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1. BEEBR MFSC-1000X ¥ EI%3E Single Module MFSC—1000X Cutting Data

1.1. 81/ MFSC-1000X QBH %t £Fics 50 um FIEI%HE (HEE 100mm/ZE£E 125mm) Max MFSC-1000X QBH Output Fiber
Core 50 pm Cutting Data(Collimation 100mm/ Focus 125mm)

B4R MFSC-1000X 50um Y1E)##E Single Module MFSC-1000X 50um Cutting Data

MFSC-1000X RZELEHKEE (50 um)

MFSC—-1000X Continuous Laser (50 pm)

=] 4 SE N =i E pIEIS]
7= EE JRJE Speed e — SE M Nozzles R # HE
Matorial thicknes (m/min) Power Sk Gas Pressure (o) Focus Cutting
ateria m/min mm
(mm) w) (bar) Point(mm) | Height (mm)
0.8 18-20 N2/ 11 2.0 B Single 0 0.6
1000
1 10-15 Air 11 2.0 8 Single 0 0.6
2 4-5 1.5 1.0 X Double +3 0.6
3 2.5-3.2 0.6 1.0 X Double +4 0.6
4 Carbon
4 2.3-2.8 0.6 1.0 X Double +4 0.6
Steel
5 1.8-2.1 1000 02 0.6 1.0 X Double +5 0.6
6 1.2-1.5 0.6 1.0 X Double +6 0.6
8 1-1.1 0.6 1.5 Double +5.5 1.5
10 0.7-0.9 0.6 1.5 Double +5 1.5
0.8 18-22 10 2.0 B Single 0 0.5
1 13-18 12 2.0 B Single 0 0.5
THN 2 4-6 12 2.0 B Single -1 0.5
Stainless 1000 N2
Steel 3 2.5-3 12 3.0 8 Single -1.5 0.5
4 1-1.5 14 3.0 8 Single -2 0.5
5 0.6-0.8 16 3.0 B Single -3 0.5
0.8 18-20 10 2.0 B Single 0 0.8
HEE
Aluminium 1 10-15 12 2.0 8 Single 0 0.5
1000 N2
Alloy 2 4-5 14 2.0 ¥ Single -1 0.5
3 1-1.5 16 2.0 B Single -1.5 0.5
1 8.0-10 10 2.0 B Single 0 0.5
%24[ Brass 2 2.0-2.5 1000 N2 14 2.0 B Single -1 0.5
3 0.8-1.0 16 3.0 B Single -1.5 0.5

#&iE: SPRHtEDRIR, K. R, YRk SE MRSEREN, JEURSEER, RPOESEAITHSH, LR
ITHZREXERIWRK, NES/MLEES, NEEAMEETNT, BUERESHRELE.

Note: The actual batch cutting, affected by machine tools, systems, cuttinghead, air pressure, materials and other factors,

the data may be changed, the red mark parameters in the table are proofing parameters,

in the actual processing is greatly




affected by various factors, only suitable for small batch production, mass production and processing is not recommended,

it is recommended to use higher power laser.

1.2. Bk MFSC-1000X £Fits 50 p m ZEFLEE Single module MFSC-1000X fiber core 50 i m perforation reference

1.3. I FE MFsSC-1000X 10mm BRI E S FFL S8 (Xt £ %E) MAX MFSC-1000X 10mm carbon steel oxygen

perforation parameters (only for reference)

B
= N ‘E =R I]hl=
& S &L ik - S Air - FrAE | FERS
duty Focus Aperture Stop
MEE stage Power ) Frequency | Nozzles | Pressure . ) .
) ratio (H2) Hei ght (bar) Point Time blowing
%) (mm) (ms) (ms)
(mm)
BE{iL High-position 1000 45 100 15 1 -2 100
di{iL Middle—-position 1000 45 100 12 0.6 -4 600
{&{SL Low—position 1000 40 100 8 0.6 -6 2500

1.4. Bl ZF MFSC-1000X 5mm REFENAS TS H (VESE) MAX MFSC-1000X 5mm stainless steel nitrogen

perforation parameters (for reference only)

B = "
HE=EE -3 LAsE FmS
MrER stage h&R e E S Air = s TR
duty Focus Aperture Stop
Power Frequency | Nozzles | Pressure
) ratio (H2) Heiaht (bar) Point Time blowing
z eig ar
(%) (mm) (ms) (ms)
(mm)
S High—position 1000 55 1000 15 10 -2 100
f{iL Middle—position 1000 50 1000 12 10 -4 500
{15 Low-position 1000 45 1000 8 10 -6 1000

FISHALFITHR T B FIENRIREEIN/ N HNEE RG], FASHARTREKXR, KEXFEIRTBPHLELLIFEFSY,
RBIRENR; FARINFELHERF, SNAE—RZEFFL, UL,

The perforation parameters are taken as the limit carbon steel/stainless steel thickness that can be penetrated under
the current power as an example. The perforation parameters can be adjusted in a wide range, and the duty cycle and frequency
can be adjusted according to the actual effect to achieve the best effect. The piercings are sorted step by step, with

the highest piercings being the first, and so on.



R MFSC-1500X-50um JE|##E Single module MFSC-1500X-50um cutting data

2. BAEIR MFSC-1500X $1E%32 Single module MFSC—-1500X cutting data

2.1. GIFEEPAEIR MFSC-1500X QBH %81t £/ 50 pm PIEIHHE CEE 100mm/BEER 125mmIMAX Single module MFSC—1500X
QBH output core 50 g m cutting data (collimation 100mm/ focus 125mm)

MFSC—1500X ELHIMEE (50 um) MFSC-1500X Continues Laser (50 pm)

. ERfE YESE
\ B EE | U= SE . "
g i — I5iHE Nozzles Focus Cutting
. thicknes Speed Power S{k Gas | Pressure ] .
Material (mm) Point Height
(mm) (m/min) w) (bar)
(mm) (mm)
1 22-25 1500 | N2/Air 10 2.0 8 Single 0 0.6
2 4-5 1.5 1.0 X Double +5 0.6
3 3-4 0.6 1.0 X Double +5 0.6
4 2.3-2.8 0.6 1.0 X Double +5 0.6
B4R 5 1.8-2.3 0.6 1.0 X Double +5 0.6
Carbon 6 1.6-2.0 0.6 1.0 X Double +5 0.6
Stes| 1500 02
8 1.2-1.5 0.8 4.0 X Double +2 1.5
10 0.9-1.2 0.8 4.0 X Double +2 1.5
12 0.8 0.8 4.0 M Double +2 1.5
14 0. 65 0.8 4.0 ¥ Double +2.5 1.5
16 0.5 0.8 4.0 Y Double +3 1.5
1 20-35 10 2.0 B Single 0 0.5
TR 2 8-10 10 2.0 8 Single -1 0.5
Stainless 3 4.5-5.5 1500 N, 12 3.0 8 Single -1.5 0.5
Steel 5 1.5-2.0 15 3.0 # Single -5 0.5
6 0.7-0.9 15 4.0 Single -5 0.5
1 15-18 10 2.0 B Single 0 0.5
o A,
BEE 2 4,0-5.0 12 2.0 8 Single -1 0.5
Aluminium 1500 N,
Alloy 3 1.5-2.5 14 2.5 8 Single -1.5 0.5
4 1.0-1.3 14 3.0 B2 Single -2.5 0.5
1 12-15 10 3.0 8 Single 0 0.5
224 Brass 2 4.0-5.0 1500 N, 10 3.0 8 Single -1 0.5
3 1.5-2.0 10 3.0 2 Single -1 0.5

& CRMEIEN, ZHKR. 2%, Y8k SE MRFERERRR, RETESBFED, RPLGSHEAITHSYE, £
ITHZREXFRIWRK, NES/MLEES, NEEAMEETNT, BUERESHRELE.

Note: the actual batch cutting, affected by machine tools, systems, cutting head, air pressure, materials and other factors,




the data may be changed, the red mark parameters in the table are proofing parameters, in the actual processing is greatly
affected by various factors, only suitable for small batch production, mass production and processing is not recommended,

it is recommended to use higher power laser.

2.2. SR MFSC-1500X ZF7t5 50 um ZEFL- &% Single module MFSC-1500X fiber core 50 um perforation reference
22,1, PIEEMFSC-1500X 16mm BXINE SEFFLEH ({XtESE) MAX MFSC-1500X 16mm carbon steel oxygen
perforation parameters (for reference only)

SE
M ER stage HZEEE | X | BESE | Air 5 | FIEE | BARS
Y ES
Powar duty Frequ Nozzles Pres Focus Aperture Stop
) ratio ency Height sure Point Time blowing
(%) (Hz) (mm) (bar (mm) (ms) (ms)
)
=1 High-position 1000 55 100 15 1 -2 200
F{if Middle—position 1000 45 100 12 0.6 —4 800
{4 Low—position 1000 40 100 8 0.6 -6 2000

22.2. B MFSC-1500X 6mm NEFHBASEFEFLSE ((XHtEE) Nitrogen perforation parameters of MAX
MFSC-1500X 6mm stainless steel (for reference only)

SE
MrEg stage HELE | R | BREE | Air | &R | FILEE | EEXRS
ES
Power duty Freque Nozzles Pres Focus Aperture Stop
o ratio ncy Height sure Point Time blowing
%) (Hz) (mm) (bar (mm) (ms) (ms)
)
={i High-position 1000 55 2500 15 10 -2 200
fh{i Middle—position 1000 50 2000 12 10 -4 600
{&AL Low-position 1000 45 2000 8 10 -6 800

FAS KL IR TEBFENRIREN/ THERNEE RG], FILSHFATHERX, KIESFRYURTAT =L MREF S,
RBIREYR; FARINFZREHRF, BUAE—RFIL, LULAH,

The perforation parameters are taken as the |imit carbon steel/stainless steel thickness that can be penetrated under
the current power as an example. The perforation parameters can be adjusted in a wide range, and the duty cycle and
frequency can be adjusted according to the actual effect to achieve the best effect. The piercings are sorted step by

step, with the highest piercings being the first, and so on



B iR LR MFSC-2000X 50um Y1E)%##E Single module MFSC-2000X 50um cutting data

3. BAEIR MFSC-2000X $1E %32 Single module MFSC-2000X 50um cutting data

3.1. BIEEAERIR MFSC-2000X GBH i i £Fits 50 um YIEIHHE CEE 100mm/FE£E 125mm)Single module MFSC-2000X GBH
output fiber core 50 um cutting data (collimation 100mm/ focus 125mm)

MFSC-2000X ELLHItEE (50 um) MFSC-2000X Continuous Laser (50 um)

: A E =)
EE RE I SE . .
7 . M Nozzles Focus Height of
thicknes Speed Power | S {& Gas | Pressure )
Material (mm) Point b lowout
(mm) (m/min) w (bar)
(mm) (mm)
1 25-30 N2/Air 10 2.088Single 0 0.6
2000
2 6-8 10 2.088ingle -1 0.5
2 5-6 1.5 1.0 Single +3 0.6
3 34 0.8 1.0 Single +4 0.6
4 2.5-3.0 0.8 1.0 Single +4 0.6
5 2.2-2.6 0.6 1.0X Double +5 0.6
L 6 1.8-2.0 0.6 | 1.0 Double +6 0.8
Carbon
8 1.2-1.6 0.6 1.2 Double +5.5 0.8
Steel 2000 02
10 1.0-1.2 0.6 1.2 Double +5 0.8
12 0.8-1.0 0.6 4.0 Double +4 1.0
14 0.7-0.85 0.6 4, 0¥ Double +4 1.0
16 0.6-0.7 0.6 4. 0¥ Double +4 1.0
18 0.5-0.6 0.6 5.0 Double +4 1.0
20 0.4-0.5 0.6 5.0 Double +4 1.0
1 28-35 10 2.088Single 0 0.5
2 9.0-15 10 2.088ingle -1 0.5
! 3 6.0-7.0 2000 N2 12 3.08Single -1.5 0.5
Stainless 4 2.8-3.5 14 3.0H8Single -2 0.5
Steel 5 1.5-2.5 15 | 3.0&Single 3 0.5
6 1.0-1.5 16 3.58Single -4 0.5
8 0.7-0.9 18 4.08Single -5 0.5
1 22-35 12 2.08Single 0 0.5
meEsE 2 8.0-13 12 2.08#Single -0.5 0.5
Aluminium
3 4.0-4.5 2000 N2 14 3.08Single -1 0.5
Alloy
4 2.5-3.0 15 3.08Single -2 0.5
5 1.5-2.0 16 3.08Single -3 0.5




6 0.8-1.3 16 3.5HSingle -4 0.5
1 15-18 10 2.0E Single 0 0.8
2 6.0-8.0 10 2.0E Single -1 0.5
i 3 2.5-3.0 2000 N2 12 3.0H8Single -1.5 0.5
Brass
4 1.0-1.3 13 3.08Single -2 0.5
5 0.7-0.8 14 3.58Single -2.5 0.5
1 20-22 12 3.08Single -1 0.5
K1
: 2 5.5-6.5 2000 02 12 3.08Single -1 0.5
Copper
3 2.0-3.0 14 3.0H#Single -2 0.5

#i1: BWNATEMEFRS . ASUEN, FEAREERBEA, AREEEM, BRSHIUEENR, FEEESHESIRETRE, ZFHK.
A% Nk SE. HREEREN, JEATRLEED, RPOFSEAITHSH, EXMNIHZERXERPERKA, VESMIEES, T
HEAMBESNT, BWERAESERELR. REFASEESYE, ESRBASHERHIRIRIF. Remark: Carbon steel and stainless steel,
such as air, nitrogen cutting, efficiency and stability will be improved, bearing the increase of thickness, but also prone to hanging
slag phenomenon, the above data parameters in actual bulk cutting, machine tool, system, cutting head, air pressure, materials and other
factors, there may be changes, the data in the table red mark parameters for proofing, greatly influenced by various factors in the
actual processing, It isonlysuitable for small batch production. Mass production is not recommended. Higher power lasers are recommended.

Copper needs to be cut with high pressure oxygen, air or nitrogen are easy to cause damage to the laser.

3.2. SR MFSC-2000X £t 50 um EEFLHERE Single module MFSC-2000X fiber core 50 um perforation reference

1) Z= MFSC—2000X 20mm TN & S FL S # ({5 )MAX MFSC-2000X 20mm carbon steel oxygen perforation
parameters (for reference only)

3.2.1.

IhE HELE duty 5 RS SEAir | fEm Focus Z7LEE Ekms
Power ratio Frequency | Nozzles Height | Pressure Point Aperture Time | Stop blowing
(w) (%) (Hz) (mm) (bar) (mm) (ms) (ms)
/&1 High-position 2000 55 100 20 0.8 -2 200
th{ii Middle-position | 2000 45 100 15 0.7 -4 1000
{K /I Low—position 2000 55 100 8 0.6 -6 2000

3.2.2. 8125 MFSC-2000X 8mm BN A S EFFLEH (VS E) Nitrogen perforation parameters of MAX MFSC—2000X
8mm stainless steel (for reference only)

HhE HEEL duty kS SR SE Air | 8 Focus FLEE BR®RS
BrE% stage Power ratio Frequency | Nozzles Height Pressure Point Aperture Time | Stop blowing
() (%) (Hz) (mm) (bar) (mm) (ms) (ms)
&1L High—position 2000 55 2500 16 10 -2 200
th{iL Middle-position | 2000 50 2500 12 10 -4 1000
AL Low-position 2000 40 2000 8 10 -6 500

FHSBLYBIThE T B FIBNRRERF/ A HFREE ARG, FILSBRABERA, KIELFERTAT SZLLISARFSY, KBFEN
B FALIRIAFZRRHF, SMNRIE—RFFL, LUk, The perforation parameters are taken as the limit carbon steel/stainless steel

thickness that can be penetrated under the current power as an example. The perforation parameters can be adjusted in a wide range,

and the duty cycle and frequency can be adjusted according to the actual effect to achieve the best effect. The piercings are sorted

step by step, the high position is perforated for the first level, and so on.




