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New Pre-Hardened Plastic Mould Steels “RPD728" and “RPD749"

Motohiro Ibuki and Koichiro Inoue

Synopsis

New mould steels “RPD728” and “RPD749” are developed for plastic injection moulds. These steels are 40 HRC pre-
hardened steel and available to use without heat treatment. “RPD728” has superior properties, mirror polishing, toughness and
corrosion resistance in compalison to conventional steel “NAKS80”. “RPD728” is suitable for the mould which is required mirror

polish surface.

“RPD749" is reduced the cost by decreasing amount of rare metals and cutting remelting process. Therefore, moulds production
cost is saved by use of “RPD749". Moreover “RPD749” has high thermal conductivity . Thus cooling time of solidification of
plastic products is able to reduce. Then productivity of plastic injection is improved.
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Table 1. Comparison of properties with RPD728 and NAK80.
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Fig.3. Comparison of polishing surface with NAK80 RPD728
(a) conventional process and (b) improved process. Fig.5. Charpy impact value of RPD728 and NAK80.
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Fig.4. Reflectivity of RPD728 and NAK80. Fig.6. Appearance of specimen after the corrosion test.
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Fig.7. Relationship between toollife and cut speed.
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Fig.8. Tool wear curves in drill test.
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Fig.9. Tool wear curves in milling test.
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Fig.13. Reflectivity of RPD749 and NAKS0.
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Fig.15. Tool wear curves in drill test.
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Fig.16. Tool wear curves in milling test.
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