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The study of mild steel cutting by CO, laser
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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 is increases, the average kerf width is 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.
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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

Laser spot size 250 um
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