Int J Adv Manuf Technol (2010) 50:643-650
DOI 10.1007/s00170-010-2527-4

ORIGINAL ARTICLE

Experimental analysis on Nd:YAG laser micro-turning

of alumina ceramic

G. Kibria + B. Doloi - B. Bhattacharyya

Received: 1 September 2009 /Accepted: 7 January 2010 /Published online: 2 February 2010

© Springer-Verlag London Limited 2010

Abstract Laser micro-turning is a micro-machining strat-
egy to machine cylindrical workpiece of hard-to-process
materials such as ceramics. Laser micro-turning method is
in high demand in the present high-precision manufacturing
industries because of its wide and potential uses in various
engineering fields such as automobile, electronics, aero-
space, and biomedical applications, etc. In the present
research, the experimental analysis of Nd:YAG laser micro-
turning of cylindrical-shaped ceramic material has been
made to explore the desired laser output responses, i.e.,
depth of cut and surface roughness by varying laser micro-
turning process parameters such as lamp current, pulse
frequency, and laser beam scanning speed. Single laser
beam has been utilized for successful micro-turning
operation. Experimental results revealed that the laser
machining process parameters have great influences for
achieving desired laser micro-turned depth and surface
roughness characteristics during laser micro-turning of
alumina ceramics. SEM and optical photographs have also
been analyzed for better understanding of the laser micro-
turning process for different parametric settings.

Keywords Laser micro-turning - Surface roughness -
Depth of cut, alumina (Al,03)
1 Introduction

Laser machining processes transport photon energy into the
target material in the form of thermal energy or photochem-
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ical energy; they remove material by melting and blow away,
or by direct vaporization/ablation. On the other hand,
traditional machining processes rely on mechanical stresses
induced by tools to break the bonds of materials. Also, the
superior hardness characteristics of most advanced materials
like ceramics made them ineffective in machining which
further reduces the economical aspect during conventional
mechanical-type micro-machining processes. To get desired
surface characteristics and also economic productivity,
several nontraditional micro-machining processes such as
laser beam machining [1], electrical discharge machining [2],
abrasive flow machining [3], ultrasonic machining [4] as
well as hybrid micro-manufacturing processes such as
electrochemical discharge machining [5], ultrasonic assisted
EDM [6], etc. have been developed. Laser beam machining
is one of the most effective micro-machining methods
applied for efficient micro-removal of material from
difficult-to-process advanced ceramics [1, 7-9]. Laser beam
machining has a great potential to manufacture intricate-
shaped micro-products with its unique process features such
as high flexibility and productivity, elimination of finishing
operation, improved product quality, greater material utiliza-
tion, and processing of material irrespective of electrical
conductivity, etc. [10, 11]. In laser beam machining method,
several material processing techniques such as laser micro-
drilling, cutting, micro-grooving, micro-turning, marking, or
scribing, etc. can be done [12]. These processes have huge
potential uses in respective field of applications in modern
manufacturing industries. Laser micro-turning operation
deals with the layer-by-layer material removal from rotating
cylindrical surface of material by high-density laser beam
through some desired length along the cylindrical axis by
controlling the rotational speed and as well as the axial
movement speed of workpiece material simultaneously.
Laser micro-turning is mostly applied to generate desired
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micro-grooves or slots for a specific depth and length on
cylindrical surface and also micro-finished surface required
for assembly purpose of different micro-components. How-
ever, to produce laser micro-turning operation on advanced
ceramic material, one must find a set of process parameters,
which provide the desired output results under particular
processing constraints [13]. The different process parameters
which can be varied during laser micro-turning process are
laser pulse energy, i.e., laser lamp current, pulse frequency,
pulse duration, feed rate, and assist-gas pressure [14, 15].
Experimentations on pulsed Nd:YAG laser in computational
prediction for single dimensional laser beam machining of
advanced ceramics such as alumina (Al,O3), silicon nitride
(SizNy), silicon carbide (SiC), and magnesia (MgO) have
been done [16-20]. Research work includes fabrication of
cavities of advanced ceramics with high aspect ratio to
predict the cavity depth based on thermal modeling. The
authors also successfully predicted absorptivity transitions
during the low-aspect ratio 1.06-um wavelength laser cutting
of structural ceramics such as Al,O3, SizNy, SiC, and MgO
by an integrated approach based on experiments and a
computational thermal model [21, 22]. Study on the effect of
multiple laser passes on cavities was done for structural
ceramics incorporating thermal model based on temperature-
dependent absorptivity and thermophysical properties along
with defocusing of laser beam, multiple track-induced
preheating effect, and heat transfer [23]. However, research
in the direction of laser micro-turning of alumina ceramic has
not been done across the globe. Although, an investigation is
found to turn a square SizN4 ceramic rod into a cylinder
using an acoustic-optical Q-switched yttrium aluminum
garnet (YAG) pulsed laser system, and the results showed
that a roundness error of 13 pm was obtained [24].
Three-dimensional laser beam machining using two
intersecting laser beams was introduced in 1988 [25]. In
this process, each laser produces the corresponding blind
cutting kerfs which converges and results in the solid stock
removal. However, two intersecting laser beam cannot turn-
out micro-thin layer from large length of cylindrical
workpiece materials. An attempt has been made to utilize
single-laser beam for effective micro-turning operation of
ceramic work sample. In laser micro-turning using single-
laser beam, the primary concept of material removal is
vaporization. In this process, a continuous feed motion is
given to the workpiece perpendicular to the laser scanning
direction. This causes the removal of planar surface layer
with orthogonal or cylindrical boundaries. To remove the
additional micro-layers of material, intermittent feed motion
perpendicular to the previously machined surface is given.
Owing to the requirement of removal of very thin layer
using single-laser beam and also to achieve desired output
characteristics such as depth of cut and surface quality and
accuracy, in the present investigation, micro-turning of
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cylindrical-shaped alumina ceramic material (Al,O3) by
pulsed Nd:YAG laser have been performed varying
different laser micro-turning process parameters such as
lamp current, pulse frequency, and laser beam scanning
speed. Optical photographs of the micro-turned surface at
different machining parametric settings have also been
analyzed for better understanding of the machined surface
topography.

