Holx HAelteAe] x5 9 »

H‘:}- A

tEABL] o3

o] = o) =
R I i

Nozzle and Gas Jet Flow in Laser Cutting
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Sheet Thickness (mm)

Nozzle diameter {approx)
11imm 1.3mm 1.6mm

0.045in 0.0Sin Q06in

Oxygen pressure (bar)
2-3 1-2 05-1

T8 2. Cutting speeds for mild steel for a number of
laser powers?
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2l 3. Typical cutting speeds for stainless steels at a
number of laser powers?
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dross AIE W4 gol M o] MM AFL B
T dNen, ol= dross ME FFYHH} AE -
Ao A AA F23A L& AAg
o] AH#E of &3l Hd F¥o HFHE AHe=
=ETE FFE ALY, T glito] 2l copper tube
g AR AA 7EA ARE ddRE dre
ghet,

1o B8 JMAAEE ASEhd gdutF o=
ALEHE ALAEY AR 1EFS 4L F
At & AR dross7t 913 A E A gL A
23 PulS Bt F2 A4v Bo] AlEHET,
8 olff= 833 ¥ (chemical activity)©]
SHAME, 43 2 AR B@A726) v A
Halr] oot dwrdoez AxAde] w3
25%] AE&ERE dE & Yo At FrtHe
9o @=7F agtell AY ¢ AEE mFF o} &
Auk, nF Ao dAdho] 7w,

HF&Add A §38] ofade 531380 93
DEHY AL AL F YT, o] AdE
TFEAE Q] gt Fo] LR ol E I YF FolM T
Z @3l ofa¥ — % PMMA(polymethyl methac-
rylate) € &5 FH9 553 WA U=
methyl methacrylate 3712 £ dc} o] 7taFe
ol Ay F4&ol W ol A3HY) Sz
ol WAE] YsiME AaRdA YeE tx
%9 £=7l 399 Hu&EH ) walol g} o] &
e DAGSEEE waA AU (D ddrt~
AE & Folw Wio] vk 1y AR Y}
g A Ertd FAHE evd Ho ddsta
4o AFS BA Pk F nEH] AGRE A7)
AalMe ddie ol e o9 §830] 7t
2A Eof Wajurz] ¢tn AFTEEE sof ol
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E3] 1@E ol AdHS 49 dole AR ES
Ave F743e Y edge? Y9 frostingS I
=& golof XY T§ 7t29] Q3tE W F
A =8 Folol o). AAHF F7|%S 47
AfME F&9 A AMEEE ZRge & 3
Ao e e ko] AAHs
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S 2 EYIE2E o] &3H Had ey} A
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FadA FowANE, AUF PR F5F
Aoz g3l gt} T FolHUe v
F4EdA BolUA (off-axis) 2HIHE DEAY
AdS 48 ¢ U ¥F9 990 dEde
AFAFE JYrP O Kettings>2 do)ANE A
xZ FAHRG ¢Foz (Huzgydor) &
BAY FAZF AAY dEYg W HUHNA
Ado] sl AGEAL Folu Husty Qo)

3. LEMe RERS

ol Adhg 57 8] =29 g} rhg]
ZA/EHY 5& Atz e Alest o
7] godd 2% H AP g} =55 T
BAg e A EY §E5L SR g ol
4% (subsonic flow) =& %&% #% (supersonic
flow) .2 UHo) At dyrdo g go] AlLHE
NNAAEE olgd RELE kER ARAlY
A 2] (nozzle-to-workpiece distance | 72 NW)
g 7b5d A frAstedor Aol FANL spa-
tteroll 98 =E3 A= £FHE] ATtk ol F
737 98 =& ¢HE ¥ 255758 €9
gAY E SN A e A=t 2o
st

3.1 XAFHE 7S

=3
gdolA Ao =Z2H%FS o] HF
AFe A Al 7HA, F (Dx=FA EAEE &
F A E(free je) ] AE, (i) 53] HHAM A
& ol&sl7] 98 FEAE (impinging jet) A 2
aF, AR ez (i) FHAe HaA o E
A5 A (cutting kerf) Weol Ao AEAFY
T2 UE & Utk o] F AFHEL fEel A
Me 49X 7] Prandtl”, Ward®5-ol 3lA 15
Qo =29 Head Yol mE EAIHESY T
Z-53] 224 AE A% — 9 shock structureE
ElIR A=

olgHo g 29T 22 7}~ (diatomic gases) v
=% head(®& AAFAYA)9 HUYH-& Pn, AE
Z 99 A3t (absolute ambient pressure)S Pa
2} 3l® Pn/Pa) 1899 Aol =& 70M %
&&o] "}, 4w A9 HoA Ad=E(F
convergent .+ convergent-straight type) ol A<



