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EP 2 098 488 B9
Description
BACKGROUND OF THE INVENTION
Field of the Invention

[0001] The present invention relates to a method of fabricating an optical fiber preform by hydrolyzing a glass raw
material gas in flame to generate glass particles, and depositing the particles on a rotating starting material.

Description of the Related Art

[0002] Up until now, various methods have been proposed for manufacturing optical fiber preforms. Among these
methods is an Outside Vapor Phase Deposition Method (OVD method). In this method, glass particles generated by a
burner flame are deposited and adhered on a rotating starting material while relatively reciprocating the burner or the
starting material to synthesize a porous preform. The preform is desiccated and sintered in an electric furnace. The
foregoing method has been widely used because the method can provide an optical fiber preform having a relatively
arbitrary refractive index distribution and can mass-produce preforms having a large diameter.

[0003] Fig. 1 shows an outline of one example of an apparatus for fabricating an optical fiber preform. In the drawing,
a starting material, on which glass particles (soot) are deposited, is constituted by welding a dummy rod 2 at both ends
of a core rod 1, and both ends are supported by an ingot chuck mechanism 4 so as to be rotatable about an axis thereof.
A freely movable burner 3 is arranged in the direction of the starting material. Vapor of an optical fiber source material
such as SiCl, and combustion gas (hydrogen gas and oxygen gas) are blown from the movable burner to the starting
material, and soot generated by the hydrolysis in an oxyhydrogen flame is deposited on the starting material to form a
porous optical fiber preform. Reference numeral 5 represents an exhaust hood.

[0004] The burner 3 is supported by a burner guide mechanism (not shown) so as to be reciprocal in a longitudinal
direction of the starting material and retractable from the starting material, and ejects a flame towards the starting material
rotating about the axis. By depositing glass particles generated by the hydrolysis of the source material gas in the flame,
a porous preform is fabricated. Next, by passing the porous preform through a heater portion of a heating furnace (not
shown), it is desiccated and vitrified to become an optical fiber preform.

[0005] Forsynthesizing glass particles and depositing soot (glass particles) on a starting material, a concentric multiple
tube burner has been conventionally used. However, the burner having such structure can not sufficiently mix a glass
raw material gas, a flammable or burnable gas and a combustion assisting gas to generate a sufficient amount of glass
particles. As a result, the manufacturing yield has not been improved and it has been difficult to achieve a high-speed
synthesis.

[0006] In order to solve the problem, Japanese Patent No. 1773359 has proposed a multi-nozzle type burner, in which
a plurality of small diameter combustion assisting gas-ejecting ports (hereinafter, referred to as small diameter ejecting
port) are arranged in a burnable gas-ejecting port so as to surround the central source material gas-ejecting port.
[0007] Further, Japanese Patent No. 3543537 has proposed a method of preventing the disturbance of a source
material gas flow, in which, when denoting the focal length of a plurality of small diameter ejecting ports by L1 and the
distance from the tip of the small diameter ejecting port to the glass particle deposition plane of a preform by L2, it is
proposed that L1 is larger than L2. Inversely, Japanese Patent Application Laying-Open No. 2003-226544 has disclosed
that the deposition efficiency can be improved by making L1 smaller than L2 to enhance the mixing efficiency of the gas.
[0008] However, in the OVD method, in which glass particles generated in a burner flame are deposited and adhered
onto a rotating starting material while causing the burner or the starting material to relatively reciprocate, the weight of
the preform increases and the diameter of a deposited body increases as the deposition progresses. Accordingly, as
the deposition proceeds, the gas amount is usually increased to adjust the density of the deposited body. The deposition
is continued until a starting material having an initial diameter of 50 mm attains a diameter of 300 mm.

[0009] During an early stage of deposition, since the deposition area is small, the deposition is performed at a small
linear velocity of gas with a small amount of gas supplied. Consequently, the flow of glass particles is easily disturbed
by gas ejected from the small diameter ejecting ports, and the disturbance decreases the deposition efficiency. In the
second half of deposition, since the deposited body has an increased diameter and the deposition area has increased,
the deposition is performed at a large linear velocity of gas with an increased amount of gas supplied. As a result,
although the disturbance of the flow of glass particles by gas ejected from the small diameter ejecting ports is small,
there is a problem that a large linear velocity of gas reduces the mixing ratio of gases and thus the deposition efficiency
is decreased.

