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(54) Laser machining head

(57) Focused laser light and plasma arc are coaxi-
ally disposed to provide a laser machining head which is
possible to perform high precision and efficient machin-
ing, by reinforcing laser light with plasma arc to form a
versatile heat source.

For this purpose, in a tip part 6 of a laser machining
head 10 having optical systems 4 and 5 for focusing a
laser light 11 oscillated by a laser oscillator 1, a plasma
machining head 20 is mounted coaxially with the optical

systems 4 and 5. The plasma machining head 20 is pro-
vided with electrode nozzles 24 and 25 connected to a
plasma apparatus 15 and a working gas supply pas-
sage 19 connected to the electrode nozzles 24 and 25
so that the laser light 11 and a plasma arc 28 are irradi-
ated towards a same machining position 14 of a
machined part 13.
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Description

BACKGROUND OF THE INVENTION

[0001] The present invention relates to a laser
machining head, more specifically to a laser machining
head which is suitable for welding steel products and
the like and for thermal machining such as cutting,
gouging, spraying, and the like.
[0002] Laser machining is possible to make machining
of very high precision, since input energy density is
higher than 102 to 104 kJ/s-cm2 and laser light can be
focused to the machined part using an appropriate opti-
cal system. Therefore, a laser machining head having
such functions has heretofore been used in thermal
machining such as cutting, grouging, spraying, and the
like.
[0003] On the other hand, in plasma machining, when
an electrical voltage is applied between electrodes to
generate an arc and a working gas is fed in the periph-
ery, the working gas is ionized to produce a plasma as
an electroconductive gas mixture of ions and electrons,
The input energy density is about (0.5 to 1) x 102 kJ/s-
cm2. A plasma machining head generating such a
plasma has been used for welding, cutting, and other
thermal machining.
[0004] Plasma welding is a welding performed by
using heat of plasma arc and includes a plasma arc
welding utilizing a transfer arc and a plasma jet welding
in which high temperature, high-speed gas flow is gen-
erated by a non-transfer arc and welding is performed
by the heat.
[0005] In general, in laser machining, a laser machin-
ing head is used alone, and in plasma machining, simi-
larly a plasma machining head is used alone,
respectively to perform thermal machining such as
welding, cutting, or gouging.
[0006] However, the above-described prior art laser
machining head or plasma machining head had the fol-
lowing problems. Specifically, when laser welding is per-
formed by the prior art laser machining head, welding
groove targeting tolerance, that is, tolerable range when
the laser beam comes out from the welding groove tar-
get line (allowance including tolerable error) is narrow.
Further, when welding is performed using an inert gas
for the purpose of oxidation prevention of the welded
part or preventing adherence of impurities, a porosity is
generated in the welded part.
[0007] Further, when cutting is performed using the
above prior art laser machining head, plate thickness
which can be cut by a laser is about 12 mm for a carbon
dioxide (CO2) gas laser, and about 4 to 6 mm for a YAG
(yttrium-aluminum garnet) laser, and cutting of steel
products of greater plate thicknesses has been difficult.
Therefore, it has been inferior to plasma cutting.
[0008] On the other hand, when welding is performed
using the prior art plasma machining head, the plasma
arc tends to fluctuate with insufficient stability, tolerance

of machining condition is narrow, and high precision
welding is thus impossible. Furthermore, plate thick-
ness which is possible for 1-pass welding has been only
about 3 to 4 mm.

[0009] A primary object of the present invention, made
for solving the above prior art problems, is to provide a
laser machining head in which focused laser light and
plasma arc are coaxially disposed to reinforce laser light
with plasma arc to form a versatile heat source, thereby
enabling high precision, stable, and efficient machining.

SUMMARY OF THE INVENTION

[0010] In the present invention, laser light and plasma
arc are driven complementarily to each other to give the
laser light general-purpose functions by reinforcing with
the plasma arc. For this purpose, in a tip part of a laser
machining head having an optical system for focusing a
laser beam outputted from a laser oscillator to a
machining position of a machined material, a plasma
machining head having an electrode nozzle connected
to a plasma power source and a plasma generator for
generating plasma gas by the electrode nozzle from a
working gas supplied from a working gas supply pas-
sage is provided nearly coaxially with the optical sys-
tem.
[0011] Further, in the present invention, to make it
possible for providing high precision, stable, and effi-
cient machining, the electrode nozzle and the plasma
generator are disposed along focusing shape of the
laser beam, thereby irradiating plasma arc towards the
same position as the focusing position of the laser
beam.
[0012] Still further, a cathode nozzle and an anode
nozzle as electrode nozzles are disposed along the
focusing shape of the laser beam, and the plasma gen-
erator is disposed between the electrode nozzles.
[0013] Yet further, electrode nozzles are disposed on
the periphery of the laser beam along the focusing
shape of the laser beam, and the plasma generator is
disposed on the periphery of the laser beam.
[0014] Yet further, a tip of the electrode nozzle and a
tip of the plasma generator are formed to face a space
at a tip of focusing position of the laser beam.