A EE underexpanded H9, o] 3¢l convergent-
divergent =Z (de Laval =Z)o] A+ Pn/Pa’l =
< throat?t &7 WA 28 FAH W= Design
condition® ™ & 4% underexpanded ® %<&
&85 d4& 22U} vl43HA underexpanded ¥
ANEQ 3%, AA FA 5 P27} A E 7P Akl ol A
HFALSY conical shock * 28 FAI8HH AL EF 4
F71H o2 VRS & ¢ Udd (2E 4(a) FR).
xZ dgo] B} ®o}X W (Pn/Padd) FrEL 73
underexpansion®] o] HA 9 2L TZE O o)A
EAEA A Hoh AEY FHAE4AH 2750}
M2 2zdte gild, g £38 3§
Mach shock disk (MSD %% normal shock)S &

NOZZLE

INTERSECTION

JIDENT
INC POINT

SHOCK

REFLECTED

SHOCK JET

BOUNDARY

(a)

NOZZLE

INUDENT
SHOCK

REFLECTED
SHOCK

%A &2 & 9
43 = o]& 72X E w9 stagnation pres-
sure®] £AZ QA3 21 T A= o} 5 &o] gt
AR TS A F2 YEFF g3 thA
25503 7t&o] (1Y 4(h) FH).

3.2 HEo|Me| HERS

AA 9 #HolA Aot L Yoo 4 HEV}
FEST FTEANEY dH4og HAY 4 o,
58] v A¢ Addg uelde fEuve
W gde] 283 A EY 2 (stagnation pres-
sure) & A3 (cutting pressure) @] Walo]
SET A9dge A4 daxd 24 5= ¢
AT =& A8 AP, =Z headd ¢+ Sl
o3 WztstA =v, HHo pressure transducerE
2% AgHoz g £ o fFo] ofL&9)
A =& head?d YHEL =Y F2, = AEY
&7t 71 E4F Aty o] vt AdEws)
et A Ao dyA ok 28y A4 Ade
o] g&vtgt A UYL AV YPME =3 2R
T3 At Azt siztstol dhed (2E 1mm
olu), ol HeA9 gpatter T & W=}
mirror7t 4= 713 2 990 In Hlo] ojd
=AY A ME nozzle-to-workpiece distanceS
AL 3HA A od) ok 3l | efo] Ut} o] F Letale]
2SEH5S o438 Ads doln Y=
S AEAE S duzx e B ge o
T2t A= o] g}, 22 o) m) gl M AHA E o
Aol alejd uiel Zol 23L& FEFAME 23
He] ¥z =&Y ¢ Aol wat el W
e FFE Holn, AIGYYE olo Y&}
ol 937 9d g A7t Ao gonew
heps] Z3s 2w ol e #o

=2 head ¥¥& &9 25845 9L o,
MSD7F 717 H7R= 713 conical shockT
ZE 7S ¢l MEslgt ol Agge B
P e {59 stagnation pressure® U EFL}E
tl, =% head2] %3 NW— Ao} wha} F7]4¢9]
HEE Btk 29 59 A¥HY 98 =Z(dia
=18mm)oA EE2HE AEGFY A v
€ head 4% 2 NW— A2 9 #AE vehAdTe,
EY¢Ho| 0.3-035 MPaZtA= Fdgo] NW—
Aol g} F71Ho 2 WEgE B 4 gk A
@eto] & 49L A hZ zone A, zone B 3
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HolA daelAe =2 g staES o

CIRCULAR
NOZZLE

18 5 dughgw

39, zone A= =& ENA % sl7tet dolA
AdA E4& 27 gk FHA Y 1% 99 (zone
B)& =ZFdA % 3mmAZ Y3, AA A
9A £ EE A, NW-A2 9 Wl g
gt Highy) W2 9= P90 zone A B} &,
% tolerance’t € A& ¢ 4 Ut} Zone B Bt}
Holl vehvte 1 g e mEoA W F Hol A
HAAA A= T opticsE ©] €3] ¥E FAEAT]
= =33

w=E9Ho] ¥t FolxA =4 43 MSD7F ¥
4= f%0] o] MSDE 7I2X 29 stagnation
pressure’t 7484 do) webd Ay E 72
284 @k 19 5004 MSD7F 24 & o HEV}
F713Q F2E doivjEla ¢ Fhg 7
e & & Atk F@/oy FEAELNAM MSD7}