2 Nd:YAG laser experimental setup details

CNC pulsed Nd:YAG laser system that includes various
subsystems such as beam delivery unit, power supply unit,
radio frequency (RF) Q-switched driver unit, cooling unit,
CNC controller (ACCUPOS S—14 CNC Controller driven
by Multisawing software) for X—Y—Z-axis movement etc.
was used during this experimental investigation. The
schematic representation of CNC Nd:YAG laser system
with laser turning set-up is shown in Fig. 1. A krypton (Kr)
arc lamp was used to act as the pumping source of YAG
crystal host. The energy of the laser beam was controlled by
the current supply to the lamp. The laser machining set-up
is having the capability of delivering maximum of 50 W of
average power with pulse repetition rate of 20 kHz. The Q-
switch driver unit converts the beam from continuous wave
to pulsed mode. The laser beam diameter achieved at the
focal position is 100 um. A workpiece holding fixture was
indigenously developed and used to fix the cylindrical
workpiece on the CNC X-Y table. To obtain different
rotational speeds of the cylindrical workpiece, a micro-
processor-based stepper motor drive system was developed
to control accurately the rotation of cylindrical job during
laser micro-turning operation. The workpiece holding
device attached with steeper motor rotates simultaneously.
For laser-turning operation on cylindrical shaped job, the
rotation of job holding device must be free from eccentric
movement as eccentricity will result in nonuniform focus-
ing of workpiece surface to be turned. The feed is given
along the axis to the rotational work piece with the help of
CNC X-Y table control unit for laser-turning operation. The
desired depth of cut was set by the laser system software
MULTISAW, which focused the laser beam after each pass
by controlling the movement of lens with CNC Z-axis
motion control unit. A CCD camera together with a CCTV
monitor was used to check correct focusing condition of
laser beam to the material surface for effective utilization of
the energy of pulsed Nd:YAG laser beam and also for
viewing the exact location of laser turning operation. To
avoid thermal damage of laser cavity, lamp, Nd:YAG rod,
and Q-switch, cooling system was used to circulate
deionized water into them for removing the heat generated
due to production of high-energy laser beam. Compressed
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Fig. 1 Schematic representation
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system
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assist air was delivered at the machining zone during laser
micro-turning operation for easy removal of molten
material from workpiece surface.

3 Experimental planning

Experimental set-up which has been used in this research
investigation is SLT-SP-2000 Laser Machine manufactured
by M/s Sahajanand Laser Technology, India. The work-
piece used during laser micro-turning was cylindrical-
shaped aluminum oxide material of size 10 mm in diameter
and 40 mm in length. The major properties of aluminum
oxide job samples are similar to the authors earlier
published paper [26]. During experimentation, the laser
processing parameters which have been kept constant are
laser pulse width at 38% of duty cycle, Z-axis feed rate at
0.001 mm/s, Y-axis feed rate at 0.007 mm/s, and assist-
compressed air pressure at 2 kgf/cm?. These constant values
were chosen after conducting extensive trial experimenta-
tions with randomization during laser micro-turning oper-
ation. The higher value of air pressure was chosen to make
sure that most of the melted portion of work material can be
completely removed from its surface and minimize the
surface irregularities due to recast material. The rotating
speed of the workpiece was chosen as 4, 7, 11, and 18 rpm,
and corresponding values of laser scanning speed (v) were
calculated using Eq. 1, where D is diameter of workpiece in
millimeter and N is rotational speed of workpiece in
revolutions per minute.

