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Study on real-time power control of laser cutting systems

JIA Xin-ting ,HE Chang-yu,WANG You-qing
( College of Optoelectronic Science and Engineering, Huazhong University of Science and Technology , Wuhan 430074, China)

Abstract: Laser power has important influence on the cutting quality,,and the burning defect is easy to happen if the laser

power is too high. In order to guarantee the cuiting quality ,a real-time power control method based on programmable multiple axes

controller was presented to study the relationship between laser power and cutting speed. The analysis of laser culting test shows

that burning defect can be avoided when laser power can change with the cutting speed, the cutting quality can be improved

effectively by this method , and efficiency of laser cutting is guaranteed.
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Fig. 1 Schematic diagram of laser cutting system
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Fig.2 Schematic diagram of S-curve acceleration and deceleration
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Fig.3 Comparison of sharp angle by laser cutting
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Fig. 4 a—photo of cut workpiece by using method ol real-time power control
b—pulse signal of cuiting speed by using method of real-time power
control c—relationship beiween cuiting speed and laser power by

using method of real-time power control
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