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Construction of microfabrication technology for niobium titanium alloy with low
elastic modulus similar to bone
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The Nb-Ti alloy considered herein has a relatively low %oung’ s modulus of
about 60GPa. In addition, the alloy is composed two elements of Nb and Ti, which have extremely low
cytotoxicity, and has excellent properties as an implant material. Although manufacturing and
shaping implants requires cutting processes to be performed, there has been no research on the
cutting of Nb-Ti alloy. In the present study, the influences of tool film material and cutting speed
on tool life were investigated by milling of Nb-Ti alloy using a small ball end mill tool. The
results of these investigations indicate that the tool life can be extended by using a
diamond-coated tool and that a cutting speed of 15.0 m/s provides the longest tool life.
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A STUDY ON MILLING OF NIOBIUM-TITANIUM ALLOY WITH A SMALL BALL END MILL TOOL

International Symposium on Flexible Automation 2018

2018

2019

2019

12 2018

2018

Nb-Ti

2017

2017




(Morimoto Yoshitaka)

(00290734) (33302)
(Shintani Kazuhiro)

(80139758) (33302)
(lkenaga Noriaki)

(30512371) (33302)