T XDXN

Laser scanning speed, v = <0 (1)

The actual ranges of different laser processing paramet-
ric settings have been selected after performing some pilot
experiments. Various laser turning process parameters with
respective parametric levels considered during experimen-
tation are listed in Table 1. The schematic drawing of the
targeted shape of the alumina material to be generated by
laser turning is shown in Fig. 2. The depth of cut of the
laser micro-turned surface was measured at 10x magnifi-
cation with the help of optical measuring microscope
(Olympus STM6, minimum measurable dimension=
0.5 um). The surface roughness (Ra) was measured by
SURFCOM 120A-TSK roughness measuring instrument.
During roughness measurement, the cutoff length (Ac) was
chosen so that variations due to wavinesss or form errors
are excluded, and surface finish related to the closely
spaced irregularities can be measured correctly. The surface
roughness of the micro-turned surface was measured along
the length parallel to the axis of the cylindrical job. The
cutoff length was set as 0.8 mm, and total length of
measurement (L) was 2.7 mm (L=Acx3).

4 Parametric analysis of Nd:YAG laser micro-turning

The influence of important process parameters such as lamp
current, pulse frequency, and laser scanning speed on the
workpiece for Nd:YAG laser micro-turning characteristics
such as laser-turned depth and machined surface finish have
been analyzed based on experimental results obtained
through various measurements. Experiments for each
parameter settings were repeated three times, and the results
of average of values were plotted in the corresponding
graphs. The plotted graphs also show errors in measure-
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Table 1 Experimental conditions during micro-turning using Nd:
YAG laser

Condition Description

Machine details

Nd:YAG laser

1,064 nm

Q-switched (pulsed)
Acousto optic

Fundamental mode (TEM,)

Rear mirror 100% and front
mirror 80%

Laser type
Wavelength

Mode of operation
Type of Q-switch
Mode of laser beam

Mirror reflectivity

Parameter details

22,23, 24,25
200, 400, 600, 800
2.2, 3.85, 6.06, 9.9

Lamp current, A
Pulse frequency, Hz

Laser scanning speed, mm/s

Pulse width,% of duty cycle 38
Air pressure, kgf cm > 2

7 feed rate, mm s ' 0.001
Y feed rate, mm s ' 0.007

ments in depth of cut (3% error) and in surface roughness
(5% error) during experimentation. Moreover, optical and
SEM views of Nd:YAG laser micro-turned surface of Al,O3
ceramic workpiece have been observed for laser turning at
various laser process parametric settings.

4.1 Effect of laser micro-turning process parameters
on depth of cut

When the laser beam interacts with alumina ceramic

particles, the material undergoes mainly two governing
phenomena, namely melting and evaporation. As amount of

Z feed direction

Laser beam

Laser turned surface
non turned surface

Y feed direction

Workpiece rotational direction

Fig. 2 Schematic diagram of targeted shape of laser-turned surface on
alumina
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material melting and evaporation depends mainly on energy
of laser beam, different process parametric settings result in
variation in laser micro-turned depth on ceramic job
surface. Figure 3 shows the effect of variation in laser
scanning speed on laser micro-turned depth for laser pulse
frequency of 400 Hz and 800 Hz keeping other process
parameters, i.e., pulse width as 38% of duty cycle, lamp
current as 23 A, and air pressure as 2 kgflem®. It is
observed that there is a great influence of laser scanning
speed on micro-turned depth. The depth of cut is seen to be
decreased sharply with the increase of scanning speed for
both values of pulse frequencies. At lower scanning speed,
the absorbed energy of the laser beam is higher due to
longer interaction time between laser beam and alumina
particles, which cause more material to melt and evaporate
from the focused surface. However, at higher scanning
speed, the incident energy per unit scanned area is reduced,
which further reduces the turned depth. Moreover, higher
pulse frequency, i.e., 800 Hz results in more depth of cut
compared to lower pulse frequency, i.e., 400 Hz at any
fixed laser scanning speed in the considered range. Higher
pulse frequency results in high percentage of overlap of the
laser beam on the work surface, which further increases the
depth of cut of laser-turned surface of alumina ceramic.

In Fig. 4, the variation of laser micro-turned depth of cut
is shown with the variation of lamp current for laser pulse
frequency settings of 400 and 800 Hz at constant
parameters of pulse width as 38% of duty cycle, laser
scanning speed as 6.06 mm/s, and air pressure as 2 kgf/cm?.
It is revealed from this figure that the depth of cut of laser
micro-turned surface increases with the increase of lamp
current within the considered range of values. At lower
lamp current setting, the laser beam delivers lower amount
of energy, which generates insufficient surface temperature
to melt and evaporate the surface of workpiece material and
results in lower penetration of laser beam into the material.

300 -
Pulse width = 38% of duty cycle
Lamp current = 23 A

250
Air pressure = 2 kgf-cm 2

—@—Pulse frequency=400 Hz
—a— Pulse frequency=800 Hz

Depth of Cut, pm
- — N
o o o
o o o

[$)}
o
I

Scanning Speed, mm/s

Fig. 3 Variation of depth of cut with laser scanning speed
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Fig. 4 Variation of depth of cut with lamp current

However, higher lamp current results in more energy of the
laser beam interacting with alumina which generates
sufficient temperature to vaporize the material directly
without melting from workpiece. This removal of vaporized
material results in higher turned depth. It is also observed
from the same graph that laser pulse frequency has less
effect on laser-turned depth. However, it is seen that higher
pulse frequency results in slightly more turned depth
compared to lower value of pulse frequency.

