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ABSTRACT

This paper. presents an experimental study on the effects of the process
parameters on: laser cutting” of 3 'mm’ thick mildsteel plates. The parameters
investigated includes laser -power, gas pressure and cutting speed. The cut quality
was examined by kerf width and cut edee roushness. The laser. source used is a
continuous wave CO, laser with ‘maximum power of 4 kW. The study consisted of
two parts. In the first part is an experiment to determine the effect of cutting
parameters on the kerf width.and the cut edge roughness. The cutting parameters
include laser power of 2,000, 2,300.and 2,400°W, oxygen gas pressure of 0.07, 0.12
and 0.17 MPa.and cutting speed of 3,100, 3,400 and 3,700 mm/min respectively. The
results show that as the laser power increases, the averaee kerf width is increased.
Oxygen gas pressure alsohas a remarkable effect .on the cut-edge roughness. It is
found that as the gas pressure increases, the roughness-is increased. Increasing of the
cutting speed gives the narrower average kerf width and the smoother cut surface.
The second part of this study presents the correlations for kerf width and roughness.

The percentages are less than 1 % and ranged from 6 to 11 % respectively.
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RRAMNTTUAIIY LU NITHARTUAIULATITNTNG NITHANTUAIUSDEUA Tudrugunsal
a <& a 4 & Qy 1 & a dll = ] d' ) =3 1 P
awannseiind vetudugUnsaivlingdus salufemsdaiioninduainaiesneiiioniny
areau Tunsufuanmsanlanzainisarinlanaieds wu nasdianienanaun (Plasma  arc
cutting) N13AARELAdeaNTAL-(Oxyfuel /cutting) hazn15AnsIBRsIAuLl  (Water jet
cutting) BIsn1sdnmaiuliiinsduranussvitaidauasiuy lngaun1nveanisdn
TNNRITAUIIN T2EAIUNTINTBTBEAN (Kerf - width) WaANN NRIUBITREFR FeAY
NI (Surface. roughness) #sanIstAnkaUILUToBGA (Striation) Tun1s@ARIBNAIANT
WAL LAFDNTLAU DLUNRAIUNLIUTUTBEAALN kAL TANNI19WRITRUAAUINAINNITHA
ANELAAS ABUIANIY 1 mm baE 2 mm AIUAWU[1] AUNISHANIELIIPULNDIIINLE

= 1 o ¥ 6 U 2 v A N = 1 A 1 1
ANUSIUNIINITEAMBIAEDS WrinunIWwedodnildiuinnda fieagluyie 0.7-2.5 mm [1]

1 U 52 v L4 X !
mummmwwaamimmmaL%aiagiuszj’sq 0.1 =1 mmI[1]

WANNITVRINATAAMELA DI T unIEUIUM sShad IS ou_na1IfReazende
WA UAUTIUIINANTTINLALTNONAOU AL AN NFBINITAR Tava Avpslunisinnie

v v

aweshe WilnsduRadussudrhfafiuiuay anuududigs Maailunissni awise

74

AianndzUTtudeulataziiseeymnIN0ITRLANILAY

ANV URYDITeYRALAL TEBYALN R sTodaansAtuANl AN T
ddyAe LSRR (Cutting speed)  AIINAUYBNAAYY (Assist gas pressure) wayia
yoiawwes (Laser powen) ludruwasuiatisaziivsivitilansimatoonlugsuans danuin
nsldufaeondiauasiilianunsadmanglfiiniinsiduiauindug (2] uazuiaoandiau
Sidmanoszorauniwessesinuazanumeulusesdn ieswnufaesndiauiionn
dudanulanemvan sAnUfiseneendindusenitaufiaeandauiulansinal asilviie
mm%’amﬁ'mﬁuLLazﬁﬂiﬁLﬁm%uWémmanawsmmLmzamagjmmmﬁwmiaaéfﬂ Fodusleiy
anusureidendinuasihlfsrszauniwessesfnuazarumeulusesfaiiudy (3,

4] UBNAINUAIFIVUALTDSLAZAIULE IR AAINANDTZEEAINNNIIVDITOUFA LAZAIY



neulusesdin nanife Waliui1dwwesaesiazanainutsidnazvinlianuninesesdn

WAy wagaunetulusesinanas (5, 6]

TunsinwpSaiavinisvaassiaurumdnmiion (Mild steel) au1nA1AmL 3
mm lduRaeandinuduniadie Ingavsinnisusuardiudsnisdn laun Andevesalves
ANULEINTHR wazANNTULAE mﬂﬁ?uﬁ']mﬁLﬂiwﬁ@mmwmaﬂiaﬂéfm waziUSouiisunadi
1§91nN15MAADIRUALNSYUIBYILIAANNNA YRI5 BER SIusTeadsEInsANd LTS YD

ANMUNINITREAALAEAUNEIURATUSDEAR

1.2 nguszasAvanIsinen

1. fefpeudwmaanseiiiuusnsia lonn Mdwedadases anuduvouia
2ONTLAU KAZAINUSINISAA TIAHARDIUIAAIIUNITIRAZ AN UVDITOURR F1TUNIT
fawanmteIniuaLees

2/ \iinpuifiauanudifnesiiduoanates ANNAuTeILideondian uay
AEsaTTiRer NI suaz AN iEN TR I aesalngla nasnn @R

3 floassannsanduiusdms U NI LIRAIIN ILAZANRE U OEAR
1.3 YaULUANISIAY

1; Fnwilagneasinisenawesinaldimdnmiien YuMANEMTa 3 mm

2. Wawasvilaaisusulaanles wavilufdeandiaiduiiagsy

3. NMBdUBILANALYaIALTAD 2000, 2200 waz 2,400 W anuAukidandauildme

0.07, 0.12 uaz0.17 MPa Lazauisdeildae 3100, 3000 way 3700 mmy/min
1.4 dUNRFIUNITIVY

1. mdedawes AnEsuLia wara S amsianuaneeitdmalianuninmes
JOYAALANFIAU

2. A& enaes ANUTULAE taTATIIE N sSaunnsesudawalianumeuly
JOURALANFNAY

3. SR NALRTIHARDANNINIYBITRUAALINTIEA
4. USRI NAHEAIINVENUTBITOEAANINTIER
) =
1.5 YUNBUVBINITANTN
1. Ainwdayauaranddeinertesiunsdaiaiges

2. MAUAANUNUNVBITEAATIADINITAN AIRILUTIUNISHALALAINABINITIATIZITHE

9



3. ynsneaesinmanuiemeiaesiagldadnlsnige

4. YA unuilgnyinsinruauaginnsiasEiNanIsaaes

5. YATIATIEinnnes

6. YATIATIERANULUTUTIU

7. A59AN NN SANFUNUSA NS UYL 8AIIUN IS AHNETUVBITREAR

L

8. Waszvinanavasunan1sine wardnhguidsinendinug

ITL T1T

dy [ dl Y o L v dl = ! 5 1 Y o ¥ &Y 14
wnanstiluenansianulidmsunisidauienistnwintu leugwslmiluldusslowisunisi

lidnsallagnsau Snvivhuiilvidauwlasilon uavdesgedadadivedenarsynasaninisiluly



uni 2

o= O 1
550UNISUUINAU

2.1 NAYDIVUNVBLAAADNITANLANLALALYDS

Chen [2] Io@nwnansznulunisdamdnimieimeiawassinaisuaulaoanles Iy

(%
o a £ &

uwianldivauiauSansuazuianay wiausans laun wiaeendiau lulasiau 01ineu uay

9

Faey drunianay lowawiasrsnouivlulpsau asneuiusidey sandlauiusisnau

20nTLaUNULULPSLAY WaLeaATRUNUBIAYY WUI1NIShTLNEaNTLaUNEIaENaLR879IN 19

Z

AunvasseERnffian lunislduiaiesiissegiumedesazldnnusdinfiauasaaudiu
uwiiangs drunsliuianauseninuigeondauiuuiaduazviliiianisinzinvewen
lang (Dross adhesion) Fsprauntadymilalagnisiiuninusunia sgralsiniunisiia

AnNRuLiazdwaiviimssendlndiintulusessndmalununnlusesdnanas

Chen [4) Ifdnsmanssnue ufatiorusugslumsiamanaiUausmaiumu
3 mm-Mmelawasuiinaisueulaeenleniiges InuwSe uileuseninuiaeondau e1iney
lulpswy wagoina MnnsvaaemuIn nsldufaeendioukazeInATIANAUGS (10 bar)
yhlAnnaamnsefliR na1afe Sn1soondladifatuidiuuuesiasosda n1sliuta
o1fneufinnwiugailnAnsessinfideuttaseu drumsliifalulnsiaunianusugaili
Aansinzdnmemenlavgualiname i Tuiofuninfuiu 2 8 10 bar agrlsf
pa awiadnidielionmiiuuiasneduiandineldifaidon (ersnoukarlulnmiou) ud
Frniflunmslufaoendiauiuiiadie Chen (4] Faasinaslduiasontiautuiiian dw

v
[d [23 1 Y

whalulnsiaunazersneusisgztiuldunuld egnlsiniunasldoinimduniadietuas
TnanneenIuAadus na1are luaiuresnianasia agfedldanusdandiniingld
wigeandiau druluniurasauniniy n1stdnianseaslviinzeuiian daudinfeald

anusaTisnIuiadug uilunisldoinaduutatieaziinanuneruiiagian

2.2 HAYDIKAFIDNTLIU NIAIVDILALLDS HAZANUSIAANTNARBNITARLANS

14 4
NIYLALYDI

Chen way Yao [7] leWauniuudiasadesiiay ies1anin1sdamaniuieise

awaslagldufaoandnuluniatie lnanisanauusansliiuniaeandiausaus 99.5 %



ulufis 90% agvilvinmsiinufiseeendinduianas inauseulunisdnanas vilvides
Tinnusisniianas uenanddslaesurenisiiauauialusesdn Jflauduiusiungsu
Anusouiinanuiseneendndulutusenlad Chen waz Yao [7] laesuiudn Ujisen

2ONTLATUNLANIINAITHAMANAIBWAFDINTLAUILYIN I AT UanlwnTulusesfn Wity

a

panlardazluates Aslin1suaniikazas199ulninanna1io 191N kIIUaIAIUAULAE

gnduesnun azinauluigdng  dulisanainanuduniuvesgungiivazduvedlaned

waouaazduag iiauauslusessn

Chen uay Yao [BlLlaARwinalnnisiinuausalusessin lunisiamanmieade
s Inglduuusiasmiindineaniiazyinnsmaass nadlanudn n1stinA1uEFavh
Ifinainsiiaufinseteendndu - wazattunisifialanivaiiesas dwalviaiudnves
wauslusesfn (Striation depth) amas drunisiiupauduvesuiaoendiau vy
mumiLYeufaoonRaumantulusesdn dwaliiauifsereendnduinnta vildanudn
YoaaUslusoodaliisd uaney Taenin1svnaediaviuusiaswnindnAansiuliuad

A9NARDINY

Wee tag Li [9] Wanwinaiinunuialusesfinnnmasamanmidoseiawes las
WAL THUUTIa0INPNRAIANSYINANNTINITELS NYIa N1seusnuliudu waen1seusNY
Wi walsmuaiflednsiiunaidavinldanummvesusenlesfivaeuaransanas
uagnsinvdnlaonnslduiaeandiauduliaissifinufisenoendiniu Ssaxdinisane
ATaset (Exothermic reaction) aanin Wiligamgiiveslavsinafiniu dmwaliszozai

A9 BNT B ARLNUTU

Powell Uazaaiz [10] vmsuaaesiamannimeiawefiilalildsossiniining
venutiesiian muiileanuisidamaziinmureulusesdngs weenisiinAd L Ui
fananiAntuilenmiifaindrianmiingugaintos desmnfenudadagegnazyiil
anwazreamntde (Cut front) TArulawisedimuaesinn dwmalignsinsivavedans
manflazgndusenlugiuansanas wazdadunisifiuanutulou (tubulence) voslans

wiadluusnaiy Jaduamenianumeuifiatudenusnngaan

Rajaram wazmug [11] lannassdnudn 4130 meawesyinnsuaulaeenlan Loy
IgUSufdmeaamoitazaudadn lunsaneiesfinnsanaiuniiawessessn A
WeTUR ANBYEIAUSY (Striation  frequency)  WazvLInvBIUSAINSENUSaY (Heat
affected zone, HAZ) wuilunsdiitdmesawesmawaliilvunanunitesessfnuas

a o v =~ a o a1 Y] 5 | aa & o o
UIIUNIENUIDUUBDY LUENGU']ﬂllﬂ?qmﬁauwaﬂmquaﬂl‘lﬂu’Jﬁﬂ@q aQUIUﬂimWﬂrJqﬂJLijm@mq



denalvinnumeuiazaudivawauswn Anuvetunanadlunms@nuil nanlinssdnuiu
msdnaresiaenity iWesnlunisAnwilddermvesnuiidaiganiteimunzanly
ReulvrasmasveatgasuazaunuIvesdan vonanildladnyinisiasisianney

o o A

(Regression analysis) wuanidweuaesiiutladedrAgyfidiwaneanunitesosdnias

o

UsSansznusau duanusidadutlateddudamaraninuneiunazanudvaawausi iy

o

= 1%

8RR wasnIsAnielAliAuNINTREARTIMIIIZaN Ao AINUNTNTEEfntal USInNTENY

Soutloy wagauveuAian mslimaweawesiian waeausatas

Lamikiz wavAny [12) lAnwuaznnasedaianyia Advance high strength
steels (AHSS) melatgassinmsuaulnoenles THunasondiauluuiaie Tnevinnisusu
ANMSIvRAAa3 AINALLAE AINISIRR wasuaesaliia 99nnsveaesnudn e

AdevDLALED S LTULAYANUS I AAN AL EINA IAINN T 19YDITRE AALALTY Wana Nt

n5RsvesgaliianaginIIn T uNYe LI viigunTefinninn g

Yilbas  [3] le@rw nanTenuveulsnsdaidne aanuniasresses fauaznisiin
Laus lusesidn 92ARISFAEnASUBUATiTiATsuUY 12 mm #aglatgasyia
msuatlneenlen ANNISANYINUIIAINUAUILULLAYAN LA LY BILAREBNTLAUAINANTENU
genalifddiunisideunlamesranunineseusa was s ldidive wales uagniudy
vosufaondiaudiastiu svdmalifimasansousuilannainaimsau (Thermal erosion)

WL U Y AR UL SR AR LA AINNNIVBITDLAMNUTU

(%

Thomas [5] lﬁﬁﬂmﬁwﬁwaﬁdﬂmaﬁamﬁﬁ@mﬁﬂﬂﬁwﬁﬂqu (high" strength steel)
TnevnsUSummswesawosiasmmissn waslitiaeendiouiuedayis nudlowiy
SRRz ARLUS T sesfrantotas daunslinidwetalsesat vl Anuaus,
TuseuRnLing u uazdeialiainunsiwessesfaind uge uanaind lunisiiuindewes
aLgasdmaliian HAZ finetu Tnedled HAZ fandudwmalifontnisdn (Fatigue life) vas

[

ananas LileanniinisivBeulassadasvesian Wairidnumaaeunisdndsinaandu
ANA1S (Residual stress) 170 dralvidiongn1sananas

Cekic way Begic Hajdarevic [6] laassaunisanuduiusdmsunisdmmannaine
g4 (High-alloy steel) A1amuY 3 mm melawesviinasuaulaeanles 14n1TIATIEAEs
faviunsneasd lngusua1nansinn AnuauLigeendiau wagsregliia a1nnnsAne)
wuimavesnamenuirlusesfanarnauinanssnuieuannsinssiidaianas
msnaaesdivuldulvlumadentu fe Wumnudadaiildanumeusasuiuansenudeu

anel



2.3 LUUIADINNNAMAAIENIVDIAUNIITDEAN LUNTANLANLALALYDS

Kar wagmady [13] IARNBILALRRILILUUTNABIN NALAAERTENTUN1TAALALYDS

1ngle3s Scaling laws Mialawesviineandiau-lelalail (Chemical Oxygen-lodine Laser,

colL)  lunisdnanuaalaenisiondnnisaunanasey Jeduiusiuaiudnlunisen

(Cutting depth) Ausiwusdug laud Mawenawes vuInveaaILanaas (Spot size)

AR LazASIvBILAaYIe (Cutting gas velocity)

NN NITANRaNdsUdnsUnTEUINNISARMBIawe Samsavi i UAsun

aunisegrsirelasldszuuwisiiwesmiungunesy (lumped parameter technique)

NadwsuasaInnIsfiarsannsauganasnuuaunisaeil

[

P v, + Ay vw,

d 4,

Lfi’e]

AO — i LAY A3 . _1_ (Wk +2ka(Tm _TO))
a, a, 2\Jooww,

LAY
dy = IO(Cp(Tm _TO)+Lm +18Lb)
P Ao MasvadaLwas (W]
Ao AUANVDINITAAVI DANUAUIVBITUIIU [M]
= < Y
% A9 AINULIING [M/s]

w, AR 3282AINNINTRITORR (kerf width)[m]

' (2
a

wo A9 YA UAUENANTeNALAN ALY RS ITUY [m]

T, Ao aungivasiiviaIvesian (K]

T, Ao aumgilwindes [K]
A a (% ! v 3

A, A BIVNYANNITUBIDATINITANBLNNAIY [m /]]

A A8 Effective energy coupling factor M3 TaAARTUULNTEUIUNITAN
A LY ! A 14 [ a o .

p Ao amwmwmaiwnmaL‘Uula‘uumaa@] (Factor of evaporation

contribution)



S 1 1 v 2
a AD ANNITLNIANUTBU [M/s]

U5gANTNISUIANNSBUVDITUINY [W/mK]

o))}
ge

k D

lun1suszandldanngnisiasusuadiniunssuiunisiameiaisas aglauuin

ANUNTNNYBITANT LD IINVUIN VIS WANALDSTUAUTIAAUURITUITY (W) Fel)

24
1 2.51 “kET”“T))Pﬁ
Wk — w m L0 - (24)
v A ,O
14+3.08x107 S0P \p f,
A3\/—f Mwljgf\/;
de  f Ao \ewauvanuduiianatlusesdn (fraction of pressure of pressure

drop_ in the kerf)
o Ao whaduiugudnatwedliana lumhe asdnsey [A)
M, fe dwmdnlaena luviie nsudelia [g/mol]
P, | #® ArmAuYosLNag (kPal
= 1 2 1 3
P, ABATUAUIMUUYDILNEYIY Tke/m ]
= ' Y 3
Ve, AB ANUNUILUUYDIER [Ke/m ]
n, Ao Yadpvedleiouvandsluuinaedavemal (Super heating factor in

the melt front)

Pnaunsil 2.4 Wuannisdimduyhuigannigsesdndsldinainngnisauna
w&sulnednulsd Ay itasonrasiniesoedafe A1mSade Mdwenales Anuduves
ufiate Tng Kar waganie [13] ldvimswSoudisurammaaenetad /P fid vw, iile
Wisuiisuraiildainivyiiasmisadamansiunanisunaaslneltianuinmieeg 1o
ogfiflon Iifia newasawuiaa wazlinilon wuiadildseninsnsSouiisuseming

WuUIIaRImRAdamansiUNanIsnnasslirlndesdiy Aowle /P WuTu vw, 938089

§ a

JUABUINAT d WaY v AT LBNAIUDULADSINTL AINUNINITREFAILLNNTL TUNIIMNTI

1%
= Y

PWAINAT d ey w, AT LHDAG0LaaINTY 2ssldnuInnsITunie

Yilbas [14] la@nwnansenuiinennuninesesdin sutdesunanaifaklsnigelu

nsdnaweslaun Mdweawes ANUSRA way Energy coupling factor Imeimuningin

1% '
YV A I Y

LUUINADINALNANENSY0Y Kar wazane [13] ag1alsAmuaiuasamasnldinuninunsea

Wunenau



31N3I5TUNTTUUTTIAUNNE TR UaRnsaasumsidrmnsliwesinau vila

LAZANNNUIVDITEN

AN5197 2.1

o w

q

ATAIVDILALYDTF

s

M13199 2.1 agunisldrmsilinesvesinifelunisinlaveieiawes

YUALAZAUFUVDILAATIY hazAULSIAR TARa

N3y 360 QYBNIEN AUAY | AIUTIAA
ilaveelan | AUNUN \aLwes uhdae
Powell kaz | Mild steel 1.1 mm 1000 W O, : 2 bar 2000 - 8000
Andz [10] mm/min
Thomas [5] | High strength 2 mm 800 — 2000 1O, : 100 1500 - 4500
steels W kPa mm/min
Lamikiz ey | Advance high 0.8 - 1.5 1200 - 600 0O,:3-8 " | 2000 - 8000
Ay [12] strength steels | mm W bar mm/min
Wee and Li | Mild steel -3 mm |-800 - 1000 | O, :0.2279 | 13 - 20
v,

9] w N/m mm/s
Cekic Loy High-alloy 3 mm 500~ 2000 | O,: 125 - .[.2000 - 4000
Begic steel 1.4828 W 175 bar mm/min
Hajdarevic
6]
Rajaram Uag | 4130 Steel 1.27 mm '700 - 1300 {0, : 1.3 29.6 - 55
A [11] W ke/cm’ mm/s
Kar agmgue | Stainless steel |upto 5 1000 - Np.: 827.37 | 0 — 5 mm/s
[13] mm 10000 W kPa
Chen wag Mild steel 2 mm 1.2 x 108 0,:2-3 20 - 55
Yao [8] W/m’ bar mm/s
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uni 3

NOYHUNNUFIY

3.1 a3

\awwe3 (LASER, light amplification by stimulated emission of radiation) 1Ju
Sruasvianded ﬂﬁ%ﬁﬂﬁuu‘lmal%aﬂnsmmmmmum Tnoiawedduilvainvarsviauayly
AnsaL 'Nﬂulﬂﬁuuagj fUgaUszasAlunIseanuuy auaamesdusuaiiflvundnuas
fin1siDoauutios (Low-divergence beam) WagarTueTaduvadiaasvinmiaqazuansiig
AU @1usadanalaanndveduadiaieas ﬁ’ﬁaﬂuamﬂm%’mﬁmmmuauﬁﬂﬁﬁ’aEJmLUfch
(Visible spectrumn) nastiaisasanldusslomit wlivaieguuuy TnonszuIunIsiadyes
lawes Ao TA AL UFe TS afnaasaLes Feamasaldreeuds veemay wid
viodudnnsaudasy Merutn luatnsalfudatawesaziieafineantin Optical cavity)
Usznausignssan 2 sufidanslivuiuiu vhntdassoutasiudetuginavlundusn
Pl TSty wdhdsdssiuasoenin feasdadldndrnulniiouadunapainuen

adulun sy lrduaainnszuatnIste oL wa 99 udl [15]

3.2 AnuanUAN lUva suALLALDS

LLaﬂLﬁL%@%LfJuLLaﬂﬁgﬂa%ﬁu Llauasaiintiuniusssuvd IneanaudRazunnig

FULAINNNFITUYIF W3 owaIanrasntWity TaerdnnisvadnisiiawadatsasiuLinnn

b4 = %) & 1 1 = = wa

nsmuadlezmaurselianarawnauaisesildinassanuegeilseileu Inenuauda
YDANALYDTHAT [25]

] A a s o Aaa o s v a P
1. anuludasdifen waawesiduwasnidned lnglunimaeuaitieaudveadu
AUNATUTANUBEUNN PIAENUINLALYSTUALABLYRNALITIIANUDRNIzA (unsal

WASFITUTR EUALUNSSUTAINUNIIAI8NULINNEZLESY (MHZ))

o
& &

2. AANUVUIUVDIAAIRNIN ADAILEIADTHUITLNTHULNUULDELNE B g UNU

wasluss UL
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3. ansasananaweslilugadnldfunn Tummgeuunaduriugudnatsvesyn
FIULAIVBUALTDI AL AN TATVLNAEN LAY TUANNE 1IN A UVDILEUALTDS
4. AANUTNYDINGU (Energy density) N1gesnn Fadlgnumigndenusoiuivtidad
WAIRANTENU
5. Aladusudfun viseidunasensius (Coherent) fige ndnafie Wuuawliaudiies
a a = 3 v
uazgNNAARNUILUUBULNE (In phase) 3adun1sunIngen (Interference) uaesn
wasdsanunsapunnalulalna lneanuduvealasanastasunniaisuiuuaaly
a a d‘ Gl =4 d‘ s dll a v Qll
5ITUWIAYTLNDU WARINITIUTE UL UATULAAL YRS AL A ULANA LT TTUYIARITUN
=]

3.1 Asladlalwesigndsesnudnaumiinvziisuaquuuuled (Sine  wave)

° (Y d‘ 1Y e a S = ' [
ANNANDAITUN-3.1 (M) UPaNUULATITUYIN AN NA DA WANNULAZINAVDY

'
[

= | Aay I ) v A A ~ v &

ARULARZAINDNUATINY mwﬂwﬂauumﬁssmmmgﬂ 3UN 30 (9) AsuuLkay
¢ & Ao A~ A

ALY BILUULFNU LN EVDIAULNY WAL A

6. ANNITIMMANILVDLALTNNY udBseonlunaad (Pulse) NTNas Al

CNVAVAVATAVAVAVAVAV
) AAAAAW M

SUN 3.1 aNwazvaIrfuLas (N) AduuaaLgesiay (V) ABULAIAINTITIYA [25]

3.3 Taseafsnugnuvasnsasitinawasuasisn1inseiu

(v 1

= J a s [ [ 6. a £% = s A o 4
wsssnadaawes litasduawessiinlnagiowdiesrusynaunan URyNIURY 3

o

g1 uanaRaguN 3.2 feilfe

1. fananuawyas (Laser Medium %58 Active medium) - 1Judanu3asianansi

& @ <

alvimillauasiaigoseanin INeTanveuwds Yasvakazing dnzisentelalyesnuyoved

U & A I a a
AINANNLALYDINTDDNNNLLALL

2. aaUdralsluunes 39 aaURAan1dR (Optical Resonator #3a Optical

Cavity) - Wugunsainuszneumensanazyiausaaselinuinifisusidunsganiiieyi
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wihfileundu  (feedback) Tuanduaduils uagyiliuadinuduguaudsqgmads
(lasing)

v [ a

3. wraanuianaeunIanszdu (Excitation Power Source) - Uusiuiiiiln
W&91u W Andaussiuliihguiiefsyisalifienatedunataun wieldiniad

danmsounseltannseualnin vieldiliAnuasundyainanne

NILINET NSEANE

paUdfaLslalumes

fananaawas

1

WAsUATEAY

< > > LALTOSLOIANG

A

JUN 3.2 lassafenuguuenasea iAo

WLYeSusaraindAnaRURAN g WuANLEIAaY Mdtadevetawes Ingluns
3N UsenAldaIusee lunasinradoas n13invuan nislunsyuiunisnanian Ads

Wenylnvatiawasvianzauiunisidau 3Ui 3.3 waesnisidentdialoesyilasieg

o

Material processing =)

A

- 8
E 1= ¥ ?‘ u
— -
> g HiE
5 Z12
5 o >~
1

an, e Yz —
5 "7
< 5 l\ﬁ—-——'_’_’_—
S .l
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1. N3AALUURITY (Laser fusion cutting)
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2. NMIAAUUDDNTATY (Laser oxidation cutting)
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(3.1)
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Material Oxidation energy (kJ molfl)
Iron 822