[0010] JP-A-10101343 discloses a method for synthesizing fine glass particles and a focal burner therefor, wherein
groups of gaseous oxygen injection ports are concentrically arranged outside a glass material injection port in the center
and formed at one or plural specified focal distances, and an annular gaseous hydrogen injection port enclosing the
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plural gaseous oxygen injection ports are provided to the burner.
SUMMARY OF THE INVENTION

[0011] An object of the present invention is to solve the aforementioned problem and to provide a method capable of
effectively performing the generation and the deposition of glass particles. In particular, the invention relates to a method
of fabricating an optical fiber preform that can provide a stable and highly efficient deposition from the start to the end
of the deposition upon synthesizing a large size preform.

[0012] According to a first aspect of the present invention, there is provided a method of fabricating an optical fiber
preform, comprising:

using a burner having a concentric multiple-tube structure and having at least a glass raw material gas-ejecting port
arranged at the center of the burner, a flammable gas ejecting port arranged outside the glass raw material gas-
ejecting port, and a plurality of small diameter combustion assisting gas-ejecting ports arranged inside the flammable
gas-ejecting port in at least one line on concentric circles relative to the glass raw material gas-ejecting port, the
plurality of small diameter combustion assisting gas-ejecting ports arranged on the same line having the same focal
length in a concentric fashion in such a way that the respective axes of the plurality of small diameter combustion
assisting gas-ejecting ports focus at one point;

ejecting the glass raw material gas from the glass raw material gas-ejecting port;

ejecting a flammable gas from the flammable gas-ejecting port arranged outside the glass raw material gas-ejecting
port;

ejecting a combustion assisting gas from the plurality of small diameter combustion assisting gas-ejecting ports;
hydrolyzing a glass raw material gas ejected from the glass raw material gas-ejecting port to generate glass particles;
depositing the glass particles on a rotating starting material in the radial direction,

setting the ratio of L4 and L, to L1 > L, during the early stage of the deposition, where the focal length of the plurality
of small diameter combustion assisting gas-ejecting ports is defined by L, and the distance from the tip of the plurality
of small diameter combustion assisting gas-ejecting ports to a deposition plane of the glass particles on the starting
material is defined by L,; and

increasing L, during the course of the deposition so that L, is greater than L, (L <L,), wherein the ratio L; <L, is
achieved in the latter half of the deposition.

[0013] According to a second aspect of the present invention, there is provided a method of fabricating an optical fiber
preform wherein said burner is moved away from the deposition plane of the glass particles on the starting material so
that the distance L, is made greater as an amount of deposition is increased to increase the outer diameter of the preform
so as to achieve the relationship of L; < L,.

[0014] According to a third aspect of the present invention, there is provided a method of fabricating an optical fiber
preform, wherein said burner is moved away from the deposition plane of the glass particles on the starting material so
that a relationship L1 = L2 is achieved when the outer diameter of the preform increases to substantially three times the
diameter of the starting material.

[0015] The presentinvention provides extremely excellent effects in continuing deposition in a stable condition from
start to the end with high deposition efficiency without causing rapid change in the density.

[0016] Further features of the present invention will become apparent from the following description of exemplary
embodiments (with reference to the attached drawings).

BRIEF DESCRIPTION OF THE DRAWINGS

[0017] Fig. 1is a schematic view showing an outline of an apparatus for manufacturing a porous glass preform by the
Outside Vapor Phase Deposition Method (OVD method);

[0018] Fig. 2A is a schematic view showing the tip end of a burner for synthesizing glass particles, having the small
diameter ejecting ports for use in the present invention;

[0019] Fig. 2B is a cross-sectional view of the tip portion of the burner in Fig. 2A;

[0020] Fig. 3Ais a drawing illustrating the relation between the focal length L4 and the distance L, from the burner tip
to the deposition plane during the early stage of the deposition;

[0021] Fig. 3B is a drawing illustrating the relation between the focal length L, and the distance L, from the burner tip
to the deposition plane during the latter half of the deposition; and

[0022] Fig. 4 is a graph illustrating the relation between deposition weight and deposition rate.
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DESCRIPTION OF THE EMBODIMENTS

[0023] In order to achieve the above described object, the present inventor has found, as a result of the research, that
it is important to properly set the relation between the focal length of small diameter ejecting ports and the distance from
the tip of the ejecting ports to the deposition plane of glass particles during the early stage of the deposition and during
the latter half of the deposition, respectively, and thus has achieved the present invention.