Figure 5 shows the variation of laser micro-turned
depth of cut with pulse frequency of laser beam for two
different lamp current settings, i.e., 23 and 25 A while
keeping other process parameters as pulse width of 38% of
duty cycle, laser beam scanning speed of 6.06 mm/s, and
assist air pressure of 2 kgf/cm?. It is observed from this
graph that the variation of laser pulse frequency on laser-
turned depth is very low. However, it is seen that higher
lamp current, i.e., 25 A produces higher depth of laser
micro-turned surface compared to lamp current setting
of 23 A.

—@— Lamp current=23 Amp

150 1 Pulse width = 38% of duty cycle
Scanning speed = 6.06 mm/s —&—Lamp current=25 Amp
Air pressure = 2 kgf-cm™
120 A
£
=
= 90
=]
o
5 i——’i—/{—‘i
£
£ 601
Q
=1
30 -
0 T T T ]
100 300 500 700 900

Pulse Frequency, Hz

Fig. 5 Variation of depth of cut with laser pulse frequency

4.2 Effect of laser micro-turning process parameters
on surface roughness

One of the important responses of the laser beam turning
process is roughness of the micro-turned surface of
cylindrical workpiece. This section describes the effect of
most significant laser micro-turned process parameters such
as lamp current, laser pulse frequency, and beam scanning
speed over the workpiece on surface roughness character-
istic during laser turning of alumina ceramic. In Fig. 6, the
variation of surface roughness of laser-turned surface is
shown with respect to variation of laser beam scanning
speed on cylindrical workpiece surface for two different
values of pulse frequency settings, i.e., 400 and 800 Hz.
This figure shows that the roughness of the laser micro-
turned surface increases with the increase of scanning speed
of cylindrical work material. However, for a fixed beam
scanning speed of workpiece, higher pulse frequency value,
i.e., 800 Hz results in lower value of surface roughness
compared to lower frequency, i.e., 400 Hz. As the beam
scanning speed over the workpiece increases, the percent-
age of overlapping of the consecutive laser beam spots
decreases. This phenomenon makes the laser-turned surface
more irregular and high value of surface roughness.
Moreover, as laser pulse frequency increases, the over-
lapping percentage increases, and as a result the roughness
of the turned surface decreases. The relationship of
percentage of laser spot overlap (O,) with pulse frequency
(P and scanning speed (v) of the workpiece surface is
expressed in Eq. 2 where D is laser beam spot diameter at
focused position [27].

D*V/Pf

Overlapping percentage (0,) = x 100%  (2)

In Fig. 7, various percentages of spot overlapping can be

viewed with varying consecutive spots distances (d).

——Pulse frequency=400 Hz
—a— Pulse frequency=800 Hz

14 7 Pulse width = 38% of duty cycle
Lamp current = 23 A
Air pressure = 2 kgf-cm™

- e e
- N w
L L

Surface Roughness, Ra (pm)
o

[}

0 2 4 6 8 10 12
Scanning Speed, mm/s

Fig. 6 Variation of surface roughness with laser scanning speed
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Fig. 7 Various percentage of overlap of laser spots at different laser
scanning speed

The variation of micro-turned surface roughness with
laser lamp current is shown in Fig. 8 for pulse frequency
values of 400 and 800 Hz. This figure shows that the
surface roughness sharply decreases with the increase of
lamp current for both frequencies. At lower lamp current,
the energy of the laser beam is less, and during micro-
turning, all the portion of the material cannot be melted and
removed from the machining zone. Some portion of melted
material also remains on the top surface of cylindrical work
material, which is called recast layer. This phenomenon
increases the roughness of the turned surface. However, at
higher lamp current settings, the energy of laser beam is

14 - Pulse width = 38% of duty cycle
Scanning speed = 6.06 mm/s
13 1 Air pressure = 2 kgf cm™

12 | —— Pulse frequency=400 Hz
—a— Pulse frequency=800 Hz

Surface Roughness, Ra (pm)
)

21 22 23 24 25 26
Lamp Current, amp

Fig. 8 Variation of surface roughness with lamp current
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high. This huge amount of energy instantaneously melt and
vaporize all the material from the spotted zone as well as
surrounding portion of laser scanning area. This phenom-
enon reduces the variation of peak and valley distance of
the laser-turned surface and inturn reduces the surface
roughness. In the same figure, it is also seen that higher
pulse frequency of 800 Hz results in lower surface
roughness, i.e., high-quality surface compared to 400 Hz
pulse frequency setting.

In Fig. 9, the variation of laser-turned surface roughness
with changing in pulse frequency values are plotted for two
different settings of lamp current, i.e., 23 and 25 A. It is
observed that for both the values of lamp current, the
measured surface roughness decreases with the increase of
pulse frequency. This decrement of surface roughness with
the increase of pulse frequency is already discussed in
Fig. 6. However, it is observed that for a fixed value of
pulse frequency setting and higher value of lamp current
setting, i.e., 25 A, better quality surface is obtained
compared to that at lamp current setting of 23 A.