Aluminium 1670

Copper 160

Titanium 912

Nickel 244

Lead 276
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3. msfawuunsnanelule (Laser vaporization cutting)
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AUt o nlilinastiaudAsennisangarinsey [1].3U7 3.14 LanILNUAINNITAR
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JUT 3.14 UnunnuananualEaIN15ARMeaYe U Vaporization

4. NMsaanefIN19Ail (Chemical-degradation)

nsfaLalsesteisnsaatedvataiiiunisliduanalse filedanoiussiaiives
ozmauuaraiNarsUsEnauluy n1sdniaieifeisdldlunsdald Tndwes o1 waztaq
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pondindu) uaslinunmingessdngs fauifienaazdonhnrwasendiuinasvdoott

5. N30 I94 (Scribing)

Tugnuszasdvedns Scibing  Ae Mslwizsosvienisianzgilinzqasuuiiives
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Alfiusunsenusauindy (Heat affected zone, HAZ) Tunisdnmieisiazilsesunn

Wntuuuiuudmaliianueioniniu Fee1avilidaninanudeneluauduninig



23

o
Y ad v A

Aakaze1ianssemala Isnmsdalldiuesiinuissiia egiiun sauluduiuasTanHay
DU

Tumsdniaigesviauafinaiun envagunisiludndmsuTanmele dewnsnei 3.2

M1319% 3.2 TENsdaawesdmTuTaguuuAneg [1]

Material Inert gas melt Reactive gas Vaporization | Chemical Scribing
shearing melt shearing degradation

Ferrous v V4 - - -

alloys

Non-ferrous | / V(T - - -

alloys

Polymers V/(Thermoplastics) | V/(Thermosets) ~| v/ (PMna) | (Thermosets) | -

Ceramics N/ 2 - N4
Glasses ¢ = = N4
Elastomers: | = 3 - by g -

Composites:| / - - N4 N4

3.6 AaUsninasan1sanfeLaas
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wUsanndan uazdiwdslunszuiunisin awnsaeulanislan (Fish bone diagram) 1aga

U7 3.15




24

Laser i
Material
parameters
parameters
Laser power &
Laser bearmn diameter\ Thermal property

Laser beam spatial modex

Material reflectivity

Temporal mode &

Wavelength \

Material thickness
Polarization \

A

Cut kerf quality

Assist gas
B
Nozzle

Cutting speed

Stand-off distance - /

Focal'length /

L /

Process

parameters

3UN 3.15 danavardmsumulsiiinadenisanaeialyes
3.6.1 AuUsanalwas (Laser parameters)
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a ~ ) = ¢
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1. Mawoualwas (Laser power)
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Y
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2. lusuAudnaavesuasalwes (Laser beam diameter)

pveddurIuguinavenaesidudndiwlsnilsidimansenudenisandan

9

Tngdmsunsdameiaiees auinveuduriiugudnalsazgnyinliflvuiaiian weludiuves

£%

N151318M8LAwaT ANEN YUIAEUHIUANINaTY LasUT19veTlAEAsTuRgiuAIY

Y

NUMUUYDIMABNawes (Laser power density) @sladeuliiumdinesuinves

1% '
= v

NUNNTNAAVDIALELALYDS AIEUNITNA 3.2 [27]

= = i o w 2
b® Pd A AINUNRUILUUUBDINIAL, W/mm
I o w s
P A9 AMauaaaiees, W

A A8 NUNNTNFAYIa LELales, mm

3 I uivesdanalyes (Laserbearn spatial mode) Welnuaniawg
(Transverse mode)

Tnupd sfuiidiugnuasnisnssaigi uuinvesduastawes deivane Tnunao i
ﬁ’ummﬂugﬂﬁ 3.16 lunsinaosarlflmn TEM g Inoaasame Suluue Jans1s0 s
Tilvuaiidnmnuasimmumuiiuresmasigingailofiguivlugavindusiliiisesdn

o A @ o Y N a v Y
LLﬂUﬂWNWiOW@Wﬂ?W@JL’i?G\ﬂQGLL@Z@@%UG’]HWMUWI&I@SLﬂﬂﬂ’J’]ﬂJ%B?UIUi@EJG\WUE]EJ [1, 42]

TEH TEM TEM

TEM 4

TEM .,

S‘U‘VI 3.16 masmaﬂwmwuaﬂwmmmmwummqé‘]ﬁuaummwai [43]
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4. Jyualaianan (Temporal mode)
Tunsdmawasiluunlunisinaeskuunignuas CW  LazkuuNad Lagn1san

LL‘U‘UG’]@L‘LJEN&Iﬂ‘\]ueL‘ljﬁWﬁSUﬂ’]iﬁ]ﬂﬂ@@ﬂﬂ’liﬂ?’mLi?ﬂ?i@@ﬂ\i Ralusesdnlsau wagaNsafn

Y

'
o [

U q” A 14 Yo ) g
AUTUNUARBUTRWILS druluunad 1uﬂimmﬂumuaﬂ masn Inavluagldlunisen

[y

fifosnisnuusiuggs diuiadnilidsgainldlunmsdaiagifdnsihanuiougs uas1d

Tumsdnguauniisusedudeu [1]

5. AL IARY (Wavelength)

d' § a = b < a o 1 LY 14 [ v
ﬂ’l’]ﬂJEJ’]’JﬂﬁU?J’eNLL?NLﬁL‘UB?SU‘UG]WLNﬂuuLUu&ﬂWlNﬁWN’]iﬁUiUlﬂ hagtUuUAILUS

[

dinyfidamanensaanaundsesianuianieg lnoiansanilefuasdrmgandulaiudias

[

AMUYIAAUNAIAY [27] TUASHRLALDIIIAISEBNTRAVDIG1LELALYDS UL aunUTEn

9

Aananslusun-3:17 Taeniaweaweiiawiniueidnaustludedusnse [27] fAovas

700 /nm @1 mm lesiaesminuianisusulaeanloddafiaugnaduedn 106 um

¥
Y = al

annsasinTanisvansutinniaiandidulansuayldlave esmniirnisganduiigs

Y

g | Solid-state laser|
|Solid-state laser/ | 532 nm |

1 38490 »||f' ll {Solid-state lascr| | CO;y laser |
Absorption (A) 1”= (1 1064nm | | 10.6 pm
4 XA

0.30

,:, o

0.25¢
l A\
0.20f

AgT '\ Steel

0.15H 1 AU X \
0.10 \ ] BN
Al .

0.05

ol l 1 -I~ i T— —=
0.1 02 03 05 1.0 2 4 6 810 20

Wavelength (pm)

JUN 3.17 n1sgandunasvesianuazmiuginduvedaeviinmien [44]

6. N5nanlsd (Polarization)

aausasdunduuindnluih Ssuszneulumeniuudndnuazadulnih waaaises
onvazdunasiilnanlsdnolasle %'(uag' Surdnveaawes [27] FsmsTwanlsdidunisvinleg
aaunasiin1sdulunnuiien Jsdananeuszanslunisiniaiees lnotatwesvia

s ¢ saa o ¢ a v . . ) s
Asuaulneenlemdulawesniiawasnarlsduuuiadu (Linearly polarized) @iuiaiaas
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s o

wuu Nd:YAG Wuiaiwesiiduadalnanlsd [1] sanszvuvesmsdniaiesfouasiilnanlsd
wuudadudulunugud 3.18 Weduasawesiuduasinanlsdlufiamaveanissn v
Tldnaunnsesdails Ao seedauau fdudiey waziduidunss Tuvasd szurunistnanlsd
yoslaesuansseenllagilinisgandundanuanas dssalvideddaaunidindianas 4

ANMUNINUBITRERANNTY TANUNEIURIIUSEARUINTY LaZVBUVBITRAAkUAIRIN [31]

Plane of polarization

/] ) (s
([T D BEssEassy e,

Parallel Angled Perpendicular

— / i

JUN3.18 NaveeIUIUIBINInanladresamasnuAnnINN15An, [31]

3.6.2 @I’QLLUiﬁl’m"faq (Material parameters)
YBNANAUSANANLAFIN LA A ALUTIINLALTDS NAINAFDAISHANILLALYDS

'
v A o [ =l

FafisuUsantagiiundnnieldfuinnuiivesnstusy lneananiRididyvesian fo
Aauaddfnasaufon (Thermal properties) Annsayviol (Reflectivity)

1. pauandAnemuien

Taginlulumsisssinnvasiagansisoudaduasindy Ae lang uaz olans lu
nauvaslanzazilrnisdanIINeu (Thermal conductivity) aaumgiinisuaeyiuas (Melting
temperature)” hayn15azieULES (Optical reflectivity) ﬁqﬂ Jilinssnlavemelases
aggnnimsdnstang Lilesinseddmamesaltesiiguassosanninuidaiiovinli
Tavziinnisnasvarany dsagibisiasasnaelunsannei§afnazyiliinvessessind
@mmwﬁ’w [1]

2. NMsdAsVioULa

AmmsagviouvidermIganauuasesianduiudsidfydmiunsdaawes ns
avviouuasIsuUsiunIuANIEIARY JuANNTENUTILANAWed wasiiuivesTan [27]
fhegavasntsasiounamaslangitu ieanueneaduvesaweduanisasiouasas

anasarnIaanaukatazaniy lulavgniinisdilnfigs wu eglilen (A) uaznewaa
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(Cu) HAmsagviougn (Uszana 98%) dmsunisansieiaesyiinasusulaeenlyd
1 3 a af) Yo o 1 % 1%
agalsinny nsingaumilviiuianasyisannisasioula [42]

[

miagnsinmelagesamsuianuilasie Aldunlugeamvnssy sl

® nsAnLaLYasulany

Tnglulumsdalanemeawesiinaglduiatiglunisdn duanawesazgniiaed
VU0l nglAgNITTIULAIAIULANA YUNTRUNNATIDNIETILLERIENTEANLT A TdaY
s = o a N e - P )
vaaalweiiganenzinilangiinnisvasuaralgiasiiiaylengndeueenuinieii

a v

faviavinninnalanewaleanld lunisdalansmeaasingUnfnalaziiiadn

v Y

ALvs

[

2 | a Lo A Aawv o Y o aa
AU ﬂE]VLlILﬂu 6 -mm LLG]EN@N']U’J?]EJ&"I“TUﬂqimﬂLaL%aﬂUIﬁﬁngﬂ'J'Wll‘wu’] 100 mm

q

[39]

Tuitagnanenisitasassilanfanisvaulnaanlontiynisinlang wazwhua
Usznnuedlaneiauafinfe wmanpsuaudl (Mild "and  low-alloy steels) = awmuiad

[

(Stainless steels) LLazn&jMIammﬂﬁdmﬁﬂ (Nonferrous metals) nail

1. msiamanaisuaudn wis mdniullen lunsdamansinthdldifaeendiay
JuuAadhe vihlfiRauffzeneendindussninufasendiauiumdninaesarangvinliife
AnfeuaIntu Lavthoisenudaluntsda Wi wvnnagnminvessesdntinaddavie
FeansnaumnEInInnIAEalunsfnaslduAadon Suufavaslunsdn 1wy ufa
lulnsiau wiwAalulnsauazldldufadoslngauysaiiviuiaensnou tiidesanufa

Tulasiaudismfignnafedinisiunldunnndt anuduvewialunisliuiades duniadae

TaeUnfazdoannnia 1bar dvsulunisdnindnaisususa [39]

2. NISAAALAULAE ALAULAANNLNTAAINITOANLALYDTAIELALED TN
msueulnoonles awnsaldiutaeenduunazuialulnsauduntadae lnevhludnlduia
lulpsiaudesnnliquamiadaiianiiudamilunsdnazdosnitlumsdndouia
ganBiauUsEana 30 — 60% [39] lnevialusinldudramuaaiaiinisianudeudisn (Low
thermal conductivity) Fsdnlusdedlindsnulunisdngs vsendnldinvuinauvuivesa

[
[y

wuaarluegfuauieevseidwenawesilundn dmsunislduiasendiauduuia
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Prglunisinanuiaaiiu losinamuaaidiuysenouvedlasidondaunsayinlinin
sanlwalaielieruiiserduuiaeandiau i liiAnnsuaiuduvedlansmainanuuu
Y09508in viseilduiaoandiaufianuduginasyilminvenlaveinas (Dross) inzfineg

USNUAUANUDITOURA LALNARITRERANNLIU AIUULUNNSTARALNULEAAIYLAFDDNT LU

MlmAntaunnsassadunulsuinninlunsandaadumanaisuausi Tunsdnanuaganie

q

| v

aweslaeallasldufialos wu lulesiow Wuifadoe Weswnliguainiaidndy deads

seispenrsvanieinsanaulevedlaslleunisvuluseninenisdn [1]

3. ngulaveilaildman (Nonferrous metals) Tavgfilalldnguinanfelansiilaifiug
wianiudiudseneu W eafillsndanes (Aluminum alloys) lnifisudaaes (Titanium

alloys) Htnavaany (Nikel alloys) nesuns (Copper alloys)

a o (%

sgliillsndaany aunsolfiaweidssiannsuaulasenlydlunsdnuavaiunsaldla

(%
Y 6V

nnfiadosuazuideandamduliarisanuiidakasaumuiganvetogiilleuianunse
Anlavzteenilangnatgia 19U aleuaa niedn aglileniiAnnisasyiougs (High

reflectivity) st ludadldidueamesiigilunisen Wesnneglideuiidinsazviouuas

= v

39 Aalldemssgivdmsunasfinogiilitndaany AasowuinasUsurmdalityuednosiite

a

Josiulillviduasawesasiounduiinldluawesaninmetasiuanudsnevasgunsal

a a

uenandlunsineaiiilodaziituoonlas (Protective oxide layer) LAntU d@snalvilinainu

U

ganlumsuiudUTAnegdetlizmsae Usznisusnnisiasuluasniiunuivesesnleni

agauduLW IR dawaliinansivsunUalupinIsaanaullaavasian Wen1sganiunas

' '
a A

Wasullavdmaliinnsidsuiuaveinisganduaundsnuauseu feiuiadud
A v o A A @ I3 = A ae
gniiledean1suTumivanzaungavesiilusaamuiveteenled Usenisiiaeshe iy

ponlunveegillleuIvasuNaIe¥IAYINATLUIUNTAYAUTOUNANIINNTARM LA

a b

ponglaunazduiliiineglidevaiiiuuiniu fauxanlaainnisanegiiilloumeuiia

Y

'
aAa v A

DONTLIUADITUNITOAANTINYIU LLGiﬁ'IQJWiﬂﬁﬂﬂ’J"IJJMEJ’]UDLé{ﬁ]’]ﬂﬂ’]‘iaﬂﬂ’l’]uﬁlﬁﬂ LAZNITLAN
‘ViEJG]Ia‘ViSL‘Ma’JLL%QGT’JEJE;J:G"IIWUE%’N waaLnsaannsiianealareaIndsia laainaisiinaim

fuwNadle [1, 38]
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Inniflsudaasy aunsadalalagldvsuiaidesuazuidoandlauidulfeaiuns
Anawauaa walnevaluiinldldufiaoan@auuians (Pure oxygen) lunisdmlnnudiay
Wenuiaeanduuignsavyhuissmaaiiiulnnileuuazanuseuniniaiyes vinli
soefnildaunnsasiin wazdanunitewessesdaninnil 1 mm aetudsfdeuldonnimdu

& 1 v a o aa | o A N ) v e
LAEYI8MINABINIIAUNINRIVOTREFANANTT druniaideeldlunisdnasldlanauia

s a a K ] ¢ ] ~ ¢ va o A a
p1snouLardiden uwednarldensneuninnin esanersneuaslviiasesfnfilsauuay
ansamealavgeenlulinundiauduildguiioams (Useannl0 ban) diunislduia

Lulpsiauazyilininnsuenineesinveuvessesfinewdaawnainufisenadl [1]

o

Hifiadaane diadauandfinisiianusoudiileiguiulaveviingdu wins

=D

avviouudsdviuLas Ao sTIaR s LuUATSuaLlAsanlufgs annsadalilngldiauia
deswagoanduntesniAaduuiane Tunsdamauiaosndimumauduinietiesnin 6
bar aziAavenlansmadiTsiaimeRnogiiiiriuas uasinsessnaziineanled drunsld
ulpsweuduufatiglunsdniiiadaassinldiirausugs valvliiisesvsassuarlifiin
sonlonlduiigatuiunIsdnanued A1 SIdRastsenddiaieusunsRns o LA
ONTLAL-[1]

NOIUAY ﬁdﬂumzﬁﬁuaamiﬁwmLLmLLaza@JﬁLﬁaué’aaaaﬁﬂ%’mwm%’ﬂum5&1’@6&71

g lavensaeaindanaudfinisasveunatuaznisuianuseuiiay Faduiienly

NTFABKUNDLAY LagUnRANILSIFALUAITFALHUNDILALUT 1 mm LasldiAzeandiau

=

WuwAatiswaziiduaiwasiviinu 1,500 W Azag 3-m/min d1uaslun e eLdeg
ANUAMITUAETARAITU S m/min TUAIUVDIRNITIEFRLNITINIL ARYBINEAL AN LA LTI

o8 [38]
® nsAnLaLYasualans

alave vsetannldldlanziiounnuliain1saandulaainAueInfuvadLaYes

3 s o a A = s a = g
wuuArsuaulasenled uavdilelavenatsvilafganduiasainiageiviln Nd:YAG @udu
anvgelaveduiuiinaunsaanlameaes lunssulunsinawesveselanslsenoy
ludaenaln 3 sUuuuAe mdadou (Melt shearing) nisnanewlule (Vaporization) uas

[

ganemvaadl (Chemical degradation) [1] @1w1saesunalaesil
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n13Aaau LAndnnsiLasawesilnianinnisnasuazalglaiuiatieay I

[ a o

wihilunsihianfivasuazateeenly fredrsvesiagigndnlaunalnil Useneulme
weslunaafin v3e wedwes wu InanSenlndu (Polypropylene) Indielud (Polyamide)

Indefiau (Polyethylene) wazwanafn ABS (Jusdu

[y v

< ddy o 14 1 14 s Y
nsnaneidule Tunsdliliagazgnyilvinaneilulesieiawes uaglevesianazgndu

9 Y

[ PN a

28NUINVINIUNTFAlAEAURUTBILAAYIY FaTaniarunsainnalniilasdogumnglives

9 Y

Y a U IS

nmsnanedulelndifiesivaumgiaavastmas lunisnmenalniiivessednasiseu 1
AUt warldifaqmaiinisinegaua1svesian siaeg1svesiagmeslunalaini
annsadnmenalatife azASan (Acrylic) WiunsLansemsan (Plexiglass 3o perspex) Lay

Indeendluiiau (Polyacetal #38 polyoxymethylene: POM)

!
o I 1

nsaangfan19all alangiianuisadasasnatnnisaalsfiniawelllanedanl

q

anunsaviaeuazargldl 1w Wil ssanmesiuen (Thermoset ' resins) 1Uusiu Fadan
Uszinnflazgndnaisiawesialneldugnsonnisimnlnd waziinnisaaediluilu
dusgnaunaediidiseanty tiu arsueu wavletn Wudy diulmuilideinisazgnidl

gonlnsuiiayig lunsanaenalnil AseednvsiSeulargnunAguanisdur uaIsueY
3.6.3 fudslunszuIuNIsen (Process Parameters)

NHIINNIIUAILYTINALLDT LagfiliannTanuwds davnefofuwlsiunssuiunis
- TR = v ) Ay o a o o 1
an Fududuysnarntsamunuladie. dandsivanilaun siauaenaunuvouiadae
(Assist gas) P (Nozzle) S¥aysymintaBuauiuiafa (Stand-off) AMu538n (Cutting

speed) sl AaLazaueelia (Focal plane position and focal length)

1. wiaiy (Assist gas)
nsldufiatielinananszuiunsfnmeaesnaleUsens laun
o mstuvdeiliaginasumamesnluainsessn sivliliAntaguiininzin
ogfialitueny
¢ nsiinuiseiaeanuiouseninwiatieiuian wunislduiaeandiau

[V

A ) o Y a P a £ oV yg &£
AuTaniilulangyihliAnenudeuiuduiasAnlisiau
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[ a o

o msdntangivun Indudeddduanaweinianuduasneliianataule

q

Tunsldufaaieazidunmsiiedudinisiianalaun

a

o nsldufariediietosiuaudnlglun1ssIuwas 91NN1INIELAUYDITan

q

Naiasay

o mslduiaviediisangaumgiliiusesdn siliannisiinuTannsenuiou
19 (HAZ) uwiaaesfeuldfouddlulasauluufanisagndndeuiunly
Anlavznguinan 1wy dwmuad waziniiadaasy uiaensneudeutundnln
ey daiiadidendunianvinlfseedainunmanigaunddisnangs
amednldlunisdnasaiiiiloy Indwes i Jaguas axgiiun ui 109910

= o - I | & a o v o = @ o
Jusnaniladie @muiaeendinusingnididuniayis Weauiiady

'
a

dedAgian dnnnInssedndaNdE Ay sesawa. N5 idLideandiauas

o

Ifdmsudmuanmilyy bavanuaa ilesaindmsiiaufizeintenusou
ey a819l5Anu Tunisldudusazaia d1nausuLAEs1uA 28vi 1A

1 o/ dl ! o Y 0 1 U o/ L
davaslagiviaovarateliansagnivesnlulavinlvlianinsasindan e

Y

2. Mann (Nozzle)

' (%
C Y v o

it 3. Usenis Ao vilnudadieiondvesnauusgluluiunuiae iy

3
Sudadiges aneruduiiovhliandinsedoubndesiiannterilfiaudlidonud uas
Preliiruduufasinmiefissuuiave @uany Reaamsiiamiutudiuuesia Tasund
HUNUANENA YT VBIMNIARBYTEYI1e 0.8 93 mm nisidentduwiatdusituaudnanag
yoaRntUuBgfUATII TR T U LTIREIN SR ndadasisEnALlUvlRLAaTiUdes
oonuniimnuiIge dwalisesrmAarnagiseld daudmnindeiiuingiiniraduld v
Tiufafiudesoonuiu Tanludaniilifasnsteiliinuauldeufaun wavenavi
THuAaiudeseanungsesdnianunialiiissmelunsiriagivasuazarelvioenluls lu
s lindaLazauauagesinunIgud duwareaunIMYeINIsAa d1udinig

v

& fa = o8 Y & o | & 1 Y] a Ay Y] o 8§ Y a v
Lﬂ@@ﬁual’ﬂ@mumqiﬁ%ﬂaﬂgﬂL‘lh@@ﬂ‘LUUUING]iQﬂUUiL'JﬂJVIG]@Qﬂ']i@]@l Vl']IWLﬂ@Iﬂ']iLN']VL%lI

Y

NnvunglusesdinuaziinaunInsaednd Tunugnamnssuiin1seenwuuiIRANLANAIS

Miludnwauzaundiaiu daandduguin 3.19
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Convergent—divergent Conical Convergent

Flat tipped Parallel Current noncircular

o a

JUN 3.19 Mdnviasagdmsunisdaaiges [31]

3. 52U8TLWINTRINUNUINIAA (Stand-off distance)

1%

syuziesyrinalusmduidaduiudsdnnlunsinawes Inessesvinsildmwa
AoFULUUNNT I ALRILAYIE TIAINAADYTERVBAINVRINITANLALAMANVDITOLAR 61

S8ENNTYUINLINNIN 1 mm Agu A Ns U aAnaLwlsUTIN USuawianuiyin

aaa [y

Ufseiulavgliasiuas Swinlilianunsaaivaulviuiaisilansivasaanlule Ineund

wdlumadenldsvegrassnin i dauazduin madenldvaafmieusuiuiduniiy
quinatsgueniasindild Aesywming 0.5 8315 mm (1] Wievandssnsiinanudutuves
ufia mskisvegineseninidnussiunuiidesilsinsdpinnmaties uidtaudesd
udagifinensidevpnniaulavefinsgifuininty

4. A5 RA (Cutting speed)

Tumsdaaiges Sududasiinisiadouivossnmietuauiioinisdn Fuauis
ansagndnsenliinsesda iutuaeviedudumaideinisls nmsfiataieesaziinng
\ndoufinesiadenietuauludnsSiiiuanasiusenty dsftuandliluzuil 3.20 annso

% (%

psunetoulvduniunnuswandfy, 3 Uszniseal

£
= 1

° mmL%qﬁmuaaﬁ’ummwuwm%umu Iﬂ&Jﬂ’J’mL%?Q%ﬁﬂﬁ%ﬁ@%ﬂﬂ’]ﬂﬁ

Y

ANUMUIUINTY EUSUNTSIY CO, laser Avanunsadnnaninunte

(% (% s v v

o auSRduRusSAuAdweawes lasausidnarunsafiiudule e

[

AMAIVB ALY

® IaiNSINNAIUNUIVOITUIIY VUIALAUHIUAUINANNFUDINIFNTLADY

LYY LAZANUAULAFDDNTLAUILADIANAY LHBIANNADINITIANNTLNAVD
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LAADONTLAUTNINDADUSNIUNADINTTHA D1NAUGULINLAUlUIEYN

TR veIsadninnIsm uglle [39]

SHEET THICKMNESS [ mm.)