[0024] That is, in a burner shown in Figs. 2A and 2B, as shown in Figs. 3A and 3B, the focal length of a gas flow
ejected from a plurality of small diameter ejecting nozzles 106 arranged in a concentric circle fashion in such a way that
the respective axes of the nozzles 106 focus at one point is denoted by L,. The distance from the tip of the ejecting
nozzles 106 to a glass particle deposition plane 107 is denoted by L,. By setting L4 > L, during the early stage of the
deposition, during which the flow of glass particles may easily be disturbed by the combustion assisting gas ejected
from the ejecting ports, it is possible to accelerate the mixing of the flammable gas with the combustion assisting gas in
the outer side of the central flow without disturbing the central flow of glass particles. Thus, the deposition efficiency is
increased.

[0025] In the presentinvention, the latter half of the deposition may be defined as a time period from the time that the
diameter of a deposited body has grown to substantially three times that of the starting material.

[0026] By contrast, during the latter half deposition where the amount of gas and the linear velocity of the gas flow
have been increased, the glass particle flow is hardly influenced by the combustion assisting gas flow ejected from the
small diameter ejecting nozzles 106 and is hardly disturbed, but, on the other hand, the gas mixing efficiency is degraded.
Therefore, by setting Ly < L,, the combustion assisting gas from the small diameter ejecting nozzles 106 intensively
collides against the source material flame before colliding the deposited body at the focal position, to actively accelerate
the mixing and reaction of the flammable gas, combustion assisting gas and glass particles. Thus, the deposition efficiency
can be enhanced.

[0027] The adjustment of the focal length L, of the small diameter ejecting nozzles 106 is difficult during the deposition.
Therefore, the adjustment of the relation between L, and L, can be practiced by adjusting the distance L, from the burner
tip to the deposition plane. Specifically, from the early stage to the latter half of the deposition, by allowing the burner
100 to move smoothly off the deposition plane to increase the distance L,, it is possible to make L4 <L, and to continue
the deposition in a stable state, without generating rapid density variation of the deposited preform.

[0028] Hereinafter, embodiments of the present invention will be described in more detail while referring to Examples
and Comparative Examples, but the present invention is not limited to these. (Example 1:)

[0029] Using an apparatus as shown in Fig. 1 and by an OVD method, glass particles were deposited on a starting
material. The starting material was formed by welding a dummy rod with an outer diameter of 50 mm to both ends of a
core rod 1. The core rod 1 also had an outer diameter of 50 mm and a length of 2000 mm. The particles were deposited
by the burner 100 having a concentric fivefold tube structure as shown in Figs. 2A and 2B, so as to fabricate an optical
fiber preform.

[0030] The burner 100 comprises a first tube 101 arranged at the center of the burner 100 to form a glass raw material
gas-ejecting port 101P; a second tube 102 arranged outside the first tube 101 to form a seal gas-ejecting port 102P for
ejecting a seal gas; and a third tube 103 arranged further outside the second tube 102 to form a flammable gas-ejecting
port 103P for ejecting a flammable gas. The burner 100 also includes eight small diameter combustion assisting gas-
ejecting port nozzles 106 contained in the flammable gas-ejecting port 103P between the second tube 102 and the third
tube 103. The nozzles 106 are arranged on a concentric circle relative to the central glass raw material gas-ejecting port
101P in a line at equi-distant intervals, so as to form a small diameter combustion assisting gas-ejecting ports 106P for
ejecting a combustion assisting gas and having a focal length L; = 150 mm. That is, the nozzles 106P are arranged in
a concentric fashion in such a way that the respective axes of the nozzles 106 focus at one point by bending the nozzles
106 as shown in Figs. 2A and 2B. The burner 100 further includes a fourth tube 104 arranged outside the third tube 103
to form a seal gas-ejecting port 104P for ejecting a seal gas and a fifth tube 105 arranged outside the fourth tube 104
to form a combustion assisting gas-ejecting port 105P for ejecting a combustion assisting gas.