EA SR MFSC-3000X—50um ¥]E##E Single module MFSC-3000X-50um Cutting data

4. BAEIR MFSC-3000X $1E %32 Single module MFSC—3000X cutting data

4.1. B1/Z= MFSC-3000X QBH i H £Fts 50 um IEIEHE CGEE 100mm/3E£E 125mm) MAX MFSC-3000X QBH output core 50
um cutting data (collimation 100mm/ focus 125mm)

MFSC-3000X L8528 (50 pm) MFSC-3000X continues laser (50 1 m)

] 3 S5E LR E PES
L] ’; B i Speed a sk | VE BERE Nozzles R ) ﬁ]'?’ﬁ
Material thicknes (m/min) Power 8 Pressure (o) Focus Point Cutting
ateria m/min as mm,
(mm) w) (bar) (mm) Height (mm)
1 35-40 N2/ 10 2.0% Single 0 0.6
3000
2 20-25 Air 10 2.0% Single -1 0.6
2 5.0-6.0 3000 1.5 1.0 3 Doubl e +3 0.6
3 3.5-4.5 3000 0.8 1.0 3 Doubl e +4 0.6
4 3.2-4.0 3000 0.8 1.0 3 Doubl e +5 0.6
5 3.0-3.5 3000 0.8 1.0 3 Doubl e +6 0.6
6 2.5-3.0 3000 0.8 1.0 % Doubl e +7 0.6
R 8 2.0-2.3 3000 0.8 1.2 M Doubl e +7 0.6
Carbon
10 1.4-1.8 3000 02 0.8 1.2 3 Double +5 0.6
Steel
12 1.2-1. 4 3000 0.8 4.0 % Double +4 0.6
14 0.8-0.9 2600 0.8 4.0 3 Double +4 1.0
16 0.7-0.9 2600 0.6 4.0 3 Double +4 1.0
18 0. 65-0. 75 2400 0.6 4.0 3 Double +4 1.0
20 0.6-0.7 2400 0.6 5.0 % Double +4.5 1.0
22 0.5-0. 6 2400 0.6 5.0 % DOuble +4.5 1.0
1 45-55 10 2.0 8 Single 0 0.5
2 24-28 10 2.0 8 Single -0.5 0.5
3 8-13 12 3.0 B Single -1 0.5
T 4 5-6 14 3.0 8 Single -1.5 0.5
Stainless 5 3-4 15 3.0 8 Single -3 0.5
Steel
6 2.3-3.0 16 3.0 8 Single -4 0.5
3000 N2
8 1.0-1.5 16 4.0% Single -5 0.5
10 0.8-1.0 18 4.0 8 Single -7 0.5
1 40-50 10 2.0 8 Single 0 0.6
Bae
Aluminium 2 15-20 10 2.0 8 Single -0.5 0.5
3000 N2
Alloy 3 8-10 12 3.0 8 Single -1 0.5
4 4-5 14 3.0 8 Single -2 0.5




5 2.5-3.5 16 3.0 B2 Single -3 0.5
6 2.0-2.3 16 3.0 B2 Single -4 0.5
8 0.8-1.3 16 3.5 B Single -5 0.5
1 25-28 10 2.0H8 Single 0 0.5
2 13-15 10 2.0 8 Single -1 0.5
3 5.0-6.0 12 3.0 Single -1 0.5
i Brass 3000 N2
4 2.5-3.0 12 3.0 8 Single -2 0.5
5 1.8-2.3 13 3.5 8 Single -2.5 0.5
6 1.0-1.3 14 4.5 H Single -3 0.5
1 25-28 12 3.0 B2 Single -1 0.5
7 2 8.0-10 12 3.0 B2 Single -1 0.5
=4 3000 02
Copper 3 3.04.5 13 3.0 B2 Single -2 0.5
4 2.0-2.5 14 3.5 8 Single -4 0.5

#i1: BPNAFRNFES, ASVEN, ARNREMB<EH, REEEEN, tAZHIEENR, tTERRERSHESFHIE
PIRIES, BHUK. RS, 8L SE. MRFEREEN, BETESEER), RPLFSHEAITESY, EXENLHZEXEER
FRRK, NEEMEEF, FEFAMEESNL, BUEAESHRILE. XATASEESUR, SSHABSHERBL
BRIRIF .

Remark: Carbon steel and stainless steel, such as air, nitrogencutting, efficiency and stability will be improved, bearing
the increase of thickness, but also prone to hanging slag phenomenon, the above data parameters in actual bulk cutting,
machine tool, system, cutting head, air pressure, materials and other factors, there may be changes, the data in the
table red mark parameters for proofing, greatly influenced by various factors in the actual processing, |t isonly suitable
for small batch production. Mass production is not recommended. Higher power lasers are recommended. Copper needs to

be cut with high pressure oxygen, air or nitrogen are easy to cause damage to the laser.

4.2. BAFEIR MFSC-3000X QBH iy &F:ts 50 pm ZEFLHEEF single module MFSC-3000X GBH output fiber core 50 pm
perforation reference

4.2.1. B1/Z& MFSC—3000X 22mm BRSNS S EFLSH ({Vit£&E) MAX MFSC-3000X 22mm carbon steel oxygen perforation
parameters (for reference only)

NE | LT | mFE HESE | _ I Air =31 ZFFLATE RS
PHER stage Powe duty Freque Nozzles v Focus Aperture Stop
Pressure
r ratio ncy Height (bar) Point Time blowing
ar
(w) (%) (Hz) (mm) (mm) (ms) (ms)
B High-position 3000 45 200 20 0.8 -4 200
f{iL Middle—position 3000 45 150 12 0.7 -6 3000
{& {3 Low—position 3000 55 150 8 0.6 -8 2000




4.2.2. 1|2 MFSC—3000X 10mm INEENBIS FEFLEH (N4tE&%E) MAX MFSC-3000X 10mm stainless steel nitrogen

perforation parameters (for reference only)

tt u+ _f Tee/I H‘ ‘E =3 I]h=
i & g . B = S Air = ZFFLESE FERS
BrEX stage duty Nozzles Focus Aperture Stop
Power Frequency Pressure
ratio Height Point Time blowing
w) (Hz) (bar)
(% (mm) (mm) (ms) (ms)
B High-position 3000 55 2500 20 10 -4 150
{3 Middle—position | 3000 45 2500 12 10 -6 1000
{43 Low—position 3000 45 2000 8 10 -8 500

FISHULAIE TRBFENRIREN/ FHREE AL, FASHETREERK, KIEIRERTATH STHLAARES
W, RBRENR; FILRIAFZEEHF, SAE—REFIL, LULE,

The perforation parameters are taken as the |imit carbon steel/stainless steel thickness that can be penetrated under

the current power as an example. The perforation parameters can be adjusted in a wide range, and the duty cycle and

frequency can be adjusted according to the actual effect to achieve the best effect. The piercings are sorted step by

step, the high position is perforated for the first level,

and so on.




A SR MFSC-4000X 50um ¥]E##E Single module MFSC-4000X 50um cutting data

5. EAELR MFSC-4000X HE|#$E Single module MFSC—4000X cutting data

5.1. MFSC—4000X QBH ¥y 4 £Ft 50 p m Y EIZ4E CEE 100mm/ BB 4£E 150mm)MFSC-4000X GBH output core 50 pmcutting
data (collimation 100mm/ focus 150mm)

MFSC—-4000X ELL#5E28 (50 um) MFSC-4000X continues laser (50 um)

. ERNE | YESE
. EE iR IhE . SE - .
7 Si& IEME Nozzles Focus Cutting &E
thicknes Speed Power Pressure . ]
Material . Gas (mm) Point Height Remark
(mm) (m/min) w) (bar)
(mm) (mm)
1 40-50 4000 10 2.08 Single 0 0.6
N2/
2 15-20 4000 10 2.08 Single -1 0.6
Air
3 10-12 4000 10 2.08 Single -1 0.6
3 4.0-4.5 2500 0.6 1.0 X Double +4 0.6
4 3.54.0 3000 0.6 1.0 X Double +5 0.6
5 3.0-3.5 3300 0.6 1.0 X Double +5 0.6
6 2.6-3.2 3500 0.6 1.0 X Double +6 0.6
W 8 2.0-2.3 | 4000 0.6 |1.2%WDouble +6 0.8
Carbon
Steel 10 1.8-2.5 4000 0.6 1.2 X Double +6 0.8
12 1.5-1.7 2600 02 0.8 40X Double +5 1.0
14 1.2-1.4 2600 0.8 4.0 Double +5 1.0
16 1.0-1.2 2600 0.7 4.0 Double +5 1.0
18 0.7-0.8 2600 0.7 4.0 Double +5 1.5
20 0.6-0.7 2600 0.7 4.0 Double +5 1.5
22 0.5-0.6 2600 0.6 5.0 Double +5 1.5
25 0.4-0.5 2600 0.6 5.0 Double +5 1.5
1 50-60 10 2.08 Single 0 0.5
2 20-25 10 2.08 Single -1 0.5
3 10-13 12 3.0H8 Single -1.5 0.5
4 8-10 13 3.0 Single -2 0.5
&N 5 4-5 14 3.08Single -2 0.5
Stainles
s Steel 6 3.54.0 15 3.0 Single -2 0.5
8 1.5-2.0 16 4.0H8Single -3 0.5
10 1.2-1.5 18 4,08 Single -4 0.5
12 0.7-1.0 4000 N2 18 5.08Single -5 0.5
14 0.6-0.8 18 5.0H8 Single -8 0.5




16 0.3-0.5 20 5.0 B Single -8 0.5

1 30-50 10 2.0 % Single 0 0.6

2 20-24 12 2.0 #Single 0 0.6

3 10-13 14 3.0 #Single -1 0.6

N 4 4-5 14 3.0 8 Single -2 0.5
Aluminiu 5 3-4 4000 N2 15 3.0 #Single -3 0.5
m Alloy 6 2-3 15 3.0 8 Single -3 0.5
8 1.4-1.8 16 4.0 B Single -3 0.5

10 0.8-1.1 16 4.0 B Single -5 0.5

12 0.6-0.8 18 5.08Single | 5.5 0.5

1 30-35 10 2.0 % Single 0 0.5

2 15-20 10 2.0 8 Single -1 0.5

3 8-10 12 3.08Single —1 0.5

f:i 4 5.0-6.0 | 4000 13 3.0 #Single -2 0.5
5 2.0-3.0 “ 13 3.5%8ingle| -2.5 0.5

6 2.0-2.5 14 3.5 #Single -3 0.5

8 1.0-1.2 14 4.58Single | -3.5 0.5

1 26-30 10 3.0 #Single -1 0.5

a4 2 10-13 1000 . 12 3.0 #Single -1 0.5
Copper 3 5.5-6.5 12 3.0 % Single -2 0.5
4 2.0-3.0 14 3.58 Single -4 0.5

&1 MANAFERESS, ASVEN, ARNBEUHSREF, REEEEN, tEZFLIETHR, CRYESHESRE
DIEIet, ZHUR. R4, IEL SE. #ARFERENE, JETELAETE), RPLTSHAITHSY, EXENTHZEXER
FIEgK, NESMLEER, FHEFEAHEETNT, BUERESHRALSE. RAFABESSYVIR, BSHEBSHERML

BRIRIR

Remark: Carbon steel and stainless steel, such as air, nitrogencutting, efficiency and stability will be improved, bearing
the increase of thickness, but also prone to hanging slag phenomenon, the above data parameters in actual bulk cutting,
machine tool, system, cutting head, air pressure, materials and other factors, there may be changes, the data in the
table red mark parameters for proofing, greatly influenced by various factors in the actual processing, |t isonly suitable

for small batch production. Mass production is not recommended. Higher power lasers are recommended. Copper needs to

be cut with high pressure oxygen, air or nitrogen are easy to cause damage to the laser.




5.2. BAFEIR MFSC-4000M QBH #iHE4Fns 50 um 7.2 Single module MFSC-4000M GBH output fiber core 50 pm

perforation reference

B1] 2= MFSC—4000M 25mm Tk $H ER FL £ ¥ ({N k&= )MAX MFSC—4000M 25mm carbon steel perforation parameters

5.2.1.
(for reference only)
W = =31 ZFFLATiE 2 N
. ThE | &ESiE i T |E i i
BrEX stage . Nozzles Focus Aperture X Stop
Power | duty ratio | Frequency Pressure
) ) H2) Height (bar) Point Time blowing
z r
(mm) 2 (mm) (ms) (ms)
S{i¥ High-position 4000 45 200 20 0.6 -4 200
fA{if Middle—position | 4000 45 200 12 0.6 -6 1500
{& {3 Low—position 4000 50 200 8 0.6 -10 1000

fl] Z MFSC-4000M 12mm RNEMASEFLEH (NE&#E) Nitrogen perforation parameters of MAX

5.2.2.
MFSC—-4000M 12mm stainless steel (for reference only)
H=EE Mg BEEE | L . -1 ZFFLATE] ExRSs
IhE SE Air
PHER stage duty Frequen | Nozzles Focus Aperture Stop
Power Pressure
ratio cy Height Point Time blowing
w) (bar)
(%) (Hz) (mm) (mm) (ms) (ms)
S{i¥ High-position 4000 55 3000 20 10 -2 200
AL Middle—position | 4000 50 2500 15 10 -4 1500
{& {3 Low—position 4000 45 1000 10 10 -8 500

RERERR; FRIAFBEERF, SAE—RFFL, PULIHE.

The perforation parameters are taken as the |imit carbon steel/stainless steel thickness that can be penetrated under

FASHLULRINR T B EFENRREN/ A HREE RG], FASHTATERX, KEIRERTAHSTHLARARESY,

the current power as an example. The perforation parameters can be adjusted in a wide range, and the duty cycle and

frequency can be adjusted according to the actual effect to achieve the best effect. The piercings are sorted step by

step, the high position is perforated for the first level,

and so on.




EA {51 MFSC-6000W-100um HJEI¥#E Single module MFSC-6000W-100UM Cutting data

6. EAELR MFSC-6000W £)E|#$E Single module MFSC—-6000W Cutting data

6.1. MFSC-6000W —{#4{¥, QBH iy £F7tx 100 p m HIEI%3E CHEE 100mm/ R £E 150mm)MFSC—6000W integrated QBH output
core 100 um cutting data (collimation 100mm/ focus 150mm)

MFSC—6000W &EZE#5t8% (100 um) MFSC-6000W Continues Laser (100 pm)

EE HE SE EQiuE YEIEE
e TR Speed S REBE Nozzles &
thicknes Power Pressure Focus Point | Cutting Height
Material (m/min) Gas (mm) Remark
(mm) w) (bar) (mm) (mm)
1 50-60 10 2.0 Single 0 0.6
2 30-35 12 2.0 B Single -0.5 0.5
3 20-24 N2/ 14 3.08 SIngle -1.5 0.5
6000
4 15-20 Air 14 3.0 B Single -3 0.5
5 10-13 16 3.5 8 Single -3.5 0.5
6 7-9 18 3.58 Single -4 0.5
3 3.64.5 3000 0.6 1.0 X Double +6.5 0.6
4 3.2-3.5 3000 0.6 1.0 X Double +6.5 0.6
5 2.6-3.2 3500 0.6 1.0 X Double +6 0.6
%4 Carbon
6 2.5-2.8 4000 0.6 1.0 X Double +6 0.6
Steel

8 2.2-2.5 5000 0.6 1.2 % Double +6 0.6
10 2.0-2.2 6000 0.6 1.2 % Double +7 0.6
12 1.8-2.0 6000 02 0.6 1.2 % Double +9 0.6
14 1.4-1.7 6000 0.5 1.4 % Double +12 0.6
16 0.9-1.2 2200 0.5 5.0 W Double +3.5 0.6
18 0.7-1.0 2200 0.5 5.0 W Double +3.5 1.5
20 0.6-0.8 2300 0.5 5.0 W Double +3.5 1.5
22 0.55-0. 65 2400 0.5 5.0 ¥ Double +3.5 1.5
25 0.4-0.6 6000 0.85 1.6 B Single 13 0.4
1 50-60 10 2.08 Single 0 0.6
2 30-35 12 2.0 B Single 0 0.5
TG 3 20-24 12 3.0 & Single -0.5 0.5
Stainless 4 13-16 12 3.0 Single -1 0.5

Steel 6000 N2
5 9-12 14 3.0 ¥ Single -1.5 0.5
6 6.0-8.5 14 4.0 Single -2 0.5
8 3.0-4.8 16 4.0 2 Single -4 0.5
10 1.8-2.5 16 4.5 8 Single -7.5 0.5




12 1.5-1.8 16 4.5 8 Single -8
14 0.8-1.2 16 4.5 8 Single -10
16 0.7-0.95 18 4.5 8 Single -11.5
18 0.6-0.7 18 5.0 # Single -12.5
20 0.5-0.6 18 5.0 # Single -13
22 0.4-0.5 20 6.0 # Single -13
25 0.1-0.2 25 6.0 # Single 5
1 60-80 10 2.0 8 Single 0
2 30-45 10 2.0 8 Single -0.5
3 20-28 14 3.0 Single -1
4 12-15 14 3.0 Single -1.5
meEse
Aluninium 5 6-8 15 3.0 Single -2
Al loy 6 4-5 6000 N2 16 4.0 # Single -2.5
8 3.0-3.5 16 4.0 # Single -2.5
10 2.0-2.5 18 4.0 8 Single -3
12 1.0-1.3 18 4.0 8 Single -4
14 0.8-1.1 20 5.0 8 Single -5
16 0.5-0.8 20 5.0 8 Single =7
18 0.4-0.6 25 5.0 # Single -9
20 0.4-0.55 25 5.0 # Single -10
1 40-50 10 2.08 Single 0
2 20-25 12 2.0 # Single -0.5
3 8.0-10 12 3.0 Single -1
4 6.5-7.5 14 3.0 8 Single -1.5
5 5.5-6.5 14 4.0 B Single -2
#%4f Brass 6 3.5-4.5 6000 N2 16 4.0 Single -2
8 1.5-1.8 16 4.0 # Single -3
10 0.8-1 16 4.0 # Single -3
12 0.60.7 18 5.0 8 Single -7
16 0.3-0.4 20 5.0 8 Single -9
20 0.1-0.2 20 5.08 Single -10
1 30-35 10 3.08 Single -1
i
2 12-15 6000 02 10 3.08 Single -1
Copper
3 7.0-9.0 12 3.058 Single -2




4 6.0-7.0 12 3.58 Single -3 0.5
5 5.0-6.0 13 4.5 8 Single -4 0.5
6 2.5-3.5 14 5.0 B Single -5 0.5
8 1.5-2.0 14 5.0 8 Single -5 0.5

#i1: BPNAFRNFES, ASVEN, ARNREMB<EHA, REEEEN, tASHIEENR, tTERRESHESHFHIE
PIRIES, BHUR. RS, 8L SE. MRSFEREEN, BEATESEER), RPLFSEAITESY, EXENLHZELEER
FRKX, NEEMEEF, FEFAMEESNL, BUEAESHRHLE. XATASEESUR, SSHABASHERBL
BRIFF -

Remark: Carbon steel and stainless steel, such as air, nitrogencutting, efficiency and stability will be improved, bearing
the increase of thickness, but also prone to hanging slag phenomenon, the above data parameters in actual bulk cutting,
machine tool, system, cutting head, air pressure, materials and other factors, there may be changes, the data in the
table red mark parameters for proofing, greatly influenced by various factors in the actual processing, |t isonly suitable
for small batch production. Mass production is not recommended. Higher power lasers are recommended. Copper needs to

be cut with high pressure oxygen, air or nitrogen are easy to cause damage to the laser.