K 4 b 4 EQ 12 4 1}
T T Y T Y T T T T T T T T T T T
440 ¥
400 \\ 210
160 \ 15
_ 30 18 _
£ | ] 2
S 3
< 280 4, =
= I \ ‘ %
o
w 240 b E
71 X 5
¥ = ]
z 00 \ \ 5 9
3 140 \ \ 4 3
\ k]
' 1500 W
I 1000 W] 4
B
\(:\%/ 500 W
S . 1
a0
L \\ ‘\.q\____ .
1) 1 1 L I l i i
L] 0.1 2.2 0.3 0.4 0.5 0.8
'[ SHEET THICKNESS [in.}
| 1
| ! |
: L 2 in. .05 In. 3 04 In, INCREASING
Ntiiznlr:.l.:;m i = = =} - ~——= THICKMESS
Thmm | LAmm Lomm
: |
| | |
ORYGEM PRESS. 2-3 | 1-1 05-1; DECREASING
{barl R ": PRESSURE

JUN 3.20 anasAndinsumanuie NindwetaimasaIning taguan1sdmsunis

denldvuadunugudnanssvesiifauaga Ut uLiaoanTau [45]

5. gunisindauazaueveliia (Focal plane position and focal length)

Tunsdmawesdnudediduanawefivunduiugudnarsiidnign g
mmiaﬁlﬁﬁlﬁﬁ%Lauéyw%ﬂimﬂﬁﬂumiimLLaﬂé’ é’auamiugﬂﬁ 3.21 uilpevialulunis
Fatawesinldiauduinnit esanldsedundsnufinoudedi [40]  A155IULES

dlauaeTITanwuULAIgUN 3.22 Weduatalreslai1unsNLaINaudyuaziin

Aundaf AU uANEna e masiuaugn Sendnduiduriugudnalsaiuas (Beam
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a

spot diameter) %wzagﬂwﬁwmmﬁmaﬂﬂﬁa (Depth of focus: DOF) lag) DOF Aoszey

wasliialuuuiivesurukmlivunvesduuguinaavetae s e igaiaiuise

a o [y

gousule wienanalaindudieszeriniavesduanawesnliidedfysonisiasunlas
Ypesrivasauanawes lngssernsandwnusliaaud 1Sendn ssezliia (Focal length)

A5LY DOF M8MUULANNZE NS UNISARA18La1estHe991nElAs8fnAUT19NIAIN LUUIU

d‘ (Y ! o (% s

fuunnign fegrsamsuiawesslinaisuaulaeanten (CO, laser) Faldluum TEMy, a1

q

auanawesiiugn (Spot) vwnduRuAUINaItUsERN 0.15 mm Tanuendlniaeyd

127 mm WagIMANNANYRINISIAE (DOF) Uszanae-1 mm

Paraboloidal
mirror

> i
|
w0
L8]
g 5
3 \&
3 !
© | -
fin 12
i \ %
i o
|
___________ B L0%
1 1 Focal
Optical axis -‘icngih_

U1 3.21 psvuiiasvesaiwesmelaudyuiosnszaniia (1]

| Focal length

Beam before focus

JUN 3.22 UNUAMNITIULEIVDLALTES
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3.7 aNWULANIZ IUSIUAANNAIINNITAALALYDS

AUNINYBITOEFRAINTaUTEEULFIIN SN YL MAnIINNSARMEIawes WU
S3E¥AUNINURITOUAR (Kerf width) Anunenulusesdn (Surface roughness) nealangil

w967 (Dross) kazUsINTENUSaU (Heat-affected zone, HAZ)
3.7.1 S¥8¥ANUNINUBITR8An (Kerf width)

v v aa v v sl o i =¢
AINUNTN9YBITBUANTILIARINAITARAILALY ST aEALA 0.05 A9 1 mm laguus
AunuAUvLvednIR ulunsdniagivun nsivedilvaiuninavessesinuauy
< v o & - o vl ¥ (9 ! v A
Juldldenn astulunsdnfaquunszsilifianuniisvessesdasinnda Tunisdaivanzas

] Y 1

A1UNINUBITBUANNALHVNANNTNNIIVU AU UAUEN A1 VBIE ha NaLg DT NIA LN A

12
[y

weana1ntlANAINNYeITRERRdWLegfUA AU tUTaYI8 Tnevnlulunsdniaigesay
U Id‘

AOINITIZE¥ATINNI19TDITRYRANLAUTARLYIN gV nsazdndesnsliiinisaade Jani

Upgiian
3.7.2 anuneulusessn (Surface roughness)

wousilusesdadudandeafiaiunsannduluniive1508sn lngn1sdasaLalsas @9
ddananuneuluR1095088 R LLamé’qgﬂﬁ 3.23 N15Linduasdnausilusesdainann
a1wara1uUsenIy 1Y n15aNTeaUnsal Auliadsvetmdwanawes anuduuid

'd % 3

wazns mavaslavewal [31] lunsinaleasfeinsnunImYesiang dsliunlIsusuai

wusine imnzadlunisinawesivelimveulusesdntesdian

3.23 WU buseuAn (Striation)

=2

U

CaN
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3.7.3 Menian 7L (Dross)

& o A a

nenanulemniniginegiuda1avessessn daanslugun 3.24 tinanuiatien

Wilangwaraangauaswesturnuluraesn wasvenfaquailiuinnisudsdiuazinizfn

v
[y = & a

agfiudua Jadudsilidesnislunisdatuanu mainduremen Taniiudsiadiinuain

1 v < v 6 a Y a X Ay
wianganve) wu lumsdnwmdnmeuiaeantiau vealaveiiulaiiaginiuainssesliianly
gneies anusuvesuiatieaniull viennuilumsdagaiuly dwlunsdnamuaadie

6 d' =3 a LY Y v = v LY A 2 o ad o
uwiaReefauisaiiavenaniudeiald dslunisadaveaiannuisiilunsalibilalagns
uANLAUL VS BN AIMINIURITRERR LonaIniinismasuilianielosiunisnssiiu
(% p K 1% ¢ = a 6 @ v 1 a

YA (Antispatter coatings) Aounshii nIsnuniiduunsusiun Ndsrieann1siie

wentanindainnazlufnegldiivesianigsssmnmistunisdalangieawasladndae [39]

U 3.24 v Tan s (Dross)

3.7.6. USnansenusou (Heat-affected zone)

\e9anlun1saaseka sl uUNsLUINNIITNI9ANLS Y 39019t AnUSIIUNSENUSaU
agluflvessesdnld danandluguin 3.25 Tuntsdaumdnansueusn nsiin HAZ aziiumIny
< vo & v o ) 2 aa & = ° va o
wisliiuduauld @ulunisdamdniiiansueutiunatmseds s liiilusesdaiiaiy
< & & v oa oa & a P ) 2 aa ¢ °
wlsnn Fedutedefotiunueiiasianisels dwlunsdamanifiansueugeunn agvi

IiinAuTouguar suLsuwviiinsesunnvsesale [39]
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31J1'7i 3.25 USlunsegnUToU (Heat-affected zone: HAZ) [46]
3.8 N15IAAIINRETUVDINURT

ANILNYIURT, (Surface . ‘Roughness) MMTETNTUIAAIINVTVTEVBIAT N1NLIAINY
Y3U3BUIN  wamedanunenuinn mndiainusussdesniantinfieniuveautes aau
Y3sEvsomunewIgliiuAsvestan mnuvetvrtdnluaudanilansdneegimis Ty

NM9InANUNEURE RS TRAINNURA [47]

InglurintolagiiaTelainAdnume Uil Mitutoyo Surftest SJ-310 Laaasagua
3.26 aaduesesdloTasuiilasuanudonilyegiwintugaavnssuinly gndufignds

a v ax o Al v = %] A ) = =
LW@IVLGU']GLQ’Jﬁﬂ']i'JﬂV]QﬂC‘IENLLaSLW@ImﬂNaﬂ’]ﬁ'lﬂﬂLLiJu%ﬂLLﬁa‘ﬁJﬂ'J"liJu’]L"U'Ejﬂaﬁj\'i [30]

Roughness
Measurement

gﬂﬁ 3.26 m%ﬁmmwmuﬁu Mitutoyo Surftest $J-310 [30]

'
a

wsesiainaunerudanunanasannasesieodnimll GedsdrryUsznisuilsae
RPNV THYRATRlleiadiiaveanInaTesinANUEURIT UL @unsadnaiy
Me1UiIvesUNUIUtairuavewnsgulatne Wy 1ISO 4287:1997 (gl5U), ANSI/ASME

B 46.1-1995 (913i3n1), JIS B 0601-1994 (d1ju) 1udu Asddnyimssyishemnmneiayd
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<

YounnsgIunissyludenmusvesnuduliagiunneaslunnninvsnngluaiesde Aee

o

Tansaldlduenaniusasirsosdldday ”ﬂwmmi’mwLmﬂmaﬂumuuwﬁmwmaauuﬂ
19 WU Ra, Rqg, Rz, Rz (JIS), Ry, Ry (DIN), Rc, Rpi, Rp, Rpmax Rvi, Rv, Rvmax, Rti, Rt, R3zi,

R3z, R3y, S, Pc (Ppi), Sm way HSC 1ludu

UINFINYINITINANUAYTIURNA

Tngyilunsinnnue uiavestuauainisainesnuluauLuUAe

1) wansAnadf (Statistical-descriptors) AT UR A (Average roughness,
Ra) Ra AUMETUAAINAIAsdeade (The root mean square roughness, Rq) w3 AN
qﬂﬂmwaaé’ﬂwmsmmwmu (The mean height of the roughness;Re) 1Jusu

2) LLammqqqmﬁ’]qm (Extreme value descriptors) Faluursdnuniz uenadeanis
memgﬂqmLLazﬁwqmaﬂmwwmuﬁa LYW 905480 (The maximum.peak height, Rp) 30
Gﬁl’%jﬂ (The maximum valtey height, Rv)

3) WaPPNANWA A (Texture descriptors) ﬁamia%magﬂl,wwmﬁuﬁa

Taestinuais enadn Ra ludrfifiaauazlafunisgenstiunuiimnssuenniia

[48] F32819URINTINAIAIINNEIUNLRIRTFIUANG anunsautaldfed [29]
3.8.1 AIAINNYTVVBIANIUATNLINTFIUVDS 1SO 4287
1. AMUNBIVRAY (Average roughness, Ra)

ALRALNTAINNTIMAIUTEN URNTIRYULLAUE198Y Szuza1ladeilazatuunsnmy
LI X vaddudIeds wasiuiuaw Y anluatinanuveuda A1 Ra mldainaunsi

LLamuugﬂﬁ 3.7 Snthoduluaseu (um) We Y = fX)

Y i Ea;%’gtiﬂx} fds
: | o),
= P77 ,:WMWW 7
o WY YV \J/\V \U/ :
£

gﬂﬁ 3.27 uanwhegndlunismaiauvenuiady (Ra) [47)
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2. ANAUNRYIUEIEN (Maximum height, Ry)

AIANNEIUEIEA (Ry) # LARINAMSTINAUYDIRAEIERA (The maximum  peak

'
o

height, Rp) Lagynn

q

180 (The maximum valley height, Rv) lagina1nidus198s uananagy

71 3.28 Slwheduluaseu (um)

VUG © N15UIAT Ry AISIERNUSHANnsWAMumeuUnilinIsinusanmiien

NI MNgmIeRRAUNG

/X /\/\‘%: A n&?/\r\ n/\f\iﬁ_/\ /
A U\/ UUE]W \/

Hy:ﬂp+FW

o

Ui 3.28 uanswagdlunismanaumeugsan (Ry) [47]
3. ANRAEAIUNEIUVAINURILUUFURA (Ten-spot average roughness, Rz)

ANLRAEHIRINATINAY IS TURITIBEUIAND 1989 1ABAIINIINAINEIVBIYEN
1 1Y ' ‘:l' = 1 [
N3N 5 AAUU UagaANgwegannIIvl 5 na1snisiuiukazmaAwate dmheduluaseu

(um) g laNgnslaneiszun3:29

[YP1+Ypz+ Yp3+ Ypa +Yps | + | Yw1 +Yvz ¢ Yua 4 Yva 4+ Yus |
- 5
Yp1,Yp2, Yp3, Ypa, Yps : uoanTgaga 5 30 Tushegaundan
‘ﬂrl.Wz.‘fus.Wl.Ws:jﬂﬁ‘:qﬁ 5 9n 1u1iw5imﬁan

SUN 3.29 LanIfl9819lUNNSIAIANURLIUVBINURILUUEUIA (R2) [47]

v 9
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a I'4 [ v ¢
3.9 NMFIATIITHAIUAUNUS
Tnealu Mnusanegazdauduiusiu wusieanedunusiusela nailunisiSeu
fuAzwuwIINMsidesaau wio AnusIlunsdnawesiununmMAIvedsossin Ao
wusiladntaasulugauiianansznunefianlsdndindsidauduiusiu n1sfnw
v o 6 1 1 I~ a L4 v v 6 1 Y Y
AuduTUSLURTY 2 Uszian Ao N15IlATIERANANNUSTEnIeduYs 2 @) wagnis

FATITIRANUFURUSVDIRILUTAINE 2 AUl

3.9.1 A15IATITRAMUTUNUS TZNT190US 2 A

Tun1sAn®IANLEURRSTENIPUS 2 A7 AgbATAlUNISIATIEAANUEURUS 2

=

70 fio N1TIATILNAINONDDEDEINIEY wagNTIATIsTandunus LoaTnguseasdvaans

o (Y]

IipseinLannasazanduwus deeil (Grlndauwdsaudu X wazduwdsanudu Y) [49]

® LWBANYIANUALNUSSENINFALUTINTAINAURNUS NN UBeLNEelA 01 X kag Y i

AMUFUNUS AU BER1 1 X HalasukUaslUagiinansenusamives Y u1n

o I¥anuduiusniesnzuilauiUszanuaivisongnsalen Y lusunan wasivusnan X
1. NN3IATITNANUANBEBEN948 (Simple regression)

N13ATIENNITAAN D8 UITAISVIIAD AT MY A BRI FURUS Sy nINaf LU 59 ase

WseilUsAY (Independent variable) Aumawusnie (Dependent variable) agidunsanen

v v @

AU AUNUSITUAUNTI D1FNWIAINFUNUTIE NN UIBATEU TR T UAILUTANUNTI6

139010 AT IATITRAANDITIAULTUALIVEONITIATIZATUEUD Y1998, (Simple  linear

L3

regression ahalysis) 1AL UIATERNINANUTNAIIUAILUTAIUNTIA 15903 ATIATIE
mimaam%tﬁuwmm (Multipte linear regression)

N1TAATIRNATON0DULTIAUNSTI LTUNITAN IS NBUZANNAUNUSTZNIN9F IS
Fasananuusvull Weor nuadandsnauladudiiysaunagiul saududinysdase Tu
LINVBINITIASIZNNITONNDY-AD NINTUIIWILUsANNLAEALUIDATEI AN UFUNULSAUTY
SuLlAINBHUAINAITNTZANY INSNYULANUEURUSTEMIN9FILUT TusausalUidunis
ai9EuMIanney MNJULUUNITARRRETIIMUAMIETSMAaRItaefign aun1sanneeiiain
&( I d' = 1 a ¥ | aa a 1 QQdI
Juduaunisiiuiizauvseld Warsanlaanaradfwaznisnegeuanufigiu Aadanldlu
NMIATAUANUMIIZANYRIFULUUIaTe Wi Ardudseansnisindula (Coefficient of

2 W a & o a 'Y v
determination, R) aAlduuszansnisasdulavsunan (Adjusted  coefficient  of
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. 2 o v 4-
determination, R, ) HNasIUNI89E@RIYDIANARIALAFDU (Sum of squares error, SSE)

ARdsfdsEUBIALAAIARABY (Mean of squares error, MSE) tHudu [50]

(%
=]

NTIATILNANUANBELTNEY aaTananIAUdITuSugUauNSBRduRall

Y=B,+BX +e ;i=12.,N (3.1)
Toed v = fudsny (Dependent variable)
X = émUs9as¢ (Independent variable)

B, = dndaunt Y ierves Y ileen X Sandugud
e = enapanLAdeLatE (ramdom erron)
B = anuti (slope) vodtdunse Fadudiuanitiednsnisasuuuames Y e
X WA 1 v uagasiion B, 318uUsvavsniunnney (Regression coefficient) AN
vey f, awnsasdulisil
- B> O danein x uas ¥ Sanuduiidlumafiondu fie 81 X Wiy asifiude
WHAT X AR Y AZaRNAIRIY
- LB <05 tanedn X hag Y innuduiuslunangeiutiy Ao o X [ty anad
WG X anat Pagiintu
= B, Fandilnaaud Uaasinl X uay ¥ danudinusiuiios
-7 B, = 0 @RI X waz Y lifiernduiusiu
MV B, hae B, Hugiheaniumievedy

LARINIINAITIAT e R ATUS AR UN-3:30

Y4

L » X

5UT 3.30 uanaan B, Wiedudsdasy (X) wagsuusanu () Ianuduiusiuguidunse
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- é’uﬂixﬁwémiﬁﬂﬁﬂa (Coefficient of Determination : Rz)
fudszansmsseaula muneds dadiuiishuds X aunseesuienisiwasunlaues
Fuls ¥ I8 fefudn R? fAwnnuansdn Y war X Seuduiiusiuiin vde X daunsa
aSuwnsUasuudamesd ¥ lguan

ANMULUSUTIUYDY Y ARIN X

gl R = >
AMULUTUTIUYBY Y YNUUA

AALURAYRY R*
1. laifinqe

v a1 { o

281 R? fentntnd 1) wansilesiduingiudsdasy (X)) @1u1snesuienis
WasULYaIUDIAmLUsMIY (Y) Sauin 58 X kaz Y Jauduiusiuuinan R? JaAw1

Indmud uanyindodduan X amsoesuienisitisuldaswed Y daates
2. MINATISAENAUNUS

- duUsednsandunus (Correlation coefficient, 1)

s %

a 4 & a s [N
INNIRATIEIRILIRHEE UAISAIATIEANE M AU AUNUSVRIRALUS X WAy ¥
wazilunnsvnaauIn X was ¥ duiusiuvseli dsliainrsaseylan X uwazy 8

ANMUFUNUS UMDY

] U aady vo Q. v 6 1 4 = 4 = 1 o/ a Q‘
FnSUaNRNlYInANEIRLSIE NI X wag ¥ 1dnnuselesaglsenin dudsedns

[
£ v o & 1

anduius (#)@9lunsalNaiveWusgnu X 1Nesialienagi3enin duuseansandunusesis

Y

a [ 1 =

d18 (Simple correlation-coefficient) IngAiduszansanduiusaz lidniie Jsamnsaldia
ANUFURUSIENIG Y wag X beaadadnudunusuinusetseriedle A1duUseans

1 =

anduiusaziiAegsendng -1 fa 1 Famndenlng 1 mngauiduusiaessiniinuiy
wusiulagnsiegaunn uazmnalnagud vaneaudt Mulsisaesiidauduiusiy
98 d@1UB111n7181 7 10U + NUNEANUIFIUTAUNUMBUIAUT A uFURUSTURANIS
= [y [V % % 1 < 1 LY} 2 o a [ 9

ey Tuniemsatudny 611 7 10y — nungauIedsauwazskusauilanudunusly

PERTITIUnUY [49]
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anslunisduuan 7 JWuldnuaunisi 3.2 deil

o Z('xi—)—c)(yi_.)_/)
V20 =5 Y (v -5

(3.2)

a
e
= % ¥ ! U
x, A9 MLUIFULsazHn
y, An MwUInuLsAaze)
X _foAlaae
y A9 AlladyusiwlIniy

3.9.2 AN5IASIZAANUFUNUSVBIALUSNINNGT 2 A

INYEIULINEUNITIIANNFLN UG D12 IR ILUTBATINUIANIN 1 FIkUs NdInanas
wUSHIY LU 8BATIESNEUADIATANUAUNUSHUSIAIVIY 8910 dUTIANIN AWM S1A1

W8 Lazannasugha udegnilanviesosusazsdusiiuysnin (). diusiulsous {Wu

£
v v = Y

MikUBase (X daiudwesddnsiiessinisannssdsdunanlunisiieswianuduius

1. M3AATNsanaaeLtaduNan (Mutiple linear regression)

Y A U (3

AFMUTATE 0 (X + X, + X+ X)) Aendduwustiviandsany Y
IngnauduiusogluzUdudu azliaunisanuonnseldidunvan Jeandaduduius

58N Y uae X1+X2+...+Xk€1’a§
Y=8,+[X +0,X++6.X, +e (3.3)
Toedl B, =dmdauwnuy dotnueld X, = X, =X =X, =0

B, By - By Wudnlszdnsanmmanasidediu (Partial regression

coefficient)

waulyvansiinszindnuannaedudunian

dnwaurtayanaziundinsgiiuvannesdudunaalaiuaziceuludal [49]

d' [ U Aa a
- AUAANALARDU e WURILUINUNTHANLAILUUUNA

- Anedevesnnuaaaniouduaug E(e)=0
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- Awdsuniuvesmuaaaedeuduaininilinsiuan V(e) = o>
1 a 1 [
- e WA e, WURATIADNU ; i j

£% @ a -

- fhwdsBase X, waz Y, Aeuludasyeaniy

N15Us2aUATNITALNRSYRENNTTAN NN R YL BILE U AR

= a a

NAUNTANNANARENYAN TN Twes k+11 Fo B, B, BB N3

Y 1

Ussunurl By, B, Bose. B, AzfndldUayadiagauesiinds Yy, X,, X,,..., X, lagld

Y

FBENUUIN N INFUNITALADBLTIFDY
Y, :ﬂo +ﬂlei +ﬂ2X2i +"'+ﬁkai +e (3.4)
axUszanaen Y visedszanaannisi (3.4) fvaunisii (3.5)
e () T (P W BN (3.5)
I@aﬁ ﬁo =da, :él = by, 182 :bzs---nék = b,

A1 B hay B ludunasil 3.4 138031 ANduUsLENEN13an008v0IUTLTINT
(Population -regression " coeffient) " IpeunRagluniigri azUssnaunoduUsgansnis
£% I ¥ Y d‘ L 5 = 2V 1 ¥
NANOYTBIRIDYLLATATNANAIINEINTAULARIAUNITT 3.5 farudsdesUseanudl Y, ane
S 5 A = 1 | ' g al ~ 2 v |
Y ae Y, =Y =e %39.5890317 Residual WasUssu1n By, B, Ly yaufs AIYAT

a, b, by,..sb, muaau-llesnin edululansanvaniazau WewiAl a, by, b,,...,b,

1 n v
AreisinAvaeitieeign (Least . square  method) 9yl D e =0 detualdy
i=1

SRR Oy - . 4 .
el = - — Y, | uaninnnuaamaaauyaan1susednaan

i=1 i=1

AMUNINEVBSFNUSTANSAUDANRE N AN

onildudsdasenianuduiusiududsanu (Y) 3 fe X, X, uag X, aunis

ANOANDDYULTNYDUAD

Y =8, +BX, +5,X,+ X, +e

ANUSTUNYRY Y AB
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?i =a+bX, +b,X, +b,X, (3.6)

91NEUN15N (3.6) WSWe5AD a, by, b, waz b, IAEAIUNLIBVOIEUUTZAVTUS

v A v

avmLnal

a Ao srevdanny Y@anuredaudeninuala X, =X, =X, =0
b, b,uaz b, WuAszunawesdnuszAnsmsdnaulalisdiu Jelmbeomilou ¥
- o ¥
azdlAUNINAAT
b, \JUAT AN IAIANNUSTENITT Y uag X, muefs 61 X, [Ty 1 nuie 9z
W Y Whesuld b udag (VuediueTeanineveyh) IneimmvualifauUssassausiend
b, WU TR IMITHEURUG LN Y Hay X, vinefie 61 X unau 1 wiae agyi
7 Y waeuld b, e Tnenmualiianlsdasyduniiennn As X, uas X,
Tuvinueupeaiu b, 3zuansderudniusszing YAu X, Taefian X, wiiutu 1
wihegagyly Y wasulus, wihe laeimualy X, waz X, 1690
NsnadauaNNIsAINanaseniamlnelin1IAATIEIAINLUTUTIUUUUNIGLAE
NINAFRUANIRE N ITUENENavRIRILUIILABN 1 TVIPdeUTIA1 S = 0 v3aly
AUN1INAADUABNITILATILYAINUBUTUTILRVUN IR TAENISLUIAI MR LLUSTIIMA
(Total * variations) ~ @emiu 2 dude Anuduldsesuiglamesulsdass (Regression
variation) wazAUduRUIRIAINAaRLARBY (Error variation) A5 8a88neat
1. ANAULUIAEe 1WA LEAIA 1080 UNIENIN VAU ¥ Monasiues
L A a L o a o/ o A
AU sTasutslAmemlUsBas AuAmURUL USRI IRAALAG DY
2. mnaRuudsnesuielameimulsdeass Wurmsansratudoauuszwing ¥ v
Y 1Afanatadangs wanaaniailsdasya1u1saesu1ennuiulysuaiiuys
RGN
3. AuRuLUseInNAatnAaey LuALansa s uuIEnine Y i ¥
A o ] i d'
MI0L38NTT AIAINARIALAGOU

[

ansnsodeulugUaumslaad
(%-7)=(%-7)+(%-7) (3.7)

[

9ALLDUALUNITIATIZNANULUTUTIUBUUNRED Teail
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1. undevaInMUEuuUs (Source of variation) luguluUvBIHAUINIIAIVRS

[

(Sum of squares) @unsauLaRIlARl
2 n

Y (1-7) =X (7-F) + (%7 (3.8)

i=1 i=1 i=1

-~

ANUSOLANIANMUFUNUSVBINAUINANSIAD L AGIT]

SST =SSR + SSE (3.9)

[y & o

1AYTILAALLNBUEINITL VY ULN UM VA UAN WAL F191)

o

n

—\2 a 1 o w 5 =) ! .{’j
SST = Z(K —Y) 138N NAUINAIRIABGYINNUA 1158 ANWUTUTIUNIUA
i=1

(Total'sum of squares)

: 5 —\2 = [ o o = '
SSR =Z(Yl. —Y) 138N NAUINAINIEBIVDINITNNNDY Y58 ALUTUTIU

i=l
284 Y LHUBIIN 2Nt Na8s Xy, X, (Sum of square residuals)

- ~\2 = ' o w 41‘ =) [
SSE = Z(Y —}j) L8N WAUINNNAIEADIVBIANIUANIALATDU 19D A1

i=1
wUsUsIUTeY Y L Tasann3visnadue (Error sum of squares)

2. aerurienuludeasy (Degree of freedom, df) U5¥NaUN8 a9ALAIAINY
Jubassvesnsonceense df, = 1 ssmuiimmiiudassvesaiiuaainniou
Wie. dfe=n - 2 wozaeruisr B assiovaavie df, =n =1 a3
LansnnL SRR

df, = df, +df, (3.10)
Tngil
df, @9 ovrumin LU (df,=n="1)
df, #e serinemiudaszaesnisonees (df, =1)
df, fo saruiinnaundudasyvesnuaainnden (df, = n - 2)
3. Ainasdesany (Mean square, MS) @B BATIAIUTETNINNAUINANGIFBINY

parusnnuludasy Fudunisinanuiunussenianiie Tagaiuisamiulo

I§1nauns 3.11 wag 3.12

SSR

MSR = (3.11)

R
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SSE

MSE = (3.12)

E

1ay

MSR e Aidsdeuaievanisannss (Mean square of regression)

MSE o frimdsdeuaievesninunaineiou (Mean square of error)
FaMSE  AorUszananmiuulsusiurasnnuaainaiou (o?) 1Beu

[

wumeduanual S’n3e S°

I3 I Y & = oA A 2
y e ludruansliiiuiennunienenioniny

WUUENVDIFUNITONDBYNASIITY DT MSE TA1108 LEAIINANNISONDBYANNITE
3UNEAWUS Y 19U wa%A MSE HAININ LAAIIIaNn1S0nnuaIN1saasule
faUs Y lpilag

4, IR INTUNITNAFIVENNRFINAIAENITHANKANEN (F-distribution) s

I3 ) ° Vo d'
LUUN LN UULUVIN amﬂqiﬂqujﬂﬂ,ﬂﬁﬂﬁmﬂqsw 3.13

Hi= = (3.13)

1
aAa o =

Tun1simsisvinisanceeiirnadfsnuuiniidesiruan nistdlusuasudniagums
= -

aa o & v v [ o = aacse = a ¢ a
anndsmuIntu Jagduladimeianaldsunsudnsagumeadnnuieldlunisiiaseiiaa

USunaisauiuainn-lawn SPSS SAS MINITAR 10usy
3.9.3 N5 lUswNsY SPSS Tun153ms1vsinINann aewetau

ATUNITIATIZAANNALWNUSTE 9k IAae 2 Fhauluazlalusiensy SPSS Tu

NFIATIERUBYA

AUNINEVBIANERRTIAISVSIUVDINABSTLARIN SPSS

1. Correlation 3zudnIASAGYEIEUUSEAVSAndLTLS

2. Multiple R Aofnfinaninnnuduiusseninesiuusdasefivhdnaunisiusuns
A3l

3. R Square (R) o Adudszananissnaula Jeozuanidninavesiudsdased
Hnafusniu

4. Adjusted R Square fgf1 R Square 7dnsUTuLAlAmINzay Lietayanldll

FUIULDYLALAUTDATLLIIWIUNN
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5. Standard Error AoAIAINAAIALAAEUTEINTNENNSAITILUSANLAIEfILUS
dase

6. ANOVA fAams19iiasizvinnunususiu awmsuldlunisnaaeuinasaiunsald
FuUssassiidmdondaumsiunmennsalfulsnuldniold dildeddaie
Towensalla

7. B fAerduuseavinisannesvesiiulsbasturariuusnienidinitite
danlglunisasisauniswennsal

8. SE (Standard error) Ao Usza i lATMARIMAGOULATT TUYDIEUTEANS NS
ADBYFIMTULAAZAILUT

9. SEE (Standard error of estimate) Ao fivenderntinaaniadouwes ¥ 9
wansingluan-Y

10. Beta - AapndutszAnsnisannaslutuufuiumesgiu dvivadisaunis
ne1nsalugUTReAEMINNNTEIL 91NAT Beta @nansavenlaindiulsBaselad
NAIEBNENANIRUUIANULINUS DUDYNIINU 07 Beta vpeinlsdasesilaiian
1 (LfAnnseamung) wansindissassse b nasesaulsanuun

11. Tua Sig T Aemaifuayarnidiianduraininagey T duSunageuindn

wdsasgilamsinluldluaunislathg dada 717 asegaediffodifguansi

arunsatabUlsluaunisle

3.10 P15ILATIZUIANUBYSUS U

NSATIEMANULUTUTIU (Analysisof Variance) #3aiSenagnegoin ANOVA (Juis
nidlunsneaevanddgIuiowguiisuanatevasdseansunnitaeanauiulunseu fu
1 =} ¥ < = =1 % 1 al 1 1 [~ = = 1 1
naame adunisilseuiisuiulseensnguie daulngasidunisidsouiieuasening
AnadeiuAAUATY drunsiUiguiiusenielsernsasngy zdunsiUSeuLisy

' | a ' & ' a A o v aaa
AULANAINYBIANLRRY TE NI TV INTIIADINFUANANNATIUN A MU LY Tunsalnd
Us91n511NNIARINENMTaNAMABINITANYININNINEBIET ATULANAINTENINNGNILYN
Tolugured 1 duuuunInsgIunieaukUsUsIuns oA1aaeveInuLUsiy (Mean

squares) 1AENAMULUITHULANIINNATINENAISIFDIVDIAULANAINTEIINAILAZAIUDY

ALady N153AsIeiauwlsUsdndunisiuieufisuanuwandissgninenguiuaiy
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wansenelungu lunsaiissunsivinninassnguludnuvaevesnuwdsiu Taediteuly

IdeyaiilannnguussrnsiihumegesnuwAnAveIrRaetayaveIwiavNgazao

ANSHINBIILUUUNAVITU

lun1sneaeuanudgiulegldisn1sinseinuuUsusiu fudsifneienaiiie s

wUsLREIVSaMAeAILUS tnaskUsNaRIN1sAnEIazianuz A lUll

%

1. MuUsdaszyaoninUsnu 91adlesiReInIeuINNIule WafuUIn IR
a A Y = 1 gj
NLieaALneILMIT
2. anuMLIRIMuUIDassusafIuUsiuenaswunsenidussAumne wsoduun
sanluusznmiineg Wwuseavanududuresiauawes 9uuneenlugs Uy
o & W
naN9 WazAN WUAY

3. anwzUBILUIINAasdineeLad [l AzLUL N AuS L Tuduy
N15IATIERAINLUSUTIU Ftunsandy 2 UseLnnee

1. MsamTzianuuUsUrIunefes (One-way ANOVA)

2. 013ABAANELYTUTINASINS (Two-way ANOVA)

TunfiagnafdanizmsiesizimullsUsumaey? Lesndudsansivnunly

TumsUSeuiisuAiadeUssinsaauwn 3 nanvuld nelidiudsdase 1 dauwds
a 4 =
N13ATINAMUUYTUTAUNIUAY?

