimental results, it is clarified that the high quality surface can be obtained just only a

few minutes by using self-designed tool and proposed machining method.
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Figure 1. Construction of self-designed tool

Table 1. Specification of self-designed tool

Number of mounted wheel 3
Spring constant 1.0 N/mm
Pressing load 5~15, 20~30 N
Orbital velocity 11~540 rpm
Rotation velocity 8~410 rpm
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Table 2. Experimental condition

WAV/GC #1000 PVA bond
Mounted wheel ¢ 10x13mm
Workpiece NAKSS

Milled surface

Initial worked condition (less than Ral.2um)

Pressing load 8N

Rotation velocity 400 rpm
Orbital velocity 100 rpm
Feeding speed 5.0mm/min
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Figure 2. Surface roughness of before and after
superfinishing
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Figure 3. Relation between surface roughness
and processing time
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