5 Analysis of laser-turned surface using micrographs

This section describes the Nd:YAG laser micro-turned
surface characteristics of Al,O3 ceramic through some
optical and SEM micrographs for different laser process
parametric settings. In Fig. 10, the exhibited photograph
shows the maximum depth of 0.223 mm and surface profile
obtained through laser micro-turning on alumina at para-
metric setting of 23 A of lamp current, 800 Hz of pulse
frequency and workpiece scanning speed of 2.2 mm/s.
Figure 11 shows optical views as well as corresponding
SEM micrographs of laser micro-turned surface topography
obtained at different parametric settings, i.e., lamp current/
pulse frequency/laser scanning speed of (a) 23 A/400

14 4 —m—Lamp current=23 Amp Pulse width = 38% of duty cycle
—a&—Lamp current=25 Amp Scanning speed = 6.06 mm/s
13 - Air pressure = 2 kgf-cm™

Surface Roughness, Ra (um)
>

6 . . . . . . . )

100 200 300 400 500 600 700 800 900
Pulse Frequency, Hz

Fig. 9 Variation of surface roughness with laser pulse frequency
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. Depth = 0.223 mm
A 40 Laser turned
i surface

Fig. 10 Optical microscopic view of maximum laser micro-turned
depth

Hz/9.9 mm/s, (b) 23 A/800 Hz/6.06 mm/s, and (c) 23
A/400 Hz/6.06 mm/s. The surface roughness values
obtained in these experimental settings are 10.47, 8.63,
and 9.57 um. From these SEM micrographs, a comparison
can be drawn for the surface topography of the laser-turned
surface. Comparing the process parameters settings and
surface roughness values of Fig. 1la and c, it can be
concluded that by decreasing the laser scanning speed,
better micro-turned surface can be achieved. Moreover,
from Fig. 11b and c, it is seen that higher pulse frequency
setting, i.e., 800 Hz has resulted better surface quality
compared to pulse frequency of 400 Hz. Furthermore,
recast layers are formed due to interaction of laser beam
with alumina ceramic material and viewed in some regions
of the workpiece surface in the SEM micrographs. It is
known that the physical and mechanical properties of the

recast portion are different from the parent alumina
material. So, it is very important that material removal
mechanism during Nd:YAG laser micro-turning should be
based on evaporation phenomena rather than melting to
avoid recast layer formation. To avail this, the laser turning
process parameters like lamp current, pulse frequency, and
scanning speed, etc. should be properly controlled.

6 Conclusions

Experimentation in laser micro-turning operation using
single-laser beam is done by a pulsed Nd:YAG laser of
cylindrical alumina ceramic. It can be concluded that using
single-laser beam, desired turned depth with quality surface
can be generated through proper controlling of the micro-
turning process parameters such as lamp current, pulse
frequency, and laser scanning speed and also varying the
overlapping percentage of consecutive laser spots during
laser micro-turning. From experimental analysis on Nd:
YAG laser micro-turning, the following conclusions can be
drawn:

(a) Laser lamp current and laser scanning speed have very
predominant effect on varying depth of cut of laser
micro-turned ceramic. However, it is observed that
laser pulse frequency has moderate effect on laser-
turned depth. The maximum depth of cut achieved in
this experimentation is 0.223 mm micro-turned at
parametric setting of 23 A/800 Hz/2.2 mm/s.

(b) Surface roughness value increases with the increase of
laser scanning speed, whereas the increase of lamp
current and pulse frequency result in lower surface
roughness, i.e., higher quality surface. The better

Fig. 11 SEM views of

laser-turned surface processed
at various process parametric (a)
settings

Lamp current 23 amp
Pulse frequency 400 Hz
Scanning speed 9.9 mm/s

Lamp current 23 amp
(b) | Pulse frequency 800 Hz (c)
Scanning speed 6.06 mm/s

Lamp current 23 amp
Pulse frequency 400 Hz
Scanning speed 6.06 mm/s

Ra =9.57 um
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surface quality, i.e., minimum surface roughness
value obtained at micro-turned parametric setting of
25 A/800 Hz/6.06 mm/s.
(c) Based on the micrographs of the laser-turned surface
utilizing single-laser beam, it can be concluded that
lower scanning speed and higher pulse frequency will
generate better surface topography.
The percentage of overlapping of laser beam spots has
predominant effect on surface topography and rough-
ness values as spot overlapping has direct effect on
irregularities of micro-turned surface.

(d)

The present research will be useful for getting into
further research in the area of laser micro-turning and also
will open up challenging possibilities for exploring effec-
tive applications of laser technology for single-laser beam
micro-turning of advanced ceramics for fulfilling the
demand of micro-components in the field of high-
precision micro-engineering applications. The experimental
result obtained during laser micro-turning of alumina
ceramic may also be utilized for its application in the area
of grinding wheel dressing.

Acknowledgement The authors acknowledge the financial support
from CSIR, New Delhi under the scheme of Extra Mural Research
Project (No: 22(0450)/07/EMR-II) and assistance provided by CAS
Ph-IIT program of Production Engineering Department of Jadavpur
University under University Grants Commission, New Delhi.