6.2. BAFEILR MFSC-6000W ZFit5 100 pm ZEFLE%E Single module MFSC-6000W 100 um perforation reference

6.2.1. B1]Z& MFSC-6000W 25mm BN EEFL S ({{it£E ) MAX MFSC—6000W 25mm carbon steel perforation parameters
(for reference only)

hE ekl ES = SEAir | £8 Focus = £ 000 ] Ehkns
M E& stage Power duty ratio | Frequency | Nozzles Height Pressure Point Aperture Time | Stop blowing
w) (%) (Hz) (mm) (bar) (mm) (ms) (ms)
& High—position 6000 50 100 20 0.6 -4 200
i Middle—position 6000 45 100 12 0.6 -6 1500
{EAL Low—position 6000 45 300 8 0.7 -10 1000

6.2.2. B1|Z= MFSC—-6000W 20mm INEENBIS FEFLEH (NHtE%E) MAX MFSC-6000W 20mm stainless steel nitrogen
perforation parameters (for reference only)

IhaE mEstl b7z M = SEAir | £ER Focus FrLEtE EHW| S Stop
BHEX stage Power duty ratio | Frequency | Nozzles Height Pressure Point Aperture Time blowing
(w) %) (Hz) (mm) (bar) (mm) (ms) (ms)
=i High—position 6000 55 3000 20 10 -8 200
i Middle—position 6000 45 2500 12 10 -12 1500
{4 Low—position 6000 45 2000 8 10 -16 1000

FILSHULTIETEBFIENRIREN/ AR RELE ARG, FASKETHTERKX, KESRERTFANLZEHGRESY,
BREREYRR; FRNFZERHF, BUAE—REF, LUt

The perforation parameters are taken as the |imit carbon steel/stainless steel thickness that can be penetrated under

the current power as an example. The perforation parameters can be adjusted in a wide range, and the duty cycle and

frequency can be adjusted according to the actual effect to achieve the best effect. The piercings are sorted step by

step, the high position is perforated for the first level, and so on.




EA SR MFSC—6000W—50um ¥]E##E Single Module MFSC-6000W-50um Cutting Data

7. EAFER MFSC-6000W 50um E]#13E Single Module MFSC—-6000W 50um Cutting Data

7.1. MFSC-6000W —{#&{k, GBH #y 5 £F 7~ 50 w m HIEIH#E CHEE 100mm/ B4 200mm) MFSC-6000W integrated GBH output
core 50 um cutting data (collimation 100mm/ focus 200mm)

MFSC-6000W ZELERSESE (50 um) MFSC—6000W Continues Laser (50 i m)

PES
EE . nE | 5 171 7 FERuE ;-3
g _ iR Speed SE . . - 953
. thicknes ) Power & Nozzles | Focus Point | Cutting
Material (m/min) Pressure (bar) i Remark
(mm) w) Gas (mm) (mm) Height
(mm)
1 60-80 8 2.0 0 0.6
2 50-60 8 3.0 -0.5 0.5
3 23-28 N2/ 8 3.0 -1.5 0.5
6000 1
4 17-20 . 10 3.0 -3 0.5
Air
5 10-14 10 3.5 -3.5 0.5
6 8-12 12 3.5 -4 0.5
3 3.64.5 4000 0.6 1.0 +6.5 0.6
4 3.5-4.0 4000 0.6 1.0 +6.5 0.6
5 2.8-3.0 4000 0.6 1.0 +6 0.6
W
6 2.6-2.8 4000 0.6 1.0 +6 0.6
Carbon
Steel 8 2.2-2.6 | 5000 0.6 1.2 +6 0.6
10 2.0-2.2 6000 0.6 1.2 +7 0.6
02
12 1.8-2.0 6000 0.6 1.2 +9 0.6 2
14 1.4-1.6 6000 0.5 1.4 +12 0.6
16 1.0-1.3 6000 0.6 1.4 +14 0.3
18 0.8-1.1 6000 0.6 B1.6 +14 0.3
20 0.6-1.0 6000 0.6 B1.6 +15 0.3
22 0.55-0. 65 6000 0.65 816 +15 0.3
25 0.5-0.6 6000 0.8 B1.7 +16 0.3




30 0.4-0.5 6000 0.8 1.7 +18
35 0.3-0. 4 6000 1 1.7 +19
40 0.2-0.3 6000 1 1.7 +19
1 50-60 8 2.0 0
2 30-40 8 3.0 0
3 25-30 8 3.0 -1
4 20-21 8 3.0 -2
5 13-15 8 3.0 -1.5
6 10-12 8 4.0 -2
8 7.0-8.0 8 5.0 -4
TN 6000 N2
Stainless 10 2.5-3.0 16 4.5 -7.5
Steel 12 1.5-2.0 16 4.5 -8
14 1.0-1.3 16 4.5 -10
16 0.8-1.0 18 4.5 -11.5
18 0.6-0.7 18 5.0 -12.5
20 0.5-0. 65 18 5.0 -13
22 0.4-0.5 20 6.0 -13
25 0.15-0. 2 25 6.0 6
35 0.1 25 6.0 6
1 60-80 10 2.0 0
2 55-60 10 3.0 -1
3 24-28 10 3.0 -1
4 16-19 10 3.0 -1.5
maa 5 12-14 10 3.5 -2
Aluminium 6 10-12 10 5.0 -2
Alloy 6000 N2
8 3.0-4.0 14 5.0 -3




10 2.0-2.5 15 5.0 -3.5

12 1.41.7 15 5.0 -4

14 1.0-1.2 18 5.0 -5
(2000/98)

16 0.8-1.0 20 5.0 -6
(2000/98)

18 0.7-0.9 20 5.0 -7
(2000/98)

20 0.6-0.8 20 5.0 -7(2000/98)

1 60-80 10 2.0 0

2 50-60 10 3.0 0

3 25-30 10 3.5 0

4 16-20 12 3.5 -1.5

5 12-14 14 4.0 -2

A 6 810 |eo00 | N2 14 5.0 -2.5
Brass

8 5.0-7.0 16 4.0 -3

10 2.0-2.5 16 4.0 -3

12 1.5-1.9 16 5.0 -4.5

16 0.5-0.8 20 5.0 -9

20 0.1-0.2 20 5.0 -10

1 50-60 10 3.0 -1

2 30-36 10 3.0 -1

3 15-18 12 3.0 -2

giﬁ] 4 8-10 6000 02 12 3.5 -3
Copper

5 6.0-7.0 13 4.5 -4

6 4.0-5.0 14 5.0 -5

8 1.5-1.8 14 5.0 -5

10 0.8-1.2 14 5.0 -6




#iE 1 B 1-onm HEEREASSKIESYIA, VEIEELASSHER, SHERFESE. &1 2:RBNFSEHE . RMREFS
ENARE, BRAEANIEURBRANEEELERAE. &F3: KAREASESSTE, ERRGSETETRSEGHRFN
KBERK. &1 RPLTSHAITHSYE, EXEMIFZEXBREWRA, UESMIEES, TEEMEE~NT, &2

PALEEISIIES on 8

Remark: Carbon steel and stainless steel, such as air, nitrogencutting, efficiency and stability will be improved, bearing
the increase of thickness, but also prone to hanging slag phenomenon, the above data parameters in actual bulk cutting,
machine tool, system, cutting head, air pressure, materials and other factors, there may be changes, the data in the
table red mark parameters for proofing, greatly influenced by various factors in the actual processing, It isonly suitable
for small batch production. Mass production is not recommended. Higher power lasers are recommended. Copper needs to

be cut with high pressure oxygen, air or nitrogen are easy to cause damage to the laser.
7.2. BAEIR MFSC-6000W ZF7t5 50 um ZEFL-&%E Single Module MFSC-6000W 50 pm Perforation Reference

7.2.1. BZE MFSC-6000W 25mm FREMEEFLEH (N {t&E) MAX MFSC-6000W 25mm carbon steel perforation parameters
(for reference only)

BRSE -3 ZFFLETE] =57
hE | At e BE | sgaie | oo PR
B E% stage Nozzles Focus Aperture Stop
Power duty ratio | Frequency Pressure
w ® H2) Height (bar) Point Time blowing
(mm) (mm) (ms) (ms)
=L High-position 6000 50 100 20 0.6 -4 200
Fh{if Middle—position 6000 45 100 12 0.6 -6 1500
{K{iL Low—position 6000 45 300 8 0.7 -10 1000

7.2.2. BIZE MFSC-6000W 20mm NEFHBSFFLEH ((Nt&E)

S -} R:ajl Bk
T Eesty s HiE=E S5 Air -3 ZFFLETE SRS
BirE% stage Nozzles Focus Aperture Stop
Power duty ratio | Frequency Pressure
w ® H2) Height (bar) Point Time blowing
(mm) (mm) (ms) (ms)
S{i High-position 6000 55 3000 20 10 -8 200
H{fii Middle-position 6000 45 2500 12 10 -12 1500
{K{iL Low—position 6000 45 2000 8 10 -16 1000




EA 1R MFSC-10000W 100um ) EI##E Single Module MFSC-10000W 100um Cutting Data

8.

B FEIR MFSC—-10000W 100um YJZI%#E Single Module MFSC—10000W 100um Cutting Data

8.1. MFSC—10000W —4Z4L, QBH &y X £F7ts 100 um HIRIE3E CHE 100mm/ B £ 200mm)

MFSC—-10000W FEEZEHERE (100 um)

o EE RE hZ 5 5K 11413 H£aNE VESE
il (mm) (m/min) (W) * (bar) (mm) (mm) (mm)
1 50-60 6 2.0 0 0.5
2 40-45 6 3.0 -0.5 0.5
3 30-33 6 3.0 -1 0.5
4 22-27 6 3.0 -1 0.5
5 18-20 10000 | NZ/AIR 6 4.0 -2 0.5
6 14-16 8 4.0 -2 0.5
8 8.0-10 8 5.0 -3 0.5
10 5.0-6.0 8 5.0 -5 0.5
12 3.5-4.5 8 5.0 -5 0.5
8 8.0-10 8 5.0 -1 0.5
N=F—]
e\
10 5.0-6.0 s 8 5.0 -2 0.5
10000
12 4.0-5.0 mzs 8 5.0 -4 0.5
5)
B 16 2.0-2.5 10 5.0 -7 0.5
;! 12 3.0-3.4 1 1.6 -9 2
16 2.2-2.6 1 1.8 -10 2
10000 02 fakE
20 1.5-1.8 1 2.0 -1 2.5
25 1.0-1. 1 1 2.0 13 2.5
8 2.32.5 | 4500 0.6 W 1. +8 0.5
10 2.0-2.2 | 6000 0.6 W 1. +9 0.5
12 1.8-2.0 | 6500 0.6 W 1. +10 0.5
14 1.7-1.8 | 8000 0.6 W 1. +11 0.5
16 1.6-1.8 | 90000 02 0.5 W 1. +12 0.5
18 5-1.6 10000 0.5 1.5 +13 0.5
20 1.4-1.5 | 10000 0.5 1.5 +13 0.3
22 1.3-1.5 | 10000 0.5 1.5 +13 0.3
25 1.0-1.2 | 10000 0.6 1.5 +14 0.3
B 30 0.5-0.6 | 10000 |02 0.8 1.7 +16 0.3




4 35 0.3-0.4 | 10000 1 1.8 7 0.3
40 0.2-0.3 | 10000 1.2 1.8 +18 0.3
1 50-60 6 2.0 0 0.5
2 40-50 6 3.0 0 0.5
3 30-35 8 3.0 = 0.5
4 25-30 8 3.0 -1 0.5
5 20-25 8 4.0 -2 0.5
6 14-18 8 4.0 1.5 0.5
8 9.0-11.0 8 5.0 -3 0.5
10 6.0-7.0 12 5.0 ~4 0.5

=

5 12 4.0-5.0 12 5.0 -5 0.5

10000 N,

A 14 3.0-4.0 14 5.0 -6 0.5
16 2.0-2.5 16 5.0 -8 0.5
18 1.6-2.0 16 5.0 -10 0.5
20 1.3-1.5 16 6.0 12 0.3
22 1.1-1.3 18 6.0 12 0.3
25 .7-0.8 20 6.0 13 0.3
30 .3-0.5 20 8.0 ~18 0.3
35 .2-0.3 25 5.0 10 0.3
40 .1-0.15 25 5.0 10 0.3
1 50-60 6 2.0 0 0.5
2 40-50 6 2.0 0 0.5
3 35-40 8 2.0 0 0.5
4 28-33 8 3.0 -1 0.5
5 24-28 8 3.0 ) 0.5
6 17-20 8 3.0 -3 0.5

0 8 10-12 8 4.0 —4 0.5

&% 10000 AIR

@ 10 7.0-8.0 8 5.0 -5 0.5
12 5-6 8 5.0 -6 0.5
16 2.5-3.0 10 5.0 -8 0.5
20 1.4-1.7 12 6.0 -10 0.5
25 0.8-1.0 14 6.0 11 0.5
30 0.4-0.6 16 8.0 13 0.5
35 0.2-0. 4 20 8.0 15 0.5




40 0.1-0.2 20 5.0 10 0.5
1 60 8 2.0 0 0.5
2 50-60 8 3.0 -1 0.5
3 45-50 8 3.0 -1 0.5
4 35-40 8 3.0 -1 0.5
5 20-25 10 5.0 -2 0.5
6 15-18 12 5.0 -2 0.5
10000 N,
8 7.0-8.0 14 5.0 -3 0.3
10 3.5-4.0 16 5.0 -4 0.5
12 2.5-3.0 16 5.0 -4 0.3
a
& 14 2.0-2.5 16 5.0 -5 0.3
& 16 1.5-1.8 16 5.0 -5 0.3
18 1.4-1.6 20 5.0 -6 0.5
20 1.1-1.3 20 5.0 -7 0.5
25 0.8-1.0 20 5.0 -8 0.5
30 0.4-0.6 20 5.0 -10 0.3
35 0.2-0.3 20 5.0 +7 0.3
1 60 6 3.0 0 0.5
2 50-60 6 3.0 0 0.5
3 45-50 8 3.0 0 0.5
4 35-40 8 3.0 -1 0.5
5 25-30 8 5.0 -2 0.5
6 18-20 8 5.0 -3 0.5
2 8 7.5-8.5 8 5.0 -4 0.5
= 10000 AIR
2 10 4.0-5.0 8 5.0 -5 0.5
12 2.5-3.5 10 5.0 -6 0.5
16 1.8-2.2 12 5.0 -7 0.5
20 1.3-1.5 16 6.0 -8 0.3
25 0.8-1.1 20 6.0 -9 0.3
30 0.4-0.6 20 6.0 -10 0.3
35 0.2-0.3 20 6.0 -10 0.3
1 50-60 8 3.0 -1 0.5
"
i 2 50-60 10000 N, 8 3.0 -1 0.5
3 30-40 8 3.0 -1 0.5




4 23-27 10 3.0 -1.5 0.5
5 18-22 10 5.0 -2 0.5
6 13-15 10 5.0 -3 0.5
8 7.0-9.0 10 5.0 -3 0.5
10 4.0-5.0 12 5.0 3.5 0.5 o
12 3.5-4.0 16 5.0 -4 0.5
14 2.0-3.0 16 5.0 5 0
16 1.6-2.0 20 5.0 -7 0.5
1 40-50 8 3.0 0 0.5
2 30-35 8 3.0 0 0.5
3 20-25 10 3.0 1 0.5
4 15-20 12 3.5 -2 0.5
a 5 10-15 13 4.5 -2 0.5 10
10000 02
% 6 7.0-7.5 14 5.0 -3 0.5
8 4.0-5.0 14 5.0 -4 0.5
10 2.0-2.5 16 5.0 -4 0.5
12 1.5-1.8 16 5.0 -5 0.5
16 0.8-1.0 16 5.0 -8 0.5

&1 BER -onm EEFERESHASTE, VERELRAESHER, 2ARMEE. &1 2. RBNGSEFLE. BRHARESFS
HEARE, BRRERNDEULFNEEBUSARTE. &3 3: RNPFERESOHENEREER, HAZREMESTEY
Blaz—L. £110: XKEFEASEESTIR, ERHBSERITESFIRFLLRENR. &F: RPLFSHHITHSY,
EXRMIHZEXEAREWRK, UES/MEEER, THEEAMEESNT, ENERESRMLR. BEMR, AALEHE.

PRk WM REFEERY, EREHSE, NKFRIEEEAHALRIER.

