HAYAJIbHbIE ONEPAUWUN OANA PABOTHI C JIASEPOM

B 3TOM PYKOBOACTBE Bbl HAMOETE OCHOBHbIE PABOYME MAPAMETPbI ONA
PE3K/ N YCTPAHEHVA HEMONALOK, KOTOPbIE MOMOIYT BAM B MOBCEAHEBHOM
SKCTIMYATAUNN CTAHKA. 370 Takke NOMOXeT NOBbLICUTb KA4eCTBO PEe3KU U
3ahpeKkTMBHOCTL paboThl Npy Nepexoae ¢ UCTOYHMKA NUTaHUsA MolHocTbio 500 BT Ha
nasepHbii UICTOYHUK MoLLHOCTLI0 8000 BT. HacnaxganTtecs!

BCMOMOIATENbHbIN A3:

Ncnonb3yeTtca:

CayBaHue Lnaka C pexyLUmx KPOMOK.

OxnaxgaeT MeTarn 1 YMeHbLUAeT 30HY Harpesa.

OxnaxgaeT 3alUMTHbIe NUH3bI ANS NpeaoTBpaLLeHNsi NoBpeXaeHuin u Gonee
ONUTENBHOIO COXPaHEeHUs pacXodHbIX MaTepuarnos.

[ns 3awmTbl MeTanna, Hanpumep, asoT 3allMLIaeT HEPXKaBEeKoLLYIO cTarnb OT
OKUCTEHUS.

HANBEOJIEE YACTO UCTIOJIb3YEMBIMU TASAMU ABJIAKOTCAH KUCIIOPOL, ASOT U

BO3/1yX BbICOKOIO AABJIEHUA:

Kucnopoga:
O B ocHOBHOM ANt pe3Ku YrnepoanCcTon CTanm, NOCKOSbKY OHa Takke OKUcnseTcs,
BCTynas B peakumto C yrineponom.
OH nogaepxuBaeT ropeHne, a Takke yganseT wnak
TpeboBaHus k UnctoTe 06bl4HO cocTaBnsoT 99,5% unu Boliwwe.
B 3aBucrMmMocTu OT TonwuHbI MaTepuana Tpebyetcsa gasneHne 0,3-1 MlMa

o

o

o

A3oT:

O B oCHOBHOM 151 HEPXXABEIOLLEN CTann, artoMUHNUS U NaTyHW

o OH gencTByeT Kak racawmn ras, ero TpygHo 3axeyb 1 o6pasoBathb LUnak,
NMOCKONbKY OH NOBbILIAET YCTOMYNMBOCTL K KOPPO3UM.

o Heobxoanmo BbICOKOE AaBrieHne, MO3TOMYy MOXET pe3aTb Ha BbICOKMX

CKOPOCTSIX.

o OTO caMbli JOPOron U3 BbllLeNepeyYnCrieHHbIX ra3os, U OH Takke Heobxoamm B
BonbLumx KonuyecTBax u B 6onbLUEN YNCTOTE.

o Hanpumep, ona peskn HepXXaBeroLLlen ctanu TonwmuHon 6onee 8 mm

notpebyetca 99,999% umncTtoro asota ¢ TpebyemMbiM faBneHnem okoro 1,5-2 Mla

npu TonwmHe 12-25 mm.

CxaTbi BO3AyX:
o bonblwe nogxoaut ans paboTbl C TOHKMM MeTannom TOMLWUHON MeHee 6
MM npu mowHocTn 8000 BT.
o [ewesre, 4eM Bce BblLLeNepeyncrieHHoe.



1: NMOAPOBHEE O PE3KE CXATbIM BO31YXOM

e bonee npegnoyvtuteneH ans TOHKMX meTannos (3 Mm unm meHee ans 1000 Bt~ 8
mm ans 8000 BT)
O Megb
o Ctanb
o OumMHKOBaHHbLIV MeTann
o AnoMuUHUN
e (CxaTbl BO3AYX OOIMKEH ObITb CyXnM, YTOObI B HEM He BbIfno BoAbl M Macrna, KoTopble
MOTYT MOBPEAUTL 3aLLUUTHYHO NIMH3Y N Na3epPHYHO rOfoBKY.
e KayecCTBO M KONMMYECTBO CXKXaTOro BO3AyXa HanpsMyto BAUSAIOT Ha pe3yribTaTbl Pe3KU.

MpeumywecTBa:
e HamHoro gewesne, 4eM YACTbIN KNCITOPOA/a30T.
O TlepBoHa4vanbHas CTOMMOCTb NOKYMKM MOXET ObITb BbILIE, HO B AONTOCPOYHOM
nepcnekTnee 310 06onaeTCs HAMHOro AeLleBne.
e Copepxut ~ 20% kucnopoga n ~70% asoTta, 4TO NO3BONAET UCNOSb30BaTb
npeumyLlecTsa 06oux rasos Npu peske.
e bonee nerkogocTynHbIN

HepocTaTtku:
e CKOpOCTb Pe3Kn HaMHOIO HUXE, YEM MPU NCMONb30BaHUN YUCTOro KMcropoaa
e [locne pesku Tpebyetca ropa3go 6onblue JONONHUTENbHBIX paboT no obpaboTke
matepuana
e B OCHOBHOM ANS Pe3kn TOHKUX MeTannmM4Yecknx 3aroToBoK

Tpe6GoBaHusA K BO3QYyLUHOMY KOMMNPECCOopy:

e Heobxoanmo nMeTb XOPOLLYIO OCYLLIAIOLLYKO YCTAHOBKY AS151 CHUXKEHWUS BIIAXKHOCTH.

e TemnepaTypa Bo3ayxa nocne ob6paboTkn fomkHa cocTtaBnatb ~2-5°C/ cogepxaHune
macna <=0,001 ppm/ CogepxaHune TBepablx Yactuy, <= 0,01MKm
lMocne ocyweHna Temnepatypa OoikKHa ObiITb KOMHATHOMN.
MopLuHeBble BO3AYLUHbIE KOMMPECCOpPbI flerye nogaatTCsl BbICOKOMY AABEHUIO, HO
NPV 3TOM OHM CAMLLKOM LWyMHble, TpebytoT 60onbLUero KonnyectTsa pacxogHbIX
mMaTepuanos, a ¢ oTpaboTaBLLUMM Maciiom NaoxXo B3aMMOLENCTBYHOT, MO3TOMY UX
O0ObI4HO HE PEKOMEHAYIOT UCMONb30BaTh Npu gaeneHun meHee 1,6 MlMa

e [lpn paBneHun Boiwe 1,6 MIMa ncnonb3ymnTe BUHTOBbIE KOMNPECCOPbI C OTOOPHbLIMM
XONoAUNbHLIMU OCYLLUMTENAMW N NPEUN3NOHHBIMU PUNbTPamMMU.

CoBeTbl N0 TEXHUYECKOMY OOCNYy>XXMBaHUIO KOMMpeccopa:

e [EXxegHeBHO ouMwanTe Bo3gyLUHblIE UIBLTPLI U NPOBEPANTE, NPaBUMbHO N paboTaeT
cMcTemMa aBTOMaTUYECKOW OYUCTKN.
MpoBepsiiTe YTOOLI HaNpsXXeHWe, TOK U YpoBeHb Macna bbin B HOpMe.
MpoBepsanTe, HET N yTevek macna BHyTpu Tpybonposoaa.
PagunaTtopbl 1 BO3gyLUHble PUNbTPbI HEOBXOANMO YUCTUTL eXeHeaenbHO, YTobbI
n3bexaTtb BbICOKOW TeMMepaTypbl U 3aCOPEeHNS BO3AYLUHbIX (PUITbTPOB.

e [Exemecs4HO ounwianTe punbTp U CeEpOEYHUK KnanaHa, YTobbl n3bexaTtb 3acopeHus.



