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(57) Abstract: Provided is a cutting method for cutting a workpiece using a cutting device, wherein: the cutting device
includes a pair of blade portions comprising a first annular blade portion and a second annular blade portion; a first blade
tip at an outer edge of the first annular blade portion, and a second blade tip at an outer edge of the second annular blade
portion have a V-shaped radial cross-sectional shape; a tip end angle 0; of the first blade tip and a tip end angle 6, of the
second blade tip are at least equal to 10° and at most equal to
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120 °; a tip end radius R, of the first blade tip and a tip end radius R, of the second blade tip are at least equal to 0.5%
and at most equal to 35.0% of a plate thickness; and the workpiece is cut by passing the workpiece between the opposing
first blade tip and second blade tip, and pushing the blade tips into the workpiece.
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