[0031] From the start of deposition to the end of the deposition, the respective gases were fed within respective ranges
set forth below with feed rates of the gases gradually increased. That is, SiCl, was fed at 1.0 to 10 L/min as a glass raw
material gas and 5 to 20 L/min of a combustion assisting gas O, was also fed to the first tube 101 of the burner; 4 to 6
L/min of a seal gas N, was fed to the second tube 102; 70 to 170 L/min of a flammable gas H, was fed to the third tube
103; 4 to 6 L/min of a seal gas N, was fed to the fourth tube 104; 20 to 50 L/min of a combustion assisting gas O, was
fed to the fifth tube 105; and a further 5 to 20 L/min of O, as a combustion assisting gas was fed to a primary tube (not
shown), from which the small diameter ejecting port nozzles 106 provided in the third tube 103 were branched off. One
hundred (100) kg of glass particles were deposited on the starting material. The type and feed amount of the gas fed to
the respective tubes of the burner are collectively listed in Table 1, including those in Comparative Examples 1 and 2.
[0032] The deposition was started with the focal length of a plurality of small diameter ejecting ports 106P setto L, =
150 mm and the distance up to a deposition plane 107 set to L, = 125 mm. The burner was gradually moved away from
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the deposition plane as the deposited body is growing, so that L, was equal to L, at around the time that the diameter
of the deposited body was 150 mm, which was substantially three times the diameter of the starting material, and L,
was equal to 175 mm at the end of the deposition. Deposition rates with respect to representative values of deposition
weight obtained as deposition results in Example 1 are collectively listed in Table 2, including results in Comparative
Examples 1 and 2. Here, deposition efficiency of Example 1 and Comparative Examples 1 and 2 were 64.0 %, 60.9 %
and 56.9 %, respectively. Further, average deposition rates for every 5 kg of the deposition weight are shown in Fig. 4.
From Fig. 4, itis recognized that the deposition rate in Example 1 is, during the deposition, superior to thatin Comparative
Examples 1 and 2 to be described later.

[Table 1]
TYPEOF | FLOW AMOUNT
GAS (L/min)
FIRST TUBE 101 (glass raw material gas-ejecting port) SiCl, to 10
0, 5to 20
SECOND TUBE 102 (seal gas-ejecting port) SEAL 4t06
GAS (N,)
THIRD TUBE 103 (flammable gas-ejecting port) H, 70to 170
FOURTH TUBE 104 (seal gas-ejecting port) SEAL 4t06
GAS (N,)
FIFTH TUBE 105 (combustion assisting gas-ejecting port) 0O, 20 to 50
SMALL DIAMETER COMBUSTION ASSISTING GAS-EJECTING PORT 0, 5to 20
NOZZLES 106
[Table 2]
EXAMPLE 1 COMPARATIVE EXAMPLE 1 | COMPARATIVE EXAMPLE 2
Deposition Distance L2 Deposition Distance L2 Deposition Distance L2 Deposition
weight (kg) (mm) rate (g/hr) (mm) rate (g/hr) (mm) rate (g/hr)
0 125 850 125 870 175 550
10 130 1650 125 1670 175 1400
20 135 2230 125 2250 175 2110
30 141 2500 125 2510 175 2460
40 146 2680 125 2525 175 2660
50 151 2790 125 2535 175 2810
60 156 2850 125 2545 175 2850
70 161 2920 125 2580 175 2920
80 167 2950 125 2590 175 2930
90 172 2950 125 2598 175 2930
100 175 2950 125 2600 175 2930

(Comparative Example 1:)

[0033] One hundred (100) kg of glass particles were deposited on the starting material in the same way as in Example
1, except for performing the deposition with the focal length of the small diameter ejecting ports set to L4 = 150 mm and
maintaining the distance up to the deposition plane L, = 125 mm. From Fig. 4, the deposition rates were substantially
the same as those in Example 1 at the early stage of the deposition, but were inferior to those in Example 1 during the
latter half of the deposition.
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(Comparative Example 2)

[0034] One hundred (100) kg of glass particles were deposited on the starting material in the same way as in Example
1, except for performing the deposition with the focal length of the small diameter ejecting ports set to L, = 150 mm and
maintaining the distance up to the deposition plane L, = 175 mm.

[0035] From Fig. 4, the deposition rates were inferior to those in Example 1 during the early stage of the deposition,
but were substantially the same as those in Example 1 in the latter half of the deposition.

[0036] According to the present invention, the deposition efficiency of glass particles is remarkably improved so as to
improve the productivity of the porous glass preform.

