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Cutting technology is generally used as manufacturing technology.The life of

the cutting tool is important because it is directly linked to production performance. In this
study, we studied the dependence of the life of tool and cutting edge shaping method on cutting
tools using poly crystalline diamond (PCD). Oil electric discharge machining method (EDM) and
femﬁoaecond ultrashort pulse laser machining method (fsLaser) is selected as cutting edge shaping
methods.
As a result, it was quantitatively clarified that the PCD endmill with fsLaser has a longer life
than that with EDM.
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