MTIATIEAAILUTUTIUINGREY W38 Oneway “ANOVA Aduiinisveaeuiiie
Ainszinnuduiusssringul st asersefuysiusuierufulsmuiissdiien Tnei
fulsdaszenaiidnuufusmilundnanin-@Qualitative variable) ASuunsenidusziy
WsaUsELANA19Y drudulsauetafianwuziduduusidausunu (Quantitative variable)

v A

WefAnwiauduiusvesiiuysdassinazdimasgelsiuduysnu auanufgiunside 7

Avuall [55]

U5ENaumIgfkUIaasena R UTAUNA8AWUSAUALUTHLLNEIALAE
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PANNITAATIZHAMULUTUTIUNWAE

NFIATIEIANULUTUTIMMUUMAAEIRE N1suUInNURuLUTvEn (Total
variations) @y 2 dfs ANAULUIITNINNGY (Between variation) W&z

v

AnuruiUsnelungy (Within vatiation) fisieazidenmall

1. anudusUsiavae Wufuansanudesuuszninamdanaduaiedeianue
(Grand mean) visoKaTINTBIANURURUTIENIINGUA VAR LU SN TunEY
2. anuduwlsssndtingu WWusfinansa e s uusenieRedsuaaznauiy
ANLRRETIVILA D1ANAINATINANEY kansdIARRRaYAgNITWILTLANe Y
3. _auduudsnglungy Wuefivdndaradsauussmnadunaiuaadeus
T Il = 44'
AENAUNIBLIENIN AIANINAAIALATEY
INANENILITIHUY ANIARAINENGI799AIURULUT (Source of variation)

TusUhULIaINaUANIE I (Sum of square) tadall

1. N159AAIUNUBUSNINUA

AMTUNITIAIZINANLUSUTIUNLA L IVBIFIRUSAABINSANET IABIYIN
N19ILAII AN ANV ANAIEDIVDIANNL DY UUVOIATAIIGTLALIURY AIBLTUNTN

HaUINNTGIEDI-(Sum of square) YaIN1THUINUNIINA Taeiuuali

SST = SSB+ SSW (3.14)

o

Tnglunsagmouausaoulnumipdyanun Al

ki — = ' o w &
SST=D23"(x, — X) Bepimavinitdsdesvisnun (Total sum

i=Lj=I
of square)

k = =\2 a 1 o v 1 '
SSB =1 (X, - X) 138171 nauINANado95enInengs (Between

i=1

group sum of square)

LI = a ' o w ! . .
SSW=ZZ(XU—X,»)Z 58N waUINAIataeIn1elungy (Within

i=1 j=I

group sum of square)
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Y

=~ & &
aqmqiﬂLﬂUULﬂuqmﬁlﬂﬂﬂu

PHACTESIIEDWACES D WIS} (3.15)

lny
Y2 oA ] =
x; = AABNATDINGNN | wAEMUIET ] 891 = 1,2,k Uay
J = 1,2,...,I’1;
! ﬂﬂld U
L WAnyTluswl IR
X NS AlRAgYRIRINANY bl Usuianin
N ARagvesAfanwbuiwUmlungud i
k = FIUIUNANFI D199
d P INNUANTNVAINGUAIDE NG |

1l

] R E N o k
n UIUFNNTNVDINGUAIDY NVINUA NID nzzni

i=1
NGNS SST =SSB+ SSW ALLAUINAIUDINAUIN ANSIFBININN AT D AN UL US T U

(%
Y

VIVUR-(SST ) ANINNAUINATRIABITYNINAGN (SSB) vanfunauIninasaesnislungy

(SSw)

2. agAurealudasy (Degree of greedom, df) UsenaumigaamumieaNy
Wudasysendnng w3e dig=k—1 /ateuwiinnududaszsnislungy wie
df,,=n=k LareIrmnen 1 JudaTER N dfp=n—1%30 @U1T0UENAS

PRy

ANMUANNUS ARl

dfp=dfg+df, (3.16)

3. AMNNA9ERNRRY (Mean square, MS) ABENIIEIUIEWINNAUINAIAIADINY

aaa1suamdudasy Fadunisianinudunlssenianiig Tagaiunsa

[

. vo X
Aunallanadl

SSB

MSB = (3.17)
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MSW = ‘zf—W (3.18)

w

g MSB feAMAtaenaieseninangy (Mean square for between groups)

Msw fafmasaeaadenielungs (Mean square for within groups)

o

4. fsdRsInTUNIINAFaVANNAZINAEN1TLANUANEN (F-distribution) &l

[

NSWANLALLUULTU anunsauIlanadl

MSB

F=—r (3.19)
MSW

Y

INANAIIUTAY FunsoasiiunounIsnnaevaunfigiulafal

1. Mvunduefgnuidunans (Ho) wazanafgumsadny (H;) vesngide

o

2. fAvuasgautudIfny (@) 199 0.05,0.01 138 0.001 ANUANABINITVDINIAEY

<

3. M Faingasiasiansandenldgasmuitowlvvesgnsinvuall

]

4. \Wan3 F iNounIpIngaues F enuseautiedansy

5. Wlguieua F Aenunadladuainlaannnisitamisis 91A1 F aawialadlan

v

WINNIMIBIIAUAINgIR R NS TaRIsIe AaAa F o ddedidynisaifag
U5 Hy Wazeausy H,

6 aunanila
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unil 4

ASAUUNITIVY

4.1 N1SHTYUTUIY

Tmdnuilen (55400 mild steel) Taafivuin 100x100 mm” uaziimamun 3 mm
HinSesimaimaiiu FANUC C4000-uanesisguin-a.1 dslsiduasawasuuusioiiles uagias
geanog 4000 W lagdaudsiaiwosannsandouiinuninunix was y Iilasldszuu ONC
(AMADA  FO-3015NT) - uagldiRanondiauiduudadio Uil 4.2 wamsununnwosnisse

LaLYes

SUT 4.1 in3asdinaites FANUC €000

4.2 A15AWIUNISAN

Tun1snaassazyinmsiaukumaniduldunse lagUsua nis1dmesauaunisi 2.4

[

Ao MFIVBILALYDS ANNAUYILAFYIY azANSIlUNSHR Fefudsisanudududsnd

N

pdrsnunwesTesin tnsasUsurfulsieanuogtas 3 a1 axlditeululunns
Veaewann 27 Fege m519dt 4.1 uanadeulalumsmaaesianun dudundaydeuls
nsfnvzyhnnsiaaun 3 Wuuutuay 1 iy vulavendauy Tnodadusyey 50 mm
wiazsosdinveiu 25 mm waziiiendndsinisenzid desurinissaiivenveuve sy
Tavig fs3Ufl 4.3 Bedruananisivuasuiauazsyezlunisda drutlwnfetunusiedid

WA



A19199 4.1 wanssuusnnegluniseasdnmelages

Parameters Values
Material Mild steel
Thickness 3 mm
Laser power 2000, 2200, 2400 W
Gas type / pressure 0,/0.07, 0.12, 0.17 MPa
Cutting speed 3100, 3400, 3700 mm/min
Nozzle diameter 0.8.mm
Nozzle standoff distance 0.7 mm
Laser spot size 250 um
[
@,
= Mirror
[
||~ Tiens
Oxygen Gas mlet ~—> EREREEY

Nozzle

CN VAN A SN S E AN o g E
Workpiece

SUN 42 ununmnissiniaiees

1,

——

50 mm |

100 mm

100 mm

(%

5UN 4.3 Funuiedns
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4.3 N13MTIFDUANUNTINVDITOLAA
lun1sinszeranuninavessesdn insinlagldndesganssmiuuunas (Optical

microscope) (Olympus U-TV1X-2) Tafindsuensvuia 50x v1n15i09u1naunineesssey

(%
v v Y

AATIIATUUY Wagaua19vesiuny lngdnsseraudiunisievisesdn dauanddusuin 4.4
AU 45 LA INaIENIsIuUNLaEA U 19Tt uUnliannsiindesgans el
PHIDINYIINITIAVUIATLHLAIUNINVDITILFATINUAKA 292NN AT UANAALVDIAIY

NIN95RYFAFDNTITUINUAIDLS

Nol [ No7 No7 . : ’ : Mol
No 2 No 8 03 |- p——
No3 I | 1-esg=sRr Moo’ | - 1y ™ Mo 3
! linal lime2||THi=3 fire3 ezl | lieel
| " ==} No4 - Nod
Upper gl G4
| NS Lower [ N NG S
m— & ¢ ¥y AN [TNos

(n) (¥)

FUN 4.4 FumlinTinANUNINTeEdn () AUUN @) A1UA1

5UN.4.5 JUseMIUNT99eefnaInndasganssatl (n) muus (v) fua

4.4 N1INTIVFBUAIIUNYTURIVDITOUAN

[

vdsndiliinisinsresaunswessesdadsusetuds aviunuIndneonuay
NANTUIANYULAIUNIIVVDIRNITILC LAZTAAIAIIUNETUVURIAIUT9UDITOFA LABAT
aumenvarldAadovesrunetu R, vmsTaauneiuianuen 12 fusdssenils
Fuaufiogne fanduzul 4.6 dausuil 4.7 uansinsosdaiilévdannavaaosin las
sUfuULLazFudsRofiufvesesdniilimumeuigauasgsaamudiy dnsunista
auveuinagldiedesiannumenu Mitutoyo SJ-310 Tunisasavdeu laeinmnumneuil

NINAVDIRITOUFA



57

‘ No.3 H No.5 H No.7 H No.9 ‘
l I

No.1l | *—{ _}f UL H No.11

! _’L No. 12} Cutting line

[No |[Nos |[Ne |[Noo]

JUN 4.6 FAUMINTINAUVETUVUTOEAR

A

\/
ng; f
=4 Z

0 = Fe
= Ve

AR :!I"l'!‘.".i'j",”"!_"'.l
i’ }

JUN A7 ANNTTUTT UL YBAT0EAR

4.5 TUABUNNTALATIENANUDADNBYLTITUNIIA

2
a

Tumshnstziruannesddunnanilidunisinsenndiiusseninaiauds

a

AuLarAkUsn13 Tueaud

JuUFILYSALAD AINIVNLALLDS AIINAULAE LAy ﬂ’J’]@JLS’Jmﬂ

AUFILUTAIUADANLNI VRS0 U ALAZ AT TURA LU 088 28AlAT1EANduRuSITY

aa v

A0INTUAD ﬂ‘iiu‘VlG]’JLLUSG]’]%JﬂEJﬂ’J’]SJﬂ’J’Nﬁ@EJWﬂLLa ﬂim‘vm’lLLUiW]iJﬁEJﬂ’J’]ﬂJ%EJ’]UCLUQ’NJEN

soudin WolnTeiwwlsaudiladwmanofuusnuunigauwasiiuUsiuudaziidimase

(3

fadsanululudianigle Tunisiasizdaglaluswnsy SPSS Tun1siwsiedt Tnedusauly

[

a ¢ S &
NM13ILATINCVATINUONODYUAIU

Q

a a < a v
1. MyueauuRgIuneats As auudgiudunan (Hy) wazauufgiunsstiy (Hy)

1Y

&
N



58

Tunsdifisaudsaufonnuninesasdn

Ho : AIANasvaamas AnuAuLia azausda sauiuesuleauiuwUs
YDITTYLAINNINVDITOUFA

H, : Anfdevasawas anuduwia wazanusidn ludlasiuiueSuieainuiiu
WUS989588EANUNINNVDITOUAR

A v

Tunsalfidruusaufannuverulalusesnn

H, : AAN&90098L905 ANUAULAE warAUSIFn SauuesuleANUiuLUS
v0IANUNEIUlUS RN

H, : Aiasveuales Ausulid waganusien lildsiuiuasuieninusiy

wUsvesmungUlusesan

2. syyadavinaou (Teststatistics) @ANAROUAD 7, | =—— = b 'a
SEY‘ \ll -~ l"z

o W a

3 MnuaRuInnguiiagsuazsEduled AN 19ais (o)  maungnaly sedu

o

@ oo

A Aty A A (Statistaical significance, @) Inagsalif 0.05 %39 p-valve <
0.05
4, ¢ L eNNANkAZTIUTINURYA

5. Awsendoyauazdnrinisanansansndavauiug (Correlation matrix) hag

a

ALiiunsneaauanedgiy daaulaufiasviseliufesauusgiumen loeldinae

LY

nsinaulavinaa p Al
- ¢ wamsvegeunudd p< o Widaawlaufues (reject) auufigiuman

- wamswegeunudn p> a Wenaulaliufies (do not reject) anufgiuman

o

lumsiesagnidmiunisinssianaeenmauvednImniesesdnills p =

0.01 wazMNLATIIINEENIANYBIANWE UL p = 0.00 Fannniiseey

pARBaadan 0.05 aFsluufasauufigumdn

6. WATIENNMIA00Y lnevadeUanduiusSNAMLAE AR UAFIUTEENSNNS
Sadula R

7. agldmuunndninavesiiulshuiidsmanefulsmuuaazdy (Beta)

8. nTzvinazazunaiila
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4.6 YUNBUNI5IATIZNAMUBUSUTIY

v

lun1snaaeuauyAgIunsIdeil §I3elaldn15n AL UIUTINMUUNIGAE?

(One-way ANOVA) lun1snageusinlsdaseniemnusaulnagiiinddndnaseniy

= o [

wUsUTIUvRIsLUsANLvS ol TneNdILUsAuAe ANdavedaleas AmusuLAa LazA11uLs)

Ao

fn  Tunsneaeviazwuaiuasinsdlfe nsalifwlsnufAaAIUNIN95e8ARLaENSaINA

v

wUseuAANUEUlURII89506R LAETUNBUNITILATIERANULUTUSIUIAT

[

1. Avueauufgiudunats (Hy) uazassdsaunssdnn (H,) veanside fedl
TunsaififanUsaufananuninesessn
Hy - A& sesalses ausuuia tagariusanisiaiiunnsasudawalinng
N1199845DAALANAIIAY
H, s uediames A e wasamsanisaaiitanansiulsldenals
ANLNIINYBII DA LANFNSIU
TunsalfiganUsafoanuneviislusoetia
Ho- Aatiaseta@es anusunie Layamisinsranuaneisiigsnaliaing
711U U DOARLANATIU
H, * A& 0901803 Assunie wazausimaiaiunnaneiulidawali
Mg Ul USauFALANAI9AY

2.7 mMuunszautadIfey (o) mmgﬁ"ﬂﬂ SeAUNEE1AYLTNAAR . (Statistaical
significance, o) fnaeRal3i.0.05- 158 p-valve < 0.05

3. A F angmslasinnsamdenignsmuiterlvesgnsiidimunly 910
Aun159 3:19

v

4. \Uam139 F Litema1ingeues FauseautedAgy

o

5. Wlsuieual F Aenuiadladuainlaainnisitasnsne a1 F Aeuiadladlan

[

1 A 1 v 1 a Qll ;4 a A 1 a v ] aa
Mﬂﬂﬂ’;’]‘lﬁi@L‘I/I’]ﬂ‘Uﬂ’]’Jﬂi]GWll@ﬁ]’]ﬂﬂ’ﬁLUﬂWﬁ’N ABAN F UUEAIAYNIIEnNAE
Ufas Ho wareausu H,

6. ayunanla
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uni 5

NANTSNARBILAZNISIATIZHNANITNAADY

5.1 NANIINAADY
5.1.1 A21UNI19VDITDLAN

AINAaDdAANIMEEIIRAIIAEY 3 mm MslawesiaInTISinesAetude
Mduawes 7 2000,,2200 haz 2400 W A58 91 3100, 3600 waz 3700 mm/min was
AMNAUYDILAEYIY 0.07, 0.12 1ag 0.17 MPa Fmaadoddtuniuisgssiay 27 uuly
nsnease netunuiieduiavuuldvinnniasaamessiuig 3 soudn Tnonisseusa
I¢¥asnmuniterassosdanavin 3 sunis safuLtkassmaT wansfig Uil 5.1 wagld

Panlaannisinisinueasun1nnusedslulsazaIn SIRmes S aumaz Uy

AR8L4

Position| Line 1 Line 2 Line 3

Positio Line 1 L 1 Line 2 : Line 3

()

Y

JUN 5.1 Megrauaninsinanuninesesdinlaainnismaaes (n) Auuu (1) Auaid
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lusufl 5.2 wanspnuduiusseminemdwesaesiuauniesessniaie lu
nstlAuRuLAaYIgiiy 0.17 MPa Al AMduawesgnuiuil 2000, 2200 uaz 2400 W
25U19LAI1AINNNI19B9508ARILLNNTY LIDA1AIVBUATDSHNTY DUMIBINIINNAIAIVD

WLgesNguaziAnnsaemngdanuauseulydlangliunn Jwihlvsesdauuiianaiy

Y

[ '
= I

ity nafildnileutunavesuisedug [5, 10, 11-12, 33, 34, 51-54]

SUR1 5.3 wansanuduiusseninennusadafuauninssosdaiade lunsdl
AU ULAETEWNTY 0.17 MPa-aedi Imammﬁ’amiﬁmgﬂﬂ%’uﬁ 3100, 3400 Laz 3700
mm/min dunglépmuniimessesinizananilormisadniiatu esuneldi A
msdnsnaziszesnaluniniuAseisswintawessuusulavglduauninfirnifags

fatiunNuSEazsi lilanglinisvasuaza1euInNI Az dINa s e ANNNI19UBITRS A

SRR
0 Gas pressure = 0.17 MPa
Bl
g 350
N
=
§ 330 |
Z 1310
8
—;j 290 -~ Cutting Speed = 3100 mm/min
§D 270 —-@— - Cutting Speed =3400 mm/min
. —a— Cutting Speed = 3700 mm/min
< 2507 | WS ) N 5—7
1900 2000 2100 2200 2300 2400 2500
Power (W)

JUN 5.2 HAveIM N INTegdnLiasInAaswedlaiwes (Anusiuuiaeanaiay = 0.17 MPa)

Gas pressure = 0.17 MPa

370

350

330

310

290 —m— Power = 2000 W

270 —-@—-Power =2200 W
—a&— Power = 2400 W

Average kerf width (um)

250
3000 3100 3200 3300 3400 3500 3600 3700 3800

Cutting Speed (mm/min)

JUT 5.3 navesnuniesesdniliedninanudidn (rnuduuiaesndiay = 0.17 MPa)
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JUT 5.4 LaniNaveanunineuedsosfinfilasunasinn1siuasuuUaiuesninusy

L2 s

NSAALALAUAUYBILAETIE d1SUNAaBaaVINAY 2000, 2200 kag 2400 W dunala

Na o o ¢

Tdnsulunsainmawalwasivindu 2200 wag 2400 W ANUNINNY99908RRa St ALY LD

AMUAUYDILAEYILLINTY TI9TinsIzdnaNiuLiage azvilndufiaeendiaugnides

|

lavy Huffalufiseiniennuseuiudy vinliiAinnisvaey

o aaa [y

9onUNINLALINUHATEA
avangvadlavisuardiufvastazatgzgnitieenil dwaliisesdniizuinaunituiuy

370 Power =2000 W

---@--- Cutting Speed = 3100 mm/min
—-A—- Cutting Speed = 3400 mm/min
270 \ \ b Lo AN d ¢ —&— Cutting Speed = 3700 mm/min

Average kerf width
(nm)

0.06 0.08 0:1 0.12 0.14 0.16 0.18
Gas pressure (MPa)
(M)
170, Power =2200 W

---@--- Cutting Speed = 3100 mm/min
—-A—- Cutting Speed = 3400 mm/min
—&— Cutting Speed = 3700 mm/min

Average kerf width
(nm)

270

0.06 0.08 0.10 0.12 0.14 0.16 0.18
Gas pressure (MPa)
()
370 Power = 2400 W
=
=
2
5= 320
< g
o= ---@--- Cutting Speed = 3100 mm/min
£ —-A—- Cutting Speed = 3400 mm/min
2 270 —— Cutting Speed = 3700 mm/min

0.06 0.08 0.10 0.12 0.14 0.16 0.18
Gas pressure (MPa)

(@)

1Y

JUN 5.4 navesrnuusiaeandiaunisenuninegeesn (n) Masawes = 2000 W, (1)

[

MaNALYs = 2200 W haz (A) Maaawas = 2400 W
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5.1.2 AUNYIUTDUAN

o Aa Na o o

JUN 5.5 wanwnavesnuiidianiidonnuvervuuinvessesdn lunsaliiinndy
i@asAIn 11 2000, 2200 waz 2400 W wanslugy (n) 3U (v) wazgy (A) auadu dunmiiu
lganunevanauiieonuiinsaaiindulunngaivesiiduases inszdledinimums,
nsfeiinvuivisseganaatawesiuisenulanstseas iinausoutoouay
a aaa a v v ' aag v < v o o § val a £ ] s
Anuisereendiatudesninlunsdinldainusinisdan yinliinsiinduvestusenles
Woy n1sintueenluyntes vdwmavinluiinung1uluiivesseedniites o910ty
sanlyrazgnilioeninuuatisuazgnasiuuivdlagansdeuduigins dwmalmindu

Qy U [ :j = g &Y ! o v a v Y d'
wausiluseusn saiuiletusenlentosavdwaritinuneuitlusesfintes [5-8] wagn

AULEIN AN AIAIUNETUIZARAAT G IdAIAINTIUSYU 2 um wazdanalidndn

¥

ANMUALNUILARIIN VUL DAL ULD ALALTL. L LB NV UL AL ANEAAN1TUABLALANYIN

AINUTRUVBIATLANALY DS taneiasuazaleuuag i Igns o fveiaoondiauuasy
AnUAseeenTaduiu vinlilavngdinsnasuazaifiudnndu mnfienuduuiainniazyin
WiSimuvasshaeandauiigiserfiulansiualun lunisvasuagaisuinduiiudina

Wifsusenlednniuietueenlantugnities nlneufaeonBiauiagin1siutuye iy

sonlaivunuwargnidisentuiluiging Ywanisnesesdonndeiuauidedug [3, 8]

U a A

U7l 5.6 udnmAveINdsTITHAIMEN UL e ITBERn oA NiEINISERAS
3100, 3600-4az. 3700 mm/min kandlugluy sUnans tazsuarsmudify aziiuliiwad
IdrputaunndatudmuuiazA1A3aNsHa Tagasisadadt 3100 mm/min fin
g9 (0.17 MPa)._pammenuinsesdaduualiufutuegaiulddndorduawe fufuiy
drunsldaanuduimasn (007 dag 012 'MPa) miaruvguIzAouininsi agslsh
psdlormuintsiagelurmmmmeiutsisualingatan osunelddilunsdiinruisanisda
A (3100 wag 3000 mm/min) eanufunfaiidundwaliAndiasmeuiiinign
faiilesnniinuduvesfasentiauminardmaliisnmnisasumarvoslansidu

FUIUINTUANIINNISANUAS10enTadu vinliiAntuvedlansmaivsetuoenten

nginey Wegnanudunialiesnyiliindusivuinvessesdn dsagviliinauvey

' ' [
a a =

MnuTu Tunensatudunstgaanusuriaaazyinlminauneulusesdntsey diulu

ﬂiafiﬁmmﬁ’ﬁmga (3400 mm/min) AztiAuIANunevlusessaiinisiasulUastiasunn
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Wesanausiiiisduiliszeznatlumsiufiserssnisdwasawesivlan: ddoy
ylitansludruduiinisvasuazalstssnii nndussnluntesnin denalvainunenuly

