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(a) Bonding (b) Laser (© Cutting edge (d) Grinding
of diamond machining generation by of the tool top

to shank of outer side laser beam edge
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Tool SCD
Diameter @®0.3 mm 3

Rotation [40,000 min'!

Workpiece |Binderless WC
Thickness 1 mm

Feed rate 2 mm/min
Depth cut |0.1 mm/pass

Coolant Oil mist
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