BRIEF DESCRIPTION OF THE DRAWINGS

[0015]

Fig. 1 is a schematic sectional diagram showing an
embodiment of the laser machining head according
to the present invention.
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DETAILED DESCRIPTION OF PREFERRED EMBOD-
IMENT

(Laser oscillator)

[0016] Laser oscillator of the present invention for
exciting an active substance to obtain a laser beam of
high energy density is preferably a YAG laser or a car-
bon dioxide laser using YAG or carbon dioxide as an
active substance. In addition, a ruby laser, an excimer
laser, and others can be used.

(Optical system)

[0017] Optical system is preferably one which is pro-
vided with an optical system comprising a combination
of a deflection mirror and a number of positive and neg-
ative focusing lenses, however, a concave mirror and a
convex mirror may be combined to focus laser light with-
out using a lens system.

(Plasma apparatus)

[0018] Plasma apparatus is preferably of a plasma jet
type which generates an arc (main arc) between an
electrode and a nozzle to be used as a heat source.
However, it is of course possible to use a plasma arc
type.

(Electrode nozzle)

[0019] Electrode nozzle is mounted coaxially with the
above-described optical system to generate an arc, and
a working gas fed in between is ionized by heat of the
arc to produce a plasma which is an electroconductive
gas as a mixture of ions and electrons. The electrode
nozzle is preferably a combination of a tungsten cath-
ode with a tungsten or copper anode. However, it is
needless to say that the electrode materials are not lim-
ited to the above and the anode and cathode can be
made of appropriate materials.

(Working gas)

[0020] Working gas is preferably an inert gas such as
argon or helium which becomes plasma ions as
described above. However, it is also possible to select
the working gas from such gases as hydrogen, nitrogen,
and air.
[0021] When the laser machining head of the present
invention is used, since laser light and plasma jet are
coaxially irradiated, the plasma jet is stabilized by gen-
eration of laser excited plasma by laser light. Then,
laser light is reinforced with the plasma jet to become an
extended heat source, as a result, porosity generated
when using only laser welding is eliminated, thereby
achieving high precision and strong machining such as
welding, cutting, gouging, and the like.

[0022] In the following, the present invention will be
exemplificatively described in detail with reference to
the drawing. However, dimensions, material, shape, and
relative positions of components described in this
embodiment are given by way of illustration only unless
otherwise specified, and thus are not intended to be lim-
itative of the present invention.

[0023] Fig. 1 shows the laser machining head as ref-
erence numeral 10 according to an embodiment of the
present invention, which is connected to a YAG laser
oscillator 1 as a laser oscillator through an optical fiber
2 and a fiber connector 3.
[0024] Further, the laser machining head 10 incorpo-
rates a focusing lens optical system comprising a total
reflection mirror 4 as an optical system and focusing
lenses 5a to 5g and opens to a tip part 6. Still further, a
protective glass 9 is mounted at an end of the opening.
Yet further, a mirror gas (argon gas) supply passage 7
for cooling the total reflection mirror 4 and a lens gas
supply passage 8 for cooling the focusing lenses 5a to
5g are provided on the laser machining head 10.
[0025] On the other hand, a plasma machining head
20 for plasma arc generation is mounted to the tip part
6 of the laser machining head 10, coaxially with the
laser machining head 10. Further, the plasma machin-
ing head 20 is connected to a cathode power cable 16
and an anode power cable 17 which are connected to a
plasma apparatus 15.
[0026] The cathode power cable 16 and the anode
power cable 17 are connected respectively to a tung-
sten cathode nozzle 24 and a tungsten anode nozzle 25
through insulators 21, 22, and 23 incorporated in the
plasma machining head 20. Tips of the tungsten cath-
ode nozzle 24 and the tungsten anode nozzle 25 are
opened towards a machined position 14 of a base mate-
rial 13 to be machined, and inside surfaces 26 and 27 of
the tungsten cathode nozzle 24 and the tungsten anode
nozzle 25 form a focusing part 12 of laser light 11,
opposing the machined position 14 of the base material
13.
[0027] Further, a working gas supply passage 19 for
supplying a plasma gas as a working gas opens
between the tungsten cathode nozzle 24 and the tung-
sten anode nozzle 25.
[0028] Next, operation of the laser machining head 10
according to the embodiment of the present invention
will be described with reference to a case in which the
base material 13 as the machined material is welded.
First, the laser light 11 generated and oscillated by the
YAG laser oscillator 1 is conducted to the laser machin-
ing head 10 through the optical fiber 2 and the fiber con-
nector 3. Then, the laser light 11 is refracted by the total
reflection mirror 4 and guided to a focusing lens optical
system 5. The respective lenses 5a to 5g of the focusing
lens optical system 5 focus the refracted laser light 11 at
the machined position 14 of the base material 13.
[0029] On the other hand, in the plasma machining
head 20, power is supplied to the tungsten cathode noz-
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zle 24 and the tungsten anode nozzle 25 from the
plasma apparatus 15 through the cathode power cable
16 and the anode power cable 17 to generate a plasma
arc 28 between both tungsten electrode nozzles 24 and
25. Then, plasma gas (specifically argon gas) 29 is fed
as a turning flow from the working gas supply passage
19 so as to surround the plasma arc.