8.2. 10.2 EAEIR MFSC-10000W £F7t5 100 pm FFLE&FE

8.2.1. fl1Z MFSC—10000W 25mm BRINEFL &% ((Nit&#E)
ThEW dEsEe% 5% Hz 5 = mm SHEbar | £ mm ZFLBE] ms EHRS ms
= ima 10000 45 100 20 0.8 -4 200 200
fhfir 10000 45 100 12 0.8 -6 1000 200
&AL 10000 45 100 8 0.7 -8 500
8.2.2. fI/Z MFSC-10000W 20mm TEENASFFALSH ((NitEE)
NEW dra2k% 553 Hz 55 = B mm SE bar £ mm ZPFLETIE] ms BEERS ms

10000

55

3000

20

10

200

10000

45

2500

10

1500

10000

45

2500

10

500




EA {5 MFSC-10000W 50um tEI¥#E Single Module MFSC—10000W 50um Cutting Data

9. EAELR MFSC-10000W 50um $1E%32 Single Module MFSC—10000W 50um Cutting Data
9.1. MFSC-10000W —{&{¥ LOE #fy £t 50 pm VIR E B 3| LN ESk BS12K CHEE 100mm/5E£5 200mm)
MFSC-10000W PELEEYEEE (50 um)
o EE RE &% 5 S5E 15157 EaE YIS E &
B (mm) (m/min) w) LS (bar) (mm) (mm) (mm) !
1 50-60 6 2.0 0 0.5
2 40-45 6 3.0 -1 0.5
3 25-30 6 3.0 -1 0.5
4 20-25 6 3.0 -1 0.5
N2/
5 17-20 10000 6 4.0 -2 0.5 1
Air
6 15-18 8 4.0 -2 0.5
8 8-9 8 5.0 -3 0.5
10 5-6 8 5.0 -4 0.5
12 4-5 8 5.0 -4 0.5
8 8-9 8 5.0 -2 0.3
’R S
10 5-6 (ms 8 5.0 -3 0.3
10000 2
12 4-5 m = 8 5.0 -4 0.3
<
16 1.7-2 10 5.0 -7 0.3
W
12 2.7-3.2 1 1.6 -8 2
16 2.3-2.8 1 1.8 -10 2
10000 02 fafk 3
20 1.8-2.3 1 2.0 -11 2
25 1.3-1.6 1 2.0 -12 2.5
8 2.2-2.5 4500 0.6 ;1.2 +8 0.3
10 2.0-2.2 6000 0.6 W12 +9 0.3
12 1.8-2.0 6500 0.6 W12 +10 0.3
14 1.6-1.8 8000 0.6 W14 +11 0.3
16 1.5-1.7 8500 02 0.5 W14 +13 0.3
4
18 1.4-1.6 10000 0.5 1.4 +14 0.3
20 1.3-1.5 10000 0.5 1.5 +15 0.3
22 1.1-1.3 | 10000 0.5 1.5 +15 0.3
25 0.9-1.1 10000 0.6 1.5 +16 0.3
& 30 0.5-0.8 10000 02 0.8 1.7 +17 0.3




R 35 0.3-0.5 | 10000 1.2 1.8 +18 0.3
40 0.2-0.3 | 10000 1.2 1.8 +19 0.3
1 60-80 6 2.0 0 0.5
2 50-60 6 3.0 0.5 0.5
3 30-35 8 3.0 0.5 0.5
4 25-30 8 3.0 1 0.5
5 20-25 8 5.0 -2 0.5
6 16-20 8 5.0 -3 0.5
8 9-11 8 5.0 -4 0.3
10 7-8 8 5.0 -5 0.3

X

% 12 5-6 10 5.0 -6 0.3

] 14 3-3.5 10000 . 10 5.0 7 0.3
16 1.8-2.2 14 5.0 -8 0.3
18 1.4-1.7 14 5.0 -9 0.3
20 1-1.2 14 6.0 10 0.3
22 1.1-1.3 16 6.0 11 0.3
25 |0.6-0.8 16 8.0 ~12 0.3
30 | 0.4-0.6 20 8.0 ~12 0.3
35 |0.2-0.3 20 5.0 10 0.3
40 | o0.1-0.15 20 5.0 10 0.3
1| 50-60 6 2.0 0 0.5
2 | 4050 6 2.0 0 0.5
3 | 30-34 8 2.0 1 0.5
4 | 2630 8 3.0 -2 0.5
5 | 22-26 8 3.0 -2 0.5
6 | 1822 8 3.0 -3 0.5

0 8 | 10-12 8 4.0 -3 0.5

&% 10000 AIR

@ 10 | 7-8 8 5.0 -5 0.3
12 |56 8 5.0 -6 0.3
16 | 2-2.5 10 5.0 -8 0.3
20 |1.2-1.4 12 5.0 11 0.3
25 | o0.8-1 14 5.0 ~12 0.3
30 | 0.5-0.6 16 6.0 -13 0.3
35 | 0.3-0.4 16 6.0 —14 0.3




40 0203 16 6.0 15 0.3
1 50-60 8 2.0 0 0.5
2 40-45 8 3.0 0 0.3
3 30-35 10 3.0 -1 0.3
4 24-28 12 3.0 -2 0.3
5 18-23 13 4.0 -2 0.3
6 13-17 16 4.0 -3 0.3
10000 | N,
8 7-9 16 4.0 -3 0.3
10 4.0-5.0 16 4.0 -4 0.3
12 2.0-2.5 16 5.0 -5 0.3
B
A 14 1.5-2.0 16 5.0 -6 0.3
; 16 1.4-1.7 16 5.0 -8 0.3
18 1.0-1.2 20 5.0 -9 0.3
20 0. 81 20 5.0 10 0.3
25 0.5-0.8 20 5.0 ~10 0.3
30 0.2-0.3 20 5.0 ~10 0.3
35 0.15-0.2 20 5.0 +8 0.3
1 50-60 6 2.0 0 0.5
2 40-45 6 2.0 0 0.5
3 35-40 8 2.0 1 0.3
4 25-30 8 3.0 -2 0.3
5 20-25 8 3.0 -3 0.3
6 14-18 8 4.0 -3 0.3
% 8 7-9 8 5.0 -4 0.3
= 10000 AIR
o 10 4-5 8 5.0 -5 0.3
12 2-2.5 10 5.0 -6 0.3
16 1.5-1.8 12 5.0 -8 0.3
20 0.8-1.0 14 5.0 -9 0.3
25 0.5-0.8 20 6.0 10 0.3
30 0.3-0. 4 20 6.0 ~10 0.3
35 0.2-0.3 20 6.0 ~10 0.3
1 50-60 8 3.0 -1 0.5
"
%ﬁ] 2 40-45 10000 N, 8 3.0 -1 0.5
3 30-35 8 3.0 -1 0.3




4 20-25 10 3.0 -2 0.3
5 15-18 10 4.0 -2 0.3

6 10-12 10 4.0 -3 0.3

8 6-7 10 5.0 -3 0.3

10 3-3.5 12 5.0 -4 0.3 9
12 1.6-2.0 13 5.0 -5 0.3

14 1-1.5 16 5.0 -6 0.3

16 0. 6-1 20 5.0 -8 0.3

1 40-45 8 3.0 0 0.5

2 30-35 8 3.0 0 0.5

3 20-25 10 3.0 -1 0.3

4 15-20 12 4.0 -2 0.3

iR 10000 02

5 8-10 13 5.0 -2 0.3 10
6 5-6 14 5.0 -3 0.3

8 4-5 14 5.0 -3 0.3

10 2-2.5 16 5.0 -4 0.3

12 1-1.5 16 5.0 -5 0.3

&1 BER -onm EFERESHASTIE, ERELRAESHER, 2ARMEE. &1 2. REBNGSFLE. BHARESFS
HEARE, BAFRERNDZEULBRNEEULARTRE. &1 3: KEREASEESTIE, EREBSETRITELFIRIFHN
KBERKE. &F: RPAGSHAITHSY, EXFENTHZSLXERVMEK, TESGHEES, THEEMREESNT, 2K
REFRHR. BNESAEREEERY, EERHSE, USIRREEAHAKRIER. EEIEAITHSY, HESK
EITHSHE) 90%.

9.2. B{E MFSC-10KW 5 50 um BFFl&E

9.2.1. fIZE MFSC-10KW 25mm BXINEZFLE&H ((Nit&E)
= » = M nh =
ThEW Ll A ) iR Hz | B EE mm ; . E £omm | FFLEE ms 1: B S
(=1 10000 45 100 20 0.8 -4 200 300
= Yiva 10000 45 100 12 0.8 -6 1500 300
&AL 10000 45 100 8 0.7 -8 1000
9.2.2. BIZE MFSC-10000W 20mm TFFBSFFLSH (NS %)
= » =3 V2 nh =
TIEW | HZSHY% | $iEHz | BEEE o ; Bl gmm | gl f: ERS
(=1 10000 55 3000 20 10 -8 200




Ll

10000

45

2500

12

10

-12

1500

R4

10000

45

2500

10

-16

500




EA 53R MFSC—12000W—100um ) EI##E Sing | e Modu | e MFSC—12000W—100um Cutt ing Data

10. BAfSELR MFSC-12000W 100um ¥IE|%3E Single Module MFSC-12000W 100um Cutting Data

10.1. MFSC—12000W —{&{t QBH &y 4F:cs 100 um PIEIHE CEE 100mm/ZE£E 200mm) MFSC-12000W fiber core 100
um cutting data (collimation 100mm/ focus 200mm)

MFSC-12000W ZELERYe88 (100 pm) MFSC-12000W Continues Laser (100 pm)

" EE RE IhE at S5F i EQuE PESE %=
1 (mm) (m/min) ) & (bar) (mm) (mm) (mm) ;
1 60-80 10 2.0 0 0.6
2 45-50 10 2.0 -0.5 0.5
3 30-34 10 3.0 -1 0.5
1
4 23-25 10 3.0 -1 0.5
N2/
5 2022 | 12000 13 3.5 -2 0.5
Air
6 12-14 13 5.0 -3 0.5
8 89 13 5.0 -3 0.5
10 6.0-6.5 14 5.0 -4 0.5
12 3.8-4.3 16 5.0 -4 0.5
174
;! 8 2.3-2.5 4000 0.6 1.2 +6 0.6
10 2.0-2.2 6000 0.6 1.2 +7 0.6
12 1.8-2.0 6000 0.6 1.2 +9 0.6
14 1.7-1.9 7000 0.5 1.4 +10 0.6
16 1.6-1.8 8000 02 0.5 1.4 +11 0.6
18 1.5-1.7 10000 0.5 1.6 +12 0.6
20 1.4-1.6 12000 0.5 1.6 +13 0.5
22 1.3-1.5 12000 0.5 1.6 +13 0.5
25 1.0-1.3 12000 0.55 ¥1.5 +14 0.3
% 30 0.7-0.8 12000 02 0.6 $1.7 +14 0.3




G 35 0.3-0.6 | 12000 0.7 81,7 +15
40 0.3-0.4 | 12000 0.8 81,7 +15
1 60-80 10 2.0 0
2 45-51 10 2.0 0
3 30-34 10 3.0 -0.5
4 23-26 10 3.0 -1
5 20-22 12 3.0 -1.5
6 13-15 12 4.0 -2
8 9.0-11 13 5.0 -3
10 7.0-7.5 13 5.0 -3

t 12 4.0-4.8 13 5.0 -4

G 12000 N,

& 14 2.4-3.0 14 5.0 -6.5
16 2.0-2.5 14 5.0 -7.5
18 1.5-2.0 16 5.0 -10
20 1.4-1.6 16 5.0 -12
22 1.2-1.4 16 5.0 -13
25 0.8-1.0 20 6.0 -14
30 0.3-0. 4 25 5.0 7
35 0.2-0.3 25 5.0 7
40 0.1-0.15 25 5.0 7
1 60-80 10 2.0 0
2 35-40 10 2.0 -0.5

= 3 28-32 10 3.0 1

&

& 4 20-23 12 3.0 -1
5 13-16 13 3.5 -1.5
6 8.0-10 19000 " 16 4.0 -2.5




8 6.0-7.0 16 4.0 -2.5 0.5
10 4.0-5.0 18 4.0 -3 0.5
12 2.5-3.0 18 4.0 4 0.5
14 2.0-2.5 20 5.0 -5 0.5
16 1.5-2.0 20 5.0 -5 0.5
18 1.4-1.6 25 5.0 -8 0.5
20 1.2-1.4 25 5.0 -9 0.5
25 0.8-1.0 25 5.0 11 0.5
30 0.4-0.6 25 5.0 13 0.5
35 0.2-0.3 25 5.0 +7 0.5
1 60-80 10 2.0 0 0.6
2 30-35 10 2.0 0 0.5
3 20-26 10 3.0 -1 0.5
4 17-20 1 3.0 1.5 0.5
5 12-14 12 4.5 -2 0.5
?;] 6 B.0-10 | oo . 13 4.5 -2 0.5
8 7.0-8.0 13 4.5 -3 0.5
10 4.5-5.5 14 4.5 -3 0.5
12 3.0-4.0 14 5.0 4 0.5
14 1.5-2.0 14 5.0 -6 0
16 0.8-1.0 18 5.0 -7 0.5
1 35-40 10 3.0 0 0.5
2 25-29 10 3.0 0 0.5
;ﬁ 3 18-21 12000 | o2 12 3.0 1 0.5
4 12-14 12 3.5 -2 0.5
5 8.0-9.0 13 4.5 -2 0.5




6 5.0-6.0 14 5.0 -3 0.5
8 3.0-4.0 14 5.0 -3 0.5
10 1.5-2.0 16 5.0 -4 0.5

&1 B 1-omm EHERESHEASYE, JEEREERSESHER, 2ARMEE. &1 2. RENFSELE. BHAREFS
AR, B ERNFEURBANEELLEHRTE. &i3: KEFEASEESTIE, ERAEBSETIRIRELBRER
KBERK, &1 RPLTSHNITHSY, ESRNTHESEXEARVWRK, ESMEES, FEFMEE~NT, #
WERESThRRAR.

Remark: Carbon steel and stainless steel, such as air, nitrogen cutting, efficiency and stabilitywill be improved, bearing
the increase of thickness, but also prone to hanging slag phenomenon, the above data parameters in actual bulk cutting,
machine tool, system, cutting head, air pressure, materials and other factors, there may be changes, the data in the
table red mark parameters for proofing, greatly influenced by various factors in the actual processing, It isonly suitable
for small batch production. Mass production is not recommended. Higher power lasers are recommended. Copper needs to

be cut with high pressure oxygen, air or nitrogen are easy to cause damage to the laser.
10.2. BA4E LR MFSC-12000W 100 pm ZEFLE%E Single Module MFSC-12000W fiber 100 um perforation reference

10.2.1. B1)Z& MFSC-12000W 25mm TRENZEFLEH (N {tE %) MAX MFSC-12000W 25mm carbon steel perforation
parameters (for reference only)

o = . =) . = sl uh =
hZEW | G25Ek% | 3% Hz | BB EEmm | E| & ZEFLAFE) ms FRARS
bar mm ms
=1 12000 45 100 20 0.8 -4 200 300
==Y (v 12000 45 100 12 0.8 -6 1500 300
13X 2 12000 45 100 8 0.7 -8 1000
10.2.2. 8]Z% MFSC-12000W 20mm MBS T &% ((UtsE)
= . . = sl I]h =
WEN | SN || mREE | F | gk | g | AT
=X 12000 55 3000 20 10 -8 200
=212 12000 45 2500 12 10 -12 1500
&AL 12000 45 2500 8 10 -16 1000




EA SR MFSC—12000W-50um ] EI#3E Single Module MFSC-12000W-50um Cutting Data

11. BAf&ELR MFSC-12000W 50um L)E|#$E Single Module MFSC—12000W 50um Cutting Data

11.1. MFSC-12000W —4&4t, QBH #4775 50 um N EIHE CEE 100mm/FE £ 200mm) MFSC-12000w integrated QBH
output core 50 um cutting data (collimation 100mm/ focus 200mm)

MFSC—12000W ZEZE3E88 (50 pm) MFSC-12000W Continues Laser (50 pm)

. ERuE | YEEE
BE ‘ kS . SE R e ‘
i IR Speed S Focus Cutting &
thicknes Power Pressure Nozzles
Material (m/min) Gas Point Height Remark
(mm) w (bar) (mm)
(mm) (mm)
1 60-80 8 2.0 0 0.5
2 45-50 8 3.0 -0.5 0.5
3 32-38 8 3.0 -1 0.5
1
4 23-28 8 3.0 -1 0.5
N2/
5 20-23 12000 8 4.0 -2 0.5
Air
6 16-20 8 4.0 -2 0.5
8 10-13 8 5.0 -3 0.5
10 5.5-7.5 10 5.0 -3 0.5
12 4,.0-5.5 16 5.0 -3 0.5
B 8 2.3-2.5 4000 0.6 1.2 +10 0.6
Carbon
Steel 10 2.0-2.2 6000 0.6 1.2 +11 0.6
12 1.8-2.0 6000 0.6 1.2 +12 0.6
14 1.6-1.8 8000 0.6 1.4 +12 0.6
16 1.5-1.7 8000 0.5 B4 +13 0.5
Single
18 1.6-1.7 10000 02 0.5 H1.5 +14 0.5
Single
20 1.4-1.6 12000 0.5 H1.5 +15 0.5
Single
22 1.3-1.5 12000 0.5 B15 +15 0.5
Single
25 1.0-1.2 12000 0.55 B15 +15 0.5
Single
30 0.8-1.0 12000 0.7 B17 +16 0.5
Single
B4R
Carbon 35 0.5-0.7 12000 02 1.5 $1.7 +17 0.5
Steel Single
40 0.3-0.4 12000 1.2 $1.7 +17 0.5




Single

1 60-80 8 2.0 0
2 60-70 8 3.0 -0.5
3 50-60 8 3.0 -0.5
4 35-43 8 3.0 -1
5 20-25 8 4.0 -1.5
6 18-22 8 4.0 -2
8 15-17 8 5.0 -3
10 7.0-8.0 8 5.0 -3
W 12 6.0-7.0 18 5.0 -3
Stainless 12000 N2
Steel 14 4.0-5.0 18 5.0 -5
16 2.5-3.0 20 5.0 -6
18 1.6-2.0 20 5.0 -10
20 1.4-1.5 20 5.0 -11
22 1.2-1.4 20 5.0 -12
25 .8-1.2 20 6.0 -13
30 .3-0.4 25 5.0 7
35 .2-0.3 25 5.0 7
40 .1-0.15 25 5.0 7
1 60-80 8 2.0 0
2 60-70 8 3.5 -1
3 40-50 10 3.0 -1
4 30-35 12 3.0 -1
5 25-30 13 3.5 -1.5
6 20-25 12000 N2 16 4.0 -2.5
mas 8 10-12 16 4.0 -2
Aluminium 10 5.0-6.0 16 4.0 -3
Alloy 12 3.0-4.0 16 5.0 -2
14 2.0-2.5 16 5.0 -4
16 1.6-2.0 16 5.0 -4
18 1.4-1.6 20 5.0 -5
20 1.2-1.4 20 5.0 -5
25 0.8-1.0 20 5.0 -6
30 0.4-0.6 20 5.0 -6




35 0.2-0.3 20 5.0 +7 0.3
1 60-80 8 3.0 -1 0.5
2 50-60 8 3.0 -1 0.5
3 40-50 8 3.0 -1 0.5
4 30-35 10 3.0 -1.5 0.5
5 25-30 10 4.0 -2 0.5
#4F Brass 6 20-25 12000 N2 10 4.0 -3 0.5
8 10-13 10 5.0 -3 0.5
10 5.0-6.0 12 5.0 -3.5 0.5
12 4.0-5.0 13 5.0 -4 0.5
14 2.0-3.0 14 5.0 -5 0
16 1.5-2.0 18 5.0 -6 0.5
1 50-60 8 3.0 0 0.5
2 40-50 8 3.0 0 0.5
3 30-36 10 3.0 -1 0.5
o 4 20-24 12 3.5 -2 0.5 3
12000 02
Copper 5 15-18 13 4.5 -2 0.5
6 9.0-11 14 5.0 -3 0.5
8 6.0-7.0 14 5.0 -3 0.5
10 3.0-3.5 16 5.0 -4 0.5
12 2.0-2.5 16 5.0 -4 0.5

&1 B -onm EFERESHASTIE, EERELRAESHER, 2ARNES. &1 2. RENGSELE. RMRESFS
HHAE, B ERNEURBANEELLBMAE. &1 3: KEFEASEESTIE, ERAESSETEIRESBRTK
KBERE. &F: RPOGBSHYITHSY, EXIMIHZEXEREMEK, NEEMEES, FHEFAMEE~NI, &

WIERAESThRAAR.

