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Table S1 
Conventional tool parameters
	Diameter(mm)
	Material
	Cutter teeth
	Helix angle(o)
	relief angle (o)
	end cutting edge angle (o)

	2
	Cemented carbide
	2
	45
	10
	1.5
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	(a)
	(b)

	Fig. S1. Experiment and simulation results of micro-texture profiles under different spindle speeds (ranged from 2000 rpm to 8000 rpm with interval of 1000 rpm) with the relief angle of 10o: (a) experiment result; (b) simulation results.



 

	[image: C:\Users\ASUS\Desktop\图片3.png]
	[image: C:\Users\ASUS\Desktop\图片4.png]

	(a) n=2000 rpm
	(b) n=2000 rpm
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	(c) n=3000 rpm
	(d) n=3000 rpm
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	(e) n=4000 rpm
	(f) n=4000 rpm

	[image: C:\Users\ASUS\Desktop\图片7.png]
	[image: C:\Users\ASUS\Desktop\图片8.png]

	(g) n=5000 rpm
	(h) n=5000 rpm
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	(i) n=6000 rpm
	(j) n=6000 rpm

	[image: C:\Users\ASUS\Desktop\图片11.png]
	[image: C:\Users\ASUS\Desktop\图片12.png]

	(k) n=7000 rpm
	(l) n=7000 rpm
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	(m) n=8000 rpm
	(n) n=8000 rpm

	Fig. S2. Profile of the micro-texture with various spindle speeds: (a)(c)(e)(g)(i)(k)(m) are experiments results; (b)(d)(f)(h)(j)(l)(n) are simulation results.
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Fig. S3. Topography of microstructures, n=8000 rpm, α=10o.

Two points (E, F) were selected to calculate the inclination angle of the microstructure, as shown in Fig. S3. The distance between the two points was 298.2 μm, and the height difference was 7.2 μm by measurement. The inclination angle of the microstructure can be calculated as 1.38o, which was consistent with the end cutting edge angle of the milling tool (1.5o). 
Fig. S4. Micrograph of micro-texture units, n=5000 rpm, α=10o.
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