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Fig. 2. 3D Model of the designedSPIF fixture
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Fig. 3. Performing the SPIF process on a CNC milling machine
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Table 2. Constant input parameters
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Fig. 7. Various friction zonesin terms of the tool performance during forming
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Table 3. Measured results of the surface roughness
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Fig. 11 Comparison of the transparency of the sample formed with the raster strategy: (a) without rotating tool and (b)
rotational velocity 1000 rpm
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Fig. 11. Comparison of the transparency of the sample formed with the raster strategy: (a) without rotating tool aﬁn ]b).ll o]
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Fig. 12. Performing the mechanicatchemical surface polishing on a sample formed with a raster strategy
without rotating tool
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Fig. 13. Comparison of the effect of toolpath strategy on twistingparameter: (a) Rst., (b)Sout, and (c) Sin
6-vl (v @®C-~Lwiw O% xBa & LCEDWUEA20y %C AU ,B0AfE %o Av %8 v
YR]eC dBR¢I ] éadRAHREA A% | KOSORBALIERFTe QP Q c1 &
@3 ICgClemACe Q ea - gN LGB ADAQ SQ acgldll BORL. B
PHiA] ¢ SBaMBA%BINCGAL B @ & %Jeslpe alg 1410911 adSuh § 1385d g
Pl al Cendg ¢ Q bR @%UACRAD %W RS QaAd ICOI il & @.h &
i ¢ Re RB]rp eCCqiuHdE C+ % v/8dYsS BgNSBER A e R &#C e §DE Al
Tl g &V @& g@®BR A EXCEABCO wWAc e Ug 73 'BR0KAIY S Sacté
) QT Rel &Y &Al 2 |

Fig. 14. Comparison of the effect of toolpath strategy on geometric accuracy for] | 0 Vs@WUPE R & 01T Dy Q ¥l
the criticalcurve

L In-plane shear
2Alternating






