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Mold Finishing Process Using Abrasive Water Jet
-In Case of Corner Parts of Precision Mold-

Kanazawa Univ. Graduate School Kiminobu MIYANO,Masatoshi HIRAO,Naoki ASAKAWA
Kanazawa Univ. Daisuke Ushizima

This study dealswith polishing using abrasive water jet for corner parts of amold. In general, abrasive water jet is applied
to cutting off process of metals and stone. In the past experiment, polishing on plane surface of mold reached the surface
roughness of 0.058um(Ra). This report shows rel ationship between injection pressure of abrasive water jet and the incident

angle from workpiece.
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Fig.1 Abrasive water jet nozzle
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Tablel Experimental conditions

Workpiece SKD11
Initial surface roughness (Ra) 2.2pm
Diameter of groove 4 mm
Standoff distance 10 mm
Feed rate 1 mm/s
Number of path 7
Incident angle 90° 60° 15°
Abrasive grain GC or Garnet
Grainsize #400~ #3000
Diameter of water nozzle ®0.2mm
Diameter of abrasive nozzle @l mm
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Fig.5 Relationship between process times and surface roughness
(Incident angle 90°)
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Fig.6 Relationship between process times and surface roughness
(Incident angle 60°)
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Fig.7 Relationship between process times and surface roughness
(Incident angle 15°)
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(a)Whole view (b)Enlarged view
Fig.8 Workpiece surface before polishing
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(b)Enlarged view

(a)Whole view
Fig.9 Workpiece surface after 35 process times
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