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Macro-micro Researh on Surface modification of Cutting Tools
Kang Zhengyang

Abstract: Chip breaker and the emergent micro surface texturing of cutting tools are surface shaping technologies
while they belong to two independent research fields. This paper reviews the latest research progress of tool surface shaping
technologies in both macro and micro scales, analyzes the similarities and differences in their functions, design and process-

ing methods, and investigates the possibility of technology fusion in the future. A comprehensive understanding of the tech-

nologies will contribute to the related researches and accelerate their applications.

Keywords: surface technology ;surface shaping;cutting tool ; trans-scale
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