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ABSTRACT

Abrasive water-jet{ AWJ) machining is a new cutting technology. The AWJ can cut various materials such as
metal, glass and stone. However, the AWJ machining makes troubles including kerf, rounding and side taper. In this
study, we investigated the correlation between parameters of abrasive water-jet machining and cutting characteristics.
The machining parameters were the material thickness and the traverse speed. The experiment was conducted to cut
the stainless steel(STS41) and the mild steel(SS41) specimens. The results of the experiment were presented as the
relation between cutting conditions and troubles of a dimension error, a conner error, an uncut width and a kerf.
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Fig. 1 Block diagram of abrasive water-Jet system.
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Fig. 2 A hypothesis for the step formation.
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Fig. 3 Geometry of specimen.
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Fig. 4 Relation between distance and traverse speed at
A according to specimen.
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Fig. 5 Uncut versus traverse speed at B (20T).
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Fig. 6 Width versus traverse speed at C.
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Fig. 7 Depth versus traverse speed at D (20T).
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Fig. 8 Relation between kerf geometry and traverse
speed at E.
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