INCIDENT
SHOC

JET
BOUNDARY

SLIP STREAM

WORK PIECE

T8 6. MSD#} stagnation bubble™®

KEBEHREEE W12% H25, 1994F 61

5

W8 stagnation bubble©] ¥4 ¥ty By n
UTF ¥, 1Y 69l o] stagnation bubble( = vortex
ring) & HolwH|, o] Tugtel AkAale] R 77
AAZL Bl EEH o2 & ¥ bz} debrisE 7H5of
FA Hol #elANE F5, plasmad] AN 7]
A3te RoZ Mty gk

3.3 FLolM e HERS

Fgol HolA HAGE o8 AL AEFFY
£-4 A o] (characteristic length, 2% nozzle diame-
ter £ jet width)oll H]3 A o7t Juidez
A HEZ HaW ol §F9 osirt At
A A7 We Fe&A "ok B3 224
& AL 5H7e EAZ A HAdol B
go] sj o] of Y}, A 9] tjF-£ 2 977} Schlieren
7t B B3l @ olFof FHd L T glon,
ol2HY dATET olSEREY A 24¢ez
©@<=3}8] conformal mapping WHo 2 HdH
OE AHEXE T3 4¥E B 5 Yo}

Schlieren 7HA 88 &3 dAFdxe HBEZS
BARI AV H9He 4L UED 1 98 BEE
AES f5& #Fen*e® TAL At (simula-
ted cutting kerf) ol X9 JHRETE ZA&© Ay
Hog HZd vk

Beyer ¢ Petring”’ 2 24} HdwdM9 §5&
Schlieren diagnostic FH 2.2 #48lY=d|, 19
nad 53 254 ANEY B FF59 AL
Ztzte] BT (characteristic region) o2 %
T 9Jon, o] EHFHL 25 59 432
A weth 27802 H A% (boundary layer) |
EA4 9 §598 (separation)?} &3] &§7e
WE Ao ¥ JFE YA & HAZ %
g7 dojux gevd dd stA2RE Hdd
yEe &84 EHHEYZ9 momentum transfer?}
HH3tg 5 Uk 71 EFH o2 AAF gl Wl ¢
a3 HHoln wz duwe 2 w4
Yo g el BAFE Aol BAHPY, oY
B & HdZFY spark shower? E3 o
380l dross®t burr7t ¢1% HZHog ¥is= 3
Iz dudgn 2uda Qo

38 Bergers®& UWtA <l ¥elol conical =
% (convergent-straight)# Laval =% (convergent-
divergent)& SchlierenAt3-& S8 wlws] B3,



ob&e EA AdHel Y AEE I 59 &
A& d7stdd. 2 23 Lyt conical =2l B3]
2999 (working range)7} €53 2 (= 5mm)
dual-beam Laval’=&& 703t} o7 718
Hoz T HAAAA H4AE Laval =& £
25d F 255 AEN NZ BYH FAAEAN
3+l main flowE FA3HA H=d MSD7} gle
AE F5S dS F ARG,

Zefferers®2 Schlieren diagnostic® E3] & o]
AR Hehol| A 2] gasdynamic g ol e J13lz,
Ae 7b2 §%59 7123 pattern™ =Z2 A &
274, A94F A9y ge g B nFIA
o} 53] AL Ao M9 Schlieren 7FA3HE %
3 Ao {fE5dGo]l 57tAe BT -
approach, admission, overexpansion, boundary layer
separation and compression, outflow region— 2. =
U oA e FAAEe vl X7} tafEe] &4
& AAH3Y (clean-out operation) ¥ dFA L9
T8 ot dnpa Fgs Ak 17 74 Ao
5479E B,

nozzle

1 approach region

[ S with Mach disk
. i 3 admission region
edges with X-shock

3 overexpansion,
reflection of shocks

-k- 4 boundary layer separation,
A compression of supersonic
AN

llow
5 outflow region

nozzle
1 approach region
with Mach disk

2 admission region
with oblique shock

cutting
front

\ 3 overexpansion, towards cutting
front orientcd oblique shock

\
\ 4 boundary layer separation,

\ compression of supersonic
\ flow

\k\ \\\\ 5 outflow region
@ NN
\

33 7. ge g 430

34 LE9 JHME 2IE AT

A7k e FA =25 ol &3 dddS
AN A e A7 Bol B H vk BT
Aoy AYell & =FS designdtL HW
oMol ddgtd FAA A Aas FPFLEN
HaAE Hrtsta gl