SoufnLaY

JUA 5.7 navaspusunidoendiauniidoninuveruvesesdn aziiulaiining

NOURIENUT UL DAMUAULAF LT UA T UNNAvRITaBaLIEes AU ukianItuae

a aaa [

AnUAzeIn1saeauiou (Exothermic reaction) g1 vibvlAinn1vasuazaevalany

oy AsluAnudnveLauIRtos virlvilvessesdnladmuneutios uenanuulugun

o 6

5.10 (n) lunsdildfiduamasangn Nauian1ssn 3100.mm/min a5ueledn fausa
N13AReN7 AeiisgeviiailumsyUuAseteneaILseusEning ANTNIINGRALALRS
Auwiulangfuiund) Fasdilvgnisinntuvesiangnaesumaiinizineguin ogslsiniu
d‘ g 6V O‘ o ¥ 0 dl a 1 :-J/ 1 1

\eanpenususfianiing asitlviduve slavsmatiinzAnogiulianansagnitieenly

Mnseusiale v livoisossintiul Al us 1INy

INAIT1 5.1 BEAAINENISNAABILUNISUSURMLUSAISHATILANAIN UISAUA 27

[

Haulu azldrmanuveiuiedovufavassesda (R, fisianauendall fo 1.701,1.736 uas
1.792 um mudhsu deievludmsudmmiudsieg Tumssmaies fiie
01701 TuAsew AfSLAWes 22000 W AuiSHRA 3600-mim/min wasAInusuLAE
0.07 MPa
1736 lupseu fifduawas 2400 W, A958R 3400 mm/min tazanusuuLia
0.07 MPa
- 1.792 lumseu fidaduawwes 2400 W amsasn 3700 mm/min wazanusuLia
0.12 MPa
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No Power (W) Gas Cutting Avg. kerf Roughness
pressure speed width (um) (um)
(MPa) (mm/min)
1 2000 0.07 3100 327 2.584
2 2000 0.07 3400 315 1.990
3 2000 0.07 3700 336 2.205
al 2000 0.12 3100 324 2.445
5 2000 0.12 3400 310 2.047
6 2000 0.12 3700 315 1.938
7 2000 0.17 3100 312 4.310
8 2000 0.17 3400 297 2.604
9 2000 0.17 3700 303 2.013
10 2200 0.07 3100 323 2.057
11 2200 0.07 3400 327 1.701
12 2200 0.07 3700 329 1.955
13 2200 0.12 3100 337 2.700
14 2200 0.12 3400 317 2.109
15 2200 0.12 3700 325 1.916
16 2200 0.17 3100 336 6.612
17 2200 0.17 3400 335 2.675
18 2200 0.17 3700 331 2.341
19 2400 0.07 3100 342 2.173
20 2400 0.07 3400 326 1.736
21 2400 0.07 3700 330 1.882
22 2400 0.12 3100 342 3.113
23 2400 0.12 3400 333 1.939
24 2400 0.12 3700 322 1.792
25 2400 0.17 3100 353 7.359
26 2400 0.17 3400 344 4.479
27 2400 0.17 3700 331 2.048




Power =2000 W

8
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(a4
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3
=
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g 2 B s L T i _\__—'.
[
1
0
3000 3100 3200 3300 3400 3500 3600 3700 3800
Cutting Speed (mm/min)
(n)
Power = 2200 W
8
7
)
E 6
A
ch 5
M
5]
23
h
g0=7
o
o 1
0 ~a T i ey | J
3000 3100 3200 3300 3400 3500 3600 3700 3800
Cutting Speed (mm/min)
()
Power = 2400 W
&
—~7
g
=26
B
© 4
23
=
=5 2
o
/ol
0
3000 3100 3200 3300 3400 3500 3600 3700 3800
Cutting Speed (mm/min)
(R)

'
v aa %

5UN 5.5 HAYBIANNUSIFANTIREANUNEIUTBITEFR () MABawas = 2000 W, (1) A&

L@Les = 2200 W kag (A) NMawawas = 2400 W
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Roughness Ra (um)
[\S] BN

1900

[©)}

Roughness Ra (um)

1900

Roughness Ra (um)

1900
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Cutting Speed = 3100 mm/min

----@--- Oxygen Pressure = 0.07MPa
—4A—- Oxygen pressure = 0.12MPa

—&— Oxygen pressure = 0.17MPa

d o rssmgmm==== —A
Prsmms=aT T T TS 4 .
2000 2100 2200 2300 2400 2500
Power (W)
(n)
Cutting Speed = 3400 mm/min
---@--- Oxygen pressure = 0.07MPa
—-ao—- Oxygen pressure = 0.12MPa
—m— Oxygen pressure =0.17MPa
'7
T T b s AN T alaadsactaf )
2000 2100 2200 2300 2400 2500
Power (W)
(v)

Cutting Speed = 3700 mm/min

---@--- Oxygen pressure = 0.07MPa

—-A—- Oxygen pressure = 0.12MPa

—m— Oxygen pressure = 0.17MPa

2000 2100 2200 2300 2400 2500
Power (W)

(R)

JUN 5.6 NaveIMAauALEDTTITFRDAMUNEIUTDITBEAR (N) AIULEIFR = 3100 mm/min,

(@) AUSIER = 3400 mm/min wag (A) ANULEIFA = 3700 mm/min
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Power = 2000 W

8
7 ---@--- Cutting Speed = 3100 mm/min
g 6 —-A— - Cutting Speed = 3400 mm/min
2 —&— Cutting Speed = 3700 mm/min
s
A4+ "+ cemee==" '
2 e
gs T
en [ 3 & | == —-A
g2 = —= === —a
(2
1
0
0.06 0.08 0.1 0.12 0.14 0.16 0.18
Pressure (MPa)
()
g Power =2200 W
---@®--- Cutting Speed = 3100 mm/min °

(o)

—-A—- Cutting Speed = 3400 mm/min i
—&— Cutting Speed = 3700 mm/min | =T

Roughness Ra (pum)
I

Al |
O E
0.06 0.08 0.10 0.12 0.14 0.16 0.18
Pressure (MPa)
()
3 Power = 2400 W
5 ; -2
’é\ 7 ---@--- Cutting Speed = 3100 mm/min ”
26 —-A—- Cutting Speed = 3400 mm/min
N —&— Cutting Speed = 3700 mm/min |+ L= N
7@ 4 L o
2 &Y o
'go T I, . s = =i
2 2 l’: === e —m
=2
0
0.06 0.08 0.10 0.12 0.14 0.16 0.18
Pressure (MPa)
(m)

l
1 [

JUN 5.7 naveannuiuuiaeanBiaunineanuve1uvessassn (n) masawes = 2000 W,

(@) MaNaas = 2200 W haz (A) AMaaawas = 2400 W
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5.2 ﬂ'liaLﬂi']Zﬁﬂﬂﬂ@ﬂW‘i@@ﬂJ‘Uﬂ\ﬁgﬂzwl'lﬁJﬂ’g'NLLﬁSﬂ"J'ISJ‘WEJ’IU‘U'EJ\ﬁ'EJEJﬁ’ﬂ

lun1sinszianasenyaa (Multiple  Regression) 1uni1seSuteminuduius
3¥NINAMUTAUNTOAILU DA (Independent  Variable)  AudlLUsAM (Dependent
Variable) Tnefifuusduiuiiunnnimissauds lunsvaassiiuusiuie mdwesawes
AMURUTDIUAETIE LarAEIRe dausiudsauiifansanilaesdiuiie sraraunIwes

50867 LazAmuneulusesdn

£ '
v =

Tumsiinseiaanesdasyinisiidtoyanarmaiililunisvan s afudsdasy
wazsuusny Taelalsunsu sPss. Tumilasigvideya nafilasuisinnsanduassdiu
Yol

1 11331AT1M0ANDENYIAMYDIAINUN I VBNSEAN

M13190 5.2 MIIATIFNNANBUNVANUBIANUNINUBITOLAR

Frauys B SE. Beta
Meawedawas (W) - | 0.051 0.011 0.664
ALAULAE (MPa) -12.160 44.258 -0.040
AUSI6R (mm/min)-|-0.014 0.007 -0.268
R%=.0.451 SEE = 9.388 F.= 8.130 sig'= 001

INAIFUN5.2 UAMNHANITIATIENARRAADDENAMNUIT FIuUTBaTers 3 67 Ao
ASIUDRADS ANUNULAE AZANSIAR SIU RS UIEANNNULUTVDITEELAINUNI1IVDY

saufnlasnsay 45.1 %I9dNSNaVRIILUSAUNTRafIwUsAuwinnusagay 45.1 agedl

o [y

Ay LpsanAsERutadAty (Significant, sig) NladAuaanINszaUtsdAgyNnuall

) & A Y}

ADNSEAU 0.05 %5NSLAUANUTBLUY 95% LAeLlaNNTUIAIWUTIATENINARDTLELAINY

[

n119983508nlaRNgnaInA Beta Ao A1dwauawes ASIAR wazAuduLia
ANUANNU LALIBNANTULATDIVUNEYDY Beta WUINNIEIUD9aLTD5ILAINARBAINUNINITDEY
FalufANIuAeITUAD oMU AY ANNNI1TR8ARALAL AIUAIAIILSULAALAYAI1LS)

FRALAINARDAIUNINTOIFA LUNANIINTITINAD LDAIUISIVDITOUAALAEANUAULAZLAL
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Auninesegsinazanas lufien Beta vasnnuduniadnlnagudviilidnauiuuiadang

MBAUNINNTYRALDEUIN

2. ﬂ’liaLﬂiﬂ%ﬁﬂﬂ5]8EJWV]@W‘!IEJ\W]’J'I%JWEJWU‘UE]Q?EJEJ&I’@I

M13199 5.3 NFlasgannesnvanemuveulusessn

falus B S.E. Beta
Masvesawes (W) | 0.001 0.001 0.143
ANUAULAE (MPa) 17.953 4.765 0.528
ANLL5RA (mm/min)_|=0.003 0.001 -0.499
R £ 0.489 SEE=1:011 F =9.304 sig = .000

INANTNN_5.3 UAAINANITIAT VAT RDADSENVIAMNUTIT FuUTBATENY 3 1 Ao
A& NADS ANNAULAE LAZAMMLEAR SuA LS UNeAINRULUTUDITZEZANNNI1IVDY

Y

saUAnlPs08aY 48.9 NIDNSNAVDIMILYSAUNTAafIwlSAILMINUS8a 48.9 agall

'
v o o A | L% o

eddey \ilosnneisesutudafa (Sienfficant, sie) Miladiresniisssutiddnyiivunls
Aofiszau 0,05 WSeflsziuAIEeTY 95% Taodiefiarsadanysdass isunasar1nany
venunglusesdalaangnaine Beta A AnwduLie anuFade tazdidsvenalwes
anuaisu TnglileRansaniAs sl Ieues Beta Nudin Ul Aduasi8 wenalgesardna
saauvinlusessalUTuiidmaien e Werusulialaziawedaisesiiiu Ay
werulusessinaziiia drunusadinos dananeaiunen uAslusoudalufiAnns g 1uAe

Lﬁ@ﬂ?’]ﬁL%’W@ﬂi@&gfﬂLﬁﬂJ purgulusogfinIzanas

5.3 NMSAATIZHRANNULUTUSIUVDISZEZATUAIUAZANINRYIUVDITDUAN

= |

NNTILATILAAIMLUTUTIU (Analysis ‘of Variance) Ao nrsitasigivntladeinase
ANPINUNINVBITOUAANS DAIANLMEIUIURIVBIS AR 1R 8 UF8NUILININTUIAD NAIVBI

lAYeS ANUSULAE LarAUSIEn nanlaazuusiasaduansdiusil
1. AN5AATIZRAMULUTUTIUVBIAIUNANVDITDEAR

1.1 MFAATIEVANULUTUTIUYDIANUNINNTYFANUNEIUD ALY DT
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A15197 5.4 HANISILASIZITANULUTUSIUIBLUS s UEUAILLANAISYBIAINNNINT DR

[y [

fumasuaaawas

waaAULUTUTIU | Sum of Squares | df Mean Square | F Sig.
iz‘vi’j’]ﬂﬂfjm 1899.855 2 949.927 10.012 .001
melungy 2277.147 24 94.881

U 4177.002 26

AINNISNAABUAMULANAIIVRIANARSIALADH ANOVA WU AN89999LaLeash

¥ o 1 L4

uwansinsiuiiadnuunnansvesaladuauninesesinegnios 1 @ ogreildudAry Lewin

'
v v o W v e o w A

] k AV v ey ' o P ) =
AsgautEdafey (sig) NeRadagndnseautedidynamunlifedseeu 0.05 Fudunis
gousuaNLAgILTAILIFe A ITeaeT AuanA1AUaINaliAIUNI19Y0ITUAALANFIS
v @ = = v I v o = = i o w ¢
i AeeaziBenlumisned 5.4 deudesyinnUsauiousiagin Amaivesawesen

Iatendanalinuningseefnuaneeiy Inon siUSsUe U IgRaanItIni g1 5.5

ANS199 5.5 NAAINLANANSEINNANR ALY IANUNANNS DFANUMAIVBILALYDS

Power = 2000 W Power = 2200 W Power = 2400 W
Power = 2000 W 7 =13.210% -20.235%
Power =2200 W -13,210% - 7.025%
Power = 2400°'W -20.235% 7.025% -
*p<0.05

340

335 4

330 o

325 4

Mean of kerfwidth

320 <

315 4

T T T
2000 2200 2400

Laser power (W)

5UN 5.8 N3 MLARINATRIMGIwBLALEIHanUNI19RITRLRARLARE
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M159 5.6 WuhAMAWwBALEesneAD 2000 iU 2200 W 2000 U 2400 W uag
2200 fiu 2400 W agdsnalitinaunineseednfiuandaiy tagynetuwansieiuagied
U 0.05

Y [y

HodAgysanange

NUN 5.8 ssmuldihmdwesawesziinasennunitwessesdnegetnau g

AMUNINIYDITBYFANILLNULINT U BNNDIVDUALDSLAUINTU
1.2 MIAATIEVANULUTUTIUYDIANUNINGTDYFANUAINUAUUDILAEY I

a a & = P P i 1% 1Y
15790 5.6 NANIFIATIENANINBYTUTIUNDLUSHULNEUAULANANUDIAINUNINITDERR

AUAMUAUVDILNEY Y

WAAIAULYTUTIU | Sum of Squares. || df Mean Square | F Sig.
sEWineng 46.124 2 23,062 134 875
nglungy 4130.878 24 172120

334 4177.002 26

U U d‘ aa 1 L2 (24 1 d‘
INNITNAEDUATIULANAIVBIARALLAUENR ANOVA WU AMNALYBILAAY 87

'
o aada

wanaiuludmLenRITe 1A LaREAINNTI9TEB AR WesaandtudrAnnisadfiuinn i

4

0.05 #3915299 5.6 FalTun suiasaunRgIunaTl
13 MyinzimmuUstsIuveInUnsseadanuAINEIER

A15199 5.7 “HaN1LAS1EANLUSUTI e US s U B UM LA N AN B IANNA 19T DR A

fumuSadia

WaaANLUTUTIU | Sum of Squares | df Mean Square | F Sig.
FEMINNGY 520.597 2 260.299 1.709 202
elungy 3656.405 24 152.350

LY 4177.002 26

1 J a aa ! J & o A J
‘U']ﬂﬂ']iVIﬂﬁ@Uﬂ’J’]@JLLG]ﬂG]’N“U@\W’]']LQﬁEJI@EJﬁﬂG] ANOVA WU ATAIULIINANLANHY

AUl AMULANFA1URIARALANNNINSRERAA LHpInTldudAnIe@ds

15197 5.7 Fadunsuiasanufgnuiing

o [

o

711nn31 0.05 A4
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2.1 MTIATERANNLUTUTINTRIAMNnNURL U0 URnAUAa D UaLYDS

A15199 5.8 NAN1TIASIEITANULUTUTIUL NS ULAEUAIULANANUBIANU WENUR I LY

SUFNNUANSIVDIATDS

WaIANLUTUTIY | Sum of Squares | df Mean Square | F Sig.
YNNG 1.074 2 537 253 779
nelungy 50:946 24 2.123
374 52.019 26

NN FEUAIUBANAI BRI AL IABERR ANOVA U1 Ardsnesaieosd
wanansfulaifinnuupndsueatads aauneruluseuda tieswndted e ynnadn

11nN77.0.05 MIn13799 5.8 Jadunisufiesanufigunasly

2.2 NMSAAIIZIAULYSUTIULBIANUNYIURA LU DERARNUAIINA UV D I NET e

P a s Py = = | a
19149 5.9 Nﬁfnﬁ')Lﬂi'\lg‘mﬂfnNLLTJ?U?'JUL‘W@L‘U?EJ‘ULV]EJUﬂ'J']llLLG]ﬂC‘]'N%@Qﬂ'J"IiJWEﬂUN'ﬂU

TRYAANUANUARVDILNAYIY

waIAUSUTIU [ Sum of Squares | df Mean Square | F Sig.
FENI NN 17.503 2 8.752 6.085 © | .007
aelungy 34.516 24 1.438

53 52.019 26

1 1 d‘ aa 1 U 6V 1 -dl
INNTNAFBUAMULANAIIVBIANRALLALATR ANOVA WU ANUAUTBILAAYIEN

1 1 o w

wANseAuiiAINRANANIYasANRREAN NN URIluTERnaEateY 1 ¢ waziidudiAgmni
aa ﬂl ! L U o L . dl Yal | L4 ! U L% o o dl o VA dl U

ana wesneseaulieddny (sig) NladlAtdesnitserududAynvualifensedu 0.05

Jadunisvansvanufigiuinslife rmanuduresuiadienuansiesiudanaliauneuly

seusinuaAnaiy AsseasiBenlunsned 5.9 duludesinmsiuTeuieuneain A1nnnuauy

vaunatieAlatinsidmalinunieseeiauani1eiy lnen1siuTeuiiguseaasuanng

M5797 5.10
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M15199 5.10 NARNUWLANANITENINANRASVBIANUNLIUIUTDERANUAUAUYBILA AT

Gas pressure = Gas pressure = Gas pressure =
0.07 MPa 0.12 MPa 0.17 MPa
Gas pressure = 0.07 MPa - -191 -1.795%
Gas pressure = 0.12 MPa -.191 - -1.605*
Gas pressure = 0.17 MPa -1.795% -1.605% -
*p<0.05
401
2
]
o
s
c 307
3
=
26
207
T T T
0F 12 a7

Gas pressure (MPa)

5UT 5.9 N3 MLERINaYaInNfuLiatieienIuieuRa lusessinage

M1519% 5.10 wuhilArmnuduvedniatisaesgae 0.07 AU 0.17 MPa uay 0.12 A

0.17 MPa agdswalitinanuneuii lusessiniiumnasiuldedingnisadansesu 0.05

9307 5.9 auiuldianuduresiatiednanoruneivislusesdn laeau

1810l UTR8AN L ANLINT UL DANUAUYBILAFTIWTAIUINTU
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2.3 MIIATIEVANULUTUTINIBIAUREURL lusREfniuAS 6

AN9199 5.11 NANNTIATIEIAMULUSUTIUNBLUS U UAINLLANAN9UBIAINNNI195BEHR

ffuauLSIdn

wraeAuUTUTIU | Sum of Squares | df Mean Square Sig.
FENINNGYU 14.408 2 7.204 4.597  |.020
aelungy 37.612 24 1.567

ERH 52:019 26

' 1 a aa ! & o a 1
91ANITVAADUATINLANANDOIALAEIABATR ANOVA WUTT ANULEIFATILANGIY
fuaaunnd1sesrnadgaeneIuiiluTegdnedies 1 f wazilfedAyni19ada

A 1 v @ o & ,::llydly 1 o o o o Ao v A W =® «@
Wesannaseavtiadingy (sig) NlAdaussnsenutsdingynavunlifefszau 0.05 Jalu
n38ouTUaNLAS TR TRe AR RR AL AR uAIRaia eI Ul useEfaLANAI

Y o a P [ 5 ¥ ° Tl = o 1 % 6y 1
il Aengavi@enlunisnedn 511 astudesinnisSeuiisusegdn Arrufuyauiayle

Anladnsdenalyaunitnseedauand 14 TngnIseuneus18gagLanifien1swi 5.10

A15199 5.12 HAAINEANA1ITEMINAINRAEURIAN e VR TUS D BFR AUANLS 60

Cutting speed =

Cutting speed =

Cutting speed =

3100 mm/min 3400 mm/min 3700 mm/min
Cutting speed = 3100 mm/min-| - 1.342% 1.696*
Cutting speed =.3400 mm/min | 1.342* - -.355
Cutting speed = 3700 mm/min | 1.696* -.355 -

*5<0.05
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Mean of Ra
5
L

T T T
3100 3400 3700

Cutting speed (mm/min)

5UN 5.10 nsnluansnavesnuiuiadiedennimeuitlusessiningy

(%

P1571971°5.12 wuindiarranaiadaesgde 3100 AU 3400 mm/min way 3100

v o o a

3700 mm/min  AEINa LN ARNNNEIURILUTRERR NLanae Ul tBd RN saif NSy

0.05

de

o A

4:1' 3 V1 = 1 a (Y
"D’]ﬂg‘U‘VI 5.10 %mulmwnmm@mmamammwmumﬂuiaam Tagaune1uly

a0

HU89508f IR ANIINTULTDALIS AR TIANanad

v d

5.4 N15a5198UNITANFUWUS

Tumsavaunisanduiusiduasimunsannaisidenns i gauiudoyanle

(%
Y

Fafeyanlevslunsdivesnnuninwessessin uazanuvevlusesdatudunsnludnuos

YANURD (Surface) e deuUsdasedosmwassanusmuniianl felaaunisesnuinalunsal

Y

Y89IANUNINLALANNMEIUIUSDEAR Al
5.4.1 A1585198UNNTENFUNUS VR IAIUNINIVBITBUAN
INNFAATIEVANUAUNUSVIILUSDAsTazAmLUsANTuASHIF L USPuABAIY

nevessewdn tngldnsiiameiannesnvaaduinden 5.1 wwi1 Mulsidwasaniy

al A (% [24

NINUDITR8ANUDTNIANAD AALRUTBSKIaYI-AIUlUATSYN surface fitting 2¥¥INATUUS

q

aun1sidu 3 Nl muAURIANAULA AT HaNlakanaRagun 5.11

o =

foyaiildanaumsfiadrstumniudeyaildinanmaveasmesszeza unsues
seudin luusaznsdlvosaanufuniade feanufuuia 007 012 uag 0.17 MPa i
AnadsiUeiifudmunanandouaiysal (Mean absolute percentage error: MAPE) i1y
0.89 0.74 uaz 0.89 % nud1iy Tneen MAPE dldnannadieunasswinamaunisses

Fna1NaNNITNLIUIINATTAS1FUNTANAUNUS e UTUAIAIUNI19SRuRANlAA1NN1S
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U U 1 U a Q‘ U a 2 1% 1 U
maaﬂunﬂmm’mmu wagAduUsEandn1sandula (R )19]11'1‘\]'1??@'3'111LLG]ﬂG]’]\ﬁ%W]'NalIﬂ'ﬁ

AleunanaunisanduiusiuanitaannnisneasdulsazAinnuauLia s 0.9166 0.7404

[

waz 0.9620 Mmud1eU aun1snasuduaunisindluiloadisuinas fadl

Gas Equation R MAPE
Pressure (%)
0.07 MPa | W, o0rame = 764.1+0.3579P —0.4952v —3.611x10"° P 0.9166 | 0.89

—4.676x107° Py +8.457 x107°v?

0.12MPa | 4y | s =993.4+0.02833P ~ 04258y~ 6.62x107° P* 0.7404 | 0.74
—8.935x107° Pv+9.177 x107°v?