®YHKLIMKU ONA NOBbIWEHUA 3®PEKTUBHOCTU/CKOPOCTU NA3EPHON
PE3KH

1: PYHKUMA «NPLHDKOK NACYLKU»:

- N103BONAET NOAHAMATS
GobalPurameter PEXYLLYIO FONoBKY MeXay
Mabon Parameters )
Traval spaed: 2000 ~ | mmfs  Travel sccalaration: 2000 | mmfs"2 Travel low -pass freq: Ll pe3KOM n OAHOBpeMeHHO
Frame speed: 150 ~ | mm/s Cuthing acceleration: 2000 mmfs~2 Cuttng low-pass freq: 4w H nepeMeLU'aTb ee1 oGeCneqMBaﬂ
Curve predsion: 0.10 -2 mm Jog acceleration: 2000 +~ | mmfs"2 Jog low-pass freq: 3 Hz
- MHOrOOCEBOE MepeMeLLeHne BO
e BpeEMA PE3KN.
@wiy Osesse - TO TAKKE COKPATUT OOLLIEE
e . BpeMsi paboTbl, TaK Kak He
Burst pulse freq: 5000 « | Hz —S L
urstpesk power: [ 11300 ] % — HY>XHO OyaeT cHavana
Default gas blow: 4« BaR || Crsabe folon
R el NoAHMMATb rofioBKY, a 3aTem
Gas on delay; 200 v | ms i e — "
S (v at e heg m_;l Resdz nepemMellaTb ee B crieayollee
Linkft when trawvel shorter than 10 w | mm
Gas swich deley: | 500 | ms O :u_ ¥ NoSoXeHne, a Bce onepauumu
Cooling delay: 1000 ~ | ms s v dedays v | ms
et back: [T ] o Diimnes - ByayT BbINOMHATLCA
P i et P —— 0HOBPEMEHHO.
Time Lnitz | ms v [l awto group pre-pierce
Speed unit: mmfs q BCen it
[Clride cucal parameters
Acceleration unit: mmfs™2 c nsate predision | 0010 = mm
Gas pressure unit: {BAR FiyCut evércut: 0.05 2 mm

2: ®yHKUMA aBTOMaTM4eCKOM hOKYCUPOBKU: YTOOLI COKPATUTL BPEMS, 3aTpaymBaemoe Ha
nepedOoKyCUPOBKY Nasepa npu kaxaoM U3MeHeHUV TOMLWMHbI MaTepuarna, KoTopbI yxe He
peXeT TaK XOpOoLUO, KaK paHbLUe.

3: DyHKUMA NoOUCKa Kpasa nucra:

E— — 1 - OTO NO3BOMSAET Na3epHON roNoBKe
1o (ucnonbaytoLLet EMKOCTb)
onpeaensTh Kpas matepuana,
criegoBaTenbHO, onpeaensite, MMeeT
N MaTepuarn nepekoc U HeT, 1

BCS100 find edge pes3aTb COOTBETCTBYHOLLMM 06pasom,
The wrong size of the plate there will be risk, please enter the actual size of the plate! 663 HeOGXOnMMOCTM KOppeKTMpOBaTb
ClazhinBsa Rt @
l.Plate size X: | mMaTtepunan n nepemMeLllartb TAXernble
Lot - 3-paint mode
JIUCTHI.

Plate Margin X -

[Cl&-pomt find edge(For thin plate)
== == || &-pom! dgelF [}

2. Specify P1 at [Bottom-Left] on plate

Start from praset start point

®) Start from current position




4: KoHueHTpupoBaHHasa nepdopauus/lpeaBaputenbHbIN NPOXUT

e M - MosBonsieT B npoLiecce pesky cHavana
— N ] T BbIMOMHUTL BCE onepauuy nepdopawmu,
gam.m.'.-zswwm [oefim [TRecool Mt Clesen [notat [Jnstfolon Modesunad ~ A 3ATEM BEPHYTbCA K NPOLECCY PE3KU
o nocre.
e [ | D e ol - MoMHWMTe, YTO (hOKYCHOE PacCTosiHME
el ANs NpoXura 06bIYHO OTNNYAETCS OT
i ~— R dhOKyCHOro paccTosiHus Ans pesku. T. o.,
== conso cHa4vana 6ygeTt ncnosnb3oBaTth
we o« O[HO (hOKYCHOE pacCTosiHWe Ans
e | ® BbIMOSHEHWS] BCEX MPOXWIOB W MOCHe
el - N3MEHUT ero 1S BbINONHEHNS
e — - = OKOHYATENbHOWN PEe3kW, BMECTO TOTO
T 4TO6bI MOCTOSIHHO MEPEKMIYaTLCS MEXY

HUMM BO BPEMS PE3KN.
- OT0 NoYTK BABOE COKpaTUT obLiee
BpeMs nepdopaunm n pesku.

v oo - [INs npoXura MOXHO UCMonb3oBaTb
CXaTbll BO3OYX, a ANs Pe3ku - KUCNopoAa.

5: dyHKUMA MocTa

- yTObbI MEnkKue Bblpe€3aHHble AeTarnu He
ynanu B JIOTOK N HE ONMPOKNHYJTUCD,
YTOObI HEe noBpeanTb roJioBKy U HE

“«» e & 11 [ #¥ | cronkHyTscs ¢ Heil.

Nest Group Bridge |Measure Optimize Layer

CypCut Laser Cutting System6.3.763.12(Demo)

‘‘‘‘‘‘

12000

6: PYHKLUA COBMECTHOIO MCNOJIb30BaHUA:

| - CypCut Laser Cutting System6.3.763.12(Demo) -AnA O6beﬂ|MHeHMﬂ KOHTYpOB COCEAQHUX
Ll,eTaJ'Ie|7|, €CJIN OHU ABNAKTCA NPAMbIMA U
MMerT O,D,VIHaKOBbII?I yron HakrioHa, B oaHy

ﬁ«» @' Gy 2= |H]IE B Lj NPAMYIO JIMHUIO.

Nest Aray Group FlyCut |Coedge |Bridge Measure Optmze = MPUMEHAETCA TOJIBKO B TOM Crnyvae, ecnn

. paccTtosgHue Mexay ABYyMsi KpOMKamMu
|m cocTtaBnseT meHee 0,1 Mm
1




MIOXAA 'PAHb U NMPUYUHDBI:

1:YMNMEPOONUCTAA CTAIb:

| [
T readrie B saveTorie
[Jcover cut |Copy from Layerl [keer
QU Perce  Comer
— [ 5low Lead
Cut Speed: 10 v | mm/s
Length:
Lift Height: W | mm
Speed:
Curt Heght: 1| mm Beam Sipe: mm 80
’ [siow stop
Cut Gas: Focus Pos. mm | &0
= Slowiea
== R
00l % - T
i Laser off delay: | 0| ms 20
| [Ee!

7 ReadFie [ SaveToFie

Dloovercut (G omisvertil
Cut Pierce Corner
- Dsbw Lead
Cut Speed: 10|~ | mm/s
L — Length:
Lift Height: 0 | mm
== Speed:
Cut Height: L~ mm
[Jslow Stop
Cut Gas:
Slowlea
Gas pressure Bar {
Speed:
100/ v | %
|C;py from Layer1
Cut Pierce Comner
Cut Speed: 10 v'\mrnfi‘
= Lengtl
Lift Height: 0 | mm
el 5
Cut Height: lq mm
Cut Gas:

P ;.Layul

> ReadFie [ save ToFie

[ cover cut [Coavfmnuyel | [Ckeey
Cut  Ppierce Comer
—= | Slow Lead
CutSpeed: | 10/~ | mmfs 0
= Length:
Lift Height: | 10 | mm
= Speed:
CutHeight: | 1| mm
s = [Isiow stop
Cut Gas:
= SlowlLeal
Gas pressure 2 Bar
Speed:

Cloy

100 v %
E
1000/ ~| Hz 100
Beam Size: 0 mm Lo
Focus Pos. 0le| mm L]
Pierce time: 200 vJ ms 40

Laser off delay: | 0| ms 20

1

1: 3a3yOpeHHbIN
CHM3y:

- NaBneHune
BCMOMOraTenbHoro
rasa MOXeT ObITb
CIULLKOM O0onbLUUM,
Nno3ToMmy Bbl
MoXxeTe
nonpoboeaTtb
YMEHbLUUTL €ro.