Remark: Carbon steel and stainless steel, such as air, nitrogencutting, efficiency and stability will be improved, bearing
the increase of thickness, but also prone to hanging slag phenomenon, the above data parameters in actual bulk cutting,
machine tool, system, cutting head, air pressure, materials and other factors, there may be changes, the data in the
table red mark parameters for proofing, greatly influenced by various factors in the actual processing, |t isonly suitable
for small batch production. Mass production is not recommended. Higher power lasers are recommended. Copper needs to

be cut with high pressure oxygen, air or nitrogen are easy to cause damage to the laser.



11.2. BA$EIR MFSC-12000W 50 pm ZEFLE% Single Module MFSC-12000W fiber 50 pm perforation reference
11.2.1. B2 MFSC-12000W 25mm FRENZFEFL S B ({N{EESE) MAX MFSC-12000W 25mm carbon steel perforation

parameters (for reference only)

HEskE BHEEE | SEAir == ) Exms
In= bk ZFFLETE]
BirE% stage duty Nozzles Pressur Focus Stop
Power Frequency Aperture Time
ratio Height e Point blowing
w) (H2) (ms)
%) (mm) (bar) (mm) (ms)
=L High-position 12000 45 100 20 0.8 -4 200
Hi{i Middle-position | 12000 45 100 12 0.8 -6 1500
{4 Low-position 12000 45 100 8 0.7 -8 1000
11.2.2. Bl MFSC-12000W 20mm RNEFMBSEFLEH ((NHt&E)
Lyl BESE Z7LATIE Exms
hER ik = SEAir | ££5 Focus
BirE% stage duty Nozzles Aperture Stop
Power Frequency Pressure Point
ratio Height Time blowing
w) Hz) (bar) (mm)
%) (mm) (ms) (ms)
B High-position 12000 55 3000 20 10 -8 200
Ai{i Middle—position | 12000 45 2500 12 10 -12 1500
{&{iL Low-position 12000 45 2500 8 10 -16 500




ZHE IR MFMC—15000W—100um t1EI##E Multi Module MFMC—15000W-100um Cutting Data

12. 2451k MFMC-15000W JEI%4E Multi Module MFMC-15000W Cutting Data

12.1. B2 MFMC—15000W £t 100 pm ¥IE|#3E CfEE 100mm/ B4 200mm) MFMC-15000W fiber core 100 pm cutting
data (collimation 100mm/ focus 200mm)

5 MFMC-15000 LSR8 (100 um) MAX MFMC-15000W Continues Laser (100 pm)

R BB thicknes | iEH Speed | IhFEPower | Sk | KIE Pressure B34 Nozzles £ SR Foous 18IS B Cutting £E
Material (mm) (m/min) W) Gas (bar) (mm) Point (mm) Height (mm) Remark
1 60-80 10 2.0 & Single 0 1
2 50-60 10 2.08Single 0 0.5
3 30-33 12 3.08 Single 0 0.5
4 23-26 12 3.08 Single 0 0.5
5 20-22 12 3.58 Single 0 0.5
N2/
6 17-19 15000 12 3.58 Single 0 0.5 1
Air
8 11-12 12 4.08Single -1 0.5
10 7-8 13 4.08Single -1 0.5
12 5-6 13 4.583Single -2 0.5
14 4.0-4.5 15 4.58Single -6 0.5
23]
Carbon 16 3-3.5 16 5.08Single -8 0.5
Steel
10 2.0-2.3 6000 0.6 1.2 % Double +8 0.5
12 1.8-2.1 7500 0.6 1.2% Double +8 0.5
14 1.7-1.8 8500 0.6 1.4 % Double +9 0.5
16 1.6-1.7 9500 0.6 1.4 % Double +10 0.5
20 1.4-1.6 0.6 1.6 Double +12 0.5
02 2
22 1.2-1.4 0.7 1.6 Double +12 0.5
25 1.0-1.2 0.7 1.4 8 Single +13 0.3
15000
30 0.4-1 0.9 1.6 8 Single +12 0.3
40 0.2-0.3 1.3 1.8 8 Single +13 0.3
50 0.1-0.2 1.5 1.8 8 Single +13 0.3
1 60-80 8 2.0 & Single 0 1
2 40-50 8 2.08Single 0 0.5
L 3 34-38 8 3.58 Single 0 0.5
Stainles 15000 N2
s Stesl 4 23-30 8 3.58Single -1 0.5
5 18-23 8 4.08Single -1 0.5
6 16-19 8 4.58Single -2 0.5




8 10-12 10 5.0 #Single -3 0.5
10 8-10 10 5.0 #Single -4 0.5
12 67 12 5.0 #Single -5 0.5
14 3.5-4.5 12 5.0#Single -7 0.5
16 2.5-3.5 16 5.0 #Single -8 0.5
18 1.8-2.3 18 5.0#Single -9 0.5
20 1.5-2.0 20 5.0#Single -1 0.5
25 0.9-1.2 25 5.0 #Single -13 0.5
30 0.3-0.4 25 5.0 #Single -16 0.5
40 0.15-0. 2 25 5.0 Single +8 0.5
50 0.1-0.15 25 5.0 Single +9 0.5
1 60-80 10 3.0#Single -1 1
2 40-60 12 3.08Single -1 0.5
3 30-35 13 3.5H8Single -1 0.5
4 25-28 14 3.58Single -2 0.5
5 22-25 16 4.0HSingle -4 0.5
6 18-20 16 4.5HSingle -4 0.5
8 10-12 16 4.5HSingle -4 0.5
10 8-9 16 4.5HSingle -5 0.5
12 6-7 18 4.58Single -6 0.5
14 4-4.2 18 5.0#Single -8 0.5
W= 16 2.5-3 20 5.08Single -10 0.5
%
18 2-2.3 20 5.0#Single -10 0.5
Stainles
< Stoel 20 1.82 | 15000 Air 25 5.0 #Single -15 0.5
Air 25 1.2-1.4 25 6.0 Single -19 0.5
30 0.8-1 25 6.0 Single -21 0.5
35 0.4-0.6 25 6.0%Single 24 0.5
1 60-70 10 3.08 Single 0 0.6
2 40-50 12 3.08Single -1 0.5
aas 3 34-40 14 3.0#Single -1 0.5
Aluminiu 4 21-26 15000 N2 14 3.58Single -2 0.5
m Alloy 5 16-20 14 3.5 Single -3 0.5
6 13-15 14 4.0HSingle -4 0.5
8 9-11 16 4.0HSingle -6 0.5




10 68 16 4.58Single -7 0.5
12 2.5-4 16 4.58Single -9 0.5
14 2-3 16 5.0#Single -9 0.5
16 1.5-2 18 5.0#Single -10 0.5
18 1.3-1.8 18 5.0 8ingle -11 0.5
20 0.8-1.3 20 5.0 8ingle -13 0.3
25 0.5-0.7 25 5.0 8ingle -14 0.5
30 0.4-0.5 25 5.0 Single -17 0.5
40 0.2-0.3 25 5.0 Single +8 0.5
50 0.1-0.2 25 5.0 Single +9 0.5
1 50-60 12 2.0 #Single 0 1
2 38-42 12 2.0#Single -1 0.5
3 25-30 12 3.0HSingle -1 0.5
4 20-24 12 3.5HSingle -2 0.5
5 18-21 14 3.58Single -3 0.5
6 9-11 14 4.0#Single -3 0.5
=in
8 7-9 15000 N2 14 4.0#Single -4 0.5
Brass
10 5-6 14 4.58Single -5 0.5
12 3-3.5 14 4.58Single -5 0.5
14 2.5-3.0 16 4.588ingle -8 0.5
16 1.3-1.5 18 5.0 8ingle -11 0.5
18 1.0-1.2 18 5.0 8ingle 11 0.5
20 0.6-0.8 18 5.0 % Single -12 0.3
1 38-42 10 2.0 #Single -0.5 0.6
2 28-32 10 2.0#Single -1 0.5
3 20-24 10 3.0#Single -2 0.5
4 14-16 12 3.5#Single -3 0.5
#in 3
Gopper 5 8-10 15000 02 12 3.5% Single -4.5 0.5
6 6-7 13 4.08S8ingle -5 0.5
8 2.5-3.5 13 4.08S8ingle -6 0.5
10 1.5-2.0 14 4.08S8ingle -8 0.5

&1 BANTERNFES. ASUEN, IERNEENDSEA, REEEEN, BAG5HIUEENR,

L EHES KRR IRI, FHUK.

R4, VIEIsk, SE. HRSEERN, BETHESETE), RPOFSEAIITESY, EXHENIHZELXERTERELR, UES/MIEES™, R
HEAMEBESNT, BERAESIREKSE. KETHSESSYE, ESRES 5 EMBIEEIRIF. Remark: Carbon steel and stainless steel,

such as air, nitrogen cutting, efficiency and stability will be improved, bearing the increase of thickness, but also prone to hanging

slag phenomenon, the above data parameters in actual bulk cutting, machine tool, system, cutting head, air pressure, materials and other




factors, there may be changes, the data in the table red mark parameters for proofing, greatly influenced by various factors in the

actual processing, It isonlysuitable for small batch production. Mass production is not recommended. Higher power lasers are recommended.

Copper needs to be cut with high pressure oxygen, air or nitrogen are easy to cause damage to the laser.

12.2. ZHEER MFMC-15000W100 um ZEFL. £ Multi Mudule MFMC-15000W 100 um Perforation Refernece

12.2.1. B2 MFMC-15000N 20mm FRENEFFLEH ({X{t£&%E) MAX MFMC-15000W 20mm Carbon Steel Perforation
Parameters (for reference only)

& A duty mE 556 T B Nozz | es S Air fE Focus | EEFLAGIE Aperture | {E3HIRS Stop
BHER stage Power (W) ratio(%) Frequency (Hz) Height (mm) Pressure (bar) Point (mm) Time (ms) blowing (ms)
S{L High-position 12000 45 100 20 0.6 -2 200
ifii Middle-position 15000 45 100 12 0.6 -4 800
{&4L Low—position 8000 35 150 8 0.6 -6 200

12.2.2.  GIZE MFMC-15000W 30mm fk$MER FL & % ({4it-&-E ) MFMC-15000W 30mm carbon steel perforation parameters

(for reference only)

ThE HESLE duty s REMETEEE Nozz les EJE Air fE S Focus | ZFFLE) Aperture | B3RS Stop
MYER stage Power (W) ratio (%) Frequency (Hz) Height (mm) Pressure (bar) Point (mm) Time (ms) blowing (ms)
=4 High-position 12000 45 100 20 0.6 -4 200
fa{if Middle—position 15000 45 100 12 0.6 -8 2000
{4 Low—position 15000 55 120 8 0.7 -10 1000

12.2.3. B MFMC-15000W 20mm FEERBASFFLSH ((XEEE) MAX MFMC-15000W 20mm stainless steel nitrogen
perforation parameters (for reference only)

hE HEEE duty pik: iY== B Nozz les S Air £ 55 Focus 22 FLE} Aperture =3¢ S Stop
BHER stage Power (W) ratio (%) Frequency (Hz) Height (mm) Pressure (bar) Point (mm) Time (ms) blowing (ms)
=i High-position 15000 45 80 20 6 -2 150
fi{i Middle—position 15000 35 100 15 8 -4 1000
%43 Low-position 15000 45 80 10 8 -6 500

12.2.4. B1)ZZ MFMC-15000W 30mm FNEE$NE S EFLEH ((N4tE&%E) MAX MFMC-15000W 30mm stainless steel oxygen
perforation parameters (for reference only)

N AESHE duty BE TEME TS B Nozz | es SHEAir £ Focus | ZEFLETE Aperture | 1EHIRS Stop
BHEX stage Power (W) ratio (%) Frequency (Hz) Height (mm) Pressure (bar) Point (mm) Time (ms) blowing (ms)
S{L High-position 10000 55 2500 20 6 -10 500
ch{si Middle—position 15000 45 2500 14 8 -16 2500
%43 Low-position 12000 55 2000 10 8 -20 500

FILSH LR TRBFENRIRBRN/ THERNEE ARG, FLSHAPHEEX, KEIFRIRTFTASLFARSESY, KIRERR; &F
FLIRIRFEZERHEF, S AE—REFF, LAL3EHE. The perforation parameters are taken as the |imit carbon steel/stainless steel thickness

that can be penetrated under the current power as an example. The perforation parameters can be adjusted in a wide range, and the duty

cycle and frequency can be adjusted according to the actual effect to achieve the best effect. The piercings are sorted step by step,

the high position is perforated for the first level, and so on.




Z &R MFMC—-20000W 150um 1EI##E Multi Module MFMC—20000W 150um Cutting Data

13. Z4E3R MFMC-20000W 150um LJEIZ(#E Multi Module MFMC-20000W 150um Cutting Data

13.1. B1JZ MFMC-20000W —{&{k LOE £F:ts 150 um EIHIE CEE 100mm/3E£E 200mm) MFMC-20000w Integrated LOE
core 150 um cutting data (collimation 100mm/ focus 200mm)

MFMC-20000W ELEH3¢8S (150 pm) MFMC—20000W Continues

Laser (150 wm)

SE . BENE | UHEE ‘
e B thicknes R Speed Ihe Sk &M Nozzles £
Pressure Focus Point | Cutting Height
Material (mm) (m/min) Power (W) Gas (mm) Remark
(bar) (mm) (mm)
1 60-80 10 3.58 Single 0 0.5
2 40-50 10 3.5 8 Single 0 0.5
3 35-45 10 3.5 8 Single 0 0.5
4 28-35 10 3.5 8 Single -0.5 0.5
5 23-30 10 3.5 8 Single -0.5 0.5
6 18-23 12 3.5 8 Single -0.5 0.5
N2/
8 13-16 20000 13 4.5 8 Single -1 0.5 1
Air
10 10-13 13 4.5 8 Single -1.5 0.5
12 7-8 14 4.5 8 Single -2 0.5
14 5.5-6.5 16 4.5 8 Single -3 0.5
16 4.0-4.5 25 5.0 ¥ Single -4 0.5
18 3.2-3.5 25 5.0 ¥ Single -6 0.5
% 20 2.6-3.0 25 6.0 B Single -10 0.5
w
10 2.2-2.5 6000 0.6 1.2 W Double +8 0.6
Carbon

steel 12 1.9-2.1 6500 0.6 1.2 3 Double +9 0.6
14 1.8-1.9 8000 0.6 1.4 ¥ Double +10 0.6
16 1.6-1.8 8500 0.6 1.4 ¥ Double +11 0.6
18 1.5-1.7 12000 0.6 1.6 W Double +12 0.6
20 1.4-1.6 12000 0.6 1.6 W Double +12 0.6
22 1.3-1.5 0.7 1.6 W Double +12 0.6

02 2
25 1.2-1.4 1.0 1.4 B Single +12 0.3
30 1.1-1.3 1.2 1.6 B Single +13.5 0.3
35 1.0-1.2 0.8 1.6 8 Single +14 0.3

20000

40 0.6-0.8 1.0 1.6 B8 Single +14 0.3
50 0.3-0.5 1.3 1.8 B Single +14 1.5
60 0.1-0.2 1.6 1.8 B Single +14 1.5
70 0.1-0.2 1.6 1.8 B Single +14 1.5




80 0.1-0.2 1.6 1.8 8 Single +14 1.5
1 60-80 10 3.0 8 Single 0 1
2 45-55 10 3.0 # Single 0 0.5
3 35-40 10 3.0 # Single 0 0.5
4 30-35 12 3.5 # Single 0 0.5
5 23-28 12 3.5 # Single 0 0.5
6 18-22 13 4.5 Single -1 0.5
8 14-16 13 4.58 Single -3 0.5
10 11-13 14 4.58 Single -3 0.3
12 8-10 14 4.58 Single -4 0.5
14 5.5-6.5 14 4.58 Single -6 0.5
—_— 16 4555 16 5.0 # Single -8 0.5
Stainless 18 3.5-4.5 20000 N2 18 5.0 # Single -8 0.5
Steel 20 2.8-3.3 20 5.0 & Single -9 0.5
25 1.7-2.0 25 6.0 # Single -13 0.5
30 1.0-1.3 25 6.0 # Single -15 0.5
35 0.5-0.8 25 7.0 # Single 17 0.5
4 0.3-0.5 25 5.0 # Single +8 0.3
50 0.1-0.2 25 5.0 # Single 9 0.3
60 0.1-0.2 25 6.0 # Single 9 0.3
70 0.1-0. 15 25 8.0 & Single 9 0.3
80 0.1-0. 15 25 8.0 & Single 9 0.3
90 0. 05-0. 1 25 8.0 & Single 9 0.3
100 0. 05-0. 1 25 8.0 # Single 9 0.3
1 60-80 8 2.0 # Single 0 1
2 50-60 8 2.0 # Single 0 0.5
3 40-45 10 3.0 # Single -1 0.5
4 35-39 10 3.0 # Single -1 0.5
T 5 25-30 1 3.5 # Single -1 0.5
Stainless 20000 Air
steel 6 22-26 1 3.5 # Single -2 0.5
8 15-18 12 4.0 8 Single -2 0.5
10 12-14 13 4.0 8 Single -3 0.3
12 10-11 13 4.58 Single -3.5 0.3
14 6.5-7.5 14 4.58 Single -3.5 0.3