0.17 MPa | W, g0 17ape ==119241.434P - 0.07339v =2.62x10* P 0.9620 | 0.89
—5.44%10 Py +2.551x10"v"

Wy P TBETANNINIYRIRYsa (Kerf Width, um)
P Ao ANaveaaLyas (Laser Power, W)
b fle P aRA (Cutting Speed, mm/min)
aunsTlaIaInnnsad eanduiusdhedy Tufiduusilildaunsitlalunsaifinny
FunAadu 0.17 MPa feli U@ ewlusinsasnisi 511

w, ==1192+1.434P - 0.0733% ~ 2.62x 107! P* =5.44x107 Pv+2.551x10°v* (5.1)

~ | 2 ey = ' 2 A v v =
Wewnne R iludiiivenisgan nwasannsuasel R ildreutnsgede
0.9620 %39 96.2% WazdlUosEusamnunalneaauAoul19ta8 A 0.89% auwdidnaunisiu
t:l«:i o a ¢ 2 '3 dl' 4:1' v 1 [ 2 v a1 %
ASAUNANAY 0.12 MPa-22LA WIS IUAAINLAAIAPABUNLBENIN kAAIUDY R™ §9llAtay
Ao 0.7404 %390 74.04% 3shianunsaseusulainaunisaleuiuduannisig wazaunisa
191112 99 LA UAINIS DM BsTOLaLTas NNTFIuadLatwas 2000 —2400W AULSIHA
3100 — 3700 mm/min kagANNAULAE 0.07-- 0.17 MPa  mauraun1saanabuldvinune

nsAnLaLaITAYeIRILYTeEUBNYI81ATANUAAIALAREUNINTY

5.4.2 ANSE519EUNTEANFUNUSVRIAMUEUTUSREAN
NNTAATIEVANUAUNUTVD I UTDASTazAmLUTAUTUNSHF I UTAUABAIY

veulusesdn lagldnsiiesiziannsenuauluiived 5.1 wuit fMulsiidinasieniny

'
[

nerunslusesdnosfigaae Maweuawes Aaulun1g surface fitting  Ag¥iIN1TWUS
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Laser Equation R MAPE
Power (%)
2000 W Rag 0y =44.14+70.27P, ~0.02581v—189.7R 0.9343 | 6.46

—0.031955,v+4.099x10 °»*

2200 W Rag 30y =83.21+193/7P —0.0526v = 259:5R 0.9060 | 15.45
—0.06949P, v +8.54x107v*

2400 W R gy = 2447+ 21478, -0.01963v= 402.7P, 0.9680 | 10.56
~0.08364P,v+3.794x10 1?2

W8 Ra. _@e anuueuRalusesnn (Surface roughness, um)
P Aa AYTUANVBILAEYY (Gas Pressure, MPa)

g

v Ao AR (Cutting Speed, mm/min)
Y] Y o eY v a ° ] Al Ao w
aunisnteutaanmsasrsanduiusdnedu Tuntwusdnlilvaunisilalunsdinngs
Yasaasidu 2000W FelairlUidevlnsennisi 5.2

Ra=44.14+7027P, =0.0258 v —189.7P; —0.03195Pv+4.099% 10™v? (5.2)

faudinen R vawisamnasinssulunnnadussiitdiawesasidunuazeeusuld
wilflssnnedifusanunainndedulunsEfimawesawesviadu 2000w flandeniilu
nsdaudadenldaunislunsdifisdweaaossi 2000 W fsaun1sil 5.2 wazaunisfileun
Tuardeddfiurmine fveawesinndwonaasd 2000 — 2400W ALEER 3100 -
3700 mm/min  kagANAULAE 0.07-0.17 MPa  sininaunisaenatuldvinuienisen

laLgesA1YeILY TR UBNY LD 1ALANUARIALAT OUNINTY
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Linear model Poly22:
f(x,y) = p00 + p10*x + pO1*y + p20*xA2 + pl1*x*y + p02*yA2 Pressure = 0.07 MPa
Coefficients (with 95% confidence bounds):
p00=  993.4 (-1742,3729) x = Laser power
p10= 0.02833 (-1.601, 1.658) y = Cutting speed
pO1= -0.4258 (-1.537, 0.6859) z = Average kerf width
p20= 6.62e-05 (-0.0002816, 0.000414)
pll= -8.935e-05 (-0.0002533, 7.461e-05)
p02= 9.177e-05 (-6.282e-05,0.0002464) .|

Goodness of fit: o
SSE: 114.7 _ =
R-square: 0.7404 i W;Q?E’*"';{f 5&?22{3?;15755:”“ .
Adjusted R-square: 0.3078 y X

Linear model Poly22:
f(x,y) = p00 + p10*x + p01*y + p20*xA2 + p11*x*y + p02*y~2

Coefficients (with 95% confidence bounds): Pressure =0.12 MPa
p00=  764.1 (-1443,2971)
pl0= 0.3579 (-0.9564, 1.672) X = Laser-power
p0l= -0.4952 (-1.392, 0.4016) y = Cutting speed
020 = -3.611e-05 (-0.0003167, 0.0002445) 2 = Average kerf width

pll = -4.676e-05 (-0.000179, 8.55e-05) ~. . .. ...
p02 = 8.457e-05 (-4.013e-05, 0.0002093) risal

Goodness of fit:
SSE: 74.61 ]
R-square: 0.9166 oyl P—
Adjusted R-square: 0.7777 E )
RMSE: 4.987 [ e s i)

y =
e — N H
3200 4qpg 2000

Linear model Poly22:
f(x,y) = p00 +p1l0*x + p01*y + p20*x22 + pl1*x*y + p02*yr2

Coefficients (with 95% confidence bounds):

p00=  -1192 (-3825, 1440)

pl0=  1.434(-0.1339, 3.002)

p01= -0.07339 (-1.143, 0.9963)

p20 = -0.000262 (-0.0005967, 7.265e-05)

pll= -5.44e-05 (-0.0002122, 0.0001034) SR

p02 = 2.551e-05 (-0.0001232, 0.0001743) p—_—1 L

Pressure =0.17 MPa

x = Laser power
y = Cutting speed
z = Average kerf width

Goodness of fit:
SSE: 106.2
R-square: 0.962 <o 70
Adjusted R-square: 0.8987 y : X

2400
2350

2300

200, <20

JUT 5.11 Uanen1sasneaunIsandunusvesnnunineessessn
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Linear model Poly22:
f(x,y) = p00 + p10*x + p01*y + p20*xA2 + p11*x*y + p02*yA2
Coefficients (with 95% confidence bounds):

p00=  44.14 (-46.15, 134.4)
pl0=  70.27 (-60.24, 200.8)
p01= -0.02581 (-0.07865, 0.02703)
p20=  189.7 (-89.23, 468.5)
pll= -0.03195 (-0.06482, 0.000917)

p02 = 4.099e-06 (-3.647e-06, 1.185e-05)

Goodness of fit:
SSE: 0.288
R-square: 0.9343
Adjusted R-square: 0.8249
RMSE: 0.3098

Power =2000 W

X = Laser power
y = Cutting speed
z = Average Roughness

Linear model Poly22:
f(x,y) = p00 + p10*x + p01*y + p20*x"2 + pl1*x*y + p02*yA2
Coefficients (with-95% confidence bounds):

p00=  83.21 (-137.9,304.3)

plo= 193.7 (-125.8,513.3)

p01= -0.0526 (-0.182,0.07679)

p20 = 259.5(-423.4,942.3)

pll=_ -0.06949 (-0.15,0.01099)

p02'= 8.54e-06 (-1.043e-05, 2.751e-05) P

Goodness of fit:
SSE:1.727
R-square: 0.906
Adjusted R-square: 0.7492
RMSE: 0.7586

Power =2200 W

x =Laser power
y = Cutting speed
z = Average Roughness

Linear model Poly22:
f(x,y) = p00 + p10*x + p01*y + p20*x~2 + p11*x*y + p02*yA2
Coefficients (with 95% confidence bounds):

p00=  27.47 (-132.3,187.3)
pl0=  214.7 (-16.25, 445.7)
p01= -0.01963 (-0.1131,0.0739)
p20=  402.7 (-90.9, 896.3)

pll= -0.08364 (-0.1418,-0.02547)

p02 = 3.794e-06 (-9.916e-06, 1.75e-05)

Goodness of fit:
SSE: 0.902
R-square: 0.968
Adjusted R-square: 0.9147 y

Power =2400 W

X = Laser power
y = Cutting speed
z = Average Roughness

JUN 5.12 uansnisasnsaunisanduiusvesanumeulusessn
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AMANUIN N

Uszinuwazvianvasaiwas

1. UsedAvaaiwas

wénnslunsiudaawefiinannguivedledala (Albert Einstein) 1l A 1917 &9
Hunsldlimeuvesuainsziuoznoulidosndsnuoonin foufasinsmaifnmise ity 148
UnIuWauILarAn AUt as (MASER, microwave amplification by stimulated emission of
radiation) n1aiiadut e inainnsnsyiuarneudeluanaliindsnugauarliady
waiwdnlnilugnlulasiin wansn1s N siauITeuEes #
15197 0.1 Ineiuann Chartes H. Townes laanaumsnsgdulmanaveuonlidelviinisdunas
dwdamAnduludalm 1951 sotinlul am 1956 Townes uwaziindnyivesaBnassauie
James Gordon iay Herb Zéiger MdpRunansinunisnansedundseulugsnaulilasaniuan
n¥a9In i Towns FKSIMUASIvstavDInTzUILATSHAE maser ndsantiulud aa. 1957
Scovil l¢#a%1s Solid state maser sunsniuanlaeliunlaaiioy (Gadolinium) wagmevadléing
Anfu Ruby maserdusilull a.a. 1958 Int Makhiov Tullaqiiu MASER Tuldfnngidnunld
Usgloninngs Wi uninnognen (Atomic clocks) tndssvetedaynyrnilulasnfifidyaasuniu
sinlundesinsnasmiing (Low-noise microwave amplifiers) wazldluanddoasnindiufuiy

Y1UDINA [16]

AN5199 N.1 NISHALINBLULYDT [17]

Year Name Description Applications
1951 Townes Conception of maser Microwave
Ammonia maser (23,870 oscillation
1954 Gordon, Zeiger and MHz) Atomic clock
Townes Accuracy of

frequency 10710

1956 Bloembergen Paramagnetic crystal (3

levels)
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1957 Scovil Gadolinium ethylsulfate
1958 Makhov Ruby maser (2380 MHz)
Low-noise amplifier High-sensitivity radar
Radio telescope
Space
communication
1960 Ramsey et al. Hydrogen maser (1420 MHz)  Frequency standard
Accuracy of
frequency 10 to
101
1964 Davidovitz Rubudium maser (6835 Accuracy of
MHz) frequency 102

Pa9NINISAUNULL S AlATnIsWRILITD LALLOS LanIsd

5797 0.2 Tnefinisdiausawmasuananesasd a.a. 1958 8¢ 1960.0815lsAmuawodiades
wsniiliuaseanuldifia Ruby laser niglamasiiuiu Afaueniaay 6943 nm Jedndulag
Theodore H.Maiman Tudl .¢. 1960 [18] nasa1ndu Ali Javan waganis [19] TaAunusz UULAE
awed Fadunddiawesiuunsn laelduianaudideu-fosu Jusidauasalwes Sanuen
A 1150 nmiSenin8iduy-Teoulaiees (He-Ne laser) Aourlud ad. 1962 16dinsAunudiaeu-
doouawodnudauilsdsinrugnaniy, 632.8 nm Inuawes wilaeduns [20] doanlud a.a.
1962 Hall wagaai e [21] Nathan'wagaai s [221 wae Quist LavAniy [23] ANanLAAAAU
Semiconductor laser Tagld unaudeson$Tlud (Gass) Faduawosiitgumailigein ndimiu
Kumar Patel [24] laAunusazasraawssvilnnisvaulnoanlen (Carbon dioxide) Tudl a.a.
1964 Gslrdioenun 1 TaaTnd wassoanl@wauauausoliiidsoonunld 8.8 KW wdsantiu

Aladin1sAunuaneiawes (Dye laser) auile Free electron laser (FEL) #9018%adlasin1sweaun

wgeswariuUssenaldununeludagdu
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Year Name Description
1958 Schawlow, Townes Proposal of optical maser K ligh pump, unsuccessful
Basov Theory of optical maser
1959 Schawlow Proposal of ruby laser
1960 Maiman Ruby laser oscillation successfuls: A = 0.6943 um (3 levels)
Sorokin Uranium laser, A= 2.5 um (4 levels)
1959-1960 Aigrain (France) Proposal of semiconductor laser
Nishizawa (Japan)
Basov (USSR)
1960 Javan et al. He-Ne laser, A = 1:15 um (internal reflecting mirror)
1961 Rierod He-Ne laser, A ='1.15 pm (external reflecing mirror)
1962 White He-Ne laser, A= 0.6328 um
1962 Nathan et al. (IBM) Semiconductor laser
Hall et al. (GE)
Quist et al. (MIT)
Holonyak et al. (ILl. Univ.)
1963 Mathias N, laser
1964 Geusic YAG laser
Bridges Ar-ion laser
Patel co,
1965 Khokhlov KDP optical parametric oscillator
Wang ADP optical parametric oscillator
Giodmaine LINbO; optical parametric oscillator
1966 Sorokin Dye laser
1969 Hayashi, Panish GaAs/GaAlAs, double heterostructure semiconductor laser
1970 Double heterostructure room temperature CW
1973 Coherent ultraviolet ray
1975 Generation of x ray
1976 Hsieh GalnAsP semiconductor laser (A = 1.1 pm)
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1978 Several groups GalnAsP semiconductor laser (A = 1.3 um)

2. YUAUDILALYDS

Tudagduiaweslainsimuiuaziiundszendldauainnaie Jukuy lngaunsaunus

YU aasNNAINattawes (Laser medium) N9 Wwu tawosviawia (Gas laser) Faidu

s a (%

Wire i leuiued1andneuanluaunefiugnaInnesd Wy §ildsu-dosulaiwes uag
Arsueulnoanlen@iyes wasialwsislinaugndeuaiuiy As lalwossilnaisnemaun

(Semiconductor laser) lalwasutinuasids (Solid=state laser) tatgasyiufia(Ruby laser) wazane

[

o3 (Dye laser) WWudu lnganansauussiinvadiawasnsaniusrasnnasaiwes innail
1. lalwesulinueauds (Solid-state laser)

& a < & a ¢ & &g Yo < I Y
AL osTInYadLde 159 loanamNameas LU eI NIERIna1JUYDIwT UsEnaunie

awasTiudy (Ruby laser) 1ateesidn (YAG laser) waiwesina (Glass laser) uaydue

s u a & 5 a = v = = s = o a
iBhRsUTY (Ruby. laser) iwawwasyllausaignassvusnlneiilonas lauuu wanviuiiy

'
=2

fiusgneusey Cr ion-d4gnilevuaglundnvesesaiiillanoanlad (ALO,) Belvuasduns [17] T

Y

'
r

ANNEIATUBBNUBYT 694.3 nm T PLEURILALENAN TR ALADT T - 25 mm Tuund

s v

1% el 1 Y v T 1o (Y Y & & . a Ly
umLaLezjaiﬁmufoﬂwwmmuaaﬂmagw 1-10)J LLG]ﬁ']‘VﬁUﬂ'ﬁIGULIJULaLGUEJ?U‘LMWGE‘Z{W@NWUQQIQEJ

M3l Q-swithing anusalinndseaninlang 10% WeeialsAnumaesnishilaiidseanunun

1

davatesasnyinmesosaesiavideniela [27] Ussleviveaamasvind aruisounldld

Wnenfunmaaeulaglilviaaie-(Non-destructive testing, NDT) N5 TI9a0ULNongnaauly

Y

g9venTedy warasnsadwnldiweidnseednuas mdnvy udludagduilgnunuinmeiaes

q

win Nd:YAG [28] wanannsnauaudivesawesiviialunisen n.3




M19199 n.3 AaantRvesalwasiuiiu [27]

Active Medium

Chromium-doped

sapphire
Output Wavelensth 694.3. nm
Power Range 1-100 joules
Pulsed or.CW Pulsed
Excitation Optical (Xenon lamp)

Polarization

Linear
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e suila Nd:YAG (yttriurm-aluminum-samet, Y3ALOs,) Sfanatnamesidu Y,ALO,, 7
WWauung Nd>ion ﬁaﬂmaﬁ/ﬁmiﬁwmmgauqq AL AaLeanLaT 1,068 nm Juunnidy
sugudnasTRId IasaLeed 1 — 10 mim anansalitdiosnsndaust 04 W luauRmaeilatad
$loldnns Q-switched MUszanas 10 3 20 ns szannsnlvindsnusenageaananofepilaingd
[27] Uszlemivsnaigeseiaiiildoseunsnanslusunnadn et dn FredunIseNng: 01
dndailiasen nasfidaneid | mafiugnaiunssy L anai neiiedydnwel n1sidou uay
Reafumasiumsmns ;. emysiiarasiawed Wi (291 #5157 0.4 wamanITIenaTRY

uirlalwas

M13197 .4 AaudRYoNaaTYlin Nd:YAG [27]

Active Medium

YAG-doped Nd crystal

Output Wavelength 6,064 nm
Power Range 10 - 4,000 W
Pulsed or CW Both

Excitation

Optical (Kryton lamp)

Polarization

Unpolarized or linear
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wesuiserawesyln Ndglass Wuwawesnlduindusinas el Nd* 1edue 1

ANEIAGUERNNIBYN 1,054 nm iawesvliadaunsaldldiansuuuiaduingu (Pulse mode)

cY

LazddnsveInsWadng egiusvunamilasaudeiund n1siunlduvesawesyiaidngy

anlglunisiglans wsen1swenkuuln (Spot welding)

2. laesyinveana (Liquid laser)

F%

¢ =~ 3 Ny < sala o < Yo
AeLaLes (Dye laser) wsevaigosUssinvadonfiidutaesniimnaaduveanad 16
wntusidemangamans Wesniluawesntianudangulunsusuaunasuvseaiue

ARuveIkatlaiglaensUTudURALYBIIINa 1 LawRs wazaINIs Lt U M Iviesla [27] Tu

(% [%
[y Y v

n1sianglatesluldnuasesdenannisveinisagvioutasha Tanniiduu tsasiounasduu

1 v IS =

= aa = = A 1 = ~ =
LLﬁ%@@ﬂaULLaﬂa@u LYY @A ULANLUDULLAIFUIIUEDIVCAC VD ULLAIALAIDDNHUT LUBIRINLLEIFAUD

q

v A =~ v

a ) = a8 a o A = a o A , =
NAYINATTINAUNUUBIGLLAY FUNIU LLAS LV Mi@?ﬁ@ﬁlﬂ]ﬂ'}Lil@llLLﬁQﬂLWﬁ@QNWﬁ@QQ%ﬁ%WGUﬁ
a a' oA a o = a a P v
YD NHT LUBIANNLLENELANDILNAAINATITNENNUUBDILSIALAILLAS LU I@EJUWIEJGUmJaﬂm{L"U
s o A A o a9 v ) v | Y v o
@']EJL@L%@iﬂ@a']l]'ﬁﬂﬂi‘UF’n']llEJ']'Jﬂau%i@ﬂqifiu@?ﬂ,ﬂLﬁquamﬂ‘Uﬂ'ﬁlsﬁﬂ']u LU I‘Uﬂ']im']@ﬂf\]gisﬁaq
s A A P v = ~ = 2 A = o =
LL?NLaL%@iWﬂJﬂ'ﬂqNquﬂauwagiu%QQWﬁqmq3065‘”@143%@(1 L UBIINLARALUUALLASIAL NDUF LAY

2 aa zz{' wa ¢
LLagaﬂﬂa‘ULLﬁﬂa@u [1] e 19n n.5 LLﬁﬂﬂmqiqﬂﬂmaNUmm@QW’]ULaL"?j@ﬁ

M13199 0.3 AaaudRveImelaes [27]

Active Medium Organic dye

Output Wavelength Wide range

Power Range mW range

Pulsed orCW Pulsed

Excitation Optical (lamp or solid
laser)

Polarization Unpolarized or linear

3. awesviawia (Gas laser)
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wwasyiauia Wuawesulddinaradunia Tudagtulinsldufanaevda wilaenaly
AMeuldiuiuusznaulume lawesyfindideu-toau (He-Ne laser) iawasyinarsvaulaoonlan
(CO, laser) Lawwasuiindaou (lon lasen) lawesviingidsu-uanidan (He-Cd laser) wazialwassin

lulastau (N, laser) 1Wusu

wwwosylingiden-loow (Helium-Neon laser) \ulawwosyianilaildiuogramnalulu
'3 & v & & ¢ a Al Yoa o v ] Y v

wwasszuunia wasduluuiamwaswuuusnannliliasedniie [17] diunaulneniluveuia
N a = o al = ¢ a & o § va 4 % ] = '
gideumn 90% uasuiatieau 10% Fnawesvinlaxnsaiividmteindulauinnimie us
Tamluuas dinveliintasdlnsifinaidenpauiiifu 632:8 nm wagliindioanuimaus 1 -
10 mW [27] fhegnenisinnusegndlaeu iy 1nsessuursiaa e snagnes gunsninis
dr9vauy nslflunudde telans il sruludenisuany Wufu-p13199 0.5 wanmnsenaud

RGIGL R G & ok

A13190 N4 AEuTRYeAe TYlngdY-Teaw [27]

Active Medium Neon Gas

Output Wavelength 632.8 nm

Power Range 0.1 mW = 100 mwW
Pulsed or CW W

Excitation Electrical (500-3,000 VDQ)
Polarization Unpolarized or linear

*most common wavelength

awesvilnaisueulneantas. (CO, lasentdulawasnaiuisadiunldaulalusunans

[

AU ananaweinlaegntelugeseddunsin taaueiaaueenu 10 nm ansalinigs

'
v o

panlARILANIAIAY (1 W) laudemasge kW) lngauanawesnlaaunsondnasnuilava

Tugduuuiad (Pulsed) wavAAuseLios (Continuous wave, CW) 1§ [27]

|3 a 24

ngluawesyiauianisuaulnoanlonasivianaudelann wign1svaulaoanlen (CO,)

whalulnsiau (N) wazwiadidey (He) WWudinartuawes lnednsidiunauvotunid

Arsusulneanlenodsyning 1 -9 % uiadidon 60 — 85 % wazuiadugdninuiunils lay

Y
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[ 7
v = [y

Wesiduresdiunauiuvinsatuduegiunisesnwuuretestfifandn snsinisinaveuia uay

s

gunsalausefld uonanitunisliufausgvsidudsddgluawesaiind lnevhluuiadideuuas

o

Tulmsau 99.995 % wazwiaarsuaulaoanlas 99.990 %[1] Uselevivasamasvlatununtaiu

NuUTENA199 Wy Tudugnainssunisdansenisition sauluisnisunzadn (Engraving) Tu
AIUNISUNNE [UNITHIAR kagduT U n1THEngUnIaivedinagania e lulasngdand
(Microfluidic devices) NM1sAUMIAMNLIIUAINAITNNIT NITNELSIHEYN kag N1THEND175[30]

13NN 1.6 kAR NANALUATELARSTHnASUaUlnoBNnlYA

M15199 n.5 padudRveaesaiinasualpeenlyd [27]

Active Medium Carbon Dioxide Gas

Output Wavelength 10,600 nm

Power Range 10 W 5,000 W

Pulsed or CW Both

Excitation Eelectrical (10,000-50,000 V)
Polarization Unpolarized

* most common wavelength

Mg uNuAduUsTneuTRlae TrlinatsUeUlnen ladlansde U n.1

He) N, %.CO,

l Jrl Laser
beam

-

Discharge

M, | M,
Discharge electrodes

JUT n.1 dudsznevvesawesvilnasusulaeenles [31]

FEE X

W asyiindosu (lon laser) IwAaaisnau (A niaasunau (K Wuwdalelelud
(ionized) Inen1sUanedidnnsau wasviataiuisalinnuenaaussnuilavalsm wudmsu

LAY IRALNADNIS NAUAIUITOIAANNYNIAAUDBNU LA NANYAIRINITIN N.7 LAAIAIULIIAAUT
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laalauAe 488 waz 514.5 nm [27] n1siluldnuvenaesyiaiilawn n1sussyndlduaznis

dunansadlulsingnisalmsnaen 1wy laesaeUes [17]

a 44' ¢ a s
M13799 N.6 ANUYNIAAUYDILALADIVUADITNDU [27]

Wavelength (nm)

514.5
501.7
496.5
488.0
476.5
ar2.7
465.8
457.9
351.1-363.8

lalessindidsu-uanley (Helium-Cadmium laser) Whinawasildnnsdasgdidnnsau

Tudeauvaslans (Cadmium) Mkasadwazuasdansatalowan e sviadindnunldnelnu

AszURUNTSnsnaantulalansWile [17]

Wi asvialulasiau (Nitrogen lasen tatgasyiinlaiuisalviideeanuiasluyag
dans1lilelanil 337 nm M szuuiadaty 2 ns TagnIlduanndazagi 100 mW wikasnlaain

o w

¢ a A& Aas a a1 ° o o Ay
LaL“U@?UUGWLUULL?N‘V]@JIQSSHSUWLLEJ SLUﬂ’]iUWQJWSLGUQWu%QZJ“UE]"\HﬂQ [17]
4. W@wesIRnansNeRat (Semiconductor laser)

LaLasuina15n19i21U uSatawastalen Wuniswaulumaluladvesaisnasivinay
Talan IneltliiuasaaUAndlun1saINIUAILED LBANUNZIASA NANIASAINLAZLSIANNLULNS
[27] Tun s iuaaLesIRAtNNINLIe WY N5 NS URNALUNISARENSANUIAL NISHY

Wuaseao1uuislan Lawasnaunas 1wSaday CD vse DVD way h3asfiuviawas Wudu [32]
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AANUIN U

1 a e’d'
AMWIsdmasnlylun1snaasy

1 2000 0.07 3100
2 2000 0.07 3400
3 2000 0.07 3700
4 2000 0.12 3100
5 2000 0.12 3400
6 2000 0.12 3700
7 2000 0.17 3100
8 2000 0.17 3400
9 2000 0.17 3700
10 2200 0.07 3100
11 2200 0.07 3400
12 2200 0.07 3700
13 2200 0.12 3100
14 2200 0.12 3400
15 2200 0.12 3700
16 2200 0.17 3100
17 2200 0.17 3400
18 2200 0.17 3700
19 2400 0.07 3100
20 2400 0.07 3400
21 2400 0.07 3700
22 2400 0.12 3100
23 2400 0.12 3400
24 2400 0.12 3700
25 2400 0.17 3100
26 2400 0.17 3400
27 2400 0.17 3700

25

NBLLEL s
_Laser. 4 Cutting

pressure speed

50

100

100

=27 Samples



AMANUIN A

ANANUNA19508AANLEARINNITNAADY

Upper Kerf Width

No1l

No 2

No 3

linelline2

No 7

No 8

line3

No 9

No 4

Upper

No 5

No 6

Sample

sandai
(Line)

No (1 to9)

Upper kerf width (pm)

Data

min

max

Average
per line

Average per
Sample

316

301

306

299

319

309

303

299

319

307

301

306

310

277

295

303

292

305

297

309

303

277

309

292

297

297

303

364

327

315

280

287

335

326

280

364

335

287

315

322

379

353

321

300

296

306

256

304

256

379

351

301

313

287

Picture

331

321

295

281

291

259

285

286

259

331

316

289

294

277

343

329

314

282

290

274

OO N = LI NI = | L INI [ = FUd |INO = LI NI [ = | L NI [ = U |INO [ = | L N [ = LI TN = OO N [ = L | IND [ = | G INO [ = LI [N [ =2 L NI [ = | GO N | = U0 [N [ = | L9 N = (L0 NI =

282

265

343

329

280

294

274
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Sample

saudai
(Line)

No (1to9)

Upper kerf width (um)

Data

min

max

Average
per line

Average
per Sample

Picture

337

345

365

292

318

330

292

314

324

292

365

349

313

310

324

313

323

297

276

304

305

260

283

308

260

323

311

295

284

%)/

269

296

298

276

295

296

290

304

305

269

305

288

289

300

292

10

333

333

325

289

303

306

283

303

312

283

333

330

299

299

310

11

327

324

328

298

310

318

316

319

319

298

328

326

309

318

318

12

321

323

319

306

310

316

292

296

301

292

323

321

311

296

309

13

340

356

342

313

317

329

321

327

OO N[ | COINI (= [COINI [ 0 NI [ = LR INI [ = LN = B [N =2 LI [N | = | LI | INO | = KD NI [ =2 | L0 NI = | GO | IN [ OO NI (= GO NI = (LR INI [ = K [N [ = LI N = LI N | = K [N = [ GO [N = (LI N =

319

313

356

346

320

322

329
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Sample

sauian
(Line)

No (1 to 9)

Upper kerf width (um)

Data

min

max

Average
per line

Average
per Sample

Picture

14

308

316

313

286

297

306

286

292

310

286

316

312

296

296

302

15

356

337

316

293

299

302

323

311

312

293

356

336

298

315

317

16

298

432

435

303

327

327

301

337

329

298

435

388

A1Y

322

343

17

364

344

333

296

323

333

339

347

340

296

364

347

B1A

342

335

18

383

354

331

301

307

303

283

294

309

283

383

356

304

295

318

19

310

320

339

307

323

344

333

331

336

307

344

323

325

333

327

20

302

319

334

309

317

328

315

324

OO N[ GO NI [ [ CONI [ O N (= [CO NI [ (LR INI [ FOR |INI [ LN = LI N = K9 [N [ = LI N [ =2 LI N = L N = | GO N [ = | LR TN [ = F NI [ WO NI = LN = K [N = I NI = I[N [ =

321

302

334

318

318

320

319
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Sample

sandai
(Line)

No (1to9)

Upper kerf width (um)

Data

min

max

Average
per line

Average
per Sample

Picture

21

319

319

315

303

316

315

295

307

311

295

319

318

311

304

311

22

322

341

329

325

311

344

327

338

334

311

344

331

327

333

330

23

310

322

313

284

301

311

316

316

327

284

327

315

299

320

311

24

291

308

321

302

312

319

321

321

319

291

321

307

311

320

313

25

369

359

344

326

349

333

345

363

326

369

357

339

347

348

26

382

342

343

289

301

326

331

328

352

289

382

356

305

337

333

27

302

319

329

304

305

326

326

325

I[N [ { GO (NI [ LI NI = Fo | N = | GO NI [ | LR INI (= KD NI =2 L TN [ = LI N = I NI = | GO [N =2 GO | INO | = JUI N [ =2 | L0 NI [ = | CO N [ D N = (O INI [ = (WO INI | = 9 [N = WO N = [ I IN | —

331

302

331

317

312

327

319
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No 7

No 8

No 9

line3 line2

No 1

No 2

No 3

linel
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No 4

Lower

No 5

No 6

Sample

sauian
(Line)

No (1 to 9)

Lower kerf width (um)

