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Development of low friction cutting tool with surface texture
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ﬁﬂ: % E E"J Fig.1 Rotary cutting tool and surface texture on the rake face
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TLVWEICS LTI AF v DAEH HIHIIFDERIC Fig.2 Cutting test using developed cutting tool
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Fig.3 Influence of texture angle to the coefficient of friction
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Fig.4 Machining test using low friction cutting tool