References

1. Meijer J (2004) Laser beam machining (LBM), state of the art and
new opportunities. J Mater Process Technol 149(1-3):2-17

2. Ho KH, Newman ST (2003) State of the art electrical discharge
machining (EDM). Int J Mach Tool Manuf 43(13):1287-1300

3. Jain VK, Adsul SG (2000) Experimental investigations into
abrasive flow machining (AFM). Int J Mach Tool Manuf 40
(7):1003-1021

4. Thoe TB, Aspinwall DK, Wise MLH (1998) Review on ultrasonic
machining. Int J] Mach Tool Manuf 38(4):239-255

5. Wiithrich R, Fascio V (2005) Machining of non-conducting
materials using electrochemical discharge phenomenon—an over-
view. Int J Mach Tool Manuf 45(9):1095-1108

6. Zhang QH, Du R, Zhang JH, Zhang QB (2006) An investigation
of ultrasonic-assisted electrical discharge machining in gas. Int J
Mach Tool Manuf 46(12—13):1582—1588

7. Dubey AK, Yadava V (2008) Laser beam machining—a review.
Int J Mach Tool Manuf 48(6):609—628

@ Springer

10.

11.

12.

13.

14.

15.

16.

17.

18.

19.

20.

21

22.

23.

24.

25.

26.

217.

. Dubey AK, Yadava V (2008) Experimental study of Nd:YAG

laser beam machining—an overview. J Mater Process Technol 195
(1-3):15-26

. Samant AN, Dahotre NB (2009) Laser machining of structural

ceramics—a review. J European Ceramic Society 29:969-993
Chryssolouris G (1991) Laser machining: theory and practice.
Springer, Berlin

Choi WC, Chryssolouris G (1995) Analysis of the laser grooving
and cutting processes. J Phys D: Appl Phys 28:863—-878

Dubey AK, Yadava V (2008) Experimental study of Nd:YAG laser
beam machining—an overview. ] Mater Process Technol 195:15-26
Engin D, Kirby KW (1996) Development of analytical model for
the laser machining of ceramic and glass—ceramic materials. J
Appl Phys 80(2):681-690

Dhupal D, Doloi B, Bhattacharyya B (2008) Parametric analysis
and optimisation of Nd:YAG laser micro-grooving of aluminium
titanate (Al,TiOs) ceramics. Int J Adv Manuf Technol 36:883-893
Lallemanda G (2000) Grooving by Nd:YAG laser treatment. J
Mater Process Technol 99:32-37

Samant AN, Dahotre NB (2008) Computational predictions in
single-dimensional laser machining of alumina. Int J Mach Tool
Manuf 48:1345-1353

Samant AN, Dahotre NB (2008) Ab initio physical analysis of
single dimensional laser machining of silicon nitride. Adv Eng
Mater 10(10):978-981

Samant AN, Dahotre NB (2009) An integrated computational
approach to single-dimensional laser machining of magnesia. Opt
Lasers Eng 47:570-577

Samant AN, Dahotre NB (2009) Differences in physical phenom-
ena governing laser machining of structural ceramics. Ceram Int
35:2093-2097

Samant AN, Daniel C, Chand RH, Blue CA, Dahotre NB (2009)
Computational approach to photonic drilling of silicon Carbide.
Int J Adv Manuf Technol 45:704-713

. Samant AN, Dahotre NB (2009) Absorptivity Transition in the

1.06 um wavelength laser machining of structural ceramics. Int J
Appl Ceram Technol doi:10.1111/5.1744-7402.2009.02416.x
Samant AN, Du B, Dahotre NB (2009) In-situ surface absorptivity
prediction during 1.06 pm wavelength laser low aspect ratio
machining of structural ceramics. Phys Status Solidi 206(7):1433—
1439

Samant AN, Dahotre NB (2009) Physical effects of multipass
two-dimensional laser machining of structural ceramics. Adv Eng
Mater 11(7):579-585

Liu JS, Li LJ, Jin XZ (1999) Accuracy control of three-
dimensional Nd:YAG laser shaping by ablation. Optics & Laser
Technology 31:419-423

Chrysolouris G, Bredt J, Kordas S, Wilson E (1988) Theoretical
aspects of a laser machine tool. J Eng Ind 110:65-70

Dhupal D, Doloi B, Bhattacharyya B (2008) Pulsed Nd:YAG laser
turning of micro-groove on aluminum oxide ceramic (Al,O3). Int
J Mach Tool Manuf 48:236-248

Thawari G, Sundar JKS, Sundararajan G, Joshi SV (2005)
Influences of process parameters during pulsed Nd:YAG laser
cutting of nickel-base superalloys. J Mater Process Technol 170:
229-239


http://dx.doi.org/10.1111/j.1744-7402.2009.02416.x

	Experimental analysis on Nd:YAG laser micro-turning of alumina ceramic
	Abstract
	Introduction
	Nd:YAG laser experimental setup details
	Experimental planning
	Parametric analysis of Nd:YAG laser micro-turning
	Effect of laser micro-turning process parameters on depth of cut
	Effect of laser micro-turning process parameters on surface roughness