- CONMII0 MOXET
ObITb CNULLKOM
oonbLUNM, Bbl
MoXxeTe
ncnonb3oBaTtb
HacagKy NOMeHbLUEe
- yBENNYEHne
doKycHoro
pacCTosHUS TaKke
MOXET NOMOYb

2: NVHUM Ha pexylLuen

- D= MOBEPXHOCTM:

- YMeHblUnTEe AaBneHue rasa
- YBENNYbTE CKOPOCTb PE3KN

3: CnuwkKom MHOro winaka, u pes
He NPOXOoAUT HAaCKBO3b:

- YMEHbLUUTE CKOPOCTb PE3KN

- yBEnuMYbTE pasmep conna

- yBEnuYbTE AaBneHune rasa



Copy fromL

Cut  Perce  Corner 4: MeperpeB
cotspeed: |- mi| - YyMEHBLUWTE MUKOBYIO MOLLHOCTb
uhesht: 8| m | yMeHblUWTE AaBNEHWE rasa
Cut Height: 1v|mm

- YBEJIMYbTE CKOPOCTb PE3KU.

Cut Gas:

| B
Gas pressure 58 Bar T ReadFie Bl saveTorle
I E % ] Pre-pierce [CJcover cut  |Copy from Layer1 -r! ket
100 v| % Cut Pierce Comner
[ 1000v] vz Cut Speed: 10/~ | mmjs ClSowLead
= Length: 0
it eght: - -
g [
. [ slow Stop |
Cut Gas: vJ
— Slowd.eai 0
I Gas pressure ES Bar J
Speed: 2
Pk poves [ miv| %

am.

@
m\
®
v
Ol
-

Copy from Layer1
Cut  Pierce Corner
Cut Speed: | 10 m;s}
Lengtl
Lift Height: | 0 | mm
—— Speed
Cut Height: 1| mm
it ; 5: XopoLuo pexercsa ¢ ogHOMU

CTOPOHbI M NJIOXO C ApYyroun

- YMeHbLUMTE CKOPOCTb PE3KM

- OuncTnTE 3aLUMTHYHIO NIMH3Y UMK 3aMEeHNTe ee

- OtBepcTure conna moxeT 6bITb 3abMTO YacTMLamu, B 93TOM Cry4vae nyylle 3aMeHuTe
conno

- JlasepHblIi Nyd MOXET ObITb CMELLEH OT LieHTpa Ccona, Bam Hy>XHO OyaeT BbIpOBHSATb
ero.

6: ManeHbKkune 3ayceHLbl BHU3Y:
- YBennybTe CKOPOCTb PE3KM.




W

T eadfie [l saveTorie

[Jcover cut |Copy fram Layer1 [lkees

Cut  Perce Comer

Cut speed: 30 | mmis [siow Laad
Lengn
Ut weght: | -
Soeed
Cutegnt i~
: Dlsiom S0
e
Sondes
pp— o
soeec:
o0 % i
’ Cistartpont Bk Outar  ** Mkro Jont -

+-Reference [l tner 1 Raverse ~

o | o
ik Compensate + Ring Cut ¢ Saal -

ce [Einner M Reverse -

& Compensate -—'- Seal -

[ s it [ Outer  *=Micro Jont ~

" Ratef

Coalng Pont

520

Rebf
N Flet

o Cooing Pont ~

510

w— 7: OcTaTku MeTanna Ha NOBepPXHOCTH:
—— ™ - YMEHbLUMTE CKOPOCTb

- YBenun4ybTe gaBneHue rasa
- OTperynupyinTe nonoxeHne ooKyCUPOBKMU.

8: YMeHbLUTe CKOPOCTb
pe3ku

9: CKOLUEeHHbIN pa3pe3 n
JINHUN:

- OTperynupynte nonoxeHue
dPOKYCUPOBKM

- YMEHbLUNTE gaBfieHWe rasa

10: MeperpeB Ha yrny

- OObIYHO yrroBasi CKOPOCTb
OygeT CnnLWKOM BbICOKON

- Mcnonb3ynte cacku
(dyHKUMS CKpYrreHns) BMEeCTo
yrroB, ecnv 3To pa3peLleHo.

- Mcnonb3ynte doyHKUuio
Bblpe3aHus KonbLua

- cnonb3ynte kpusble
MOLLHOCTHW, YTOBbI CHU3UTb
CKOPOCTb Ha NoBopoTax



2. HEPXABEIOLLAA CTAIb:

1: 3ayceHel Ha
HWXHEW CTOPOHe:
- YBenuybTe Nosrno)KeHue

dokyca.
- YBenuybTe AaBneHune
rasa.
- YMeHbLINTE CKOPOCTb
pesku
=] mms
e
e e
Peskpower: | 10015] %
_2: HepoBHas
NOBEPXHOCTbL pe3a:
- oTperynupymure
nonoxeHune
POKYCUPOBKN,
nonpobynte
YMEHbLUNTb
- yMeHbLlUnTE
S — Lift Height: mm JaBrneHue rasa
S paes Bsa;:m ;mm - —— - - NOAHUMUTE BbLICOTY conna
Pre-pierce __V Keer =

Cut  Ppierce Corner

el
Tl EE
caresn: [

o SN TR ﬂ
Gespresace S e |

3: nogropaHue ¢ HWKHEN CTOPOHbI
- YMeHbLlnTE POKYyC

1000

il ==
. [
]

Beam Size:

] Focus Pos. 0

Pierce time: 200 -
Laser offdelay:

2 3|33 &8 = «
8

—.



4: Bonee WMPOKUNA U
HepaBHOMEpPHbIA 3a30p

ONs pe3Ku:
- TloBpexaeHHas/
rpsisHas 3aluTHasa nuH3a.
- Oyuctute nnu
3amMeHuTe ee.

R

[CwE» | O 5: Mpybas pexyuian Kpomka
000/ v | Hz 100 o
Beam Size: ‘ J_. mm 80 - OTperynleyMTe CKOpOCTb
; - YMeHbLUMTE nonoxeHne okyca
Pierce time: 200 v | ms L.
Laser offdelay: [ <] - 20
|Copy from Layer1
Cut  Pierce Comer
Cut Speed: | 10/ v | mmjs
Lift Height: 0| i
Speed

CutHeight: | tll mm

Cut Gas:

6: HepoBHbLIN LBET NO KpasiM:

- MpoBepbTE YMCTOTY a3oTa
'97/951\ or Al - MpoBepbTe, HET N yTeYeK B
BO34yX0BOAAX UIN U3 HUX

Nitrogen Gas Pt

Gascnddey: [ 20|
Gasswtchdelay: | 500 -
Cooingpontdelay;| 1000 |
Gas off delay: L 00 -

ContruestepBack: | 2| Center-Seekmo

EE

TNMPUMEYAHMUE: lNapamempsbl Ons Hep)xaserouwiel cmasiu makxe npuMeHUMbI K
JlamyHuU u anroMuUHUes8bIM crisiagaM, HO U3-3a 60s1ee 8bICOKO20 OMpakeHUsl 8bl
Mo)keme HEMHO20 CHU3UMb CKOPOCMb 07151 JlTamyHU MOWUuHoU > 3 MM.



HACTPOWKA NOJIOXEHUA ®OKYCUPOBKM:

OTO 0aMH U3 KINOYEBbIX NapamMeTPOB fAa3epHON Pe3Ku, KOTOPbIN HaNPsSIMYHO
BMMSIET HA TO, CMOXET N Nasep BbINOMNHATL PE3KY C XOPOLUMM Ka4yeCTBOM UM HET

Positive Focus

4

+14
+12

+10

+8

0 Focus

v

Negtive Focus 8
-
-14
-16
=18
-20
Nozzle— 1
Metal Surface Focus Position
¢y
]
—=| | |==i—Cutting Breadth
!
Nozzle——"
Metal Surface
1~ Fogus Postion
~—{w= ||| «s8—— Cutting Breadth

Kak Bbl MOXXeTe BUAETb 34€eCb,
yem 6osblUe CMeLLeHne oT
NonoXXeHns oKYyCUPOBKU, TEM
fonblue WnprHa Pe3kn 1 TEM
MEHbLLE MOLLHOCTb PE3KMU.

