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Development of New Working Process with Information
Analysis for Metal Mold Manufacture

MUNEHIRO Shuko, OKADA Yoshio, MATSUBA Akira, TAKEYASU Yoshihiro,
KOTORIDA Hiroo, KANEHIRO Jiro, FURUKAWA Noboru™, KOIKE Akira®,
KURAMOTO Takehisa L, OKANO Hitoshi“? and NISHIYAMA Hideo®

We had investigated polishing process using water jet in order to shorten the polishing process of metal mold manufacture. To
begin with, the polishing conditions according to the surface profile were drawn. Then, the surface profile after polishing process
with the roughness of less than 1.0y mRa could be estimated by using an optical fiber sensor. In addition, a polishing system
operated by DNC (Direct Numerical Control) was developed, in which the optimum polishing condition was selected from the
evaluated information of the surface roughness and the NC (Numerical Control) program was adjusted automatically. As aresult,
this system could obtain a fine surface (0.063y mRa,0.502u mRy) from ball end-milled surface (0.312y mRa,2.222u mRy).
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