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Fig. 1 Rake face of the textured diamond tools. (a)
Non-textured, textured (b) whole area, and single line
with (c) 1.0 ym, (d) 16.2 ym from cutting edge

Fig. 2 Comparisons of the cutting forces while
machining NiP using nontextured and textured tools

Fig. 3 Surface topographies of NiP after machining
using (a) nontextured tool, and (b) textured tools
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