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The invention relates to improved form of 

work surface for cutting, grinding, lapping, pol 
ishing and other abrasive tools,'known as indus 
trial diamond tools, such as diamond dental in 
struments, diamond grinding or dressing wheels, 
diamond bits and the like. The invention also 
relates to a method of producing the diamond 
containing work surfaces of such tools. 
While the invention is particularly concerned 

with the formation of_ diamond studded work 
tools, it is within the scope of the disclosure to 
practice the method hereinafter described in the 
mounting of diamonds for use other than as tools 
and it is suggested that the method may be used 

' in mounting diamonds and, particularly, for 
mounting diamond bort in-jewelry, and for orna 
mental, decorative and other purposes. 

It has been suggested heretofore to form'the 
diamond work surfaces of industrial tools by 
coating diamond chips'or particles, varying in size 
from 20 to 80 mesh, with a thin him of conduc 
tive material such as silver or gold, and then coat 
ing the conductive material with a magnetic metal 
such as nickel or cobalt, sometimes electro-de 
posited, after which the diamonds so coated are 
arranged in grooves or slots on the tool, which is 
usually of steel, in some desired order and held in 
place by electromagnetic force. The coated par 
ticles so located on the core of the tool are bonded 
thereto ‘by electroplating with nickel and similar 
materials over the pre-coated diamond chips. 
This method is cumbersome and not practical for 
large tools. ' > 

In the known methods, the conductive silver 
coating has been formed on the cleaned diamond 
chips by flashing, as by placing the diamonds in. 
an ammoniacal silver nitrate solution and adding 
a reducing agent such as cane sugar or formalde 
hyde. The conductive gold coating has been 
formed on the diamond particles by spattering the 
same with gold. However, these methods are not 

. practical for bort less than one hundred microns ‘ 
in diameter. - 

In actual practice, these silver and gold coat 
ings have not proven entirely satisfactory or 
workable particularly when attempts have been 
made to coat diamond bort in the form of line par 
ticles because by these methods it is impossible 
to avoid air or gas films, that is, pockets forming 
between the coatings and the extremely large sur 
iace areas of small diamond particles. The pres 
ent disclosure features a method not only ca 
pable of coating diamond particles of the size con 
templated in the gold or silver coating methods 
above referred to, but capable of providing a thin 
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conductive coating or mirror on diamond bort 
as ?ne as 40-100 microns, or even finer texture. 
With reference to the article aspect of the in 

vention, it has for its primary object the pro 
viding of an inexpensive and improved form of 
work surface for an industrial diamond tool and, 
incidental to this general object, to provide such 
a surface that can be formed not only from rela 
tively large chips but which can also be formed 
from a relatively ?ne form of diamond bort. 
Among the other objects of the invention are 

the provision of an industrial diamond tool in 
which the diamond particles, or bort, are perma 
nently set in position; in which the diamonds are 
uniformly distributed over the work face of the 
tool; in which each diamond particle, irrespec 
tive as to} how small, will be securely anchored 
or bonded in place; in which the diamonds will 
not become loose or shift from their original posi-' 
tions when the tool is in operation; in which the 
diamonds are restrained from chipping, cracking 
or softening, and in‘which the diamonds retain 
to the end their hard cutting characteristics and 
year away uniformly and thus present substan 
tially the same character of work face during the 
entire active life of the tool. ' 
As above indicated it has been known to coat 

diamonds with a conducting layer or silver or 
gold and‘the‘reafter to deposit thereon another 

30 metal such as copper, preferably by an electro 
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plating process. When diamonds so coated have 
been imbedded in an industrial diamond toolsub 
jected to,‘ or which in use generates high temper 
atures, the bond provided by the-gold or silver be 
comes weakened and the tool quickly becomes use 
less. Temperatures even as low as 300“ 0. cause 
both the silver and gold to lose their initial 
borgding properties and the diamonds loosen in the 
too . i ' '~ ‘ 