Data

min

max

Average
per line

Average
per Sample

Picture

362

358

346

347

343

343

344

342

336

336

362

355

344

347

341

322

318

329

330

325

323

365

351

337

318

365

323

326

333

351

388

371

349

339

346

345

383

353

341

339

388

369

343

357

359

405

367

341

314

329

318

308

323

313

308

405

371

320

335

315

370

342

327

316

320

316

315

315

321

315

370

346

317

327

317

364

363

373

321

324

326

316

OO N[ QRN [ { LONI (= OO (N = LR N = LI NI [ = O NI )= LN = L NI [ = O | N = L NI (= | GO [N [ = FUO N = GO IINI [ | GO IND = O NI = D NI [ = (LI N | —

321

319

316

373

367

324

336

319
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Sample

saudavi
(Line)

No (1 to 9)

Lower kerf width (um)

Data

min

max

Average
per line

Average
per Sample

Picture

363

325

320

295

281

289

284

269

277

269

363

336

288

277

300

313

327

293

308

290

300

291

279

282

279

327

311

299

284

298

295

310

321

323

300

306

342

311

324

295

342

309

310

326

315

10

348

355

344

310

336

336

340

322

342

310

355

349

327

335

337

11

334

341

346

321

335

336

340

342

334

321

346

340

331

339

337

12

373

360

366

339

345

371

312

324

346

312

373

366

352

327

348

13

363

349

343

335

341

343

336

344

I[N [ [CONI = LN [ = JUI NI | = CO N [ = LN = JO0 [N [ = | COINO = LI NI (= O (NI [ = GO NI [ = LI [N [ = JUO | IND [ = LR NI [ = LI NI = OO [N [ = L TN = LI [N = KO NI = WO [N = [ I N | =

345

335

363
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340

342

344
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Sample

saudnd
(Line)

No (1 to 9)

Lower kerf width (um)

Data

min

max

Average
per line

Average
per Sample

Picture

14

1

341

344

335

329

338

330

304

323

342

304

344

340

332

323

332

15

372

339

344

300

338

317

338

316

328

300

372

352

318

327

332

16

284

356

347

319

309

340

307

336

354

284

356

329

323

332

328

17

380

331

320

326

303

317

354

355

329

303

380

344

315

346

335

18

408

371

350

315

323

342

327

328

331

315

408

376

327

329

344

19

339

357

362

342

352

361

368

359

364

339

368

353

352

364

356

20

314

322

340

322

334

336

354

339
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334
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354
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Sample

saudavi
(Line)

No (1 to 9)

Lower kerf width (um)

Data

min

max

Average
per line

Average
per Sample

Picture

21

363

362

341

343

363

327

360

342

330

327

363

355

344

344

348

22

345

355

361

340

359

364

348

371

350

340

371

354

354

356

355

23

349

361

371

334

350

367

336

363

361

334

371

360

350

353

355

24

330

343

320

329

322

322

344

347

331

320

347

331

324

341

332

25

399

344

367

343

361

371

357

339

343

339

399

370

358

346

358

26

374

372

350

328

341

350

343

360

377

328

377

365

340

360

355

27

299

332

355

339

343

336

378

364

I[N [ [CO NI [ LI INI[ = LI NI [ = O NI [ = LI NI (= JO0 [N [ = CO TN (=2 LI NI (= JOO NI = O NI [ = LI NI [ = JOO N [ = LR NI [ = LI NI = LR [N [ = LR IN (= LI [N = FUO NI = WO NI = [ I N | =

348

299

378

329

339

363

344
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Measured Report (Upper Kerf Width)

Sample |Position

306 um

309 um
305 um 309 urr

303 um
PLERT]

292 um

306 um

307 um

327 um 326 um

328 um




Sample

Position

343 um

29um

3 i il 314 um

323 um

282 um

5 um

286 um

303 um

107
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Sample |Position

10 2

306 um

298 um

11 2

328 um » 1 318 um

1 - 321 um

12 2

310 um

316 um




Sample

Position

13

14

15

16

308 um

316 um

356 um

316 um

298 um

435 um

308 um

31 um

312 um

306 um

109
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Sample |Position

339 um

17 2 ; . v ] i, o 344 um

3 g ] 327 um

= [ § 311 um

358 um

343 um

301 um

1

282 um

18 2

354 um

303 um

19 > A

1 302 um ¢ 309 um r 315um

20 2

3 - ’ 321 um




Sample

Position

21

Line 1 Line 2 __Line 3

319 um

2 § . % 307 um

3 el s 315 um S

22

304 um

346 um

e 31l um
362 um

2 T 341 um

23

1 L . 310 um Y: 5 " R ik 316 um

311 um

3 X -y ; | j PN ] 337 um

311 um

334 um

24

1 291 um

312 um

2 ! 308 um

321 um

3 ; ;- 319 um ; 319 um

111
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Sample |Position

25 2 ‘ 2 < 'V X . ] ; ; ! 345 um

318 um

321 um

371 um 4 ; 312 um

£ : ; v 289 um  mett?

26/ |7 B = .

1 - n . 304 um
v >, T

27 2 ’ ¥ 319 um ¥ 2 305 um

3 i i . )2 g e 331 um




Measured Report (Lower Kerf Width)

Sample

Position

Line 1

322 um

318 um

Line 2

342 um

336 um

313 um

113



Sample

Position

342 um

316 um

321 um

114
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Sample |Position Line 1  Line2 Line 3

342 um

X i o XL ; 1 311um
9 2 i 310 um it 1 !

10 2 ; X L -- | 7 B ) 322 um

342 um

342 um

11 2

: 336 um T DK 334 um
3 £ e 346 um - 5 = "

1 X 339 um : ik
4 \ i 312um

373 um

345 um

12 2




Sample

Position

13

343 um

14

15

16

347 um

341 um

345 um

323 um

116



Sample

Positio

17

18

19

20

331 um

408 um

50 um

314 um

303 um 355 um

329 um

331 um

368 um

359'um

352um

361 um 364 um

322 um

117



Sample

21

22

23

24

i
h

362 um

349 um

361 um

350 um

360 um

118
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Sample [Positio Lnel Lne2 | _Line 3

399 um

25 2

339 um

367 um

T, ___|

372 um

341 um

26 2

377 um

378 um

1 e : -,

" 339 um

27 2




AANUIN
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Sample No 1-12 Ra (pm) Rg (um) Rz (pm) Agv Rz (um) [Agv Ra (um)
1 2.637 3.302 13.646 13.331 2.584
2 1.935 2.228 8.373
3 1.995 2.621 11.154
4 2.061 2.743 12.854
5 3.248 4.062 15.710
6 3.430 4.210 17.054
7 2.620 3.321 13.901
8 3.001 3.949 16.383
9 1.661 2.134 9.944

10 2.566 3.115 12.735
11 3.592 4.270 15.747
12 2.265 2.932 12.471
1 2.388 2.967 11.365 10.012 1.990
2 1.822 2.380 10.421
3 2.125 2.625 11.126
4 1.593 1.892 6.725
5 2.028 2.501 9.827
6 1.457 1.800 7.258
7 1.737 2.201 10.308
8 2.048 2.524 10.577
9 2.239 2.736 10.033
10 2.421 3.116 13.429
11 2.512 3.030 12.306
12 1.509 1.810 6.771
1 2.220 2.720 9.918 10.079 2.205
2 3.642 4.265 14.935
3 1.621 1.937 7.839
4 1.993 2.558 9.990
5 2.901 3.512 12.087
6 2.326 2.645 9.028
A 2.387 2.867 12.412
8 2.182 2.597 10.159
9 1.701 2.095 7.906
10 1.614 2.035 7.002
11 1.612 1.945 7.515
12 2.256 2.789 12.161
1 2.274 2.898 11.904 12.649 2.445
2 4.057 5.107 20.535
3 1.904 2.354 9.930
4 1.529 1.846 7.505
5 3.032 3.901 15.970
6 3.657 4.500 18.184
7 2.282 2.735 9.908
8 1.167 1.545 6.746
9 2.536 3.034 11.552
10 2.727 3.411 15.025
11 2.255 2.777 11.875
12 1.925 2.359 10.477
1 2.457 2.960 10.699 10.519 2.047
2 1.854 2.275 9.593
3 1.649 2.078 9.703
4 1.773 2.141 8.293
5 2.585 3.191 12.413
6 2.283 3.015 13.685
7 1.779 2.246 10.916
8 2.013 2.607 12.215
9 1.972 2.387 8.967
10 2.137 2.566 9.303
11 1.950 2.380 10.335
12 2.107 2.565 10.100

120
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Sample No 1-12 Ra (um) Rg (p1m) Rz (um) Agv Rz (pm) |Agv Ra (um)
6 1 1.996 2.441 9.430 9.858 1.938
2 2.021 2.545 12.982
3 2.122 2.508 10.020
4 1.595 1.912 8.272
5 1.491 1.979 8.375
6 2.344 2.782 9.894
7 1.858 2.294 9.886
8 1.795 2.221 10.007
9 2.571 3.007 10.402
10 2.213 2.777 11.713
11 1.839 2.220 9.261
12 1.412 1.764 8.053
7 1 6.937 8.658 35.754 20.059 4.310
2 13.316 15.377 51.858
3 2.758 3.256 13.249
4 3.042 3.895 16.119
5 3.224 3.856 14.314
6 6.000 6.971 26.589
7 1.730 2.137 8.784
8 3.106 3.826 16.555
9 2.330 2.987 12.392
10 5.296 6.185 22.465
11 1.969 2.499 10.395
12 2.006 2.534 12.237
8 1 3.308 3.843 14.208 13.016 2.604
2 2.898 3.546 14.851
3 2.246 2.773 10.766
4 2.334 2.865 12.639
5 1.977 2.542 11.540
6 2.848 3.616 15.971
7 1.858 2.311 9.898
8 2.881 3.382 12.998
9 1.996 2.393 8.844
10 3.812 4.612 19.113
11 2.102 2.524 10.301
2 2.988 3.634 15.067
9 1 1.494 1.853 7.673 10.132 2.013
2 2.337 2.816 11.051
3 1.681 1.988 7.906
4 2.831 3.406 13.901
5 1.773 2.079 7.937
6 2.216 2.712 10.974
7 1.710 2.160 9.289
8 1.632 2.018 9.952
9 2.238 2.703 10.503
10 2.398 2.853 11.755
11 1.791 2.242 9.198
12 2.052 2.602 11.450
10 1 1.998 2.388 9.022 10.418 2.057
2 2.547 3.113 12.750
3 1.901 2.449 11.003
4 1.967 2.518 10.680
5 2.729 3.472 15.031
6 1.765 2.188 8.019
7 2.157 2.598 10.343
8 1.824 2.352 11.172
9 2.054 2.335 7.569
10 0.943 1.190 5.170
11 1.953 2.315 9.708
12 2.847 3.520 14.546
11 1 2.035 2.397 8.598 8.174 1.701
2 1.596 2.062 7.656
3 1.520 1.851 6.851
4 1.738 2.206 9.560
5 1.533 1.890 6.721
6 1.478 1.743 5.978
7 1.792 2.283 9.853
8 2.147 2.744 11.278
9 2.059 2.553 10.226
10 1.539 1.829 6.918
11 1.478 1.763 6.463
12 1.497 1.845 7.983
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Sample No 1-12 Ra (pm) Rg (pm) Rz (pm) Agv Rz (pm) |Agv Ra (pm)
12 1 1.893 2.239 8.166 9.168 1.955
2 2.149 2.537 9.082
3 1.657 2.028 8.333
4 1.503 2.077 7.094
5 1.895 2.278 8.590
6 1.699 2.098 7.991
7 1.606 1.956 7.711
8 1.954 2.364 9.722
9 2.219 2.658 10.253
10 2.094 2.506 9.284
11 2.227 2.857 11.743
12 2.561 3.055 12.050
13 1 3.064 3.870 13.770 13.868 2.700
2 4.568 5.523 22.058
3 1.792 2.239 9.737
4 2.015 2.509 10.852
5 2.504 3.049 12.082
6 4.516 5.495 22.252
7 2.284 2.913 12.906
8 1.677 2.138 9.873
9 2.881 3.882 16.517
10 2.915 3.593 15.032
11 1.854 2.351 10.040
12 2.331 2.891 11.295
14 1 2.268 2.642 9.455 9.728 2.109
2 2.638 3.145 11.808
3 2.222 2.609 9.429
4 1.880 2.362 9.430
5 1.966 2.312 8.359
6 2.731 3.324 13.594
7 2.049 2.540 10.167
8 1.740 2.035 7.850
9 2.613 3.088 11.231
10 1.546 1.860 7.021
11 2.326 2.878 11.298
12 1.325 1.692 7.094
15 1 2.678 3.279 11.826 9.274 1.916
2 1.724 2.017 7.238
3 2.054 2.768 11.541
4 1.497 1.831 8.019
5 2.429 2.902 10.866
6 1.668 2.102 9.323
7 1.446 1.819 6.915
8 1.925 2.330 8.884
9 1.728 2.196 8.522
10 1.793 2.124 9.021
11 2.213 2.639 9.353
12 1.832 2.213 9.777
16 1 12.853 16.600 60.080 28.086 6.612
2 21.387 23.918 73.854
3 2.350 2.916 13.181
4 3.338 4.170 17.595
5 2.382 2.869 10.557
6 17.988 20.805 64.956
7 1.733 2.137 8.950
8 2.588 3.067 12.645
9 3.006 3.801 13.857
10 7.734 9.482 41.834
11 2.430 2.899 11.667
12 1.559 1.910 7.850
17 1 2.412 2.985 12.225 13.625 2.675
2 2.928 3.678 15.047
3 1.883 2.212 8.345
4 1.703 2.198 11.673
5 2.475 3.165 13.410
6 3.611 4.300 17.833
7 1.981 2.421 9.305
8 2.155 2.578 10.997
9 3.199 4.040 16.269
10 4.800 6.049 23.058
11 1.953 2.371 10.495
12 2.998 3.719 14.847
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Sample No 1-12 Ra (pm) Rg (pm) Rz (um) Agv Rz (um) [Agv Ra (m)
18 1 2.547 3.031 11.244 10.670 2.341
2 2.998 3.642 14.601
3 2.281 2.680 9.454
4 1.743 2.058 7.825
5 2.331 2.791 9.639
6 2.841 3.709 12.895
7 2.306 2.786 10.504
8 1.489 1.804 6.967
9 2.499 2.967 10.884
10 2.556 3.136 12.569
11 1.913 2.219 8.084
12 2.583 3.225 13.376
19 1 2.621 3.189 11.812 10.865 2.173
2 2.337 2.985 12.500
3 1.560 1.834 7.265
4 3.169 3.883 15.039
5 1.943 2.480 9.986
6 1.881 2.282 9.719
7 2.419 2.903 11.200
8 1.989 2.691 11.809
9 1.886 2.306 8.377
10 2.304 2.852 11.011
11 1.843 2.510 11.563
12 2.122 2.524 10.104
20 1 1.817 2.178 8.185 8.371 1.736
2 1.420 1.720 6.623
3 1.823 2.229 9.411
4 2.069 2.589 11.123
5 1.898 2.313 8.777
6 1.904 2.246 8.411
7 1.736 1.996 7.773
8 1.306 1.645 7.198
9 2.167 2.521 8.689
10 1.232 1.477 5.884
11 1.986 2.423 10.142
12 1.470 1.851 8.237
21 1 1.957 2.420 8.474 9.286 1.882
2 1.780 2.307 8.269
3 1.803 2.311 9.753
4 2.069 2.539 10.868
5 2.122 2.601 9.944
6 1.454 1.840 7.486
7 1.668 2.005 8.491
8 1.320 1.639 7.305
9 2.104 2.536 9.442
10 2.220 2.722 10.215
11 2.073 2.557 10.392
12 2.013 2.493 10.795
22 1 2.116 2.611 10.078 15.108 3.113
2 4.760 6.086 26.027
3 1.671 2.074 7.693
4 1.855 2.349 10.688
5 3.091 3.781 14.426
6 5.088 5.999 22.513
7 1.910 2.434 11.421
8 2.010 2.487 10.582
9 3.464 4.353 17.178
10 7.456 8.602 30.787
11 2.038 2.554 9.521
12 1.902 2.334 10.382
23 1 2.101 2.517 9.298 9.152 1.939
2 2.348 2.851 11.503
3 1.959 2.278 8.427
4 2.010 2.702 10.604
5 2.090 2.526 9.452
6 2.230 2.680 9.869
7 1.831 2.244 8.416
8 1.508 1.813 7.167
9 1.289 1.566 6.055
10 2.568 3.135 11.424
11 1.773 2.180 9.061
12 1.558 2.005 8.551
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Sample No 1-12 Ra (um) Rg (um) Rz (um) Agv Rz (um) |Agv Ra (um)
24 1 1.626 1.870 6.489 8.517 1.792
2 1.558 1.864 6.766
3 1.917 2.382 10.876
4 1.469 1.774 6.796
5 1.858 2.236 8.749
6 1.522 1.879 6.708
7 1.744 2.154 8.381
8 1.601 1.879 6.803
9 2.183 2.772 10.165
10 2.564 3.239 13.162
11 1.557 1.951 7.672
12 1.903 2.386 9.635
25 1 7.510 9.598 35.855 32.085 7.359
2 14.843 17.286 61.689
3 3.884 4.864 18.666
4 6.382 7.843 29.532
5 4331 5.260 20.662
6 11:420 13.492 44.938
7 4.416 5.449 21.490
8 5.488 6.726 27.590
9 6.099 7.174 27.408
10 14.582 16.940 56.951
11 3.798 4.516 17.542
12 5.551 6.959 22.695
26 1 4.846 5.954 25.114 20.513 4.479
2 3.409 4.580 20.828
3 3.407 4.204 14.340
4 5.149 6.216 18.181
5 3.740 4.687 18.022
6 7.687 9.151 33.634
7 4.387 5.230 18.325
8 2.967 3.782 14.907
9 3.226 3.818 13.429
10 6.161 7.724 29.491
11 3.669 4.439 17.825
12 5.101 6.203 22.054
27 1 2.057 2.536 10.801 9.587 2.048
2 2.373 2.896 10.888
3 1.606 1.997 8.538
4 2.087 2.515 9.621
5 1.669 2.050 7.867
6 2.912 3.486 12.102
7 1.677 2.013 7.248
8 2.034 2.491 9.177
9 2.257 2.718 10.443
10 2.117 2.686 10.570
11 2.239 2.742 10.279
12 1.551 1.884 7.514
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AMARNUIN Q
&
ANANTIINAADIVINNUAN
Laser | Gas | Cutting Upper kerf width (um) Lower kerf width (um) Ave. Kerf Agv Agv
Sample | power |pressur| speed | i Avg | . Avg L VG- Ue Roughness |Roughness
(W) |e (MPa)|(mm/min)fine 1-3 Min. Max. | Upper [ine 1-3 Min. Max. | Lower |(Lower,Upper) Rz (um) | Ra (um)
Kerf Kerf
307 355
1 2000 | 0.07 3100 301 301 310 306 344| 341 355 347 327 13.3 2.6
310 341
292 323
2 2000 | 0.07 3400 297| 292 303 297 326 323 351 333 315 10.0 2.0
303 351
335 369
3 2000 | 0.07 3700 287| 287 335 315 343| 343 369 357 336 10.1 2.2
322 359
351 371
4 2000 | 0.12 3100 301| 287 351 313 320/ 315 371 335 324 12.6 2.4
287 315
316 346
5 2000 | 0.12 3400 289| 277 316 294 317| 317 346 327 310 10.5 2.0
277 317
329 367
6 2000 | 0.12 3700 280| 274 329 294 324| 319 367 336 315 9.9 1.9
274 319
349 336
7 2000 | 0.17 3100 313| 310 349 324 288|277 336 300 312 20.1 4.3
310 277
311 311
8 2000 | 0.17 3400 295|284 311 297 299 284 311 298 297 13.0 2.6
284 284
288 309
9 2000 | 0.17 3700 289| 288 300 292 310/ 309 326 315 303 10.1 2.0
300 326
330 349
10 2200 | 0.07 3100 299 299 330 310 327| 327 349 337 323 10.4 2.1
299 335
326 340
11 2200 | 0.07 3400 309 309 326 318 331 331 340 337 327 8.2 1.7
318 339
321 366
12 2200 | 0.07 3700 311| 296 321 309 352| 327 366 348 329 9.2 2.0
296 327
346 352
13 2200 | 0.12 3100 320/ 320 346 329 340/ 340 352 344 337 13.9 2.7
322 342
312 206 340
14 2200 0.12 3400 296 312 302 382LUZ0E 340 332 317 9.7 2.1
296 323
336 352
15 2200 | 0.12 3700 298| 298 336 317 318| 318 352 332 325 93 1.9
s 327
388 329
16 2200 | 0.17 3100 319| 319 388 343 323 323 332 328 336 28.1 6.6
322 332
347 344
17 2200 | 0.17 3400 317 317 347 335 BTSN LE 346 335 335 13.6 2.7
342 346
356 376
18 2200 | 0.17 3700 304| 295 356 318 327| 327 376 344 331 10.7 2.3
295 329
323 353
19 2400 | 0.07 3100 325|323 333 327 $52R) 352 364 356 342 10.9 2.2
333 364
318 325
20 2400 | 0.07 3400 318| 318 320 319 331| 325 342 333 326 8.4 1.7
320 342
318 355
21 2400 | 0.07 3700 311 304 318 311 344| 344 355 348 330 9.3 1.9
304 344
331 354
22 2400 | 0.12 3100 327 327 333 330 354| 354 356 355 342 15.1 3.1
333 356
315 360
23 2400 | 0.12 3400 299| 299 320 311 350 350 360 355 333 9.2 1.9
320 353
307 331
24 2400 0.12 3700 311| 307 320 313 324| 324 341 332 322 8.5 1.8
320 341
357 370
25 2400 | 0.17 3100 339 339 357 348 358 346 370 358 353 32.1 7.4
347 346
356 365
26 2400 | 0.17 3400 305/ 305 356 333 340/ 340 365 355 344 20.5 4.5
337 360
317 329
27 2400 0.17 3700 312| 312 327 319 339] 329 363 344 331 9.6 2.0
327 363
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9.1 HANTSIATIZIANNNDLTUNTUVBIAINNINNTDLAA

Descriptive Statistics

126

N Minimum Maximum Mean Std. Deviation
Laser power (W) 27 2000 2400 2200.00 166.410
Gas pressure (MPa) o~ -27 .07 o 77 .1200 .04160
Cutting speed (m-m/n:;n) ; ‘27 \\| -3;1-0(.) Z 3700 —3406.00 249.615
Valid N (Ii;twi_se) $- -27> 3 V- N\

Correlations

Gas pressure

Cutting speed

Laser power (W) (MPa) (mm/min)

Laser power (\W) Pearson/Correlation 1 .000 .000

Sig.“(‘2-ltailed) 7S D 15)0 [] 1.000

W 2P Vs T A o A 27
Gas ;re;sur;(MPa) _P.e;sl;nkéc;rr_ela;on € (557 .000 X $ _1 .000

Sig;. (2-t:aile<_j-)> Y 4 1.000 N° J// 1.000

N l ’2-'; v 27 27
Cutting speed (mm/min) h Pe;r;on Correlation - ‘I)OO .000 1

Sig. (2-tailed) 1.000 1.000

N 27 27 27




Variables Entered/Removed?

Variables Variables
Model Entered Removed Method
1 Cutting speed . Enter

(mm/min), Gas
pressure (MPa),
Laser power
(W)

a. Dependent Variable: kerfwidth

b. All requested variables entered.

Model Summary

Adjusted R Std. Error of the
Model R R Square Square Estimate

1 7172 .515 451 9.3884

a. Predictors: (Constant), Cutting speed (mm/min), Gas pressure (MPa),

Laser power (W)

ANOVA?®
Model Sum.of Squares df MeaniSquare F Sig.
1 Regression 2149.703 3 716.568 8.130 .001°
Residual 2@299 23 r 88.143
Total 4177.002 26

a. Dependent Variable: kerfwidth

b. Predictors: (Constant), Cutting speed (mm/min), Gas pressure (MPa), Laser power (W)
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Coefficients?

128

Standardized
Unstandardized Coefficients Coefficients
Model B Std. Error Beta t
1 (Constant) 263.229 35.397 7.436
Laser power (W) .051 .011 .664 4.572
Gas pressure (MPa) 44.258 -.040 -.275
Cutting spe -.014 -.268 -1.847
W7z
A—E N7, [| S P—
U\ A —
- g ~ -
M / 4 4 N ~ \ Sig.
Z\ £~ = 73N\
2) ), 4 P 000
D AL~
ad .000
28 =
ge cC 786
o ) ~ 078

S 2 A Y o v 4 - = & 1 2 o ¥ (% £
wnanstiluenansnanulidmsunisidnumenis@nwirintu ldeugnlviiluldusslomismunise

Lidnsdilagadu Snvivnuiilvidnulasient wazfesdnadadadvesenasynasaninisunluly
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9.2 NAN159AT1ZYAMUAN08TUNSAVDIAMUNEIURI IUTDEAN

Descriptive Statistics

N Minimum Maximum Mean Std. Deviation
Laser power (W) 27 2000 2400 2200.00 166.410
Gas pressure (MPa) 27 .07 A7 .1200 .04160
Cutting speed (mm/min) 27 3100 3700 3400.00 249.615
Valid N (listwise)
e [N _—~»). // % . ~ "Gas pres Cutting speed
- - r er “u,  (MPa) (mm/min)
- / N
r
r giver e el o~ 00 000
) 4 tailed) " 10000 1.000
> 2
- lﬂ 7 27
R
p e§sure ( B G1 .000
é 1 N VL( ™
N ole] ig. ) [ﬂ ,ﬁrﬂ (Je (o 1.000
9:;\ »
% S 0N 27
Cutting (n% B .000 .000 1
%N 2-tailed) Y.\ 1.000
e 9 A
27 27

&2 A Y o [ £4 = = & 1 2 o ¥ (% £
nansiiluenansianulidmsunsldnunenisfinyvingy ldeygreliiluldussleviaunism

Lidnsdilagadu Snvivnuiilvidnulasient wazfesdnadadadvesenasynasaninisunluly



Variables Entered/Removed?

Variables Variables
Model Entered Removed Method
1 Cutting speed . Enter

(mm/min), Gas
pressure (MPa),
Laser power
(W)

a. Dependent Variable: Ra

b. All requested variables entered.

Model Summary

Adjusted R Std. Error of the
Model R R Square Square Estimate

1 7402 .548 489 1.011

a. Predictors: (Constant), Cutting speed (mm/min), Gas pressure (MPa),

Laser power (W)

ANOVA?®
Model Sum.of Squares df MeaniSquare F Sig.
1 Regression 28.519 3 9.506 9.304 .000p
Residual 2501 23 r 1.022
Total 52.019 26

a. Dependent Variable: Ra

b. Predictors: (Constant), Cutting speed (mm/min), Gas pressure (MPa), Laser power (W)

130



Coefficients?