16 5.0-5.8 16 4.5 8 Single -7
18 3.8-4.5 20 4.5 8 Single -9
20 3.0-3.5 20 5.0 B Single -10
25 1.5-2.0 25 5.0 B Single -13
30 1.0-1.3 25 5.0 8 Single -15
40 0.5-0.6 25 6.0 8 Single =17
50 0.1-0.2 25 6.0 B Single +9
60 0.1-0.2 25 8.0 8 Single +9
70 0.1-0.15 35 8.0 8 Single +9
1 60-80 8 3.0 Single 0
2 50-60 8 3.0 Single 0
3 35-45 8 3.0# Single -1
4 30-40 8 3.08 Single -1
5 20-25 10 4.5 8 Single -2
6 15-22 10 4.5 8 Single -2
8 14-20 10 5.08 Single -3
10 8.0-10 10 5.08 Single -3
sEa4 12 7.0-8.0 10 5.0 Single -4
Alunnium 14 4.0-6.0 20000 N2 12 5.0 8 Single -5
Al loy
16 3.0-4.5 14 5.0 8 Single -6
18 2.3-3.0 14 5.0 8 Single -6
20 2.0-2.3 16 5.0 8 Single -7
25 1.0-1.5 18 6.0 #8 Single -8
30 0.6-0.8 20 6.08 Single -8
40 0.3-0.6 25 6.08 Single 8
50 0.3-0.4 28 6.08 Single 8
60 0.2-0.3 28 6.08 Single 8
1 50-60 10 3.0# Single 0
2 35-45 10 3.58 Single 0
3 28-35 10 3.58 Single 0
=if
4 23-28 20000 N2 10 3.58 Single -1
Brass
5 15-20 12 4.5 8 Single -1
6 12-15 12 4.5 8 Single -1.5
8 8.0-10 12 5.08 Single -2




10 5.0-7.0 13 5.0 Single -3 0.5
12 3.5-5.5 14 5.0 Single -3 0.5
14 3.0-4.5 14 5.0 Single -4 0.5
16 2.0-3.0 14 5.0 8 Single -5 0.5
18 1.0-1.5 16 5.0 8 Single -6 0.5
20 0.7-0.9 18 6.0 B Single -6.5 0.5
1 30-40 8 3.08 Single 0 0.5
2 22-30 8 3.08 Single 0 0.5
3 20-25 8 3.58 Single 0 0.5
= 4 15-18 10 3.58 Single -1 0.5
Copper 5 12-14 20000 02 10 5.0 8 Single -1 0.5 3
6 7.0-9.0 10 5.0 8 Single -2 0.5
8 4.5-5.5 10 5.0 8 Single -3 0.5
10 3.0-3.5 12 5.0 8 Single -4 0.5
12 2.0-2.5 14 5.0 8 Single -5 0.5

#i1: BPNAFRNFES, ASVEN, ARNREMB<EH, REEEEN, tAZHIEENR, tTERRERSHESFHIE
PIRIES, BHUK. RS, 8L SE. MRFEREEN, BETESEER), RPLFSHEAITESY, EXENLHZEXEER
FRK, NEEMEEF, FEFAMEESNL, BUEAESHRHLE. XATASEESUR, SSHABSHERBL
BRIRIF .

Remark: Carbon steel and stainless steel, such as air, nitrogencutting, efficiency and stability will be improved, bearing
the increase of thickness, but also prone to hanging slag phenomenon, the above data parameters in actual bulk cutting,
machine tool, system, cutting head, air pressure, materials and other factors, there may be changes, the data in the
table red mark parameters for proofing, greatly influenced by various factors in the actual processing, |t isonly suitable
for small batch production. Mass production is not recommended. Higher power lasers are recommended. Copper needs to

be cut with high pressure oxygen, air or nitrogen are easy to cause damage to the laser.

13.2. Z & LR MFMC-20000W £F:tx 150 um ZEFLEE Multi-module MFMC—20000W 150— pm perforation reference

13.2.1. B1]Z MFMC-20000W 30mm TRENEZEFLEH (N4t &%) MAX MFMC-20000W 30mm carbon steel perforation
parameters (for reference only)

- R .
kS HEELL 7k B EE SEAir ZFFLETE EHKRS Stop
HrEX stage Focus
Power duty ratio | Frequency Nozzles Height Pressure Aperture Time blowing
Point
w) %) (Hz) (mm) (bar) (ms) (ms)
(mm)
B High—position 15000 45 150 20 0.6 -4 200
{sf Middle-position 15000 45 100 12 0.6 -6 1000
{K{iL Low-position 20000 55 100 8 0.6 -8 200




13.2.2. €125 MFMC-20000W 40mm FRINZFLEH (NS E) MAX

parameters (for reference only)

MFMC-20000w 40mm carbon steel perforation

- R .
HhE HEELL 7k WS = S Air ZFFLETE EHKRS Stop
MEX stage Focus
Power duty ratio | Frequency | Nozzles Height | Pressure Aperture Time blowing
Point
w) %) (Hz) (mm) (bar) (ms) (ms)
(mm)
B High-position 20000 45 100 20 0.6 -6 200
Fi{if Middle-position 20000 45 150 12 0.7 -8 2500
&AL Low-position 15000 50 150 8 0.7 -12 500

13.2.3. 12 MFMC—20000W 30mm REFB S EFLEH (N{t£E) MAX MFMC-20000W 30mm stainless steel nitrogen

piercing parameters (for reference only)

- R .
IhE aEtL ik MR = S Air FrLEtE EHRIRS Stop
FrEE stage Focus
Power duty ratio | Frequency | Nozzles Height Pressure Aperture Time blowing
Point
w) %) (Hz) (mm) (bar) (ms) (ms)
(mm)
i High—position 20000 55 2500 20 6 -8 200
fh/f\L Middle—position | 20000 45 2500 15 8 -12 1500
{4 Low—position 20000 45 80 10 8 -16 500

13.2.4. B2 MFMC-20000W 30mm S EFNESEFLEH ({XEEES%E) MAX MFMC-20000W 30mm stainless steel oxygen
perforation parameters (for reference only)

- FR . "
hE a2kl ik M= S Air FrLEtE BHKS Stop
FEE stage Focus
Power duty ratio | Frequency | Nozzles Height Pressure Aperture Time blowing
Point
) (%) (Hz) (mm) (bar) (ms) (ms)
(mm)
B High-position 20000 45 100 20 0.6 -6 200
fi{if Middle-position 20000 45 100 12 0.8 -8 2000
&AL Low-position 12000 55 100 10 0.8 -12 500

FILSHULT IR T EBFENRIRER/ FAHRNEEAG, FASKTANERX, KESRERTENLZLENGEES

H, RBREYR; FLRAFZREHRF, SUAE—RFIL, ClL3sHE.
The perforation parameters are taken as the |imit carbon steel/stainless steel thickness that can be penetrated under
the current power as an example. The perforation parameters can be adjusted in a wide range, and the duty cycle and
frequency can be adjusted according to the actual effect to achieve the best effect. The piercings are sorted step by

step, the high position is perforated for the first level, and so on.



ZZFE IR MFMC—-20000W—100um t1EI##E Multi Module MFMC—20000W-100um Cutting Data

14. 2% 1&3R MFMC-20000W £ %732 Multi Module MFMC—-20000W Cutting Data

14.1. B1J3& MFMC-20000W —{&{k LOE £Fits 100 pm 1 EI¥3E CHEE 100mm/5E£E 200mm) MAX MFMC—20000W Integrated
LOE Core 100 pm Cutting Data(Collimation 100mm/focus 200mm)

MFMC-20000W ZELZEE(3¢88 (100 pm) MFMC-20000W Continues Lase (100 pm)

EE In= SE EafE PIEISE
7 - X Speed S i Nozzles = g
thicknes Power Pressure Focus Point | Cutting Height
Material (m/min) Gas (mm) Remark
(mm) w) (bar) (mm) (mm)
1 60-80 10 3.08Single 0 0.5
2 40-50 10 3.058 Single 0 0.5
3 35-45 10 3.08 Single 0 0.5
4 30-35 10 3.58 Single 0 0.5
5 25-30 10 3.58 Single 0 0.5
6 20-25 12 3.58 Single -0.5 0.5
N2/
8 14-18 20000 A 13 4.58 Single -1 0.5 1
ir
10 10-13 13 4.58 Single -1.5 0.5
12 7-8 14 4.58 Single -2 0.5
14 5.5-6.5 16 4.58 Single -3 0.5
16 4.0-4.5 25 5.0 8. Single -4 0.5
18 3.2-3.5 25 5.08 Single -6 0.5
04 20 2.7-3.0 25 6.0 Single -10 0.5
E]
10 2.2-2.5 6000 0.6 1.2 Double +8 0.6
Carbon
Steel 12 1.9-2.1 6500 0.6 1.2¥ Double +9 0.6
14 1.8-1.9 8000 0.6 1.4% Double +10 0.6
16 1.6-1.8 8500 0.6 1.4¥ Double +11 0.6
18 1.5-1.7 12000 0.6 1.6 Double +12 0.6
20 1.4-1.6 12000 0.6 1.6 Double +12 0.6
22 1.3-1.5 12000 0.7 1.6 Double +12 0.6
02 2
25 1.2-1. 4 15000 1.0 1.4 8 Single +12 0.3
30 1.1-1.3 18000 1.2 1.6 B Single +13.5 0.3
35 1.0-1.2 0.8 1.6 8 Single +14 0.3
40 0.6-0.8 1.0 1.6 8 Single +14 0.3
50 0.3-0.5 20000 1.3 1.8 B Single +14 1.5
60 0.2-0.25 1.6 1.8 B Single +14 1.5
70 0.1-0.2 1.6 1.8 B Single +14 1.5




80 0.1-0.15 1.6 1.8 B Single +14
1 60-80 10 3.0%Single 0
2 40-45 10 3.0 8. Single 0
3 35-40 10 3.0%Single 0
4 30-33 12 3.58Single 0
5 23-25 12 3.58Single 0
6 20-22 13 4.58Single -1
8 15-18 13 4.58Single -3
10 11-13 14 4.5% Single -3
12 8-10 14 4.5% Single -4
14 5.5-6.5 14 4.5% Single -6
TF 16 4.5-5.5 16 5.0 % Single -8
] .
Stainles 18 3.5-4.5 20000 | N2 18 5.08 Single -8
s Steel 20 3.0-4.0 20 5.0 Single -9
25 1.9-2.4 25 6.0 Single -13
30 0.8-1.2 25 6.0 Single -15
35 0.5-0.8 25 7.08 Single -17
40 0.3-0.5 25 5.08 Single +8
50 0.2-0.3 25 5.08 Single +9
60 0.15-0. 2 25 6.08Single +9
70 0.1-0.15 25 8.08 Single +9
80 0. 08-0. 1 25 8.08 Single +9
90 0. 05-0. 07 25 8.0 Single +9
100 0. 04-0. 06 25 8.08 Single +9
1 60-80 8 2.0%8Single 0
2 50-60 8 2.0%8Single 0
3 40-45 10 3.08 Single -1
4 35-39 10 3.08 Single -1
&R 5 25-30 1 3.58Single -1
Stainles 20000 Air
< Steel 6 22-26 1 3.58Single -2
8 15-18 12 4.08Single -2
10 12-14 13 4.08Single -3
12 10-11 13 4.5% Single -3.5
14 6.5-7.5 14 4.5% Single -3.5




16 5.0-5.8 16 4.58 Single -7
18 3.8-4.5 20 4.5% Single -9
20 3.0-3.5 20 5.08 Single -10
25 1.5-2.0 25 5.0 % Single -13
30 1.0-1.3 25 5.0 Single -15
40 0.5-0.6 25 6.08 Single -17
50 0.2-0.3 25 6.08 Single +9
60 0.1-0.2 25 8.08 Single +9
70 0.1-0.15 35 8.0 H. Single +9
1 60-80 8 3.0 B Single 0
2 45-55 8 3.0 i Single 0
3 38-45 8 3.0 & Single -1
4 30-40 8 3.0 8 Single -1
5 23-28 10 3.58 Single -2
6 16-20 10 4.5 Single -2
8 10-12 10 5.0 8 Single -3
10 9-10 10 5.0 B Single -3
mad 12 5-6 10 5.0 B Single -4
Aluminiu 14 4-5 20000 N2 12 5.0 & Single -5
m Al loy
16 3-4 14 5.0 # Single -6
18 2.3-2.8 14 5.0 8 Single -6
20 2.0-2.3 16 5.0 8 Single -7
25 1.0-1.5 18 6.0 B Single -8
30 0.6-0.8 20 6.0 8 Single -8
40 0.4-0.5 25 6.0 B Single 8
50 0.3-0.4 28 6.0 B Single 8
60 0.2-0.3 28 6.0 B Single 8
1 50-60 10 3.0 B Single 0
2 35-45 10 3.58 Single 0
3 28-32 10 3.58 Single 0
=i .
Bracs 4 20-25 20000 | N2 10 3.5 8 Single -1
5 18-21 12 4.5 8 Single -1
6 13-17 12 4.5 8 Single -1.5
8 9.0-12 12 5.0 8. Single -2




10 6.0-8.0 13 5.0 B Single -3 0.5
12 4.0-6.0 14 5.0 B Single -3 0.5
14 3.5-4.5 14 5.0 B Single -4 0.5
16 2.0-3.0 14 5.0 B Single -5 0.5
18 1.0-1.5 16 5.0 A Single -6 0.5
20 0.7-0.9 18 6.0 # Single -6.5 0.5
1 35-40 8 3.0 & Single 0 0.5
2 26-30 8 3.0& Single 0 0.5
3 24-28 8 3.5 B Single 0 0.5
sem 4 16-20 10 3.5 % Single -1 0.5
Copper 5 12-15 20000 02 10 5.0 8 Single -1 0.5 3
6 8.0-10 10 5.0 B Single -2 0.5
8 5.0-6.0 10 5.0 A Single -3 0.5
10 3.0-3.5 12 5.0 A Single -4 0.5
12 2.0-2.5 14 5.0 B Single -5 0.5

#i1: BPNAFRNFES, ASVEN, ARNREMB<EH, REEEEN, tAZHIEENR, tTERRERSHESFHIE
PIRIES, BHUK. RS, 8L SE. MRFEREEN, BETESEER), RPLFSHEAITESY, EXENLHZEXEER
FRK, NEEMEEF, FEFAMEESNL, BUEAESHRHLE. XATASEESUR, SSHABSHERBL
BRIRIF .

Remark: Carbon steel and stainless steel, such as air, nitrogencutting, efficiency and stability will be improved, bearing
the increase of thickness, but also prone to hanging slag phenomenon, the above data parameters in actual bulk cutting,
machine tool, system, cutting head, air pressure, materials and other factors, there may be changes, the data in the
table red mark parameters for proofing, greatly influenced by various factors in the actual processing, It isonly suitable
for small batch production. Mass production is not recommended. Higher power lasers are recommended. Copper needs to

be cut with high pressure oxygen, air or nitrogen are easy to cause damage to the laser.

14.2. Z 1E 3R MFMC—20000W £F it 100 um ZEFL£ & Multi Module MFMC—-20000W Fibel Core 100 pm Perforation
Reference

14.2.1. 8] 2 MFMC-20000W 30mm TSN EFFLE % ({X{t£2E) MAX MFMC-20000W 30mm carbon steel perforation
parameters (for reference only)

- =R .
IhE a2kl ik B SIE Air FrLEtE 1EHRRS Stop
MrEX stage Focus
Power duty ratio | Frequency | Nozzles Height | Pressure Aperture Time blowing
Point
w) %) (Hz) (mm) (bar) (ms) (ms)
(mm)
B High—position 15000 45 150 20 0.6 -4 200
f{sf Middle-position 15000 45 100 12 0.6 -6 1000
&L Low-position 20000 55 100 8 0.6 -8 200




14.2.2. 1]Z& MFMC—20000W 40mm I%$MZEFLEH ({L{t£E) MFMC-20000w 40mm carbon steel perforation parameters

(for reference only)

- R .
kS EsLE 7k WS = S Air ZFFLETE EHKRS Stop
BrE% stage Focus
Power duty ratio | Frequency | Nozzles Height | Pressure Aperture Time blowing
Point
w) (%) (Hz) (mm) (bar) (ms) (ms)
(mm)
B High-position 20000 45 100 20 0.6 -6 200
fi{i Middle-position 20000 45 150 12 0.7 -8 2500
&AL Low-position 15000 50 150 8 0.7 -12 500

14.2.3. 12 MFMC—20000W 30mm REFAB S EFLEH (N {t£E) MAX MFMC-20000W 30mm stainless steel nitrogen

piercing parameters (for reference only)

hE HEEEE e SR SEAir ££/5 Focus ZFFLAtE AR S Stop
HrEX stage Power duty Frequen Nozzles Pressure (b Point Aperture Time blowing
w) ratio(%) cy (Hz) He i ght (mm) ar) (mm) (ms) (ms)
B High—position 20000 55 2500 20 6 -8 200
th{if Middle-position | 20000 45 2500 15 8 -12 1500
{K{iL Low-position 20000 45 80 10 8 -16 500

14.2.4. B8 MFMC-20000W 30mm A EEMESFFLEH ({XES%E) MAX MFMC-20000W 30mm stainless steel oxygen
perforation parameters (for reference only)

- Lt .
HhE ekl e SR SEAir ZFFLAtE 3= Stop
BrEX stage Focus
Power duty ratio | Frequency Nozzles Height Pressure Aperture Time blowing
Point
() %) (Hz) (mm) (bar) (ms) (ms)
(mm)
=i High—position 20000 45 100 20 0.6 -6 200
H{i Middle—position 20000 45 100 12 0.8 -8 2000
&AL Low—position 12000 55 100 10 0.8 -12 500

FASHULBIRTEBFIENMIRRN/ AFRNEEAG, FLSHTETEERKX, KIBEIRERUTFTNLE=HRAERES
W, RBRENR; FILRIAFZEEHF, SAE—REFIL, LULEE,

The perforation parameters are taken as the |imit carbon steel/stainless steel thickness that can be penetrated under

the current power as an example. The perforation parameters can be adjusted in a wide range, and the duty cycle and

frequency can be adjusted according to the actual effect to achieve the best effect. The piercings are sorted step by

step, the high position is perforated for the first level,

and

SO on.




