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Fig. 1 (a) SEM, and (b) CSI images of the textured
end mill used for experiments

Fig. 2 Comparison of the cutting force of the
nontextured and textured end mill, plotted as a function
of spindle speed

Fig. 3 Comparison of the cutting force of the
nontextured and textured end mills, plotted as a function
of feed rate
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