NONOXUTENBbHOE
NMOJIOXKEHUE ®OKYCA:

- UcnonbayeTcs ans
KMCNOPOAHOMN Pe3KU
yrnepoamcTomn ctanmu.

- 3aecb nonoxeHue gokyca
yCTaHaBnMBaeTCs NOBEPX
mMaTtepuana, Tak 4To Tensno
MOXeT paboTaTb pyka 06 pyky
C OKUcneHneMm, npopesas
mMaTepuarn HackBO3b.

OTPULATEJNIbHOE NOJIOXXEHUE
POKYCA:

- Wcnonb3yeTcsa ans pesku
Hep>kaBelLLen cTanu, naTyHu,
antoMUHKS... CKaTbiM BO3QYXOM
U a30TOM B Ka4yecTBe
BCrMomMoraTeNnibHOro rasa.

MonoxeHne pokycnpoBku

yCTaHaBMMBaETCS BHYTPU
maTtepuana.

OObIYHO Bce 3HayeHud

NMpoKosia ansd nosioXXeHumA (bOKyca Ha

nobéom MaTepunase OOJIKHbI ObITb oTpuuaTesibHbIMU, 4YTOObI npokarnbiBaemMoe
oTBepcCcTne ObINO KaK MOXHO MEHbLLE.



Cutting Model Materials Auxiliary Gas Focus
Stainless Steel N*/Compressed Air | Negative
Melting Cut Carbon Steel N?/Compressed Air | Negative
Aluminum/Brass N°/Compressed Air | Negative

Oxidation Cut Carbon Steel 0? Positive
Pierce Negative

NMPUMEYAHUE: HYNEBOW ®OKYC npocTo 03HayaeT, 4To NonoxXeHue
POKYCUPOBKN HAXOAUTCSA Ha NOBEPXHOCTM MaTepuana.

HACTPOWKU NMPOKOJNA:

BaxxHoe oTBepcTMe, Npope3aHHoe B HaYanbHON TOYKe MaTtepmana

1: MNMpeaBapuTEnbHbIN NPOKO NMOMOXET YMEHbLUWTL NEPErpPeB, Tak Kak pe3aTb byaer
TOMbKO NOCHe BbINOSIHEHNSA 3TOM OYHKLMK, YTO JACT Na3epHON rofloBke AOCTAaTOUYHO BPEMEHN
ANSA OxnaxgeHus, npexae YeM oHa NpUCTYNUT K criegyrowen obpaboTke.

2: BbicoTa Hacagku ona npeaBapuTENbHOrO NpoXura AosmkHa 6biTh Bhile BbICOThI

pesku

3: ®yHKUMs npeaBapuTenbHO 06paboTkM yBenuumBaeT obLuee BpeMs BbIMONMHEHUS
3a[aHnin, NOCKONbKY OHa OIMKHA BbINOSHATLCA Nepea co3gaHueM nboro HOBOro KOHTYpa,
YTO TaKXKe MOXET MPUBECTMN K BOHUKHOBEHWNIO 6OMbLIOrO KONM4ecTBa OLIMOOK.

> < r—
[C]Pre-pierce [CJcover cut !Coo-r from Layer1 v | [Jkeep puffing .
Cut Pierce  Cormner
Pierce Type
(_) No Pierce (@) 1-stage () 2-stage () 3-stage
Dfrre::-'r'ne: 1 s tep Time s mis
Prerang Hesgh i~| mm Piercng hesgh mm mm
Piercng Gas: o Pierce gas: Peercng gas:
Gas pressure BAR Gas pressure: 3 Bar Gas pressure Bar
100 ~ | %% 1 % e
100. | o 100 % o
5000« | M2 1 mz 5 iz
) Laser Beam

(X €

HKXXXX
E
g
=
@

T TG
£y

‘T

- XX

Metal Plate

MpuBEeaEHHbIV BbilLe NPUMEpP OTHOCUTCS K B3PbIBHOM NPOGUBKE, KOTOpasi He COCTOUT U3
HECKOIbKUX 3TarnoB, 1 pe3ynbTaTbl 00bIYHO TaKMe XKe, Kak Ha pucyHke cnpaea. Mpu aTom
pa3mep OTBEPCTUS NPSIMO NPONOpLUMOHaneH TonwmHe MmeTanna.



N3-3a Hannuus wnaka ata yHKUMS He TpebyeTcs Anst CTaHKOB C BbICOKUMU TPeBGoBaHMAMU K
TOYHOCTW.

Takke eCTb TEXHOSOrMs NOCTENeHHOro npoXxwura, KotTopasa ncnornb3yeTt naseprM nMmnyrnbe C
BbICOKOM MMKOBOW MOLLHOCTbLIO U MaribiM paGO‘-IVIM UMKINOM Ana pacnnaBieHna n ncnapeHua

HeBOonbLIOro KonMyecTea MeTtanna. ATo NPOUCXOAUT NOCTEeNeHHo, Noka NUCT He ByaeT
nepdgopupoBaH. Cxema nokasaHa HUxXe:

Metal Plate

.
A
&

OTOT Npouecc 3aHMMaeT OTHOCUTENBbHO BonbLUe BPEMEHN MO
CpaBHEHMIO CO B3pbLIBHOW 06paboTKON, HO, TEM HE MEHEE, pe3ynbTaThl
nosny4arTcst HAMHOro YuLe. Kak nokasaHo Ha puUcyHKe cnpasa:

OpHako npu peanbHOW peske ByaeT UCnosb3oBaTbCsl KOMOUHaLMS ABYX
TUMOB NPOXUra, 0COOEHHO NMpu TpexaTanHowm NpobuBke.

i

3 "rik

.

KAK BbIEPATb NOAXOAALLIWA TUM NPOKOJIA:
e Ecnu MmowHocTb MaLLmnHbl coctaBnseT meHee 3000 BT:

o 6-12mMM: aByxaTanHoe npokaribiBaHWe, Npy 3TOM NepBoe - 3TO B3pbIBHAsA
npobuBKa, a BTOpoe - NOCTENeHHOE NpoKarbiBaHWeE.

o >12mm: 3-cTyneH4aTasi npobuBka, Npy KOTOPOW NepBas BbINOSHAETCS B BUAe

B3PbIBHOW, @ BTOPas 1 TPETbS - B BUAE NOCTENEHHOM (34eCh Mbl

ycTaHaBnueaem pabounn umkn <50).
e 6000BT

0 12-16MM: 2-X3TanHbIN NPOXNUT
o >16MM: 3-XLLaroBbIA NPOXMUT

NMPUMEYAHUE: Cywiecmeyem onpedesieHHasi yughpa omHOcuUmMesibHO 3Ha4eHus
napamempa "npokos”, noamomy pekomeHAyemcsi Ucnosib308ames Memod npob u
owubok, HayuHasi ¢ "6e3 npokosa” u 3akaH4ueasl "3-xwaz2oebiM".

. [IByx-TpexcTyneH4aTbli NPOKOS B OCHOBHOM MCNOSb3yeTCcs AN Pe3KU YrnepoanCcTON
cTanu KUCNopoaom

: OBbI4YHO AN pe3kn Hep)XaBetoLLen cTanu, antoMUHNUS, NaTyHU U T.4. C
MCNoNb30BaHNEM CXKaTOro BO3ayxa/a3oTa 4OCTaTO4YHO OAHOKPATHOro Npokona.

B3PbIBHOM NpOKanbiBaHUU MOTYT ObITh:

MpnynHamm o6pazoBaHUA MArKMX U Hepa3pe3aHHbIX CKBO3HbIX OTBEPCTUNA NpU
1.

Bbicokun pabounin uukn

2. Bbicokoe gaBneHue kucnopoaa
3. Bbicokas yactoTa
4,

HeT ocTaHOBKM NpoayBKM UM CAMLLKOM KOPOTKOE BPEMsi NpoayBKu Mexay
MHOrOCTYNneH4YaTbIMU NPOXUramu.