Accordingly another object of the invention is 
to provide an industrial diamond tool such as a 
diamond drill in which the bonding coating on 
the diamonds can maintain its bonding capacity 
to unite the diamonds to the core, bond or matrix 
of the tool and which will maintain its bonding 
or adhesion capacity and thus ?x the diamonds in 
place and maintain them ?xed in place under 
high temperature conditions and even at tem 
peratures at which the diamonds themselves 
begin to disintegrate. 
The invention therefore features a form of 

diamond tool which is capable of maintaining its 
diamond particles ?xedly in place under the usual 
heat conditions vto which such tools are sub 
jected when in use and which will maintain it= 
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self intact at temperatures above that at which 
silver or gold bonded diamonds become loose; 
(300° C.) and which will not be deleteriously af 
fected at extremely high temperatures of the 
order of 600°. C; 
With reference to the method aspect of the dis 

closure, the primary object of the invention is 
to provide an improved technique for forming 
inexpensively an extremely thin, but dense, 
smooth and uniform coating or mirror on dia 
monds, especially on small diamond particles or 
rhort, preparatory to securing the diamonds so 
coated as by electrolytic deposition of a bonding 
metal to a tool core or surface to form the work 
surface of an industrial diamond tool. The in 
vention particularly features a thorough wetting 
of the entire exposed surface of the ‘diamonds 
and thus avoids the formation of any small pock 
ets or blisters beneath the coating layer of con 
ductive material. 

Basically, the invention contemplates the form 
ing of a, thin coating or mirror of metallic plati 
num by heat precipitation on each individual par 
ticle of a batch of diamond particles or bort ‘to 
condition them before they are subjected to the 
bonding and electroplating ' action of an elec 
trolytic bath. With reference to the bonding by 
electrolytic action, the invention contemplates 
thev substantial uniform distribution of the dia 
monds over the work surface of the tool by 
pouring the coated and clean diamonds into the 
electrolyte of the bath so that the diamonds ‘will 
fall‘ gravitationally through the bath on ‘to the 
tool surface intended ‘to ‘be covered by the dia 
monds. _ 

Various other objects and advantages of the in 
vention will be in part obvious from a considera 
tion of the method features of the disclosure and 
from an inspection of the accompanying draw 
ing and in part will be more fully set forth in 
the following particular description of one meth 
06 of practicing the invention, and the invention 
also consists in certain new and novel modi?ca 
tions of the preferred method hereinafter set 
forth and claimed. 
The invention will be described in connection 

with the accompanying drawing in which: 
Fig. 1 is a. view in side elevation oi.’ a particle 

of diamond bort,'many tunes magni?ed, and of 
inde?nite shape, such as are intended for use in 
practicing the invention herein disclosed; 

Fig. 2 is a cross section oi.’ the particle shown 
in Fig. 1 coated with a layer of metallic platinum 
applied following the method herein featured and 
illustrating a preferred embodiment of one of 
the coated diamonds employed in fonning the 
article feature of this disclosure; 

Fig. 3 is a. cross section or a Very small portion 
of an industrial tool in the process of having its 
work surface formed, practicing the method as 
pect of this invention, and showing several coated 
particles like that shown in Fig. 2 enclosed in a 
bonding layer secured to a steel core of the fin 
ished tool; and 

Fig. % corresponds to the showing in Fig. 1 
showing the work surface of the ?nished tool in 
its ?nally forzned condition ready for use and 
after the overlapping layer above the line a—b 
of Fig. 3 has been removed. ‘ 
In forming the ?nished tool shown in Fig. 4, 

care is ez'iercised to see that the diamond particles 
or bort no used are at least substantially of ‘the 
same grain size, otherwise the exposed surfaces 
of the diamonds will project unevenly beyond 
the‘ work face, indicated by the line (1-6. For 
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4 
this reason, the diamond bort, usually crushed 
and screened, is graded as to size as by screen 
ing; but, for sizes below 100 micron in diameter, 
by levigrating, air ?oating or other usual meth 
ods. A batch of these particles of about the same 
size is deposited in a solution containing a halid 
of one of the platinum metals together with an 
easily evaporated or volatile solvent, and, if. de 
sired, with a wetting agency. - 
While an aqueous or acid solution of platinum 

hallds may be also workable, it is a particular 
feature of this disclosure to mix the platinum 
containing solution into a body of readily evap 
orated solvents capable of extensively diluting the 
solution to be heated and thus effecting a thor 
ough di?using of the resulting particles of me 
tallic platinum while maintaining an intense co 
hesi've action between the particles and the coat 
ing; at the same time, forming the coating as an 
extremely ?ne layer or mirror. 
The platinum containing agent is preferably 

chloroplatinic acid (HnPtCla) , or platinic chloride 
(PtCla) .~ ‘While others of the halids of platinum, 
such as platinic bromide (PtB1'4) or platinic io 
dicle (Ptlé) may be used with some degree of 
success, the platinic chloride has worked best in 
actual practice. Rhodium and palladium have 
been used in place of the platinum herein fea 
tured and have given some satisfaction but the 
platinum is preferred. 
The diamond bort and platinic chloride are 

placed in a bath containing ethyl alcohol and 
ethyl ether with or without an agent such as tur 
pentine intended to increase the wetting e?ect. 
In one method which has operated with marked 
success, the bath is composed of: 

