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(Mechanics of Diamond Blade Sawing)
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ABSTRACT
A theoretical analysis is presented on the mechanics of diamond blade sawing.

Experimental results are also presented, which show the effects of cutting variables such
as cutting speed, feed speed, cutting area, and concentration of diamond blade on the
cutting forces. The analytical results agreed well with experimental ones.
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Fig. 2 Sawing model of cutter blade
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Fig. 3 Distribution of diamond abrasives in cutter blade
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Fig. 4 Cutting forces in sawing
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