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1) N. Kawasegi et al., Prec. Eng., 33 (2009) 248.
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Fig. 1  (a) SEM image of the PCD tool with micro/nanoscale 
textures patterned using a femtosecond laser. AFM topography 
images of the textured area. 
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Fig. 2  Comparison of the cutting forces between textured and 
nontextured tools while turning aluminum alloys. 
 