Kak noBbICUTb KayecTBO nepcopaumm:

1. YBenuybTe MMKOBYH MOLLHOCTb

HacTtponTe ¢okyc Tak, 4ToObl OH OblyT HANpPaBneH Ha MeTansINYecKyto NOBEPXHOCTb.

3. WNameHuTe gaBneHue kucnopoaa npu Nnpoxure B COOTBETCTBUM C AaBreHUEM Npu peske
UM NPOCTO NEePEKMYNTECH C KUCIOPOAA Ha CxXaTbI BO3OYX.

4. YBenuybTe BpeMs NPOLYBKM MeXAy MHOroctyrneHyaTon nepdopaumen.

5. CHusTe gasneHue nNpoayBku

A

1 100% 80% 500kHz -6mm 1 bar 200ms

2 100% 50% 500kHz -6mm 1 bar 200ms

®YHKUUA UMM (wumpoTHO-umnynscHou moaynsauumu) UM PABOYEIO LIUKIA:

e lcnonb3yeTca Ans ynpaBneHuUs aHanoroBom CXeMomn C NOMOLLBIO LMpoBOro BbIXoaa
MUKpornpoueccopa

e Bbixogbl Nnaszepa B OCHOBHOM BKITHOYAKOT HENPEPLIBHLIN U UMMNYIbCHBIN PEXUMbI, NPK
KOTOPbIX NePBbIA U3ny4aeT nasep HeENPepPbIBHO, @ BTOPOM - C (PUKCMPOBAHHbLIMU
WHTepBanamu.

e B npuHumne, npu nobor UKCMpoOBaHHOM NMUKOBOW MOLLHOCTM paboydnii LMKIT NPSMO
NPONOpLMOHaneH BbIXOAHOW MOLLHOCTY fa3epa, T.e. €Cnuy Na3epHbli UCTOYHUK
mowHocTbo 1000 BT npn 100% nunkoBor moLHocTn un 50% paboyem uukne, aTo
O3HayaeT, YTo BbIXOAHAs MOLHOCTb MOEro nasepHoro ny4da cocrasnsiet 500 Br.

NMPUMEYAHUE: Ha cnepyrowen ctpaHmue Bbl HanaeTe OCHOBHbIE NapaMeTpbl
pe3Ku, KOTopble MOTYT NMOCHYXUTb XOPOLIMM NPUMEpPOM ANA Ha4YMHAKOLWKNX
nonb3oBartenen. HanommHaeMm, YTo 3TO He NpaKTU4YecKue nNpasuna paboTbl C
BOJIOKOHHbIM J1a3epoOM, a BCEro Jillb OCHOBHbI€ PeKOMeHAauun, KOTopble Bbl
MOXeTe U3MEHUTb N0 CBOEMY YCMOTPEHUI0. TO ke camoe OTHOCUTCS U KO BCen
BbllwenpuBeaeHHON MHd OpMaLuu.



OCHOBHbIE NMAPAMETPbI PE3KW:

1, 500W Cutting Parameters
1.1 QBH Single Module 500W 25um Cutting Parameters (Collimation-75mm, Focus-125mm)

500W Laser Source(25um)
Material Thickness Spee-d Power Gas Pressure Nozzle Focus Height
(mm) (m/min) (W) (bar) (mm) (mm)
0.8 12 500 N2 12 1.58 0 1
2 3.5 500 02 0.6 1.2D +3 1
Carbon 3 2 500 02 0.6 1.2D +3 1
Steel 4 15 500 02 0.6 1.5D +3 1
5 1.0 500 02 0.6 2.0D +3 1
6 0.8 500 02 0.6 2.5D +3 1
[
0.5 24 500 N2 12 1.5§ 0 0.8
Stainless 1 12 500 N2 12 1.5S 0 0.5
Steel 2 27 500 N2 12 2.0S -1 0.5
3 0.7 500 N2 14 2.0S -1.5 0.5

Note: The red font parameters in the table are proofing parameters. They are greatly affected by
various factors in actual processing. They are only suitable for small batch production. Large batch
production is not recommended. It is recommended to use higher power lasers.

2, 1000W Cutting Parameters
2.1 Single Module 1000W Core-25um Cutting Parameters (Collimation-100mm, Focus-125mm)

1000W Laser Source(25um)
— Thickness | Speed Power Gas Pressure Nesle Focus Height
(mm) (m/min) (W) (bar) (mm) (mm)
0.8 18 1000 N2 10 1.5S 0 0.8
1 10 1000 02 10 1.2D +3 0.8
2 4 1000 02 2 1.2D +3 0.8
Farban 3 3 1000 02 0.6 1.2D +3 0.8
o 4 23 1000 02 0.6 1.2D +3 0.8
5 1.8 1000 02 0.6 1.2D +3 0.8
6 15 1000 02 0.6 1.5D +3 0.8
8 11 1000 02 0.6 1.5D +3 0.8
10 0.8 1000 02 0.6 2.5D +3 0.8
0.8 20 1000 N2 12 1.55 0 0.8
Stainless 1 13 1000 N2 12 1.55 0 0.5
Sl 2 6 1000 N2 12 2.05 -1 0.5
3 3 1000 N> 12 3.08 -15 0.5




| s | o6 | 1000 | N | 16 | 305 | -25 | 05

0.8 18 1000 N2 12 1.55 0 0.8

—— 1 10 1000 N> 12 1.55 0 0.5
2 5 1000 N> 14 2.0S -1 0.5

3 15 1000 N> 16 3.0S -1.5 0.5

1 9 1000 N, 12 2.0S 0 0.5

Brass 2 2 1000 N> 14 2.0S 1 0.5

3 0.8 1000 N> 16 3.0S -1.5 0.5

Note: The red font parameters in the table are proofing parameters. They are greatly affected by
various factors in actual processing. They are only suitable for small batch production. Large batch
production is not recommended. It is recommended to use higher power lasers.

2.2 Single Module 1000W Core-25um Piercing Reference

1000W Laser Source(25um)--10mm Carbon Steel by Oz(Reference only)

Power Duty % Frequency | Nozzle | Pressure | Piercing | Focus | Laser-off
(W) Hz Height (bar) Time (mm) | &Blowing
High 1000 100 100 12 1 100 0 50ms
Media 1000 45 100 8 0.6 600 -4 50ms
Low 1000 40 100 4 0.6 2500 -5

1000W Laser Source(25um)--5mm Stainless Steel by Na(Reference only)

Power Duty % Frequency | Nozzle | Pressure | Piercing | Focus | Laser-off
(W) Hz Height (bar) Time (mm) | &Blowing
High 1000 100 1000 12 10 100 0 Oms
Media 1000 50 1000 10 10 500 -5 Oms
Low 1000 45 1000 4 10 1000 -6

The piercing parameters are taken as an example of the limit thickness of carbon steel / stainless
steel that can be penetrated at the current power; the piercings are sorted in order, the highest is
the first, and so on....

3, 1500W Cutting Parameters
3.1 Single Module 1500W Core-50pm Cutting Parameters (Collimation-100mm, Focus-125mm)

1500S Laser Source(50pm)

Material Thickness Spee.d Power Gas Pressure Noizla Focus Height
(mm) | (m/min) W) (bar) (mm) (mm)

