A 53 b3 2 dlelA sEurE ) (90. 2. 10)

BREA Y4E A goly Pz

Determination of Optimal Cutting Condition

for High Quality Cutting Surface

% 3

(YINALTLE NHE7igd)

ABSTRAT
‘The quality of cutting surface such as surface
roughness, heat affected zone, kerf width can
be improved by controlling the parameters of
cutting process. These parameters includes cutt-
ing veiocity, laser beam power, material depth
and assistant gas. Thermodynamic analysis and
systematical experiments are attempted to pred-
ict and determine the optimal cutting condition.
There exists the optimal cutting condition to
ensure high quality surface. Under this operat-
ion, the minimm surface royghness of the mild
steel, the stainless steel and the titanium

becomes 6.84m 13pmand 10#mrespectively.
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