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Experimental Study on Waterjet Cutting of Copper Sheet According to Abrasive particle size
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pressure), 7F&&E(Cutting feed rate), ©]Z 7 2l(Standofl rel o L=
distance), A7} =(Cutting angle), =& (Nozzle)?} ]3] 2 i 2 .
(Oriffice), ArtA] £5F 2 =7] So] Qrp@ @’&
AWI FHEN1EE | mm o149 Fog BEAT 0§ @
Ha oy H 0.5 mm ¥R hEgae] Skl w2 “vily ' 100~
=il 0.5 mm 7] HH(Copper sheet)?] 7h&ds Fig. 2 Abrasive particle (a) #220, (b) #180 (c) #150
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Bl Tjzolnt. 3 7] =Z7)8] dArkA EF bEgEe]
Fig 1 & AWY o TR AWS & ngtel I5EE  2gss ABuFol HolAth Fig 45 9 o)
A2gshs B (Pump unityoh ]S 7HESHS CNC table, EM BAE e a#zolth 5UH gl AsiA
AWT 9] 7138 24A3k= CNC Controller(Computer numerical 37|17} 242 Holos Zolx= AL o 4 Q)
control controller)= TAH ;. HEFoA] AR FHog 1050 .
22 400 MPa ©] ], YT EEFHE 38 Lmin, )7} _—
FEEE 15 m/min 1t Fig. 2 & SReFst A7]9] AnbA € /./
Aol ATl ASE cAriAle) AAE 2Tl o
v F7)%= 320,220, 180, 150(mesh) 5 3 7h#] o]t} g - /
) = 850 . —=—# 150
3. Alg 507 IR
Table 1 & AWI o] 7FgZ 70|tk 2 A go] A1g¥ 7] Wl L0
2 7t 2doRE =EA% 08 mm, L8132 0.33 mm, 150 200 250 300
7]__1_01—Eﬂ 200 MPa, 71545 100 mm/min, ©] 2 A2 1.5 mm Cutting pressure (MPa)
= k3, Table 1 ¥ Zo] 71E%E, HBEE, o] AAE A ] @)
wpAl A716) wet B4 sel sttt 434 8l -
2 AW go] JhEE ARURBRY oFAHU BB E — 50 ] /
=25k9] Ho] 5| (Taper of cuyE 73120} © E /Z/
Taper of cut = (Br- Bg) /2 (D 5750_ _/ o
2 700 e
Table 1 AWJ processing condition -.i 650 ? —=—# 150
< " ——# 180
Processing parameter Processing range < 8ofly s a3 ~— # 220
Types of abrasives Alumina *° 1;0 — . -
Abrasive size(mesh) 220, 180, 150 Cutting pressure (MPa)
Cutting Pressure(bar) 1500~3000 (b)
Cutting feed rate(mm/min) 50 ~200 Fig. 3 Effect of kerf width with respect to cutting pressure
Standoff distance(mm) 1~25 (a)Entrance, (b) Exit

439



ok
Hl
O?i
OE
Lo
o
N
o)
5
(6]
M
H
i
X
10
>
=
o
i
Ao
iz}

140 |

120

-

=3

=3
1

0
=3
L

3
=3
i

Taper of cut (um/um)

Z(IJO 25‘0 300
Cutting Pressure (MPa)
Fig. 4 Effect of taper with respect to cutting pressure
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Fig. 5 Effect of kerf width with respect to cutting feed rate
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Fig. 6 Effect of taper with respect to cutting feed rate

Fig. 7 The processing of cutting edge according to abrasive particle
size (a) #150, (b) #180, (c) #220
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