1 20 1500 N 12 1.5S 0 0.8

2 5 1500 02 2 1.2D +3 0.8

3 3.6 1500 0z 0.6 1.2D +3 0.8

4 25 1500 02 0.6 1.2D +3 0.8

Carbiai 5 18 1500 02 0.6 1.2D +3 0.8

Steel 6 14 1500 02 0.6 1.5D +3 0.8

8 1.2 1500 02 0.6 1.5D +3 0.8

10 1 1500 02 0.6 2.0D +2.5 0.8

12 0.8 1500 Oz 0.6 2.5D +2.5 0.8

14 0.65 1500 02 0.6 3.0D +2.5 0.8

16 0.5 1500 02 0.6 3.0D +2.5 0.8




1 20 1500 N2 10 1.55 0 0.8
Stainless 2 7 1500 N2 12 2.0S -1 0.5
Steel 3 4.5 1500 N2 12 2.55 -1.5 0.5
5 1.5 1500 N2 14 3.0 -2.5 0.5
6 0.8 1500 N2 16 3.0 -3 0.5
3 18 1500 N2 12 1.55 0 0.5
oae— 2 6 1500 N3 14 2.0S -1 0.5
3 25 1500 N2 14 2.55 -1.5 0.5
4 0.8 1500 N2 16 3.0 -2 0.5
1 15 1500 N2 12 1.55 0 0.5
2 5 1500 N2 14 2.0S -1 0.5
Brass
3 1.8 1500 N> 14 2.55 -1.5 0.5
4 1 1500 N> 16 3.0S -2 0.5
3.2 Single Module 1500W Core-50um Piercing Reference
1500W Laser Source(50um)--16mm Carbon Steel by Oz(Reference only)
Power Duty % Frequency | Nozzle | Pressure | Piercing | Focus | Laser-off
(W) Hz Height (bar) Time (mm) | &Blowing
High 1500 100 100 12 1 100 0 50ms
Media 1500 45 100 8 0.6 600 -4 50ms
Low 1500 40 100 4 0.6 2500 -5
1500W Laser Source(50um)--6mm Stainless Steel by Nz(Reference only)
Power Duty % Frequency | Nozzle | Pressure | Piercing | Focus | Laser-off
(W) Hz Height (bar) Time (mm) | &Blowing
High 1500 100 1000 12 10 100 0 O0ms
Media 1500 50 1000 8 10 500 -5 Oms
Low 1500 45 1000 4 10 1000 -6

The piercing parameters are taken as an example of the limit thickness of carbon steel /
stainless steel that can be penetrated at the current power; the piercings are sorted in order,
the highest is the first, and so on....

4, 2000W Cutting Parameters
4.1 Single Module 2000W Core-50um Cutting Parameters (Collimation-100mm, Focus-125mm)

2000S Laser Source(50um)

Material Thickness | Speed Power Gas | Pressure Nozzle Focus Height
(mm) (m/min) (W) (bar) (mm) (mm)
1 25 2000 N2 14 1.55 0 0.8
Carbon 2 5.2 2000 02 1.6 1.0D +3 0.8
Steel 3 4.2 2000 02 0.6 1.0D +3 0.8
4 3 2000 02 0.6 1.0D +3 0.8
g 2.2 2000 02 0.6 1.2D +3 0.8
6 1.8 2000 02 0.6 1.2D +3 0.8

8 2l3 2000 110 Q0 05 2.0D +2.5 08 |




10 11 2000 0, 0.5 2.0D +2.5 0.8

12 0.9 2000 0; 05 2.5D +2.5 0.8

14 0.8 2000 0, 05 3.0D +2.5 0.8

16 0.7 2000 0; 0.5 3.5D +2.5 0.8

18 0.5 2000 0, 0.6 4.0D +3 0.8

20 0.4 2000 0; 06 4.0D +3 0.8

1 28 2000 N; 10 1.55 0 0.8

2 10 2000 N; 12 2.05 -1 0.5

fprea 3 5 2000 N; 12 2.0S -15 0.5
o 4 3 2000 N; 14 2.55 -2 0.5
5 2 2000 N; 14 3.0S -2.5 0.5

6 15 2000 N; 14 3.0S -3 0.5

8 0.6 2000 N> 16 3.0S -4 0.5

q 20 2000 N; 12 1.55 0 0.8

2 10 2000 N; 12 2.0S -1 0.5

- 3 4 2000 N; 14 2.05 -1.5 0.5
4 15 2000 N; 14 2.55 -2 05

5 0.9 2000 N, 16 3.05 -2.5 0.5

6 0.6 2000 N> 16 3.05 -3 0.5

1 18 2000 N2 12 1.55 0 0.5

2 8 2000 N, 12 2.0S -1 0.5

e 3 3 2000 N; 14 2.55 -1.5 0.5
4 13 2000 N, 16 3.0S -2 0.5

5 0.8 2000 N> 16 3.05 -2.5 0.5

6 04 2000 N; 16 3.55 -3 0.5

Note: The red font parameters in the table are proofing parameters. They are greatly affected by
various factors in actual processing. They are only suitable for small batch production. Large batch
production is not recommended. It is recommended to use higher power lasers.

4.2 Single Module 2000W Core-50um Piercing Reference

2000W Laser Source(50um)--20mm Carbon Steel by Oz(Reference only)

Power Duty % Frequency | Nozzle | Pressure | Piercing | Focus | Laser-off

(W) Hz Height (bar) Time (mm) | &Blowing
High 2000 100 200 12 1 200 0 200ms
Media 2000 45 150 8 0.7 400 -4 200ms




| low | 2000 | 55 | 15 | 4 | o6 | 300 | -6 |
2000W Laser Source(50um)--8mm Stainless Steel by Na(Reference only)
Power Dutv % Frequency | Nozzle | Pressure | Piercing | Focus | Laser-off
(W) ki Hz Height (bar) Time (mm) | &Blowing
High 2000 100 1000 12 10 100 0 Oms
Media 2000 50 1000 8 10 500 -5 Oms
| Low [ 2000 | 40 | 1000 | 4 | 10 | 1000 | -6 |

5, 3000W Cutting Parameters

5.1 Multi-module 3000W Core-100um Cutting Parameters(Collimation-100mm, Focus-150mm)

3000W Laser Source(100um)

Mitarial Thickness | Speed Power Gas | Pressure T Focus Height
(mm) (m/min) (W) (bar) (mm) (mm)
1 30 3300 N2 12 1.58 0 0.8
1 10 1500 02 10 1.55 0.8
2 52 1800 02 1.6 1.2D +3 0.8
3 45 1800 02 0.6 1.2D +3 0.8
4 3.6 2400 02 0.6 1.2D +3 0.8
5 3.2 2400 02 0.6 1.2D +3 0.8
6 2.6 3000 02 0.6 1.2D +3 0.8
8 2.2 3000 02 0.6 1.2D +3 0.8
10 1.1-1.3 | 1800-2200 02 0.5 3.0D +2.5 0.8
R s 12 0.9-1.1 | 1800-2200 02 0.5 3.5D +2.5 0.8
Steel 14 0.8-0.9 | 2200-3000 02 0.5 3.5D +2.5 0.8
16 0.7-0.8 | 2200-3000 02 0.5 4.0D +2.5 0.8
18 0.65-0.7 | 2200-3000 02 0.5 4.0D +2.5 0.8
20 0.55-0.6 | 2200-3000 02 0.6 4.0D +3 0.8
22 0.5-0.55 | 2200-3000 02 0.6 4.0D +3 0.8
1 35 3000 N2 10 1.58 0 0.8
2 13 3000 N2 12 2.0 -1 0.5
5 7 3000 N2 12 2.55 -1.5 0.5
Stainless 4 5 3000 N2 14 2.55 -2 0.5
Steel 5 4 3000 N2 14 2.5S -2.5 0.5
6 3 3000 N2 14 3.08 -3 0.5
8 12 3000 N2 16 3.58 -4 0.5
10 0.8 3000 N2 16 4.08 -5 0.5
1 25 3000 N2 12 1.58 0 0.8
2 15 3000 N2 12 2.0S -1 0.5
3 8 3000 N2 14 2.0S -1.5 0.5
Aluminum 4 5 3000 N2 14 2.0S -2 0.5
5 3 3000 N2 16 3.08 -2.5 0.5




6 2 3000 N2 16 3.55 -3 0.5
8 0.8 3000 N2 16 3.08 -4 0.5
L 22 3000 N2 12 1.55 0 0.5
— 2 12 3000 N2 12 2.0S -1 0.5
3 5 3000 N2 14 2.55 -1.5 0.5
4 3 3000 N2 14 3.08 -2 0.5
5 2 3000 N2 14 3.0S -2.5 0.5
6 13 3000 N2 16 3.0 -3 0.5
8 0.6 3000 N> 16 4.0S -4 0.5

Note 1: When taking oxygen for cutting 1mm carbon steel , because oxygen is a gas of
combustion-supporting, during high-speed operation, it is easy to generate slag and difficult to
remove, resulting in speed cannot be improved, so adjust the power to a range that can match the
current speed.
Note 2: The power used for commissioning and the speed of commissioning will be different

according to the gas purity and the quality of the board.