. Per cent 

Chloroplatinic acid _______________ _-_ _____ __ 6 

Ethyl alcohol (Cal-I5) O_I—I__._ _ ’ _____ __ 5'7 

Ethyl ether (C2Hs)30_..__ _________ __ 32 

Turpentine___'_ _________________________ __ 5 

each by weight. Where the particles are of rela 
tively large size the inclusion of the turpentine 

‘ or any other supplemental wetting agency is un 

necessary. ‘ 

_ The preferred forrnula above indicated may, of 
course, be varied materially, as for instance where 
the particles are extremely fine the percentage 
of' chloroplatinic acid will be reduced even to as 
little as 1%. 
The ‘oath with its contents is heated to a tem 

perature su?ciently high to break down the 
chloroplatinic acid or platinic chloride and evap 
orate the solvents, but not so high as will dele 
teriously a?ect the diamonds. The bath is asi 
tateol until the‘ solvents, and the turpentine if' 
used, have evaporated and there remains on’ the 
red hot diamond particles an extremely thin coat 
ing of platinum. - A temperature of about 600° C. 
has been found to be entirely satisfactory. 
When the‘ diamonds are heated to a tempera-~ 

ture oi’ the order of 699° C. there results a better 
adhesion between the metallic platinum layer 
and the surface of the diamonds than is the case 
where a substantially lower tempertaure is used 
and, on the other hand, temperatures materially 
above 800°, C. begin to damage the diamond 
structure and to reduce the directive life of the 
diamonds. - 

In order to give the desired wetting effect, it 
also appears’ to be necessary to use with the plat 
inum containing agent some form of easily vola 
tile and ‘thin solvent such as the alcohol and 
ether mentioned above because when a solution 
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of chloroplatinic acid alone is heated, or even 
when platinic chloride suspended in oil of lav 
ender is heated to decompose the chloride, the 
adhesion between the ?ne diamond particles and 
their‘platinum mirrors does not appear to be as 
effective as when following the method herein 
featured. Oil of lavender is too sticky and does 
not suiiiciently diffuse the resulting platinum. 
This initial coating or mirror~will usually be 

too thin and this heating step is repeated with a 
fresh supply of the chloroplatinic acid, or plati-nic 
chloride, and solvents as above indicated, but 
usually without the turpentine. This second 
treatment provides an additional and likewise ' 
thin layer of platinum superposed on the initial 
layer. 

This step of adding thin layers of platinum is 
repeated until the desired thickness of coating, 
indicated at H on Fig. 2 hasbeen attained. In 
practice, a coating layer or platinum mirror of 
the order of less than 0.00001'of an inch thick has 
been found'su?icient and, of course, no greater 
thickness is attempted than is necessary. The 
resulting red .hot particles are permitted to cool 
and are washed in distilled water as they must be 
used chemically clean in the succeeding step in 
the method. 

6 
the ‘cathode of a nickel containing electrolytic 
bath. The original surface is worked down to 
the line a-—b and, incidentally, there is removed 
the upper and thus exposed portions of the 
platinum coating. There is ?nally formed the 
?nished tool with its diamond bonding layer of 
nickel at i9 and part of the work surface of the 

‘ tool is de?ned by the line 0-1; of Fig. 4. 
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Let it be assumed that the mass of diamonds so , 
coated is to be used to form the work surface of 
a steel grinding tool,‘a portion of the core of 30 
which is shown at i 2 in Figs. 4 and 5. The core is" 
treated as by masking with para?lne, or wax, 
plastics or glass, to de?ne the surface to be coated 
with the prepared particles; and then mounted in 
an electrolytic bath‘ containing a bonding metal 
of which nickel has been selected herein as pref 
erable and is made the cathode of the electrolytic 
bath. As the nickel is deposited on the core by 
electroplating action, the mass of diamonds while 
-still covered with the distilled wash water is slow 
ly poured into the electrolyte. By retaining the 
coated bort in the ?nal wash bath of distilled 
water, the coated surfaces are protected from air 
contamination and in keeping the nacently 
formed platinum chemically clean there is in 
sured an improved form of bond between the 
platinum and the electro-deposited nickel, or 
other bonding agent. The coated diamond par 
ticles fall gravitationally through the electrolyte 
and fall on to the surface to be treated in sub 
stantially uniform distribution. 
There is thus formed a layer of closely posi 