[0030] Then, the plasma gas 29 is ionized by heat of
the plasma arc 28 to be a high temperature plasma as
an electroconductive gas which is a mixture of ions and
electrons, and a high temperature plasma jet 30 at
about (2 to 3) x 104K blows out from between the tung-
sten cathode nozzle 24 and the tungsten anode nozzle
25. At this moment, the focused laser light 11 and the
plasma jet 30 are focused and irradiated to the
machined position 14 of the base material 13 to rapidly
heat and melt the machined position 14 of the base
material 13, thus achieving high speed welding. With
the present embodiment, high speed welding of up to a
maximum of 2 m/min is possible.
[0031] With the present embodiment, even when high
speed welding is carried out, the focused laser light 11
and the plasma jet 30 are focused and irradiated to the
machined position of the base material 13 so that the
laser light 11 generates a laser induced plasma, the
laser induced plasma stably conducts the plasma jet 30,
thereby achieving stable welding without waving of the
plasma jet 30. As a result, allowance of the welding
groove targeting accuracy is greater than the case with
laser light alone. Further, with the laser machining
apparatus according to the present embodiment, plate
thickness weldable by 1-pass welding is 10 mm with the
YAG laser of the present embodiment with a substan-
tially deep melting, compared to 3 to 4 mm with prior art
plasma welding.
[0032] Still further, lens gas 8 and mirror gas 7 make
shielding of the machined position 14 as the welded
part of the base material 13 during welding, while cool-
ing the total reflection mirror 4 and the focusing lens
system 5. Since a protective glass 9 is located at the tip
side of the focusing lens system 5, dust due to fume or
spatter generated during welding adheres to the protec-
tive glass 9 but does not adhere to the lens 5, thereby
protecting the lens 5 from staining. When the protective
glass 9 is excessively stained, it is cleaned or replaced.
[0033] Yet further, when making laser cutting of a steel
product using the laser machining head 10 according to
the present embodiment, a plate thickness of up to 30 to
60 mm can be cut at a high speed at a cutting speed of
1000 mm/min which has been impossible with laser
light alone, and generation of dross (slug) is suppressed
by the plasma jet 30, thereby achieving high speed cut-
ting.
[0034] As described above, with the laser machining
head according to the present invention, since the laser
machining head is mounted coaxially with the optical
system provided on the laser machining head at the tip
of the laser machining head to irradiate laser light and

plasma jet towards the same machined part, advan-
tages of laser light and plasma arc can be utilized,
thereby providing the following effects.

a) Allowance of the welding groove targeting accu-
racy can be increased to the same level as ordinary
welding.
b) Possibility of high speed welding as one of
advantages of laser welding is remarkably
increased compared to laser welding alone.
c) Various types of thermal machining such as laser
cutting and laser welding can be performed by the
same head, and, according to the article to be
machined, with the machining head unchanged, it
can be selectively used according to the applica-
tions such as laser cutting, plasma cutting, and the
like.
d) Even when an inert gas is used in laser welding,
generation of undesirable porosity can be sup-
pressed.
e) Cutting of thick plate is possible which is impos-
sible with laser light alone.

Claims

1. A laser machining head having an optical system
for focusing a laser beam outputted from a laser
oscillator to a machining position of a machined
material;
characterized by a plasma machining head having
an electrode nozzle connected to a plasma power
source and a plasma generator for generating
plasma gas by said electrode nozzle from a working
gas supplied from a working gas supply passage,
said plasma machining head being provided nearly
coaxially with said optical system in said tip part of
said laser machining head.

2. The laser machining head as claimed in Claim 1,
wherein said electrode nozzle and said plasma
generator are disposed along focusing shape of a
laser beam, so that plasma arc is irradiated towards
the same position as focusing position of said laser
beam.

3. The laser machining head as claimed in Claim 2,
wherein a cathode nozzle and an anode nozzle as
electrode nozzles are disposed along focusing
shape of said laser beam, and said plasma genera-
tor is disposed between said electrode nozzles.

4. The laser machining head as claimed in Claim 2 or
Claim 3, wherein electrode nozzles are disposed on
the periphery of said laser beam along focusing
shape of said laser beam, and said plasma genera-
tor is disposed on the periphery of said laser beam.

5. The laser machining head as claimed in any one of
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Claims 2 to 4, wherein a tip of said electrode nozzle
and a tip of said plasma generator are formed to
face a space at a tip of focusing position of said
laser beam.

7 8

5

10

15

20

25

30

35

40

45

50

55



EP 0 976 488 A1

6



EP 0 976 488 A1

7



EP 0 976 488 A1

8


	bibliography
	description
	claims
	drawings
	search report