6, 4000W Cutting Parameters
6.1 Multi-module 4000W Core-100um Cutting Parameters (Collimation-100mm, Focus-150mm)

4000W Laser Source(100um)

Material Thickness | Speed Power Gas | Pressure Nozzle Focus Height
(mm) (m/min) (W) (bar) (mm) (mm)
1 35 4000 N2 12 1.5S 0 1
1 10 1500 02 10 1.55 +3 0.8
2 5.2 1800 02 16 1.2D +3 0.8
3 4.5 1800 02 0.6 1.2D +3 0.8
4 3.5 2400 02 0.6 1.2D +3 0.8
Carbon 5 3.2 2400 02 0.6 1.2D +3 0.8
Steel 6 2.8 3000 02 0.6 1.2D +3 0.8
8 2.3 3600 02 0.6 1.2D +3 0.8
10 2 4000 02 0.6 1.2D +3 0.8
12 1.2 1800-2200 | ©O2 0.5 3.0D +3 0.8
14 1 1800-2200 | O 0.5 3.5D +3 0.8
16 0.8 2200-2600 | O: 0.5 3.5D +3 0.8




18 0.7 2200-2600 | O 0.5 4.0D +3 0.8
20 0.65 2200-2600 | O 0.5 4.0D +3 0.8
22 0.6 2200-2800 | O 0.5 4.5D +3 0.8
25 0.5 2400-3000 | O 0.5 5.0D +3 0.8
1 40 4000 N> 10 1.5 0 0.8
2 20 4000 N> 12 2.0S -1 0.5
3 12 4000 N2 12 2.0S -1.5 0.5
ShaifilesE 4 7 4000 N> 12 2.55 -2 0.5
Steel 5 45 4000 N 14 2.55 -2.5 0.5
6 3.5 4000 N2 14 3.0S -3 0.5
8 1.8 4000 N> 14 3.0S -4 0.5
10 1.2 4000 N> 16 4.0 -5 0.5
12 0.8 4000 N2 16 4.0 -6 0.5
1 30 4000 N> 12 1.5 0 0.6
2 20 4000 N2 12 2.0S -1 0.5
3 13 4000 N 14 2.0S -1.5 0.5
Aluminu 4 7 4000 N2 14 2.55 2 0.5
m 5 5 4000 N2 14 2.55 -2.5 0.5
6 3 4000 N2 16 3.08 -3 0.5
8 13 4000 N2 16 3.0S -4 0.5
10 0.8 4000 N2 16 355 -5 0.5
1 28 4000 N2 12 1.5S 0 0.6
2 15 4000 N2 12 1.5S -1 0.6
3 8 4000 N2 14 2.0S -1 0.6
Biase 4 5 4000 N2 14 2.55 -2 0.5
5 3 4000 N2 14 3.05 -2 0.5
6 2.5 4000 N2 16 3.08 -2.5 0.5
8 1 4000 N2 16 3.05 -4 0.5
10 0.6 4000 N> 16 355 -5 0.5
6.2 Multi-module 4000W Core-100um Piercing Reference
4000W Laser Source(100pum)--25mm Carbon Steel by Oz(Reference only)
Power Duty % Frequency | Nozzle | Pressure | Piercing | Focus | Laser-off
(W) Hz Height (bar) Time (mm) | &Blowing
High 4000 100 200 12 1 100 0 300ms
Media 4000 45 200 8 0.6 200 =5 300ms
Low 4000 50 200 4 0.6 3000 -6




4000 Laser Source(100um)--12mm Stainless Steel by N>(Reference only)

Power Duty % Frequency | Nozzle | Pressure | Piercing | Focus | Laser-off
(W) Hz Height (bar) Time (mm) | &Blowing
High 4000 100 1000 12 10 100 0 Oms
Media 4000 50 1000 8 10 500 -6 Oms
Low 4000 45 1000 £ 10 1500 -8

The piercing parameters are taken as an example of the limit thickness of carbon steel /
stainless steel that can be penetrated at the current power; the piercings are sorted in order,
the highest is the first, and so on....

7, 6000W Cutting Parameters
7.1 Multi-module 6000W Core-100pum Cutting Parameters(Collimation-100mm, Focus-150mm)

6000W Laser Source(100um)

Material Thickness | Speed Power Gas Pressure Nozzle Focus Height
(mm) (m/min) (W) (bar) (mm) (mm)
1 10 1500 02 10 1.58 +3 0.8
2 5-5.5 1800 0 2 1.2D +3 0.8
3 3.6-4.2 2400 02 0.6 1.2D +3 0.8
4 3.3-3.8 2400 0: 0.6 1.2D +3 0.8
5 3-3.6 3000 02 0.6 1.2D +3 0.8
6 27-32 3300 0, 0.6 1.2D +3 0.8
8 2.2-25 4200 0; 0.6 1.2D +3 0.8
10 2.0-23 5500 0: 0.6 1.2D +4 0.8
Carbon 12 0.9-1 2200 02 0.6 3.0D +2.5 0.8
Steel 12 1.9-2.0 6000 02 0.6 1.2D +5 0.8
14 0.8-0.9 2200 02 0.6 3.5D +2.5 0.8
14 14-17 6000 0, 0.6 1.4D +5 1
16 0.8-0.9 2200 O] 0.6 4.0D +2.5 0.8
16 1.2-14 6000 02 0.6 1.4D +6 1
18 0.65-0.75 2200 (O} 0.6 4.0D +2.5 0.8
20 0.6-0.7 2400 O)) 0.6 4.0D +3 0.8
22 0.55-0.65 2400 02 0.6 4.0D +3 0.8
25 0.5 2400 02 0.5 5.0D +3 i
1 45 6000 N2 12 1.58 0 0.8
2 25 6000 Nz 12 2.0S =1 0.5
Carbon 3 14 6000 N> 14 2.0S =1.5 0.5
Steel 4 8 6000 N> 14 2.0S -2 0.5
5 6.4 6000 N> 16 3.0 -2.5 0.5
6 5 6000 N> 16 3.55 -3 0.5
1 40 6000 Air 10 1.58 0 0.8
Carbon 2 28 6000 A'!r 10 1:58 -1 0.5
Steel 3 18 6000 Alr 10 1.58 -15 0.5
4 13 6000 Air 12 1.55 -2 0.5
5 9 6000 Air 12 1.55 -2.5 0.5




6 6 6000 Air 12 1.5S -3 0.5
1 60 6000 N2 10 1.5S 0 0.8
2 30 6000 N> 12 2.0S -1 0.5
3 18 6000 N2 12 2.5S -1.5 0.5
4 12 6000 N2 14 2.55 -2 0.5
5 8 6000 N2 14 3.0S -2.5 0.5
Stainless 6 5 6000 N2 15 3.0S -3 0.5
Steel 8 3.8 6000 N> 15 3.08 -4 0.5
10 2 6000 N; 15 3.58 -6 0.5
12 1.2 6000 N2 16 3.58 -7.5 0.5
14 1 6000 N2 16 4.0S -9 0.5
16 0.6 6000 N2 18 4.0S -10.5 0.5
18 0.5 6000 N> 20 5.0S -11 0.3
20 0.3 6000 N2 20 5.0 -12 0.3
1 50 6000 N2 12 1.55 0 0.8
Z 25 6000 N> 12 2.0S -1 0.5
3 16 6000 N2 14 2i55 -1.5 0.5
4 10 6000 N2 14 2.5S -2 0.5
5 6 6000 N2 14 3.08 -3 0.5
6 4 6000 N2 16 3.0S -3 0.5
Aliiiriiria 8 i 6000 N2 16 3.0 -4 0.5
10 1.2 6000 N2 18 3.5S -4.5 0.5
m Alloy
12 0.7 6000 N2 18 4.05 -5 0.5
14 0.5 6000 N2 18 4.0S -5 0.3
16 04 6000 N2 20 5.0 -8 0.3
1 40 6000 N2 12 1.55 0 0.8
2 20 6000 N2 12 2.0S -1 0.5
3 14 6000 N2 14 2.55 -1 0.5
4 9 6000 N2 14 3.0S -1.5 0.5
Brass 5 55 6000 N2 14 3.08 -2 0.5
6 3.8 6000 N2 16 3.0S -2.5 0.5
8 1.8 6000 N2 16 3.55 -3 0.5
10 ik 6000 N> 16 3.55 -3 0.5