tioned but actually spaced apart platinum coated 
diamond particles or bort of which three, marked 
i0, i3 and I 4, are shown in Figs. 3 and 4 each 
touching the exposed surface of the core l2. . The 
diamond particles are bonded to the core by a 
layer of electrolytically deposited nickel l5 which 
also bonds. the diamonds to each other in the 
arrangement in which they fell or, rather, were 
drawn, on to the surface of the core. The exposed “ 

uurface will take~theeirregular shape indicated 
at it (Fig.- 3) with crowns ll arched over the 
particles and troughs i8 therebetween. The elec 
troplating is continued following conventional 
practices in this respect until the coated diamonds 
have been fully and completely covered as shown 
in Fig. 3. It is within the scope of this invention 
that several layers thus can be formed super 
posed one on the other in ‘order to increase the 
total useful life of the tool. 

Finally, the excess amount of the bonding ma 
terial overlapping the diamonds is removed and 
the article otherwise trimmed. as by grinding; or. 
preferably, by using the'devlce thus formed as 
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Industrial diamond tools of the type herein 
disclosed and featuring a thin mirror of metallic 
platinum as a coating material on the diamond 
particles have such particles securely anchored or 
bonded in place and this securing is maintained 
under temperature conditions much greater than 
300° C. and even as high as 600° C. ' \ 
In those cases where the tool is required to 

have its diamond work surface on a plurality of 
continuous faces,’ as on the cylindrical surface 1 
of a grinding wheel, or, on the head of a dental 
drill, the core is mounted in the electrolytic cell 
for slow rotary movement about a self-contained 
axis, so as to insure that the entire surface to be 
coated shall be presented to the falling particles 
of platinum coated bort. By rotating the core 
with a substantially uniform speed all of the sur 
face to be coated will be at some time facing 
upwardly to receive the falling diamond particles. 
In place of the nickel bonding material above ‘ 

suggested as preferable, it is within the scope 
of this disclosure to bond the'diamond particles 
by electroplating with other metals such as cobalt, 
iron, copper, and alloys thereof. a 
. I claim: 

1. In the art of binding industrial diamond ‘ 
bort to form the work surfaces of abrasive and 
cutting tools, the method-which consists in select 
ing a mass of the bort of substantially the same 
size, agitating the same while in a bath contain 
ing chloroplatinic acid approximately 6%, and 
solvents including ethyl‘alcohol approximately 
57%, ether approximately 32% and turpentine 
approximately 5%, by weight, while heating the 
bath to approximately 600° C. until the solvents 
have evaporated and a thin coating of metallic 
platinum has formed on the diamond bort, caus 
ing the diamond bort so coated to fall gravita 
tionally in the electrolyte of an electrolytic bath 
containing nickel while electrolytically bonding 
the coated bort to the work surface with elec 
trolytically deposited nickel, thereby to cause the 
coated bort to be distributed in a substantially 
uniform layer over said surface and trimming 
off from the bonding nickel overlapping the bort 
an amount su?lcient to expose portions of each 
diamond bort to provide a work surface formed 
in part of a layer of the exposed diamond bort. 

2. In the art of binding diamond particles to 
form the abrasive surface of an industrial tool. 
the method ‘which consists in agitating a bath 
containing platinic chloride and a solvent in 
cluding alcohol, ether and turpentine and par 
.ticles of diamonds whilev heating the bath to a 
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temperature of approximately 600° 0., continue 
ing the heating until the solvent has evaporated ' 
and a thin coating of metallic platinum has 
formed on the diamond particles, repeating said 

_ coating step until the desired uniformity and 
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density of coating has been obtained, permitting 
the resulting red hotcoated particles to cool. 
immediately placing the particles in a medium 
capable of keeping the coating chemically clean. 
pouring the particles with said medium into the 
electrolyte of an electrolytic bath containing a 
solution 'of a -metal capable of electrolytically ‘ 
bonding the platinum coated particles to a sur 
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face of the material of which the tool is formed, 
and permitting the coated particles to fall gravi 
tationally through the electrolyte and to cause 
the particles to cover the surface substantially 
in uniform distribution and so become bonded to 
said surface. 