Claims
1. A method of fabricating an optical fiber preform, comprising:

using a burner (100) having a concentric multiple-tube structure and having at least a glass raw material gas-
ejecting port (101P) arranged at the center of the burner (100), a flammable gas ejecting port (103P) arranged
outside the glass raw material gas-ejecting port (101P), and a plurality of small diameter combustion assisting
gas-ejecting ports (106P) arranged inside the flammable gas-ejecting port (103P) in atleast one line on concentric
circles relative to the glass raw material gas-ejecting port (101P), the plurality of small diameter combustion
assisting gas-ejecting ports (106P) arranged on the same line having the same focal length in a concentric
fashion in such a way that the respective axes of the plurality of small diameter combustion assisting gas-
ejecting ports (106P) focus at one point;

ejecting the glass raw material from the glass raw material gas-ejecting port (101P);

ejecting a flammable gas from the flammable gas-ejecting port (103P) arranged outside the glass raw material
gas-ejecting port (101P);

ejecting a combustion assisting gas from the plurality of small diameter combustion assisting gas-ejecting ports
(106P) ;

hydrolyzing a glass raw material gas ejected from the glass raw material gas-ejecting port (101P) to generate
glass particles;

depositing the glass particles on a rotating starting material in the radial direction,

setting the ratio of L4 and L, to L4 > L, during the early stage of the deposition where the focal length of the
plurality of small diameter combustion assisting gas-ejecting ports (106P) is defined by L4 and the distance
from the tip of the plurality of small diameter combustion assisting gas-ejecting ports (106P) to a deposition
plane (107) of the glass particles on the starting material is defined by L,; and

increasing L, during the course of the deposition so that L, is greater than L, (L < L,), wherein the ratio L <
L, is achieved in the latter half of the deposition.

2. The method according to claim 1, wherein said burner (100) is moved away from the deposition plane (107) of the
glass particles on the starting material so that the distance L, is made greater as an amount of deposition is increased
to increase the outer diameter of the preform so as to achieve the relationship of L < L,.

3. The method according to claim 2, wherein said burner (100) is moved away from the deposition plane (107) of the
glass particles on the starting material so that a relationship L,
= L, is achieved when the outer diameter of the preform increases to substantially three times the diameter of the
starting material.

Patentanspriiche
1. Verfahren zur Herstellung einer Lichtleitfaser-Vorform, umfassend:

Verwenden eines Brenners (100), der eine konzentrische Mehrfachrohr-Struktur aufweist und mindestens eine
Glasausgangsmaterialgas-AusstoR6ffnung (101 P), die am Zentrum des Brenners (100) angeordnet ist, eine
brennbares Gas-AusstoRoffnung (103P), die aulRerhalb der Giasausgangsmaterialgas-Ausstof3éffnung (101
P) angeordnet ist, und eine Mehrzahl von Verbrennungsunterstiitzungsgas-AusstoRéffnungen mit kleinem
Durchmesser (106P) aufweist, die innerhalb der brennbares Gas-AusstoR6ffnung (103P) in mindestens einer
Linie auf konzentrischen Kreisen bezogen auf die Glasausgangsmaterialgas-AusstoRéffnung (101P) angeord-
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net sind, wobei die Mehrzahl von Verbrennungsunterstiitzungsgas-Aussto3-6ffnungen mit kleinem Durchmes-
ser (106P), die auf der gleichen Linie angeordnet sind, die gleiche Brennweite in einer konzentrischen Weise
aufweisen, derart, dass die jeweiligen Achsen der Mehrzahl von Verbrennungsunterstiitzungsgas-AusstoR6ff-
nungen mit kleinem Durchmesser (106P) an einem Punkt fokussiert sind,

AusstoRRen des Glasausgangsmaterials aus der Glasausgangsmaterialgas-AusstoR6ffnung (101 P),
AusstoRen eines brennbaren Gases aus der brennbares Gas-Aussto36ffnung (103P), die auRerhalb der Glas-
ausgangsmaterialgas-Ausstof36ffnung (101 P) angeordnet ist,

AusstoRRen eines Verbrennungsunterstiitzungsgases aus der Mehrzahl von Verbrennungsunterstiitzungsgas-
AusstoR6ffnungen mit kleinem Durchmesser (106P),

Hydrolysieren eines Glasausgangsmaterialgases, das aus der Glasausgangsmaterialgas-AusstoR6ffnung (101
P) ausgestoRRen worden ist, zur Bildung von Glasteilchen,

Abscheiden der Glasteilchen auf einem rotierenden Ausgangsmaterial in der radialen Richtung,

Einstellen des Verhéltnisses von L und L, auf L, > L, wéhrend der frihen Stufe der Abscheidung, wobei die
Brennweite der Mehrzahl von Verbrennungsunterstiitzungsgas-Ausstof36ffnungen mit kleinem Durchmesser
(106P) durch L4 definiertist und der Abstand von der Spitze der Mehrzahl von Verbrennungsunterstiitzungsgas-
AusstoR6ffnungen mit kleinem Durchmesser (106P) zu einer Abscheidungsebene (107) der Glasteilchen auf
dem Ausgangsmaterial durch L, definiert ist, und

Erhéhen von L, wahrend des Verlaufs der Abscheidung, so dass L, grofer ist als Ly (Ly < L,), wobei die
Beziehung L < L, in der zweiten Halfte der Abscheidung erreicht wird.