	Analysis of laser-turned surface using micrographs
	Conclusions
	References



<<
  /ASCII85EncodePages false
  /AllowTransparency false
  /AutoPositionEPSFiles true
  /AutoRotatePages /None
  /Binding /Left
  /CalGrayProfile (Gray Gamma 2.2)
  /CalRGBProfile (sRGB IEC61966-2.1)
  /CalCMYKProfile (ISO Coated v2 300% \050ECI\051)
  /sRGBProfile (sRGB IEC61966-2.1)
  /CannotEmbedFontPolicy /Error
  /CompatibilityLevel 1.3
  /CompressObjects /Off
  /CompressPages true
  /ConvertImagesToIndexed true
  /PassThroughJPEGImages true
  /CreateJDFFile false
  /CreateJobTicket false
  /DefaultRenderingIntent /Perceptual
  /DetectBlends true
  /DetectCurves 0.0000
  /ColorConversionStrategy /sRGB
  /DoThumbnails true
  /EmbedAllFonts true
  /EmbedOpenType false
  /ParseICCProfilesInComments true
  /EmbedJobOptions true
  /DSCReportingLevel 0
  /EmitDSCWarnings false
  /EndPage -1
  /ImageMemory 1048576
  /LockDistillerParams true
  /MaxSubsetPct 100
  /Optimize true
  /OPM 1
  /ParseDSCComments true
  /ParseDSCCommentsForDocInfo true
  /PreserveCopyPage true
  /PreserveDICMYKValues true
  /PreserveEPSInfo true
  /PreserveFlatness true
  /PreserveHalftoneInfo false
  /PreserveOPIComments false
  /PreserveOverprintSettings true
  /StartPage 1
  /SubsetFonts false
  /TransferFunctionInfo /Apply
  /UCRandBGInfo /Preserve
  /UsePrologue false
  /ColorSettingsFile ()
  /AlwaysEmbed [ true
  ]
  /NeverEmbed [ true
  ]
  /AntiAliasColorImages false
  /CropColorImages true
  /ColorImageMinResolution 150
  /ColorImageMinResolutionPolicy /Warning
  /DownsampleColorImages true
  /ColorImageDownsampleType /Bicubic
  /ColorImageResolution 150
  /ColorImageDepth -1
  /ColorImageMinDownsampleDepth 1
  /ColorImageDownsampleThreshold 1.50000
  /EncodeColorImages true
  /ColorImageFilter /DCTEncode
  /AutoFilterColorImages true
  /ColorImageAutoFilterStrategy /JPEG
  /ColorACSImageDict <<
    /QFactor 0.40
    /HSamples [1 1 1 1] /VSamples [1 1 1 1]
  >>
  /ColorImageDict <<
    /QFactor 1.30
    /HSamples [2 1 1 2] /VSamples [2 1 1 2]
  >>
  /JPEG2000ColorACSImageDict <<
    /TileWidth 256
    /TileHeight 256
    /Quality 10
  >>
  /JPEG2000ColorImageDict <<
    /TileWidth 256
    /TileHeight 256
    /Quality 10
  >>
  /AntiAliasGrayImages false
  /CropGrayImages true
  /GrayImageMinResolution 150
  /GrayImageMinResolutionPolicy /Warning
  /DownsampleGrayImages true
  /GrayImageDownsampleType /Bicubic
  /GrayImageResolution 150
  /GrayImageDepth -1
  /GrayImageMinDownsampleDepth 2
  /GrayImageDownsampleThreshold 1.50000
  /EncodeGrayImages true
  /GrayImageFilter /DCTEncode
  /AutoFilterGrayImages true
  /GrayImageAutoFilterStrategy /JPEG
  /GrayACSImageDict <<
    /QFactor 0.40
    /HSamples [1 1 1 1] /VSamples [1 1 1 1]
  >>
  /GrayImageDict <<
    /QFactor 1.30
    /HSamples [2 1 1 2] /VSamples [2 1 1 2]
  >>
  /JPEG2000GrayACSImageDict <<
    /TileWidth 256
    /TileHeight 256
    /Quality 10
  >>
  /JPEG2000GrayImageDict <<
    /TileWidth 256
    /TileHeight 256
    /Quality 10
  >>
  /AntiAliasMonoImages false
  /CropMonoImages true
  /MonoImageMinResolution 600
  /MonoImageMinResolutionPolicy /Warning
  /DownsampleMonoImages true
  /MonoImageDownsampleType /Bicubic
  /MonoImageResolution 600
  /MonoImageDepth -1
  /MonoImageDownsampleThreshold 1.50000
  /EncodeMonoImages true
  /MonoImageFilter /CCITTFaxEncode
  /MonoImageDict <<
    /K -1
  >>
  /AllowPSXObjects false
  /CheckCompliance [
    /None
  ]
  /PDFX1aCheck false
  /PDFX3Check false
  /PDFXCompliantPDFOnly false
  /PDFXNoTrimBoxError true
  /PDFXTrimBoxToMediaBoxOffset [
    0.00000
    0.00000
    0.00000
    0.00000
  ]
  /PDFXSetBleedBoxToMediaBox true
  /PDFXBleedBoxToTrimBoxOffset [
    0.00000
    0.00000
    0.00000
    0.00000
  ]
  /PDFXOutputIntentProfile (None)
  /PDFXOutputConditionIdentifier ()
  /PDFXOutputCondition ()
  /PDFXRegistryName ()
  /PDFXTrapped /False