3. In the art of forming the abrasive surface 
to an industrial diamond tool, the method which 
consists in grading a mass of diamond bort to ob 
tain therefrom a plurality of particles of the 
bort of substantially uniform size, mixing the 
particles so graded into a coating bath contain 
ing a solution of a halid of one of the platinum 
metals, together with readily evaporable solvents, 
heating the coating bath to ra temperature of 
about 600° ‘C. until its solvents have ‘evaporated 
and a layer of the contained metal coats the bort 
particles, washing the resulting metal coated bort 
?nally in a bath of distilled water, pouring the -\ 
coated bort while covered by and thus protected 
by its wash water into the electrolyte of an 
electrolytic bath containing a solution of metal 
capable when electrolytically deposited of bond 
ing the coated bort to the material of the tool 
while subjecting the tool to the action of such 
electrolytic bath. , . 

4. In the art of forming a diamond abrasive 
surface to'a tool, the method which consists in 
placing a mass of diamond particles of approxi 
mately the same size in a bath containing a 
solution of platinic chloride and an easily evap 

, orable solvent, heating the bath to a temperature 
suf?ciently high to evaporate the solvent and to 
cause a thin coating of metallic platinum to en 
close each of the diamond particles, while regu 
lating the temperature so as not to deleteriously 
affect the diamonds, pouring the coated diamond 
particles into an electrolytic bath containing a 
bonding metal and that portion of the tool which 
is to form the abrasive surface, and causing the 
particles to fall gravitationally on to said surface 
while subjecting the particles to the action of 
said electrolytic bath thereby to cause the coated 
diamond particles to be cathodically bonded by 
electrolytically deposited metal to the tool while 
the coated diamonds are being distributed in 
substantially, uniform degree over said tool sur 
face. ' 

5; In the art of coating diamo dshaving a 
degree of ?neness of the order of to 100 mi 
crons with a layer of conductive material to con 
dition them for subsequent electrolytic deposition 
of a binding metal thereon, the?step which con 
sists in subjecting the diamonds-while in a bath 
containing platinic chloride and a solvent therefor 
containing ethyl alcohol and ethyl ether to a 
temperature materially less than that at which 
the diamonds may become injured and suf?ciently 
high to cause the chlorine and the solvent to 
pass of! and to cause a coating of metallic plat 
inum to form on the surface of the diamonds 
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“high to cause the chlorine and the solvent to 
pass oif and to cause a coating of metallic plat 
inum to form on the surface of the diamonds 

' entirely enclosing the same. 
7. In the art of coating particles of diamond of 

a size less than about twenty mesh when in a 
mass composed of a large number of such small 
particles with a conductive coating for subse 
quent cathodic treatment in an electrolytic proc 
ess, the method which includes the step of heat 
ing a bath containing the bort and a solution of 
a halid of one of the platinum metals to a tem 
‘perature su?iciently high to evaporate the solvent 
and to deposit metallic platinum on each individ 
ual particle but not so high as will deleteriously 
a?’ect the diamonds, and continuing such heating 
until the halid has passed on’ and and has left 

' a coating of its constituent platinum metal on 
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entirely enclosing the same, and repeating the," 
heating process'with additional platinic chloride 
and the solvent until the requisite thickness of 
coating has been formed. 

6. In the art of coating diamonds having a 
degree of ?neness of the order of 40 to 100 mi_ 
crons with a layer of conductive material to con 
dition them- for subsequent electrolytic deposition 
of a binding metal thereon, the step which con 
sists in subjecting the diamonds while in a bath 
containing platinic chloride and a solvent con 
taining ethyl alcohol and ethyl ether to a tem 
perature materially less than that at which the 
diamonds may become injured and su?iciently 
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each particle of the bort. \ 
8. In the art of bonding diamonds in an indus 

trial diamond tool, the method which consists in 
electrodepositing on the tool while the same is 
revolving about a self-contained axis a binding 
metal deposited from an electrolyte containing 
particles of the diamonds coated with a covering 
of a metal of the platinum group while causing 
the particles to fall gravitationally on to the tool 
to cover the same uniformly. 

9. In the art of bonding‘ recently coated dia 
mond particles to a tool core, the method which 
consists in coating the diamond particles with a 
conductive metal, containing the coated particles 
in a wash bath to avoid air contamination and 
pouring the bath with its coated particles into ‘ 
the electrolyte of an electrolytic bath containing 
a bonding metal and the tool core and thus per 
mitting the particles to fall by gravity on to the‘ 
toolvcore as the cathode while the bath is bond 
ing the particles electrolytically to the core. 

