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Blank Commercial pure titanium (JIS#1)
Thickness: ) 0.2 mm

Tip radius: r,
Tool feed rate: p.

0.5, 1.0, 2.0 mm
0.05 —0.20 mm/rev.

Vegetable oil with anodic
oxidation (phosphoric acid)
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2-2 EEBER

X 3~51%, A7 U A HNVEIE S UAHERND
gymsni-EmAomEEZRLTCND. 22T, gD
EMIEE 200 &k 5 ICMBICR A AT Y v 7 I—ER%
BT 5. K3 LWL X S, BIES AR
EAEEBERIES RN, THEHZEY p N B TH L TE
RANCEE M A (0=90°) D iR ITHI N 523, THES
ZAZIR O EMA (0=0°) TIX p, DI LV thRiEd &
LWV pe01 T —2 EE Lo, K 4 [ F TR
BEEELIZBEOBRTH D, TEHEMPEENREL

_____ > (rolling direction

| -
\—WE] / o= 00
/ \ o0 k)

_____ > irolling direction

40

tool path

cutting line o=90°

40
o= 0°
w wicgow [0

(@) BRI & A2 ORLE

(b) A7 U AHNVEINAMED LU HEh-HE
A DKY (ty=0.2mm,r,=1.0 mm, §=45°)

2. RER KA

HL, EiMA B & De=90)D R ITSH. —7,
A 4 & Cla=00ZB W TR T B o st =R
OMZE LT, K5 IXFEAOEET LHEOMKE
ThHdH. HEHRFMOTEEY p L ps = p. /cosf 1280 #5
HNAHDOT, HTARMAEG PEINT 5 LR TEEY p
DEEM L, @ OHEINT TR (a=90° N T B /2 F i D ih
REBIMEES. —F, 0OHEINTHES T, EfH (0=0°)
ORI T 5.

0.08
blank : pure titanium
- L thickness to: 0.2 mm
;E tip radious o : 1mm
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Vertical feed P, mmi/rev.
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4 G UK OB
(LRJERS 1, = 0.5 - 2.0 mm, 0=45°)

0.08
blank : pure titanium
L thickness to : 0.2mm
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Tip of a forming stylus
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tp =0.2 mm
r, =1.0mm
E=108.5GPa

V=034
o = 381(e+0.002)" “'MPa
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(c) Hammering mode
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P Blank thickness: f, =0.2mm
733232 MPa Tip radius: r, =1.0mm
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Blank thickness: t, =0.2mm

Tip radius: r, =1.0mm
Vertical toot feed p, = 0.1 mm
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(tp= 0.2mm,r,= 0.5 — 2.0 mm, p,=0.1 mm, N=1).
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10. HRIESFE DI F15570
(ty=0.2mm,7,= 1.0 mm, p,=0.025 — 0.100 mm, N= 1).

Distance from mid-surface z mm
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(t,=0.2mm, r,=1.0mm, p;=0.1mm, ¢=0.02mm, A=0.2mm)
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13. WEF MO 540 (N~ 7 HR)
(t,=0.2mm, r,=1.0mm, pz=0.05-0.2mm)