2. Verfahren nach Anspruch 1, wobei der Brenner (100) von der Abscheidungsebene (107) der Glasteilchen auf dem
Ausgangsmaterial derart wegbewegt wird, dass der Abstand L, gréRer gemacht wird, wenn die Abscheidungsmenge
erhéht wird, so dass der AuRendurchmesser der Vorform derart erhoht wird, dass die Beziehung L, <L, erreicht wird.

3. Verfahren nach Anspruch 2, wobei der Brenner (100) von der Abscheidungsebene (107) der Glasteilchen auf dem
Ausgangsmaterial derart wegbewegt wird, dass die Beziehung L4 = L, erreicht wird, wenn der Auendurchmesser
der Vorform auf im Wesentlichen das Dreifache des Durchmessers des Ausgangsmaterials zunimmt.

Revendications
1. Procédé de fabrication de préforme de fibre optique, comprenant :

utiliser un brdleur (100) ayant une structure multi-tube concentrique et ayant au moins un port d’éjection en
phase gazeuse de matiére brute de verre (101 P) disposé au centre du braleur (100), un port d’éjection de gaz
inflammable (103P) disposé a I'extérieur du port d’éjection en phase gazeuse de matiere brute de verre (101
P), etune pluralité de ports d’éjection de gaz d’aide a la combustion de petit diametre (106P) disposés a l'intérieur
du portd’éjection de gazinflammable (103P) selon au moins une ligne sur des cercles concentriques relativement
au port d’éjection en phase gazeuse de matiére brute de verre (101 P), la pluralité de ports d’éjection de gaz
d’aide a la combustion de petit diamétre (106P) disposés sur la méme ligne ayant la méme longueur focale
dans une configuration concentrique de fagon a ce que les axes respectifs des ports d’éjection de gaz d’aide
a la combustion de petit diametre (106P) focalisent en un point ;

éjecter la matiere brute de verre du port d’éjection en phase gazeuse de matiere brute de verre (101 P) ;
éjecter un gaz inflammable du port d’éjection de gaz inflammable (103P) disposé a I'extérieur du port d’éjection
en phase gazeuse de matiére brute de verre (101 P) ;

éjecter un gaz d’aide a la combustion de la pluralité des ports d’éjection de gaz d’aide a la combustion de petit
diameétre (106P) ;

hydrolyser un gaz de matiére brute de verre éjecté par le port d’éjection en phase gazeuse de matiére brute
de verre (101 P) pour générer des particules de verre ;

déposer les particules de verre sur un matériau de départ en rotation dans une direction radiale,

fixer le rapport de L4 et L, a L4 > L, durant le stade précoce du dépét ou la longueur focale de la pluralité de
ports d’éjection de gaz d’aide a la combustion de petit diameétre (106P) est définie par L, et la distance de
I'extrémité de la pluralité de ports d’éjection de gaz d’aide a la combustion de petit diamétre (106P) a un plan
de dépdt (107) des particules de verre sur le matériau de départ est définie par L, ; et

augmenter L, durant le cours du dépdét pour que L, soit supérieure a L4 (L4 < L), dans lequel le rapport L <
L, est atteint dans la derniére moitié du dépdt.

2. Procédé selon la revendication 1, dans lequel ledit brileur (100) est retiré du plan de dép6t (107) des particules de
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verre sur le matériau de départ pour que la distance L, augmente lorsqu’'une quantité de dépét augmente pour
augmenter le diamétre externe de la préforme pour atteindre la relation de L < L.

Procédé selon la revendication 2, dans lequel ledit braleur (100) est retiré du plan de dép6t (107) des particules de
verre sur le matériau de départ pour que la relation L, = L, soit atteinte lorsque le diamétre externe de la préforme
augmente jusqu’a substantiellement trois fois le diametre du matériau de départ.
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