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(A Study on the Cutting-off Technology for Synthetic Jewelry)
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ABSTRACT

In sawing operation of synthetic jewelry, the performance of diamond cutter blade is very dependent

on the blade variables. This investigation presents experimental results which show the effects of the

blade variables such as types of diamond abrasives, grain size of diamond, concentration, and bhond
materials on the behavior of the blades. Based on the experimental results an optimum blade condition

for the sawing of cubic zirconia was recommended.
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Table 1 Diamond cutter blade conditions

Diamond abrasives SD~1150, ID-550, GD-70C

Concentration (C) 30, 40, 50

Grain size ((3) 50/60, 60/80

¢ Cu(Bh), Col20),
o e Cul70), Colld),

Z1EH(15)
h/]'(la

Bond (wt %)
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Fig. 3 SEM photographs of diamond abrasives
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Fig. 5 C-ratio versus diamond abrasives

(C=40, G=60/%0. V.=2952 m/min., v=0.2 m/min.)
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Fig. 6 Percentage of missed, crushed, and remained
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Ifig. 7 Cutting forces and C-ratio versus grain sizes
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Fig. 8 Cutting forces versus concentration
(SD-1150,G=60/80, V=2952 m/min.)
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