  /Description <<
    /CHS <FEFF4f7f75288fd94e9b8bbe5b9a521b5efa7684002000410064006f006200650020005000440046002065876863900275284e8e5c4f5e55663e793a3001901a8fc775355b5090ae4ef653d190014ee553ca901a8fc756e072797f5153d15e03300260a853ef4ee54f7f75280020004100630072006f0062006100740020548c002000410064006f00620065002000520065006100640065007200200035002e003000204ee553ca66f49ad87248672c676562535f00521b5efa768400200050004400460020658768633002>
    /CHT <FEFF4f7f752890194e9b8a2d7f6e5efa7acb7684002000410064006f006200650020005000440046002065874ef69069752865bc87a25e55986f793a3001901a904e96fb5b5090f54ef650b390014ee553ca57287db2969b7db28def4e0a767c5e03300260a853ef4ee54f7f75280020004100630072006f0062006100740020548c002000410064006f00620065002000520065006100640065007200200035002e003000204ee553ca66f49ad87248672c4f86958b555f5df25efa7acb76840020005000440046002065874ef63002>
    /DAN <>
    /ESP <>
    /FRA <>
    /ITA <>
    /JPN <>
    /KOR <FEFFc7740020c124c815c7440020c0acc6a9d558c5ec0020d654ba740020d45cc2dc002c0020c804c7900020ba54c77c002c0020c778d130b137c5d00020ac00c7a50020c801d569d55c002000410064006f0062006500200050004400460020bb38c11cb97c0020c791c131d569b2c8b2e4002e0020c774b807ac8c0020c791c131b41c00200050004400460020bb38c11cb2940020004100630072006f0062006100740020bc0f002000410064006f00620065002000520065006100640065007200200035002e00300020c774c0c1c5d0c11c0020c5f40020c2180020c788c2b5b2c8b2e4002e>
    /NLD (Gebruik deze instellingen om Adobe PDF-documenten te maken die zijn geoptimaliseerd voor weergave op een beeldscherm, e-mail en internet. De gemaakte PDF-documenten kunnen worden geopend met Acrobat en Adobe Reader 5.0 en hoger.)
    /NOR <>
    /PTB <>
    /SUO <>
    /SVE <>
    /ENU (Use these settings to create Adobe PDF documents best suited for on-screen display, e-mail, and the Internet.  Created PDF documents can be opened with Acrobat and Adobe Reader 5.0 and later.)
    /DEU <FEFF004a006f0062006f007000740069006f006e007300200066006f00720020004100630072006f006200610074002000440069007300740069006c006c0065007200200037000d00500072006f006400750063006500730020005000440046002000660069006c0065007300200077006800690063006800200061007200650020007500730065006400200066006f00720020006f006e006c0069006e0065002e000d0028006300290020003200300031003000200053007000720069006e006700650072002d005600650072006c0061006700200047006d006200480020>
  >>
  /Namespace [
    (Adobe)
    (Common)
    (1.0)
  ]
  /OtherNamespaces [
    <<
      /AsReaderSpreads false
      /CropImagesToFrames true
      /ErrorControl /WarnAndContinue
      /FlattenerIgnoreSpreadOverrides false
      /IncludeGuidesGrids false
      /IncludeNonPrinting false
      /IncludeSlug false
      /Namespace [
        (Adobe)
        (InDesign)
        (4.0)
      ]
      /OmitPlacedBitmaps false
      /OmitPlacedEPS false
      /OmitPlacedPDF false
      /SimulateOverprint /Legacy
    >>
    <<
      /AddBleedMarks false
      /AddColorBars false
      /AddCropMarks false
      /AddPageInfo false
      /AddRegMarks false
      /ConvertColors /ConvertToRGB
      /DestinationProfileName (sRGB IEC61966-2.1)
      /DestinationProfileSelector /UseName
      /Downsample16BitImages true
      /FlattenerPreset <<
        /PresetSelector /MediumResolution
      >>
      /FormElements false
      /GenerateStructure false
      /IncludeBookmarks false
      /IncludeHyperlinks false
      /IncludeInteractive false
      /IncludeLayers false
      /IncludeProfiles true
      /MultimediaHandling /UseObjectSettings
      /Namespace [
        (Adobe)
        (CreativeSuite)
        (2.0)
      ]
      /PDFXOutputIntentProfileSelector /NA
      /PreserveEditing false
      /UntaggedCMYKHandling /UseDocumentProfile
      /UntaggedRGBHandling /UseDocumentProfile
      /UseDocumentBleed false
    >>
  ]
>> setdistillerparams
<<
  /HWResolution [2400 2400]
  /PageSize [595.276 841.890]
>> setpagedevice