&R MFMC-30000W—150um t1EI##E Multi Module MFMC—30000W-150um Cutting Data

15. ZZ4E3R MFMC-30000W 150um H]EI%$E Multi Module MFMC-30000W 150um Cutting Data
15.1. £1/Z MFMC-30000W —{&{k LOE £Fk 150 um LIEI%E CHEE 100mm/3E£E 200mm) MFMC-30000W Integrated LOE

core 150 um cutting data (collimation 100mm/ focus 200mm)

MFMC—30000W E4E#¢2& (150 pm) MFMC—-30000W Continues Laser (150 pm)

EE SBE ERpE Ik
g 5! - JREE Speed | ThE Power | SiF I35 Nozzles ==
thicknes Pressure Focus Point | Cutting Height
Material (m/min) w) Gas (mm)
(mm) (bar) (mm) (mm)
8 14-16 10 4.5 B Single -1 0.5
10 12-14 10 4.5 B Single -2 0.5
12 8-10 N2/ 12 4.5 B Single -3 0.5
16 5-6 30000 Air 14 5.0 8 Single -4 0.5
20 1.5-2.0 20 6.0 B Single -6 0.5
25 2.5-3.2 20 6.0 B Single -8 0.5
10 2.3-2.6 6000 0.6 1.2 ¥ Double +8 0.6
12 1.8-2.1 6000 0.6 1.2 ¥ Double +9 0.6
R Carbon 16 1.6-1.8 8500 0.5 1.4 %W Double 9 0.6
Steel
20 1.5-1.6 12000 0.55 1.6 X Double +12 0.6
25 1.3-1.4 13000 0.8 1.6 B Single +13 0.3
02
30 1.2-1.3 16000 0.8 1.7 B Single +13 0.3
35 1.0-1.2 18000 0.8 1.8 B Single +14 0.3
40 1.0-1.1 22000 1.2 1.8 B Single +15 0.3
45 0.8-1.0 30000 1.3 1.8 B2 Single +15 0.3
50 0.4-0.5 30000 1.5 1.8 B2 Single +16 0.3
8 18-22 8 B 5 0Single -2 0.5
10 13-16 10 B 5 0Single -2 0.3
12 10-12 12 B 5 0Single -4 0.5
16 7-8 13 B 5 0Single -5 0.5
RER 20 5.0-6.5 N2/ 13 #5 0Single -7 0.5
Stainless 30000
Steel 25 2.8-3.5 Air 18 B 5 0Single -10 0.5
30 1.8-2.5 25 B 6.0Single -12 0.5
35 1.4-1.8 30 B 6.0Single -15 0.5
40 0.8-1.2 30 B 6.0Single -15 0.3
50 0.2-0.25 30 B 6.0Single +6 0.3

& CRMEEIN, ZHKR. R%. Y8k SE MRFEREREN, RETESFER, RPLGSHEAITESYE, £




THEFEKLXEREWRKA, UES/MMIEES, THEEAMEESNT, EUERESHRALRE.

Remark: actual batch cutting, affected by machine tools, systems, cutting head, air pressure, materials and other factors,
the data may be changed, the red mark parameters in the table are proofing parameters, in the actual processing is greatly
affected by various factors, only suitable for small batch production, mass production and processing is not recommended,

it is recommended to use higher power laser.



ZHE IR MFMC-30000W—100um tJEI# Multi Module MFMC-30000W-100um Cutting Data

16. Z1EIR MFMC-30000W 100um YJEIZ(#E Multi Module MFMC-30000W 100um Cutting Data

16.1. B/ MFMC-30000W —{&{t, LOE £Fits 100 pm H1EI¥3E CHEE 100mm/BE£E 200mm) MAX MFMC-30000W Integrated
LOE Core 100 pm Cutting Data(Collimation 100mm/focus 200mm)

MFMC-30000W ZELEH¢2% (100 pm) MFMC-30000W Continues Laser (100 pm)

PEISE
=Y d 5 5&E n EouE .
#8 J; . JRJE Speed ai N SE M5 Nozzles e ] Cutting &%
thicknes Power {& | Pressure Focus Point
Material (m/min) (mm) Height Remark
(mm) w) Gas (bar) (mm)
(mm)
8 20-25 10 4.5 -1 0.5
10 15-20 10 4.5 -2 0.5
z
12 10-14 _ 12 4.5 -3 0.5
g
14 9.0-10.5 30000 / 14 4.5 -3 0.5
16 8.0-9.5 = 14 5.0 -4 0.5
=
18 6.0-7.0 20 5.0 -7 0.5
20 4.0-5.0 25 6.0 -10 0.5
10 2.2-2.5 6000 0.6 1.2 +8 0.6
12 1.9-2.1 6500 0.6 1.2 +9 0.6
14 1.8-1.9 8000 0.6 1.4 +10 0.6
16 1.6-1.8 8500 0.6 1.4 +11 0.6
BR5R
Carbon 18 1.5-1.7 11000 0.5 B 1.5Single +12713 0.3
Steel 20 1.5-1.6 | 11000 0.5 ¥ 1.5Single | +12713.5 0.3
22 1.3-1.5 12000 0.5 1. 6Single +12713.5 0.3
25 1.25-1.4 12000 0.5 B 1.6Single +13714.5 0.3
02
30 1.1-1.3 17000 0.8 B 1.6Single +13714.5 0.3
35 1.1-1.2 17000 1.0 #1.7Single | +13.8714.5 0.3 2
40 0.9-1.1 20000 1.2 #1.8Single +14715 0.3
45 0.7-0.9 28000 1.2 B 1.8Single +157+16 0.3
50 0.4-0.5 30000 1.3 B 1.8Single +157+16 0.3
60 0.2-0.3 30000 1.6 H1.8Single +16™+17 0.3
70 0.1-0.2 30000 1.6 H1.8Single +16™+17 0.3
80 0.1-0.15 30000 1.6 H1.8Single +167+17 0.3
6 30-35 8 4.5 +17-2 0.5
TEW
Stainles 8 25-28 30000 N2 8 5.0 -17-2 0.5
s Steel 10 20-22 8 5.0 -17-3 0.5




12 15-17 10 5.0 -17-5
14 10-12 14 5.0 -3"-5
16 8.5-10.0 14 5.0 -47-5
18 6.0-7.0 16 5.0 -57-6
20 5.0-6.0 20 6.0 -57-6
25 3.0-4.0 20 6.0 -6.5"-7.5
30 2.0-2.5 25 8.0 -9.5%-10.5
35 1.5-1.8 25 8.0 -117-13
40 0.9-1.2 25 8.0 -157-16.5
50 0.2-0.25 25 6.0 +8
60 0. 15-0. 2 25 6.0 +9
70 0.1-0.15 25 8.0 +9
80 0.08-0.12 25 8.0 +9
90 0. 05-0. 1 25 8.0 +9
100 0. 05-0. 08 25 8.0 +9
1 60-80 8 3.0 0
2 50-60 8 3.0 0
3 35-45 8 3.0 -1
4 30-40 8 3.0 -1
5 20-25 10 4.5 -2
6 15-22 10 4.5 -2
8 14-20 10 5.0 -3
10 8.0-10 10 5.0 -3
mas 12 7.0-8.0 10 5.0 -4
Aluminiu 14 4.0-6.0 20000 N2 12 5.0 -5
m Al loy
16 3.0-4.5 14 5.0 -6
18 2.3-3.0 14 5.0 -6
20 2.0-2.3 16 5.0 -7
25 1.0-1.5 18 6.0 -8
30 0.6-0.8 20 6.0 -8
40 0.3-0.6 25 6.0 8
50 0.3-0. 4 28 6.0 8
60 0.2-0.3 28 6.0 8
Et) 1 50-60 20000 | N2 10 3.0 0




Brass 2 35-45 10 3.5 0 0.5
3 28-35 10 3.5 0 0.5
4 23-28 10 3.5 -1 0.5
5 15-20 12 4.5 -1 0.5
6 12-15 12 4.5 -1.5 0.5
8 8.0-10 12 5.0 -2 0.5
10 5.0-7.0 13 5.0 -3 0.5
12 3.55.5 14 5.0 -3 0.5
14 3.0-4.5 14 5.0 -4 0.5
16 2.0-3.0 14 5.0 -5 0.5
18 1.0-1.5 16 5.0 ) 0.5
20 0.7-0.9 18 6.0 -6.5 0.5
1 30-40 8 3.0 0 0.5
2 22-30 8 3.0 0 0.5
3 20-25 8 3.5 0 0.5
4 1518 10 3.5 -1 0.5

fozlzr 5 12-14 20000 02 10 5.0 -1 0.5 3
6 7.0-9.0 10 5.0 -2 0.5
8 4.5-5.5 10 5.0 -3 0.5
10 3.0-3.5 12 5.0 -4 0.5
12 2.0-2.5 14 5.0 -5 0.5

#iE1: BIR1-20m EFEAESHASTE, VEEELERESHER, 2BRRBES. & 2: 10-20m ERESYIR, EAS
IESEREVNHIZ, BEREANRSENEREE. RBNFSELEE . RMREFAENARE, FERFREANRURFRE
REMSERAE. &1 3: KEYRIZH, SAERGSSETNE, FAERESSKEAIHTNE. &F: KRPLGSERITH
2%, EXRMIPREXERERRK, UEEMEER, FEFAMEE~NT.

Note 1: Carbon steel 1-20mm is recommended to be cut by air or nitrogen. The cutting speed is faster than that of oxygen,
and there will be slight hanging slag.

Note 2:10-20mm carbon steel oxygen cutting using high power high speed bright surface cutting process with high speed
double tip nozzle. According to the field gas purity, plate qual ity and other aspects of the difference, the use of debugging
power and debugging speed will be different.

Note 3: In copper cutting process, oxygen must be used for cutting, air or nitrogen can not be used for cutting.
Note: The red mark parameters in the table are sample making parameters, which are greatly affected by various factors

in actual processing, and are only suitable for smal | batch production. Mass production and processing are not recommended.



16.2. Z{E1R MFMC-30000W £Fitx 100 um ZEFLE# Multi Mudule MFMC—30000W 100 pm perforation reference
16.2.1. BlZ= MFMC-30000W 30mm TR$HEFFL S ({N &%) MFMC-30000W 30mm carbon steel perforation parameters

(for reference only)

HE HEEEE e SR SEAir | 58 Focus FLEE AR S Stop
BrE% stage Power duty ratio | Frequency | Nozzles Height | Pressure Point Aperture Time blowing
(w %) (Hz) (mm) (bar) (mm) (ms) (ms)
& High—position 15000 45 150 20 0.6 -4 200
F{iMiddle—position 15000 45 100 12 0.6 -6 1000
{4 Low—position 20000 55 100 8 0.6 -8 200

16.2.2. B1] Z MFMC-30000W 40mm TRENZEFLESH (N4t S 3% ) MAX MFMC—-30000W 40mm carbon steel

parameters (for reference only)

perforation

InE a2kl b7z M = S Air | £ Focus FrLEtE ERKS Stop
BrEX stage Power duty ratio | Frequency | Nozzles Height | Pressure Point Aperture Time blowing
(w) (%) (Hz) (mm) (bar) (mm) (ms) (ms)
=i High—position 20000 45 100 20 0.6 -6 200
i Middle—position 20000 45 150 12 0.7 -8 2500
&AL Low—position 15000 50 150 8 0.7 -12 500

16.2.3. £1/Z& MFMC-30000W 30mm BB S EFFLEH (X H#EE) MAX MFMC-30000W 30mm stainless steel nitrogen
perforation parameters (for reference only)

IhE HELE duty i S SEAir | fE& Focus ZFFLEfE BRI S Stop
MrEX stage Power ratio Frequency | Nozzles Height Pressure Point Aperture Time blowing
) %) (Hz) (mm) (bar) (mm) (ms) (ms)
B High-position 20000 55 2500 20 6 -8 200
i Middle—position | 20000 45 2500 15 8 -12 1500
{4 Low—position 20000 45 80 10 8 -16 500

16.2.4. B2 MFMC-30000W 30mm S EFMESEFLEH ({XEEESE) MAX MFMC-30000W 30mm stainless steel oxygen
perforation parameters (for reference only)

HE HEEL duty b7k B EE SHEAir | £E= Focus FLETE 3= Stop
HrE% stage Power ratio Frequency Nozzles Height Pressure Point Aperture Time blowing
(w (%) (Hz) (mm) (bar) (mm) (ms) (ms)
& High—position 20000 45 100 20 0.6 -6 200
fi{if Middle-position | 20000 45 100 12 0.8 -8 2000
{4 Low—position 12000 55 100 10 0.8 -12 500




&R MFMC-40000W—100um t1EI##E Multi Module MFMC-40000W-100um Cutting Data

17. Z4E3R MFMC-40000W 100um LJEIZ(#E Multi Module MFMC-40000W 100um Cutting Data

17.1. BZE MFMC-40000W —{&{{ LOE £F7t5 100 um LIE|¥IE CGEE 150mm/BEEE 300mm) MFMC-40000W Integrated LOE
core 100 um cutting data (collimation 150mm/ focus 300mm)

MFMC-40000W ZE£E%322 (100 um) MFMC-40000W Continues Laser (100 um)

+t EE RE =R t SE M FERE PEIEE %
& (mm) (m/min) W) & (bar) (mm) (mm) (mm) p

12 16-18 10 3.5 -3 0.5

16 10-12 10 3.5 -4 0.5 1

fi%

20 8.0-9.0 10 3.5 -6 0.5 L]

40000 N2+AIR o

25 4.5-5.5 11 10.0 -8.5 0.3 =

)|

30 2.5-3.5 11 10.0 -13 0.3 |
35 2.0-2.5 11 10.0 -156.5 0.3
10 2.2-2.5 6000 0.6 1.2 +8 0.6
12 1.9-2.1 6500 0.6 1.2 +9 0.6
14 1.8-1.9 8000 0.6 1.4 +10 0.6
16 1.6-1.8 8500 0.6 1.4 +11 0.6
18 1.5-1.7 11000 0.5 H1.5 +11712 0.3

20 1.5-1.6 11000 0.5 #15 +11712 0.3 2

Tk

22 1.3-1.5 12000 0.5 $1.6 +11712 0.3 %ﬁ

0, a1

25 1.2-1.4 | 43000 0.5 | #1.6 11712 0.3 s

~ Yl
35 1.1-.2 | 29000 0.8 | #1.8 12713 0.3
40 1.0-1.1 30000 1.0 B20 +13714 0.3
45 0.8-1.0 34000 1.0 -*- 2.0 +137+14 0.3
50 0.8-1.0 36000 1.0 H25 +147+15 0.3
60 0.2-0.3 40000 1.6 #3.0 +18™+20 0.3




70 0.1-0.2 40000 1.6 B35 +187+20
80 0.1-0.2 40000 1.6 %35 +187+20
8 25-30 8 5.0 -17=-2
10 20-23 8 5.0 -17-3
12 16-18.5 8 5.0 -17-3
16 11-13 8 5.0 -27-3
20 8.0-8.5 8 8.0 -57-6
25 5.0-5.5 8 8.0 -6.07-7.0
30 3.0-3.5 25 10.0 -9.57-10.5
2000/92
T 35 2.0-2.5 25 10.0 -117-13
2000/92
& 40000 N2
" 40 1.3-1.8 25 8.0 ~15™-16
N2 2000/92
45 0.2-0.25 25 8.0 8
200/40
50 0.2-0.25 25 6.0 +8
60 0.1-0.15 25 6.0 +9
70 0.1-0.15 25 8.0 +9
80 0.1-0.15 25 8.0 +9
90 0.05-0. 1 25 8.0 +9
100 0.05-0. 1 25 8.0 +9
12 16-19 8 8.0 -2
16 10-13 8 8.0 -2
20 8.0-9.0 8 8.0 -4
N
B 25 505.7 | 40000 | AIR 8 8.0 -7
E:0]
AIR 30 3.3-3.8 10 8.0 -11.5
35 2.2-2.7 13 8.0 -16
40 1.3-1.8 18 8.0 -20




50 0.2-0.3 25 8.0 +9
60 0.1-0.2 25 8.0 +9
70 0.1-0. 15 30 8.0 +9
6 50-65 8 4.5 -1
8 40-49 8 5.0 -2
10 25-30 8 5.0 -3
12 20-25 8 5.0 -4
16 10-12 16 5.0 -8
5000/95
20 5.0-6.0 40000 20 5.0 -10
1000/75
i 25 3.0-3.5 20 8.0 11
= 1000/75
& AIR
2 30 1.5-2.0 20 8.0 12
1000/70
35 1.0-1.3 25 8.0 -13
1000/65
40 0.6-1.0 25 10.0 14
1000/65
50 0.2-0.3 30 10.0 9
24000
800/60
60 0.1-0.2 30 10.0 9
24000
800/65
70 0.1-0.2 30 10.0 10
28000
800/60
6 26-30 12 4.5 1.5
8 21-26 12 5.0 -2
10 16-20 13 5.0 -3
"
i 12 12-15 40000 | N2 14 5.0 -3
16 8.0-10.0 14 6.0 -5
20 5.5-6.5 20 8.0 -6.5
% 6 18-22 40000 | 02 10 5.0 -2




$il 8 12-14 10 5.0 -3 0.5 ®
i
10 8.0-10.0 12 5.0 -4 0.5 =
%
12 5.0-6.0 14 5.0 -5 0.5 o
g
16 3.0-4.0 18 5.0 =7 0.5
20 1.5-2.0 20 5.0 -8 0.5

#iE 1. BRIR 12-35mm HEERRSYIRIRERGERE, HEEXRTER.

#iE2: 16m IRBNESYIE, ERASHESEREYIRITLZ, BRERANESENSIMINE, 18-45mm (£ A 2 EMHE YIEI=H,
WE—HMRF. RIBMGSEHEE. RMREFAENARE, AR ERNIIRUZBRNEE B F/RARE.

