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slurry 1is supplied, and supplying a second abrasive grain

slurry to a part of an area where the saw wire meshes with
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1 the—present—inventien- the supplying of the
second abrasive grain slurry is performed by immersing the
part of the area where the saw wire meshes with the
workpiece into the second abrasive grain slurry, and

wherein the saw wire is located sbove the zsurface of the

abrasive grain glurry at the entyv/exit points that are the

two ends of the meshing ares.

In the method for cutting a workpiece with a wire saw
according to the present invention, the second abrasive
grain slurry is stored in a tank, and the part of the area
where the saw wire meshs with the workpiece ig immersed
into an abrasive grain slurry surface of the second

abrasive grain slurry stored in the tank.

In the wmethod for cutting a workpiece with a wire saw
according to the present invention, the two points on the
saw wire where the first abrasive grain slurry is supplied
are located above the abrasive grain slurry surface of the

second abrasive grain siurry stored in the tank.

In the method for cutting a workpiece with a wire saw
according to the present invention, the workpiece is cut by
disposing a plurality of the saw wires in parallel with
each other with a predetermined distance therebetween,

running the plurality of saw wires in the lateral
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CLAIMS

1. A method for cutting a workpiece with a wire /saw, in
which a workpiece is cut by running at least ong’ saw wire
in a lateral direction and bringing the wo;Ipiece into
contact with the saw wire, the method compr?fing the steps
of: |

supplying a first abrasive grain slurryjfé the saw wire on
two points which are separated by a pfédetermined distance
in the lateral direction; starting gjéting of the workplece
by moving at least either cone ;’% the saw wirs or the
workpiece relative te the othergénd bringing the workpiece
into contact with the saw w]fé from above at a location
hatween the two points onfﬁfhe saw wire where the first
abrasive grain slurry isﬁ%upplied; and supplying a second
abrasive grain slurry fg a part of an area where the saw
wire meshs with the wh;kpieca.

2. A method fo | cutting a workpiece with =z wire saw
according to cl¥zim 1, wherein:

the supplying of the second abrasive grain slurry is

performed

by immersing the part of the aresa where the saw
s with the workpiece intc the sscond abrasive

Eflurry.

A method for cutting a workpiece with a wire saw

/according to claim 2, wherein:
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the second abrasive grain slurry is stored in a tapk, and
the part of the area where the saw wire meshs /with the
workpiece 1s dimmersed inte an surface of ‘he second

abrasive grain slurry stored in the tank.

4., A method for cutting a workplece Wit a wire saw
according to claim 3, wherein:

the two points on the saw wire wher“.th@ first abrasive
grain slurry is supplied are located above the surface of

the second abrasive grain siurry sfcored in the tank.

5. A method for cutting a_r&orkpiece with a wire saw
accerding to any one of clai;é 1 to 4, wherein:

the workpiece is cut by disposing a plurality of the saw
wires in parallel withg:each other with a predetermined
distancs therebetweenﬂfiunning the plurality of saw wires
in the lateral direcéion, and bringing the workpiece into

contact with the %;urality of saw wires,.

6. A method A£or cutting & workplece with a wire saw
according to/claim 5, wherein:

the first dbrasive grain slurry is supplied from one supply
source téH one of the itwo points on the plurality of saw
wires, /fand the first abrasive grain slurry is supplied from
anotHer supply source to the other of the two points on the

pl¥rality of saw wires.



10

15

20

25

29

7. A method for cutting a workpiece with a wire
according to claim 5, wherein:
the first abrasive grain slurry is supplied from ope supply

source to one of the two points on each of the plurality cf

saw wires, and the first abrasive grain slurry is supplied
from another supply source to the other of /the two points

on each of the plurality of saw wires.

8. A method for cutting a workpiefe with a wire saw

according to any one of claims 1 to /1, whersin:
the supply of the first abrasive grain slurry is performed

by spraying from a nozzle.

9. A method for cutting /a workpiece with a wire saw
according to any one of cfaims 1 to B, wherein:

the two points on the /saw wire where the ZIfirst abrasive
grain slurry is supplied are changed as the cutting of the
workplece progresse
10. & method Aor cutting a workpiece with a wire saw
according to /Any one of claims 1 to 9, wherein:

a temperatiire of the first abrasive grain siurry and a

temperatyre of the second abrasive grain slurry are

controfled,
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CLAIMS

1. A method for cutting a workpiece with a wire saw, in which a
workpiece is cut by running at least one saw wire in a lateral
direction and bringing the workpiece into contact with the saw
wire, the method comprising the steps of:

supplying a first abrasive grain slurry to two points on the saw
wilire which are geparated ‘by a predetermined distance in the
lateral direction; starting cutting of the workpiece by moving
at least either one of the saw wire or the workpiece relative to
the other and bringing the workpiece into contact with the saw
wire from above at a location between the two pointe on the saw
wire where the first abrasive grain slurry is suppliaed; and
supplying a second abrasive grain slurry to a part of an area
where the saw wire meshes with the workpiece,

wherein the supplying of the second abrasive grain slurry 1is
performed by immersing the part of the area where the saw wire
meshes with the workpiece into the second abrasive grain slurry,
and

whereiln the saw wire 1Is located above the surface of the
abragive grain slurry at the entry/exit points that are the two

ends of the meshing area.

2. A method for cutting a workpiece with a wire saw according to
claim 1, wherein:

the second abrasive grain slurry is stored in a tank, and the
part of the area where the saw wire meshs with the workpiece is
immersed into an surface of the second abrasive grain slurry

gtored in the tank.

3. A method for cutting a workpiece with a wire saw according to

claim 2, wherein:
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the two points on the saw wire where the first abrasive grain
slurry is supplied are located above the surface of the second

abrasive grain slurry stored in the tank.

4. A method for cutting a workpiece with a wire saw according to
any one of claims 1 to 3, wherein:

the workpiece is cut by disposing a plurality of the saw wires
in parallel with each oth@r with a predetermined distance
therebetween, running the plurality of saw wires in the lateral
direction, and bringing the workpiece into contact with the

plurality of saw wires.

5. A method for cutting a workpiece with a wire saw according to
claim 4, wherein:

the first abrasive grain slurry is supplied from one supply
source to one of the two points on the plurality of saw wires,
and the first abrasive grain slurry is supplied from another
supply source to the other of the two points on the plurality of
saw wires.

&. A method for cutting a workpiece with a wire saw according to
claim 4, wherein:

the first abrasive grain slurry is supplied from one supply
source tc one of the two points on each of the plurality of saw
wires, and the first abrasive grain slurry i1s supplied from
another supply scurce to the other of the twoe points on each of

the plurality of saw wires.

7. A method for cutting a workpiece with a wire saw according to
any one of claims 1 to 3, wherein:
the supply of the first abrasive grain slurry is performed by

spraying from a nozzle.
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8. A method for cutting a workplece with a wire saw according to
any one of claims 1 to 3, wherein:

the two points on the saw wire where the first abrasive grain
slurry 1s supplied are changed as the cutting of the workpiece

progresses.

g. A method for cutting a workpiece with a wire saw according to
any one of claims 1 to 3, wherein:
a ‘temperature of the first abrasive grain slurry and a

temperature of the second abrasive grain slurry are controlled.