‘ 10. The method which consists in mixing a plat 
inum containing solution into a body of thin 
solvents including ethyl alcohol, ethyl ether and 
turpentine capable of extensively diffusing the 
resulting metallic platinum particles, agitating 
diamond bort particles into the mixture while 

, subjecting the same to heat to cause the plati 
num solution to deposit the di?'used platinum 
in an ‘extremely thin mirror on to the particles 
of diamond bort to cover the same. 

ll. In a. diamond industrial tool, a plurality of 
diamond particles having a degree of ?neness of 
the order of 40 to 100 microns disposed at‘sub 
stantially regularly spaced locations on the work 
ing face of the tool, said particles being so located 
that a portion of the surface of each projects be 
yond the adjacent surface of said face, means 
individual to each of said particles initially cover 
ing its entire surface for completely coating each 
particle independently of all the other particles 
and comprising a plurality of superposed mirrors 
each formed of a dense, uniform and continuous 
metal of the platinum group and of the type of 
‘such metal as is formed when it is heat precipi 
tated, and ‘a one-piece bonding means common 
to all the particles for permanently attaching 
them to the tool, said last named means com-_ 
prising an electrolytically deposited metal co 
acting with the deposited metal to form the work 
face and initially covering each of said individual 
coating means. 

12. A metal bonded abrasive comprising ilne 
diamond particles having a degree of fineness of 
the order of 40 to 100 microns and a bond con 
sisting of metallic pl ‘ 'um and an electrolytical 
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1y deposited metal in which the diamond particles ' 
are embedded. 

13. A diamond industrial tool provided with a 
work surface comprising a layer of diamond par 
ticles of substantially the same size and approxi 
mately not materially more than 100 microns in - 
diameter, said diamond particles being embedded 
in a layer‘of bonding material and the embedded 
portion of each particle being coated with a thin 
layer of platinum or the order of 0.000,005 of an 
inch. 

14. A diamond industrial tool provided with a 
work surface including a diamond particle of 
the order of 100 microns in diameter coated with 
a thin, dense and uniform layer of platinum em 
bedded in a bonding material. 

15. In the art of preparing diamond particles 
of a size not greater than 20 mesh and as ?ne as 
200 mesh, for the subsequent deposition electro 
lytically of a metal thereon, the method which 
includes the step of‘ heating a bath containing 
the diamond particles and a solution of chloro 
platinic acid present in a proportion of the order 
of one to six per cent, at a temperature less than 
that which might destroy the diamonds and con 
tinuing the heating 'until the solution has evap 
orated and a mirror. of metallic platinum has 
formed on the diamond particles 

16. An article of manufacture comprising a 
plurality of distinct particles of diamonds of a, 
degree of ?neness of the order of v20--200 mesh, 
each of said particles enclosed in a mirror of 
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metallic platinum adhering thereto, said mirrors 
each providing a dense, smooth and uniform coat 
ing to its associated particle, and means for bond 
ing the particles together. 

17. An article of manufacture comprising a 
particle of diamond of the order of 20--10 mesh, 
a mirror of metallic platinum adhering thereto 
and a'layer of electrolytically deposited metal ad 
hering to the platinum mirror. 
'18. A new article of m'anufacturecomprising 

a particle of diamond ?ner than 40 mesh with a 
mirror of metallic platinum adhering thereto and 
completely enclosing the same. , > 

19. An industrial diamond tool having a work 
surface formed primarily of a bonding material 
in which are embedded ?ne metal coated diamond 

' particles in spaced apart relation‘, the surfaces 
of the portions of the particles within the bonding 
material being coated with a mirror of metallic 
platinum acting even when the tool becomes heat-~ 
ed at temperatures of the order of 300°-60'0° C. 
to ?xedly secure the diamond particles in place 
and providing a degree of adhesion ‘at suchtem 

- peratures between the diamond particle and the 
bonding material greater than is provided by a 
similar coating of either silver or gold when heat 
ed to such temperatures. . ‘ a 

20. The tool de?ned‘ in claim ‘19 and in which 
the diamond particles are of a degree of ?neness 
not greater than 20 mesh ahd'as ?ne as 200 mesh. 

BERT BRENNER. 


