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Effect of process parameters on the laser cutting quality
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Table 1 Laser cutting conditions

Mode TEMo1s
Output power 1.2 kW
Cutting speed 200 ~ 3,000 mm/min
Position of focus - 0.5 mm
Assist gas / flow rate 0z /7 120¢4/min
Focal length 125 mm
20 g 100
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Fig. 1 Effect of cutting speed on Fig. 2 Effect of cutting speed on
kerf surface roughness
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