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Study on PET Blow Mould Cavity High Speed Finishing Surface Roughness
Du Haiqing

(Zhejiang Industry Polytechnic College, Shaoxing 312000, China)

Abstract : Focus on the requirements of polyethylene terephthalate(PET) blow mould cavity finishing surface quality, in order

to reduce the workload of the polishing operations and improve the manufacturing efficiency of the cavity parts, the change law of

1.2085 Groditz mold steel high-speed finishing surface roughness with the variation of the cutting parameters was analyzed through

high-speed milling experiment.The results show that when 1.2085 Groditz mold steel used in PET blow mould cavity part is in high

speed processing speed interval of 200 m/ min ~300 m / min, there is not a merely increasing or decreasing law for the surface

roughness (R,) with the cutting speed changes.However, R, decreases when the values of radial cutting depth (a.) and feed per tooth (f;)

are small. When the axial cutting depth (a,) is between 0.05 ~ 0.25 mm and ¢,=0.15 mm, the minimum value of R, can be obtained.

The influence order of various cutting parameters on R, is : a, > a, > V, > f,.

Keywords : cavity parts ; high-speed machining ; surface roughness
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