&S 855 4A g8 €A @1, 9 A
Ao dloj Aol o) A EFHA de AEE
AHEE Ao a7 HY, dntHor F2j7} #HolA
Hel whAbgo] 1 A9 248 FF3 /Mg wol
AHEETE T3 @A JHF Bo] Koy AP E
=E FHe $F =T —F HolA WH s
AEZ} Y FHAEZAAM &8 Yoe FHoldh
&5 k&L O WFY Aol taFRe I
e = E859 &4 wal parallel, conical,
convergent, convergent-divergent, ring, flat-tipped,
non-circular & 48 A2 EFF 4 Aok 1@
8ol 2 FEE HYth

Z245R5E 27 A =2 dH S 5L A S
B LOMPa o]do] HH d=d F27t oA &

2 olZ H37] Y3 (Dring =&F& o] &8 =

(a) Parallel (b) Coanical (c) Convergent

() pon-circular

(f) Flat tipped

J8 8. dubEel x5w
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HolA HutelAe w2 9 staAEY o

U7t F2E HEZ AU DA = ol B2
windowE A X8} 1Yo} A=E A A 7|A Bt
= otel focusing mirrorE o) {3 EAES A
&% g

49 % x=8dMe =F 4go) 715
e MSD7F A Elo] datd el A3LE 714 9 A
HE ol A M &g ut o). Fieret 52 o] MSD9)
& BAE7) A8 =& BRES uYdyoew
Azt Heg AT F 4R =25 3
7FAE 065 MPa ©[3te] x=Zqtg ol Ae MSD7F
HA A & zone BY n¢F G0 Uebgrh ol&
P29 AP S a3 E AR edgeol
A Bl Z&EHE shockTZ7} W3}, MSD7F #A4 5=
E3tE Ao AR HUY, 583 3719 dato] ¢
AT L 4EEr] EL VA BEr1g e
g EREY Aol ofF Hmsok stu v S
Zhot A, M2 E= AR o2 44 f-59
TZ7 "ale & 9lo] AP I3 3948 aste
Holth o] & HAFHQ AHol= AFetA 232
AjAHgREY,

Ring =59 #¥(annular)=Z& o] &3s Ag
Aol 4 73 F de N54S B A7
WD loenr® A Az Coanda effect-
AEZ} FH A stream lined wet 32 &
—& 3839 9¥x2% annular =& ¢,
2 =& g3l MSD AL AT +
U+ Coanda =ZE WEFHT Yt}?. o] Coanda
2EFE 4-5mme AHAAME 05 MPas] 3
9ot s i g oldxn Hugu o

Sepold®2 3709 At =& & o] & mirrorE
AR ) 5dHo s daAYE 3—4mm AER
Y 7 UMt @ AdgtE L 02 MPa I EE 22
Fgel = ok

250 57198 o2& o8 L&A E
] design condition®] = convergent-divergent,
29 Laval =258 AZE oL Alwdzn ot
Zefferer5®2 YU parallel jet Laval =Z9] A%
A} 06 MPa8l =& M % shocke] 4% A
Fe RS 2SS UdTn Bausa ot v
Hiigel 52V 2709 ZAXA HA€ Laval =22
T 2SEHHEES B2 FZ47 shock®l©) 5mm
Axo ddAZE 48 F UUAY Ao B g
e},

Hir ox

KEHEHREE, H12E H20, 19945 67

4. FEe| yo|x@d

Wi Ade AL Aoz AdwF Laval
Z2(Z255:E)S FHdE FEE 5+ deAg
AFE 2AFE Ba stz Ao] AdE A oA
FEs

Lol wgtrie,

4.1 HEti

duidds 3 2 E Wsre 9 2o

Focusing : 10" ZnSe lens
Laser : Rofin-Sinar multi-mode CO, laser
(Lp=2—4kW)

Cutting gas : gas— O, only (&% 0.1 MPa °]4})
0,+N, (&3 0.1 MPa °|4)
=& —convergent-straight =2 (dia
=2.0mm)
supersonic =& (5Y KAD
0.5,1.0,1.5 MPa&
=& A8 Aol 9 AZY(NW)
C—S =% Imm
supersonic =& ; 7}4
=EH 33kl AP (NF)
C-S =& :  Imm(FFHL 8
Hell ¥x)
supersonic’= 2 ; 7}
: speed—7}9
A& —S45C 22mm

Process

42 &9 ¥t

AavrE BRIlrz A28 A9 uncontrolled
burninge] Yojuti Mg e wje A F§s}
28 AMEEE AUt A% Hulg A "dug
¥ A (roughness) & WMt & oju) grogss 4t
avbE AL8" A 9o ¥ viscosity?} Z7}E &
¥ 749 AA7 B} odn, ol Ayge A
ao] FFo] Y FE EHAY. AP
AA supersonic=Z9] +&HE 05, 1.0, 1.5 MPas
A2 Z/ANANY AE  momentum® =717}
dross®] AA M= FFL AHEY}(2Y 9
#z).