131

Standardized
Unstandardized Coefficients Coefficients
Model B Std. Error Beta t
1 (Constant) 7.470 3.811 1.960
Laser power (W) .001 .001 143 1.023
Gas pressure (MPa) 4.765 .528 3.768
Cutting spe -.003 -.499 -3.560
Sz
- Coefficients”
B— N7, [ S Pi—
- ” // \\ N e
- g ~ -
M / 4 4 N ~ \ Sig.
Z\ £~ = 73\
2) 9y, 4 P 062
= r/
ad 317
28 =
gﬁ c .001
o ) c~ .002
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1. A5AATIZAAMULYSUTIUTEUINNIAIVB LAY NUVUIAANUNI TUTDEAR

Descriptives

kerfwidth
95% Confidence Interval
forMean Minimum Maximum
Std. Std. Lower Upper
N Mean Deviation Error Bound Bound
2000 44 9 1316, € T T= 4.0 W, - 2306 ¢ 325% W 297 336
2200 4 4 O e BA329 A 0V 7, | 122N~ WA B e 334 | QN 317 337
2400 4 9| 836V MWIx/ Q83 g W Y328 | g o 343 A § 322 353
Total 27 327 12.7 2.4 322 332 297 353
ANOVA
kerfwidth
Sum-of Squares df Mean Square B Sig.
Between Groups. . 1899.855 2 . 1949.927 10.012 .001
Within Groups gt || /. 2277AGT 1124710, 94.881 1 _
Total 4177.002 26
Post Hoc Tests
Multiple Comparisons

Dependent Variable: kerfwidth
LSD
(I) Laser (J) Laser Mean Difference 95% Confidence Interval
power (W)  power (W) (1-J) Std. Error Sig. Lower Bound Upper Bound
2000 2200 -13.2098" 4.5918 .008 -22.6869 -3.7329

2400 -20.2346" 4.5918 .000 -29.7116 -10.7575
2200 2000 13.2099" 4.5918 .008 3.7329 22.6869

2400 -7.0247 4.5918 139 -16.5017 2.4523
2400 2000 20.2346" 4.5918 .000 10.7575 29.7116

2200 7.0247 4.5918 139 -2.4523 16.5017

*. The mean difference is significant at the 0.05 level.
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Means Plots

340

335 o

330 ~

325 4

Mean of kerfwidth

320 =

315 4

T T T
2000 2200 2400

Laser power (W)

2. N13ATILNAURUIUSIUTENI19ANUN UBAFNUTUINAIUNIN T UL A

Descriptives

kerfwidth
95% Confidence Interval for
Mean Minimum  Maximum
Std. Upper
N Mean Deviation.', Std. Error |"Lower Bound Bound
ORN ™ 9 6328 P WA(Y 257 NA3229Q8 334. 315 342
A2\ 325) wNA0B\ W @9 3.5 X 7 I17 333 | /4 310 342
A7 AN 9 S e\ \18-D)/ 6. 2N\G1)) /513 o 34 4 297. 353.
Total 27 327 12.7 2.4 322 332 297 353
ANOVA
kerfwidth
Sum of Squares df Mean Square F Sig.
Between Groups 46.124 2 23.062 134 .875
Within Groups 4130.878 24 172.120

Total 4177.002 26




Post Hoc Tests

Dependent Variable: kerfwidth
LSD

Multiple Comparisons
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() Gas (J) Gas 95% Confidence Interval
pressure pressure Mean Difference Lower Upper
(MPa) (MPa) (I-J) Std. Error Sig. Bound Bound
.07 12 3.1728 6.1846 613 -9.5915 15.9372
A7 1.216 6.1846 .846 -11.5483 13.9804
12 .07 g -3.1728 6.1846 613 -15.9372 9.5915
ol -1.9568 6.1846  .754 -14.7211 10.8075
A7 I 4 | =1.2160 / ~ ~  6.1846 . .846 -13.9804 11.5483
12 1.9568 6.1846 754 -10.8075 14.7211
Means Plots
é
i
1 Gas press;re (MPa)
3. A159ATILIAMULYTUIIUTENTIRNNNTIAaNUVLIRAMNN I s TusERn
Descriptives
kerfwidth
95% Confidence Interval for
Mean Minimum Maximum
Std. Upper
N Mean Deviation Std. Error Lower Bound Bound
3100 9 333 12.4 4.1 323 342 312 353
3400 9 328 14.3 4.8 312 334 297 344
3700 9 325 10.0 3.3 317 332 303 336
Total 27 327 12.7 2.4 322 332 297 353
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ANOVA
kerfwidth
Sum of Squares df Mean Square F Sig.
Between Groups 520.597 2 260.299 1.709 .202
Within Groups 3656.405 24 152.350
Total 4177.002 26

Post Hoc Tests

Multiple Comparisons

Dependent Variable: kerfwidth

LSD
J) 95% Confidence Interval
Cutting
(I) Cutting ~speed
speed (mm/min Mean
(mm/min) ) Difference (I-J) Std. Error Sig: Lower Bound Upper Bound
3100 3400 L7 1014497 ) |\ 58185, [ .094. -1.8669 22.1508
| ¥ 0" hbdidd, U8 E28 N [ W/ 58186 173 -3.8361 20.1817
3400 N0 g ~1071220), NAL4E5.8186), 094 -22.15089 1.8669
s - ! | ~EOGOH ) A 5.8186 B s o ) €N-13.9780 | B 10.0398
3700 Sl Q== -871728 [ 5.8186 173 . .-20.14817 3.8361
3400 1.9691 5.8186 738 -10.0398 13.9780

330

Mean of kerfwidth
s

3254

3224

3100

T T
3400 3700

Cutting speed (mm/min)
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Descriptives
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Ra
95% Confidence Interval for
Std. Mean Minimum Maximum
N Mean Deviation Std. Error Lower Bound Upper Bound
2000 9 2.5 N4 2 1.9 3.0 1.9 4.3
2200 9 27| T g 5 el | 3.8 1.7 6.6
2400 9 2 1.7 6 1.5 4.4 1.7 7.4
Total 27 2.7 1.4 3 2.18 3.3 1.7 7.4
ANOVA
Ra
Sum-of Squares df Mean Square F Sig.
Between Groups: ~.1.074 Ak 2 WL S3AL, § 56w, | W79
Vithin Groupgh e biil” MEouge N | N4\ £ DLt b ™, |, | |
Total 52.019 26

Post Hoc Tests

Dependent Variable: Ra

Multiple Comparisons

LSD
(I) Laser (J) Laser Mean Difference 95% Confidence Interval
power (W) “.power (W) (I-J) Std./ Error Sig. Lower Bound Upper Bound
2000 2200) . L -2144 .6868 _ 758 . -1.6320 1.2031
.. 2400 v -.4873 .6868 . .485 -1.9048 .9303
2200 2000, .2144 _ 6868  .758 -1.2031 1.6320
2400 -.2728 .6868  .695 -1.6904 1.1447
2400 2000 4873 ~ 6868 485 -.9303 1.9048
2200 .2728 .6868 .695 -1.1447 1.6904




Means Plots

30+

291

281

27

Mean of Ra

26

251

24

T T
2200 2400

Laser power (W)
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Descriptives

137

Ra
95% Confidence.Interval for Maximu
Std. Mean Minimum m
N Mean Deviation ., = Std. Error | Lower Bound ' Upper.Bound

.07 Qe IILRO R | /S ATAG NG AN A -_t o 2.2 W M.7 2.6
WA * 9|« 221 (k' 4 1 (roey 26. 18 3.1
WL P 9 . 38 .20 7 2l 5.4 .20 7.4
Total 27 2.7 14 3 2.1 o3 1.7 7.4

ANOVA
Ra

Sum of Squares df Mean Square F Sig.

Between Groupsy, .. _17.503 2, ~.8.752 "  6.085 .007
Within Groups . 34.516 . 24 ~ 1.438_
Total 52.019 26




Post Hoc Tests

Dependent Variable: Ra
LSD

Multiple Comparisons
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() Gas (J) Gas Mean 95% Confidence Interval

pressur pressure Difference

e (MPa) (MPa) (I-J) Std. Error Sig. Lower Bound Upper Bound

.07 12 -.1907 .5653 739 -1.3575 .9761
A7 -1.7953" .5653 .004 -2.9621 -.6286

A2 .07 4907 56563, 739 -.9761 1.3575
A7 . -1.6046 _.5653 .009. -2.7714 -.4378

A7 07 & 4 1.7953" NN 18663 /7~ .004 . .6286 2.9621
.12 1.6046" .5653 .009 4378 2.7714

*. The mean difference is significant at the 0.05 level.

Means Plots

Mean of Ra
w
=

3. MIAATRARLUTUSIWSERIAMUSIRANUANUKEIU LSRR

g

T T
12 17

Gas pressure (MPa)

Descriptives

95% Confidence Interval

for Mean Minimum ~ Maximum

Lower Upper

N Mean Deviation  Std. Error Bound Bound
3100 9 3.7 2.0 7 2.2 5.2 2.1 7.4
3400 9 2.4 .9 .3 1.7 3.0 1.7 4.5
3700 9 2.0 2 A 1.9 2.1 1.8 2.3
Total 27 2.7 1.4 .3 2.1 3.3 1.7 7.4
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ANOVA
Sum of Squares df Mean Square F Sig.
Between Groups 14.408 2 7.204 4.597 .020
Within Groups 37.612 24 1.567
Total 52.019 26

Post Hoc Tests

Multiple Comparisons
Dependent Variable: Ra

LSD

() Cutting (J) Cutting 95% Confidence Interval
speed speed Mean!'Difference

(mm/min) (mm/min) (1-J) Std. Error Sig. Lower Bound  Upper Bound
3100 oAy ALL7 W\ F9il.85416" U \ «  emr5901 " TH) L0320 Ty, N12B7 2.5596
FF 3" hhdebd, 0\ @1.6961 W7 A D901 Aeti008 1, 4782 2.9141
3400 S et ALY 1 P40 V.59 mmeS? Y 4 =4 5596} -.12370

18 o ! b U] 354500000\, 5901, 554  .-.8635 1.5724
3700 ) -1.6961" .~ ...5901. .008 = -2.9141 -.4782

3400 -.3545 .5901 .554 -1.5724 .8635

*. The mean difference is significant at the 0.05 level.

Means Plots

356

i
o
L

Mean of Ra

204

Cutting speed (mm/min)
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TunsAmururvuiaaunIsesdnasldmanuienazldufanandauduliaty

[

FellnauauURAINIT199 al.l

M1519% .1 aaanUAnsausoureuninmiieauazufiaeondiaunldlunismuan

Mild steel properties

Density of workpiece, p.(kg/m?) 7880
Specific heat capacity of workpiece, ¢, (J/(kg K)) 460
Thermal diffusivity of workpiece,-a: (m?/s) 221 x 10®
Latent heat of melting, L, (J/kg) 2.72 x 10°
Latent heat of vaporization, L, (J/kg) 6.10 x 10°
Thermal conductivity of workpiece, k& (W/mK) 80.3
Melting temperature, T, (K) 1809
Boiling temperature, 7, (K) 2423
Oxygen properties
Ambient room temperature, T} (K) 298.15
Density of assisting gas, p, (kg/m?) 1.97
Molecular diameter, & (Angstrom) 3.46
Fraction of pressure drop , f. 0.1
Fraction of evaporation contribution, S 0.1
Energy coupling factor, 4 0.5
Super heating factor in the melt front, 7, 0.02
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JUT a1 Lanemuduiusseninmawe saweiiuauninavessedntunstinaig
Auvetwiatiemidu 0.17 MPa lasfidsuenalgesazgnusulin 2000, 2200 uaz 2400 W
ANULSILUNSFANNAY 3100, 3400 way 3700 mm/min SEUINHANISNAABINLAAINNTNARDY

fuMIAIAAINENNITINANRAIERS a5U1elaI1senInnIaassiun1saalummguil

(%

wuldulUTum R e uAD WaR189U9 A e S NLTUIL Y IAINUNIIVDITREFALRLTY Falu

= [

Al & YR . 0§ ¥ a 9 o Y
ﬂiﬂﬂ’]ﬂ'ﬂqﬂLi']ﬂ']ﬁﬁ]@@]’]m?jﬂWﬂﬂ‘U 3100 mm/min C‘\]S‘V]'ﬂfﬁl,ﬂ@ﬂ?']mﬂ’)']@ﬂ@ﬂi@ﬂﬁ@ﬂ?']ﬂm?j@ LA

TunsaiNAUSINTAARUTULYVINAY 3400 kag 3700 mm/min 8% 152 8EAINUNI19IVDITDE

AnanawNaiu Nelunisneeeskaglunime e

Pressure =017 -MPa

400
|
350
I
E 300
c
< !
3=
O |
§ 250
Y+ [ —m— CuttingSpeed, = 3100" mMm/min
T}
X ' —_e-- Cutting Speed.= 3400:mm/min
on 200
E —a— Cutting Speed =3700 mm/min
L @, 82 N AV D O Theory Cutting speed=3100 mm/min
150
| — — = Theory Cutting speed=3400 mm/min
——— Theory Cutting speed=3700 mm/min
100 - — -—— = — - = = — ==
1900 2000 2100 2200 2300 2400 2500

Power (W)

JUN a1 M5LUT8UIg UNGYeIAINATNYRITREARIENITINIsAaas Ul u I Bl iiadan

u

AMAIVBIALYDS (ANUAUYDILAADDNTLAU = 0.17 MPa)
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Pressure = 0.17 MPa
400

350 g\%x %

g_ 300 M
c
-+
T
S 250
(T
7] —m— Power = 2000 W
4
o 200 —e— Power = 2200 W
< —“a— Power = 2400 W
10— N NN\\MN71/7 71 ---N Theory Power = 2000 W
— —— Theery,Power = 2200 W
100 L4 ) SN2 — () — Do z ==
3000 3100 3200 3300 3400 3500 3600 3700 3800

Cutting/Speed- (mm/min)

a = P~ 1 o i Y} a A
E‘U‘VI .2 ﬂ'ﬁL'lJiEJ'UL'VlEJ‘UNa“U@ﬂﬂ'ﬂllﬂ’J'N‘U@Qiaﬁmﬂﬁgﬁfﬂﬁﬂ'ﬁWﬂa@QﬂUIUV]'Nqu‘U{]Lua\‘i'ﬂ']ﬂ

ANULEINITAR (ANILAUYDILAADDNBAL = 0.17 MPa)

Power/=2400 W

400
350 | i
~ 300 |
£
c
- 250
-+
2
< 200 : - :
& —e— Cutting Speed = 3100 mm/min
N 150 —a—Cutting Speed = 3400 mm/min
g —m— Cutting Speed = 3700 mm/min
<
e e Thoery Cutting speed = 3100 mm/min
50 — —— Theory Cutting speed = 3400 mm/min
——— Theory Cutting speed = 3700 mm/min
0
0.06 0.08 0.10 0.12 0.14 0.16 0.18

Pressure (MPa)

JUT a3 MIwSeulfigunaresnunIeYedsesinsenitnsnaaeiulunangufiesan

ANMUAUVDILNADDNTLAU (ANEIVBIALDS = 2400 W)
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JUT 212 wansanuduiusseninemnuiinsdaiuaiuniiwessesdnlunsaiing
Auvadwiatiemiiu 0.17 MPa laeaianusalun1sdnazgnusulin 3100, 3400 way 3700

mm/min WarA1aIvawaLasniitu 2000, 2200 kay 2400 W S8MIN9NANISNARRINLARINNNT

[y [

NAABINUNSAMUIUIINENNITNNALRAERS adutelainserninansnaassiunisAuIalunIg

£

nguuuiiuulinlulunafeatu Inslususilinsisduresausinisdnazdmailisses

(%
[

o v I o= o = aa o I3 W a
Anunevesseedatuiaunivanas Sddunsdlinindewesawesawgaviiiu 2400 W awiin
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nguiuiinulilulomade i Ingdle diuanufuresiiadiosvinmnunhessesdad

A AU A Al 2w Y N 0o 9 Y a o )
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An experimental study of laser cut parameters on kerf quality
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Abstract

This paper presents an experimental study on the effects of the process parameters on laser
cutting of 3 mm thick -mild steel plates. The parameters investigated ‘includes laser power, gas
pressure and cutting speed. The kerf width and the cut-edge roughness are examined. The laser
source used is a continuous wave CO, laser with maximum power of 4 kW. The results show that as
the laser power increases, the average kerf width increases. Oxygen gas pressure also has a remarkable
effect on the cut edge roughness. It is found that as the gas pressure increases, the roughness is
increased. Increasing of the cutting speed gives the narrower average kerf width and the smoother cut
surface.

Keywords: Laser cutting, Kerf, Roughness
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whagelunisdn Wonnuduresuiaeondauiy
1nTu azviliAnduveteanlas (oxide layer) #
Lmxﬁma&éuumﬁ'ﬂ%003aaﬁmuﬂﬂﬁﬁu [18] waznI157iaz
Vnlennudnuausivuinvessessnanadld Aol
dinanundlunsinuazananusuvesuiaeandiay
[19]
sl,uf\;mgwmwamizmumﬁéfmmwLama%ﬁ?u
f\]%éf@ﬂLﬁNﬂMﬂ’]Wﬂ’]iﬁﬂ ananlunsgUaunIshn
wazandunulunisdniaiges iilanansansgls
Tnen1sUsuAfInUsA1sgtun sz UIuRISAaaIYes
o Mdweuawes Anusutiadie tavasisaly
M3fLawes SeAsuUseninineinn1sus A1
LLUWiNq‘ﬁ 9zUTEnaUlYI8 ANNBIVUUNTI Y
30867 (roughness) MsiAnLaUSIULRTIwesT0ese
(striation) LﬂwﬂuaqiamﬁwaauazawﬁLmsamagj
fua1aressasdn (dross) i B eslangiinasy
asmaﬁﬂixLﬁuiﬂlmzazviﬁasum%mm (spatter) az
SEUTANUNINIVDITBEAR (kerf width)
TunsneaesiiasAnynasIn nsUSUAT LY S
#i99) TunssumsinvanA1SUBUsTIT ALY 3
fadiuns moawesiuunisveulneonlen Tngaa
wstuUsEneusefd e Nawes AmsuLRd uay
Anudalunisin ailddmSumSnawesde 2000,
2200 uag 2400 W dm5uANuUAuLAaRAD0.07, 0.12
waz 0.17 MPa wazdnsumnusilunissnfe 3100,
3400 Lag 3700 mm/min 1ngvinn1sAneIAIINnINg

Y990UAA LAZAUNETUUUNIVOITOUAR

2. 35N15MAA9
2.1 A159RNLUUNISNAADY
THwmdna1suaum (SS400 mild steel) Taudl

UIA 100x100 15 19UAALUAT AT AIINNUI 3
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fadluns THaTeadalaiadqu FANUC C4000 B4l

o '3

oA o w 1
ALEUALTDILVUABLIUBDY WATNIAIENENDYN 4000

v ¢

Sos Tneduasawesausaadouiinuwuinny x

way y lalaeldszuu CNC (AMADA FO-3015NT)

wazldufaoandauduuiattes Fuuaniununnues

miﬁmawa%é’agﬂﬁ 1

2.2. MIALHUNITAN
Tunasnnaadzyinsinuiulansansuausny

unse anudy vulane iy seadudslunis

2 =3

iR aedaidnld 50 Hadung wasvinaniy 25

o =2

faaulng kazsiavandsenasaizindedesuyinnns

2

ARTIUBNUBUUDILHUIANE. TILARIRIFUN 2

-+ Mirror

Lens

Laser Beam
Nozzle

Workpiece

Oxygen Gas inlet —>,

SURL wHuAwNIRALALYDS

PN 1 uansfanUssnglunmnassfinaiy

GG

Parameters Values
Material Mild steel
Thickness 3 mm

2000, 2200, 2400 W

0,/0.07, 0.12, 0.17 MPa
3100, 3400, 3700 mm/min

Laser power

Gas type / pressure
Cutting speed
Nozzle diameter 0.8 mm
Nozzle standoff 0.7 mm

distance
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JURN 2 Aunusiegns
2.3 N1INTIVEDUANUNINVBITOLAA

Tun15TnsZeLAINNINTBISBYAA YNNITIALAY

T¥ndeaganssAtuues (Optical microscope)

€
(= &
=b.
iny

Ca

N . Uaheanuningsesdnaannaasganssa (n)
(Olympus U-TV1x-2) ldArdauaaeauin 50x #n1s g S
v . o ¥ a o~ AUV (V) AUAN
TPYUINAWNTIIVITOLFANGIIUUY UAZH WA Q -
v . 2N Y/ 2.4 N3INTIVHDUAINNYIVRIYDITALEA
V999U 18N TEHTATNAILAUIR o uTlesoudn > vy . 5
. 11 . Ayl 5% WA ALAYINISIRNsEE L ATUNTINYBIT0EAR
LARIAITUTN 3 hae JUINEVIRNUURLAZ AR TR AN ¢, VI i .
il b T T Y NOED SaUsegud Az BUUNIFARRNIR InAIAIY
a1nnslinaeganssAtLanAIzun ¢ nasaniia

. 4 o 7] RUNUUURIAIUUN9UDI588AA LAEAIRNUBEIUILTY
NNTIATUINTLYLAIUNT 1D ITOARAVIAUALA 19E

. 2 A\~ > R~ TN ANRABVDIANUNLIU R, VIINITINAIIUNEIUNIANA
U288 UUARRIVDIAIINANI1ITR AR A DU

12 funtlsnonilaunusiiagne Juansisguin 5 14

FUUAIBYNY .
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3. NANIINAADIKATNITIATIZANANITNAADY
3.1 szpzAauniesesdinlaie

Tusuil 6 uanafdsevalwesfidnananiny
n¥aseednads Tunsdanuduufatiewiifu 0.17
MPa as#l Andatateesgnusudi 2000, 2200 uas
2400 W o3unglddraunwessesdnaziiiudy
dlemdmwenawesiiutu suiilownaniidwes
e sfigeduagiiliinnsdomwdinunriou
glanglfundsilfsosdnbudannunadiud
nafildinioutiunavesuisedueg [2-8]

Ul 7 wansmmiisinasdadidaasoaiigning
soudmade Tunsdausuuiagievingu 017 MPa

(Y o

A99 TaeA115In158aanU U 3100, 3400 tay

Y

3700 mm/min #4nela31A3n31990 8386 Y

anaailaAULSINNTFALTL a5 UIYAT1 AiPULSY

aaa '

N3Nz sz ezalunisiiviseasening

s TukRulanzlauI1unI1NA2713L5I0 15 P Ed

Y

v
[

FatuNAUTIFazin IR lansiinisviasuazale

1NNNILALANNA LS Y EEANUNIIUDITOIAR ALY

370,

Average kerf width (p
4l
"

JUN 6 Havesruninsesdinllosaniidiaees

(ANUAULAADDNTLAY = 0.17 MPa)

Average kerf width (um)
.

Cutting Speed (mm/min)

= Power = 2000 W ®— Power = 2200 W 4— Power = 2400 W

JUT 7 navesnuninvsesdniioinanusanis

Ao (AUAULNEDDNTLAY = 0.17 MPa)
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«:4' % U Ay vo
EUV] 8 LLaﬂQﬂ'ﬂquﬂﬁqqua\'ﬁ@EJC‘]ﬂV]VLﬂi‘UNaQ’]ﬂ

ﬂ'ﬁLUﬁEIULLUaQGU’PNﬁ’NlIL%’Jﬂ’]igfﬂLLaZQ’J’mﬁu‘U@\‘i

o a

wiagae dmsuimasaesivindu 2000, 2200 uag
2400 W danalsdndmsulunsdiitdaawesivintu
2200 W way 2400 W Aun19uessosinazifiuiy
dlenrusuvesuRatiofiady seimszinfinrusy
wiigaa ailvlluiassndiaugnideseanuiuin
LazviuAzeadulany duffedujizemisaiy
Sy vhlfiAnnsvastaransveslavieuazay
finsonazatazgniiieenly dsualiinnuniiees
sepsint AR ity
3.2 AMUNYNUULAIVBITDUAR

Uil 9 uansfismnumeuLiaYRIsosiniiiin
PnAILEINIsTase s uLRE Tunsdiidngs
\awasiredl 12000 W, 2200 W uaz 2400 W
Funawiulginaruneivanasiloanuiinisen
Lﬁm%uiunﬂf]ﬁwaaﬁné’qLaLﬁuaﬁf LayianuiEIn1sin
§99 AramgIUasgindennsnysEIna 10 pm
nazdanalsEnneumenuasdisnaniudonnusu
LRz

;;U'ﬁ 10 BARIAIUNETVUURIVE TR AT AR
9 wenawes WnsaaInsin1sianed
3100,-3400 Lay 3700 mm/min azifiulaiinaves
AnungruianueanaaiuluLsazA1AIUEINIg
#o IneA21EGA7 3100 mm/min AILNEIURY
seadatitialtinTuilemdnawe iy odls
fAnfinandanisdageganameuaz il
asan Tunsdfinnuisanisdiasa (3100 mm/min)
dlepuduuiaiiduindwaldidnaianuneud
wniian sadiflesniinuduuiauinagdaaliid
dnsnsuaeimalvedlanyidudiuiusnnyiliiae
%”’usuaﬂammmmwamag' Lﬁ'agﬂmmﬁuuﬁmﬂﬂ

panvliAndus) (striation) VURIVDITRLFA F99y
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0 9 Y a Aa X o & 4 v ) v
P AAAANUNEIUNANTY AITUNDHBINSARLIALA
HaluseadaniseudodldaINAULAERT9)

a a

SUN 11 WEAIANNNYTUUURIVDITOEANTILAR

Y

NnANURLLADaNTIY AiulAInANUneURI9Y
dutudornufuufadiuulunsdynaweafids
lawes fnnuneuiivesiigafefininufuuianii
i 5ul,fiaammﬂﬁmmﬁuuﬁ”aﬁﬂfu%Lﬁ@ﬂgjﬁ%m
A1sA1BAINSeU (Exothermic reaction)-asia Al
Aan1suasuazatsvedlangdied fajunudnvas
Lausisates Vilvivessesdadildiaimiuusan
3 [18, 19] zhu"lugﬂﬁ 11(n) LandfesAINng U
Aetulunsaif§aweimuasdmsuiinudanis
FRUUIn 3100 mm/min denalaladinisanasaes
AU ULEne el e nuTuu Aadfintuain, 0,07
f4 0.12 MPa o5un8li97 fiaanansanisdnay vl
53823a1lUN159U JASEIaemAIIN TouTYing
Suasawasiutdulan=fivaunda %q%ﬁﬂﬂémﬁ
Ainduvoslavgraouima s ineguin ogdlsh
13 LesannAEsuuAas1ng AVl dIuTe
Tenzimaniiinizfaogiuldaiisagaioanlain
seusinld SovilATmessoodmuinduimaniy

Tunisvnassilaylffaureuedsuuinges
so8dn (R,) Tishitanauadl o 8.174um, 8371
um war 8.517 um A1Ra1ey Jeiiteulvdinsu
fsauUssneg lunsdniaes el

~ 8174 um fifduawas 2200 WA g

3400 mm/min kazAuAuLAd 0.07 MPa
- 8371 um fifiduates 2400 W ausasa
3400 mm/min kagANAULAE 0.07 MPa
~ 8517 um fifduawes 2400 W AuSa6n

3700 mm/min WagAIUAULNE 0.12 MPa
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Power = 2000W Power = 2200W

Power = 2400 W
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—B— Oxygen pressure
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2480 1900 1% 00
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Power = 2000 W Power = 2200W Power = 2400 W
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Roughness, R, (1m)

-

Roughnes
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0.06 011 016 0.06 0.16 0.06 0.11 016

Pressure (MPa) Pressure (MPa) Pressure (MPa)

(n) (@) (A)
JUN 11 wavesmnameuluseefaiiiaaninaiueiy

WAEDBATLAU (M) MALABS = 2000-W,- (). ANad

LALYas = 2200 W Lae (M) Aaaawas = 2400 W
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