8, 8000W Cutting Parameters
8.1 Multi-module 8000W Core-100um Cutting Parameters(Collimation-100mm, Focus-200mm)

8000W Laser Source(100um)

pa— Thickness Spee.d Power Gas Pressure — Focus Height
(mm) (m/min) (W) (bar) (mm) (mm)
1 40-45 8000 Air 10 1.55 0 il
2 30-35 8000 Air 12 2.0S 0 0.5
3 20-25 8000 Air 13 2.0S -1 0.5
4 15-18 8000 Air 13 2.55 -1.5 0.5
5 10-12 8000 Air 13 2.55 -2 0.5
6 8-9 8000 Air 13 2.55 -2 0.5
8 5-5.5 8000 Air 13 3.0S -3 0.5
Cgt’:;" 10 23 6500 0, 0.6 1.2D +6 1
12 2 7500 02 0.6 1.2D +7 1
14 1.8 8000 02 0.6 1.4D +8 1
16 1.6 8000 02 0.6 1.4D +9 0.8
20 1.3 8000 02 0.6 1.6D +9 0.8
22 N RS 2000 0- nz7 18D +0 ne
25 0.45 8000 02 0.7 1.8D +10 0.8
30 0.25 8000 02 1:3 1.8D +11 12
40 0.18 8000 0Oz 15 1.8D +11.5 12
1 60 8000 N2 10 2.0S 0 1
2 35 8000 N2 12 2.0S 0 0.5
3 24 8000 N2 13 2.0S 0 0.5
4 15 8000 N2 12 2.0S -1 0.5
5 10 8000 Nz 15 2.55 -1 0.5
Stainless 6 8 8000 N2 8 3.55 -2 0.5
Steel 8 5 8000 N2 7 5.0S -2 0.5
10 3.5 8000 N2 6 5.0S -3 0.5
12 25 8000 N2 6 6.0S -4 0.5
14 2 8000 N2 6 7.0S -6 0.3
16 s 8000 N2 6 7.0S -8 0.3
18 L5 8000 N2 14 5.0S -9 0.5




20 0.8 8000 N, 6 7.0S a1 0.3
25 0.4 8000 N, 6 7.05 13 0.3
30 0.22 8000 N> 10 5.05 +7 0.3
40 0.15 8000 N> 15 7.0S +8 0.3
1 60 8000 Air 10 2.05 0 1
2 a5 8000 Air 10 2.55 0 0.5
3 25 8000 Air 10 2.55 0 0.5
4 16 8000 Air 10 355 0 0.5
5 10 8000 Air 10 355 0 0.5
6 8 8000 Air 10 .55 0 0.5
—— 8 55 8000 Air 10 3.55 0 0.5
e 10 35 8000 Air 10 3.55 1 05
12 25 8000 Air 10 5.0S 4 05
14 2 8000 Air 10 5.05 6 0.5
16 1 8000 Air 10 5.05 8 0.5
18 0.8 8000 Air 10 5.0S 9 05
20 0.7 8000 Air 10 5.05 7 0.3
25 0.5 8000 Air 10 5.05 13 03
30 0.3 8000 Air 10 5.05 15 03
1 45 8000 N, 12 2.0S 0 0.8
2 30 8000 N> 12 2.05 3, 05
3 25 8000 N, 12 2.0S a1 05
4 15 8000 N 12 2.0S 2 05
5 10 8000 N, 14 255 3 05
6 7 8000 N> 14 255 3 05
Alumi 8 4 8000 N, 14 288 4 05
m”;ﬁ';‘; 10 25 8000 N, 14 5.05 i 0.5
12 2 8000 N, 16 5.05 5 05
14 12 8000 N> 16 5.05 -6 05
16 i 8000 N, 16 5.05 3 05
18 0.8 8000 N, 16 5.05 -8 05
20 0.6 8000 N> 16 7.05 9 03
25 0.5 8000 N, 16 7.05 105 03
30 03 8000 N> 18 7.0S +7 03
1 40 8000 N, 12 2,05 0 1
2 27 8000 N, 12 2,05 1 05
3 18 8000 N2 12 2.05 1 05
4 11 8000 N, 12 2,05 2 05
- 5 8 8000 N 14 255 3 0.5
6 6.5 8000 N> 14 255 3 0.5
8 3 8000 N> 14 255 4 05
10 15 8000 N2 14 5.05 5 05
12 1 8000 N> 14 5.05 5 05
14 0.8 8000 N; 16 5.05 8 0.5




16 06 | 8000 N> 16 | s50s | -11 0.3
1 30 8000 0z 5 2.0S -0.5 1
2 20 8000 0z 5 2.0S -1 0.5
3 14 8000 02 6 2.0S -2 0.5
. 4 8 8000 02 8 2.0S -2 0.5
5 5 8000 [} 8 2.55 3 0.5
6 3 8000 o 8 2.55 -3 0.5
8 15 8000 o 10 3.08 -4 0.5
10 0.7 8000 o 12 4.0S -5 0.5

Note 1: The power used for commissioning and the speed of commissioning will be different
according to the gas purity, plate quality and other aspects.
Note 2: The red font parameters in the table are proofing parameters. They are greatly affected by
various factors in actual processing. They are only suitable for small batch production. Large batch
production is not recommended. It is recommended to use higher power lasers.
Note 3: In the copper cutting, oxygen is the only gas suitable, air or nitrogen cannot be used for

cutting.

8.2 Multi-module 8000W Core-100um Piercing Reference

8000 Laser Source(100pum)--20mm Carbon Steel by Oz(Reference only)

Power Duty % Frequency | Nozzle | Pressure | Piercing | Focus | Laser-off
(W) Hz Height (bar) Time (mm) | &Blowing
High 8000 45 80 16 1 200 -3 200ms
Media 8000 35 80 12 0.9 600 -4 300ms
Low 8000 18 80 4 0.6 400 -4
8000W Laser Source(100um)--30mm Carbon Steel by Ox(Reference only)
Power Duty % Frequency | Nozzle | Pressure | Piercing | Focus | Laser-off
(W) Hz Height (bar) Time (mm) | &Blowing
High 8000 70 100 16 1 200 -5 200ms
Media 8000 37 80 15 0.7 2000 -5 300ms
Low 8000 45 120 13 0.7 2000 -5
8000W Laser Source(100um)--20mm Stainless Steel by Nz2(Reference only)
Power Duty % Frequency | Nozzle | Pressure | Piercing | Focus | Laser-off
(W) Hz Height (bar) Time (mm) | &Blowing
High 8000 24 80 20 0.8 150 -8 200ms




Media 8000 37 80 15 0.7 2000 -5 300ms
Low 8000 45 120 13 0.7 2000 -5
8000W Laser Source(100um)--20mm Stainless Steel by Na(Reference only)
Power Duty % Frequency | Nozzle | Pressure | Piercing | Focus | Laser-off
(W) Hz Height (bar) Time (mm) | &Blowing
High 8000 24 80 20 0.8 150 -8 200ms
Media 8000 35 100 15 6 2000 -8 200ms
Low 8000 50 80 4 6 500 -8
8000W Laser Source(100um)--30mm Stainless Steel by Oz(Reference only)
Power Duty % Frequency | Nozzle | Pressure | Piercing | Focus | Laser-off
(W) Hz Height (bar) Time (mm) | &Blowing
High 8000 70 1000 15 1.2 3000 3 Oms
Media-H 8000 70 1000 12 1.2 2000 3 Oms
Media-L 8000 65 800 10 1 1000 -10
Low 8000 60 800 10 1 800 -18

The piercing parameters are taken as an example of the limit thickness of carbon steel /