53] 1.0 MPa # 1.5 MPa ;=% 2] 7 $-o) A} 2oj A]



(a) 0.5MPa

(b) 1.0MPa

(¢) 1.5MPa

%8 9. AE momentum %7t dF(supersonic &/ EF7I2 ALEA])

(a) 22 (P=0.1MPa)

(b) EF712(P=0.1MPa)

J210. CS =2 AH&A9 HudH

0] 2/3A A EA% 59 H3t US
4 4 Ut} dHe B #3Ad fEY BEdE
oz Qs rtzwgeg 2RHI gl Sof B
ol Zefferers¥9 w=&oA #dd #59 Hg

d 3 (flow separation) o] 21§ Ao g APt =&
3¥o] 1.0 MPa°lAl 1.5 MPaZ 50% %7Helx
7L fFEET & ¥ fleoz nFo,
olgg el 284 AEY T3 DAY A Y
AEHQ patternS. & UFHEY. & FH HS %
SHAEY AMR2 fEo FAG Frldx BT
dtu Hdwe] d MMeie A do. ot
A Emomentum?] {02 i £5F2
e 2] B3l A A A5 drossito] o
O} ol AGHY ARAM HARXA EEHe
22t Bx AE9 Algoaz EH4A AAs sHsd
A

olo] Bla} B4 AlEEe C-S typed =EE A
A Ae9 Hddg 1Y 109 HUAc ol B

g i

[]

_r.
32

Z7hage 747 dadk ER7EE 0.1IMPad] &
go gz AL&3QT. 53] EfIAE AHEE W9
AeHE L supersonic =& 8 AHEPE dEY F5
S 5 Atk F FR1) AN E REESAEE
v 2 2 319tE Laval =0l £&He ALdE
Adagol A {59 vz A8 AR FIH S
A7) 23, 2318 F49 convergent-straight
=Z3 e gy AEE ALEshe Aol nlg3
& Holi Qi)

4.3 7tA =M g o

Ar0E ALY ASERYG ERIMEE AMSE
< Adde AA77F AdEd 2" 10(b) el
bz} Aol EFVIAE 01 MPady] t8o2 &
A we Hdds Bl
At ur-g ALE® 7% uncontrolled burning®] %
2 He 2 Fou} drosse FHFHOZ A
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HolA deol Mo w2 9 sjagee gy

A8 7] fuh, olo) Hla) EFIIAE AHEEE W
FAL NAHAY, 8839 viscosity’t Z7}+8) 2
¥ drosst SUAHNA Aoz A AHs7
FET o) AAES A8 23 HEAES == F
ol A Ab8-8 A$ Aol ERY drossE AAY
T Aen M3 Rejdc}

4.4 30mm FE MO AT

ool shetd EF st29 23 BE sp2A
E9 A%s HH3s oA (armour plate) 2
2ol T3 F %73 (High Cr-Mn Steel) & A3
o2 ddd £ Uk dolA 28 Wy o,
&4 convergent ~— straight =2 % A3t} o]
H HEEEE 02m/ ming 48 § Ao 2t
HZAER}EE7 2ADE A28 drossSly:
9ES dg F Ay

52 o
=FAM BAEE AEY Ago el dwA
o2 nFR AA T FolX FhA 489S

TH =] AT R EHIA HdW A G4
& dHESGY 3] qoksd oo 2o

FFEEHEAEE »EYYS FUHet] uwral "kt
e ST w20 A gAteld] A g 7Msd
A A Bt ok 3l A 2ko] k. whebA AlgF
Eol 717 Aok o]F | Faliz 22 4AE Q)
Abgo] AFE AL QAT shocke] Ao E Q&)
Z5 AYge o ud¥gHo BAAE =
ek (DLPANMNE MSD7F @45 A g3 37
¢l ?}"‘51 Adsel JeEl=2 A4 Y (ii)Laval
Z& ol &3 shock *27F EAHA ¥ 2 3
3173: PEE ke o] AX=H Qo)
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