& 3: ZEYIBIZH, KAERSSHTIR, FUEASSKEASEITNE. &1 RPIGSYHRITHSY, EFEMIH
ZERXBREWERK, ESMIEER, THESEAMEE~NT.

Note 3: In copper cutting process, oxygen must be used for cutting, air or nitrogen can not be used for cutting.

Note: The red mark parameters in the table are sample making parameters, which are greatly affected by various factors

in actual processing, and are only suitable for smal | batch production. Mass production and processing are not recommended.

17.2. 45 1R MFMC-40000W £F7% 100 pm ZEFLEE Multi Mudule MFMC-40000W 100 um perforation reference

17.2.1. B MFMC—40000W 30mm BRENZEFLEH ((UitsE)

u ﬂ -f 313 N = |z
W% | S | E ;’% Bl sg | B | gt | mrns
] % Hz bar ms ms
mm mm
={L | 30000 45 150 20 0.6 | —4 200
200
fh{sL | 30000 45 100 12 0.6 | -6 1000
300
{&{L | 30000 | 55 100 8 0.6 | -8 500
17.2.2.  20.2.2 {1]ZE MFMC-40000W 40mm FR4AEFLEH ((VitE&E)
o S | - e N T
h&E | ke | A e SFE | &8 | FFLEE | xRS
] % Hz bar mm ms ms
mm
=L | 30000 45 100 20 0.6 | -6 200




200

f{i | 30000 45 150 12 0.7 | -10 2000
300
{&fL | 30000 | 50 150 8 0.7 | -12 500
17.2.3.  20.2. 3 €2 MFMC-40000W 30mm FNFENBSFFLE&H (Vit&E)
wk | st e | TR g R gnme | mns
W % Hz m bar o ms ms
={L | 30000 55 2500 20 6 -8 200
200
f{iL | 30000 45 2500 15 8 =12 2000
200
&AL | 30000 45 80 10 8 -16 500
17.24.  20.2.4 $|2E MFMC-40000W 30mm THFRMESTIL &S (&%)
hE | LZEE | M | BESE | SE | £5 | FILHE | FERS
W % Hz mm bar mm ms ms
=L | 30000 45 100 20 0.6 | -6 200
200
q;l_.;:t 30000 45 100 12 0.8 | -10 2000
200
{&{L | 30000 | 55 100 10 0.8 | -15| 500




ZFE IR MFMC-50000W—150um t1EI##E Multi Module MFMC-50000W-150um Cutting Data

18. Z4EIR MFMC-50000W 150um LJEIZ(#E Multi Module MFMC-50000W 150um Cutting Data

18.1. 21. 1 €12 MFMC-50000W —4&4t LOE £Fits 150 um ¥NEIHHE CHEE 125mm/5E£E 350mm) MFMC-50000W Integrated
LOE core 150 um cutting data (collimation 125mm/ focus 350mm)

MFMC-50000W L3528 (150 pm) MFMC-50000W Continues Laser (150 um)

o EE R IhE | SE I y- =LA 4 PIES %
£ (mm) (m/min) w) S (bar) (mm) (mm) E (mm) !
8 25-28 8 50 -17-2 0.5
10 18-22 8 50 -17-2 0.5

12 16-18 8 #5.0 —2"-3 0.5 §1
" 16 11-13 10 $50 -37-4 0.5 s
w | 20 8.0-9.0 50000 | AIR/N2 10 $60 -5~-6 0.5 /=
MS | 25 6.0-6.5 10 %80 -7"-8 0.5 :
4.0-4.5 . )|
30 3500,98 10 50 -8"-9 0.5 o
35 2.573.0 10 50 ~10™-11 0.5
3500/98
16 12-15 8 35 -3"-4 0.5
20 8.0-10.0 10 35 -5"-6 0.5 2
| 95 6.0-7.0 10 #5.0 10”12 0.5 %
W 50000 | N2+02 It
ws | 30 4.0-5.0 13 810 -12"-13 0.3 7
35 2.5-3.5 13 210 -14"-15.5 0.3 #
40 2.0-2.5 14 B 10 -16™-17 0.3
16 3-3.5 15000 1 1.8 -12 2
20 2.7-3.2 20000 1 1. -15 2
25 2.5-2.8 25000 1.2 1.8 -17 2
30 2-2.5 28000 1.2 2.0 -18 2.5 3
@ 1.8-2.2 30000 02 1.2 2.2 -19 2.5 :;
W | 40 1.8-2 35000 1.2 2.3 -20 2.8 f
S 5o 1.5-1.8 45000 1.2 2.5 -23 3.0 ;
60 1.5-1.8 50000 1 3.0 -37 3.0 %)
70 0.9-1.1 50000 0.8 3.5 -39 3.5
80 0.7-0.8 50000 1 3.5 40 6.0
90 0.5-0. 6 50000 1 4.0 42 6.0




500/98

100 0.4-0.5 50000 1 4.0 —42 6.0
110 0.3-0. 4 50000 1 4.0 45 7.0
16 1.6-1.8 9000 0.6 WA 4 +14™16 0.6
20 1.5-1.6 12000 0.5 $1.5 +16™17 0.3
25 1.2-1. 4 14000 0.5 1.6 +16™17 0.3
30 1.2-1.3 18000 0.6 $1.6 +17718 0.3 4
- 2
35 1.1-1.2 20000 0.8 1.8 +18™19 0.3 o
& 5
W | 40 1.0-1. 1 23000 02 1.0 $1.8 +19~20 0.3 I
MS | 45 1.0-1. 1 30000 1.0 2.0 +20™22 0.3 iﬁ
50 0.8-1.0 34000 1.0 #2530 +24™+28 0.3 %
60 0.5-0.8 50000 1.2 #2.5-3.0 +24™+28 0.3
70 0.3-0.6 50000 1.2 #3.0-3.5 +24™+28 0.3
80 0.2-0. 4 50000 1.3 #3.0-3.5 +24™+28 0.3
8 25-30 6 5.0 —1~=2 0.5
10 18-22 6 5.0 —1~=2 0.5
12 16-18 6 5.0 —1~=2 0.5
16 12-14 6 5.0 —2~-4 0.5
20 9.0-11 6 5.0 -5-6 0.5
25 6.0-7.0 8 8.0 -6.0-7.0 0.5
4.0-5.0 .
30 14 8.0 -8™-10 0.3
3500/98 50000 N2
2.8-3.5 .
35 15 10.0 11713 0.3
3500/97
r 40 2.0-2.5 20 10.0 -18™-20 0.3
% 1500/95 ' '
2]
N2 1.0-1.5 .
45 25 10.0 ~24™-26 0.3
1500/92
0.8-1. 4 .
50 25/8 10.0 -28™-30 0.3
3000/99
0.1-0.2
60 25000 25 5.0 +17 0.3
200/35
0.8-1.0
60 50000 6 $9.0 —40 0.4
1000/96
N2
0.7-0.8
65 50000 6 $9.0 —44 0.4
1000/95
0.4-0.5
70 50000 6 $9.0 -48 0.4




0.1-0.17

80 50000 10 9.0 -51 0.
150/45 #
0.1-0.2
70 28000 25 5.0 +19 0.
200/37
0.1-0.15
80 30000 25 8.0 +19 0.
150/39
0.1-0.15
90 36000 25 8.0 +19 0.
150/40
N2
0. 08-0. 1
100 40000 25 8.0 +22 0.
150/45
0. 08-0. 1
110 44000 25 8.0 +24 0.
150/45
12 15-18 8 #50 -2 0
16 11-13 8 #50 -4 0
20 8.0-10. 0 10 #50 -5 0
25 6.0-7.0 10 B6.0 -8 0.
30 4.0-5.0 12 8.0 -10 0
35 3.0-4.0 14 810 -13 0.
F
o | 2.5-3.0 20 #10 -15 0. 5
@®| 45 1.8-2.3 25 10 -18 0. =
50000 AIR &
Al s0 0.8-1.5 25/8 10 ~20 0. B
I
0.8-1.0 2l
R
60 6 9.0 40 0.
1000/96 #
0.7-0.8
65 6 9.0 -44 0.
1000/95 #
0.4-0.5
70 6 9.0 48 0.
500/98 #
0.1-0.17
80 12 9.0 -51 0.
150/45 2
6 50-60 10 4.5 -1 0.
8 45-52 10 5.0 -1%=2 0.
10 3240 10 5.0 172 0
# 5000/99 ' '
&
24-30 50000 N2 -1~=2
£ 12 10 5.0 0.
AL 5000/99
16-20 .
16 14 5.0 —2"-4 0.
1000/95
20 10-13 12 8.0 -5"-6 0.




1000/90

6.0-8.0 ~
25 20 8.0 -6.0"-8.0 .5
1000/85
2.0-2.5 ~
30 25 8.0 -8.07-10 .5
1000/85
0.8-1.0 ~
35 25 8.0 -10"-11 .3
1000/80
40000
0.6-0.8 ~
40 25 8.0 -10"-12 .3
1000/75
0.2-0.3
50 25 8.0 10-12 .3
800/60
24000
0.1-0.2
60 25 8.0 10-12 .3
800/65
0.1-0.2
70 28000 25 8.0 10-12 .3
800/60
6 50-60 50000 10 5.0 -17-2 .5
8 50-60 50000 10 5.0 -17=2 .5
10 40-50 50000 10 5.0 -17=2 .5
12 32-40 50000 12 5.0 -27-3 .5
16 24-30 50000 18 5.0 -4"-5 .5
13-16 o
20 50000 20 8.0 -5"-6 .5
1000/95
AIR
8.0-10 ~
25 50000 25 8.0 -7"-9 .5
= 1000/85
& 2.0-3.0 ~
30 25 10.0 -9%-11 .5
% 1000/85
AL 1.0-1.5 .
35 40000 25 10.0 -11"-13 .3
1000/75
0.6-1.0 ~
40 25 10.0 -14"-16 .3
1000/75
0.2-0.3
50 24000 30 10.0 +12 .3
800/60
0.1-0.2
60 24000 AIR 30 10.0 +12 .3
800/65
0.1-0.2
70 28000 30 10.0 +12 .3
800/60
6 24-30 8 4.5 -1.0 .5
"
R 8 21-26 8 5.0 -1.0 .5
o 50000 N2
10 16-20 14 5.0 -1.5 .5




12 11-14 14 5.0 -3.0 0.5
16 7.0-9.0 16 5.0 5.0 0.5
20 4.5-5.5 20 6.0 7.0 0.5
6 22-26 10 5.0 -3 0.5 )
8 17-21 10 5.0 -4 0.5 e
g | 10 12-15 oo | PE 10 5.0 -5 0.5 ;
W12 7.0-9.0 02 12 6.0 -6 0.5 o
16 9.0-11.0 16 8.0 -8 0.5 ]
20 6.5-8.0 18 8.0 -10 0.5 =

#E1: B 1-1om HEEFERAZSHEASTE, MRRELEASSHER, TARSEE, 251
HSARMNEE, ASVHELTEHEZERE.

#E 2: 20-35mm BINR S S UIE, VIEIREANSESUEIRERATL, HEHEANESUIRISER,
JERBERID

#i3: RAEVIEINELEESEARER, VIRILERE

#iE 4: SERVEBRRTEVIRILEZ, 16mm IAERREHE, 20m L EERREBRREESR, R

RIHSHLE. RHREBEFHAEANAR, Bl ERNIIRURBRNREE LS BRAE,

#E5: ERUBITEN, HARSHE, BYRHEERE.

#iE 6: BESSYIRIERETTLUR D #5088 F B S B RIRIR .

Noteb: In copper cutting process, oxygen must be used for cutting, air or nitrogen can not be used for cutting.

18.2. Z & LR MFMC-50000W £F:tx 150 um ZEFLEE Multi Mudule MFMC—50000W 150 um perforation reference

18.2.1. 18 MFMC-50000W 30mm ikt HME 1.8 §S FFL&¥ ({(NteE)

e | et | BE | BWE  SE | ¢ | SILAE | SRS
Emm FAYYY
] % Hz bar ms ms
mm
=fL | 30000 45 150 20 0.6 -2 200
200
h{i | 30000 45 100 10 0.6 | -6 1000
18.2.2.  21.2.2 {1Z= MFMC-50000N 60mm B4 Mm% 2.7 S5 Z7L&% ((Wts#)

ThE
W

jesl=e
%

b7k
Hz

M =
B mm

SE

bar

mm

ZFLAE

ms

EARS

ms




B | 40000 | 45 1000 30 0.6 | —12 300
200
fR{ | 40000 | 25 150 14 0.6 | =30 2000
200
{4 | 40000 | 27 150 9 0.6 | -27 1000
18.23.  11.2. 3 £/ MFMC-50000W 50mm 7§50 MM 10.0 BSZFA &% (XH5E)
wk | wi g P sE R s | mrns
] % Hz m bar m ms ms
=fL | 40000 | 40 | 1000 30 15 | =25 300
200
fR{¥ | 40000 | 40 | 1000 20 15 | =25 1000
200
{{L | 40000 | 40 | 1000 15 15 | -25 1000
18.24.  21.2.4 E MFMC-50000W 50mm 7~ $54R Wik 5.0 S ZFFA &8 (W8%)
R | AZH | HiEX BESE | Sk | £< | FELHE | FERS
W % Hz mm bar mm ms ms
=L | 40000 60 800 30 0.6 | -16 500
200
FR{iL | 30000 | 30 | 400 10 0.6 | 20 1000
18.2.5. 21.2.5 £ MFMC-50000W 60mm 454K KIME 10.0 |S ZFFL&H ((UxsE)
R | AZH | HiEX BESE | Sk | £< | FELHE | FERS
W % Hz mm bar mm ms ms
B{L | 40000 | 35 2500 30 8 | -18 200
200
R{i | 50000 25 500 10 8 | -50 1500




Z 15 IR MFMC-60000W-150um £ E %35 Multi Module MFMC-60000W-150um Cutting Data

19. Z4EIR MFMC-60000W 150um LJEIZ(#E Multi Module MFMC-60000W 150um Cutting Data

19.1. B1JZ MFMC-60000W —{&{k LOE £F:ts 150 um YIEIHIE CEE 125mm/FE£E 350mm) MFMC-60000W Integrated LOE
core 150 um cutting data (collimation 125mm/ focus 350mm)

MFMC-60000W LIS 88 (150 pm) MFMC—60000W Continues Laser (150 um)

o EE HE IhE | SE 1510 1 y- =LA 4 VIS %
ok (mm) (m/min) W) S (bar) (mm) (mm) B (mm) !
10 20-22 15 8.0 -2 0.5
12 18-20 8 8.0 -2 0.5
16 12-13 9 $50 -3.5 0.3
20 9.0-10.0 8 ¥50 -5 0.3 1
B 7.0-7.5 5 850 -9 0.3 =
2] 60000 AIR g
uS 30 5.0-5.5 3 60 -1 0.3 -
35 3.8-4.3 3.5 6.0 -15.5 0.3 -
40 2.8-3.3 4 8.0 -18 0.3
45 2.0-2.6 5 #10.0 -22 0.3
50 1.6-2.0 5 ¥ 10.0 -25 0.3
14-15
16 3500/9 8 B35 -5 0.3
9.0-11.0
20 3500/9 10 #35 -6 0.3
6.5-7.5 2
B 25 3500/9 11 8.0 -9 0.3 B
2] 60000 | N2+AIR g
MS 30 29760 13 #10 14 0.3 2
3500/96 .
4.0-4.5
35 3500/9 13 10 -16 0.3
40 2.573.0 14 10 -18 0.3
3500/96
20 2.7-3.2 | 20000 1 1.8 -14 1.8
25 2.5-2.8 | 25000 1 2.0 -16 2.0
B 30 2.5-3.0 | 30000 1 2.5 -19 2.5 gst
2| 35 2.0-2.5 36000 02 0.9 2.5 -23 2.5 s




MS 40 1.8-2.0 36000 1.2 3.0 -24 3.0 £
50 1.6-2.0 45000 1 3.0 -26 3.0 E
60 1.4-1.8 50000 1 3.0 -33 3.0 2
70 1.1-1.2 55000 1.1 3.0 -36 3.0
80 0.8-1.0 60000 1.1 3.5 -40 6.0
100 0.6-0.8 60000 1 4.0 -40 7.0
150 0.2-0.25 | 60000 1 4.0 -52 9.0
16 1.6-1.8 10000 0.6 1.4 16.5 0.5
20 1.4-1.6 12000 0.45 | #1.5 +17.5 0.3
25 1.2-1.4 18000 0.5 $1.5 +18 0.3
30 1.1-1.3 20000 0.6 #1.6 +20 0.3
4
35 1.0-1.2 20000 0.8 20 +23 0.3 .
B 40 1.0-1.1 25000 02 0.8 20 +24 0.3 g
# ]
S 45 1.0-1.1 36000 0.8 #2.2 +25 0.3
|
50 0.8-1.0 36000 1.0 $#2.2 +28 0.3
60 0.6-0.9 50000 1.0 #2530 +307+35 0.3
70 0.5-0.8 60000 1.2 # 3 0-3.5 +307+35 0.3
80 0.4-0.7 60000 1.2 #3.0-3.5 +35"+40 0.3
100 0.3-0. 6 60000 1 #40 +45 0.3
16 15-16 5 5.0 -6 0.5
20 10.0-11.5 5 5.0 -6 0.5
25 7.0-7.5 6 5.0 -8 0.5
30 5.5-6.0 8 8.0 -11 0.3
35 4.0-4.5 8 8.0 -11 0.3
40 2.8-3.2 8 8.0 -18 0.3
45 2.4-2.8 8 8.0 -22 0.3
50 1.8-2.2 8 10.0 -25 0.3
60 1.3-1.5 6 10.0 -30 0.3
1.0-1.2 6 1 -28 0.3
* 70 150/80 60000 0-0 '
i 0.6-0.8
2] 80 1‘ ' 2 6 10.0 -30 0.3
SUS 50/70
0.1-0. 15
90 36000 25 10.0 +27 0.3
150,/40
0.4-0.6
90 60000 6 10.0 -35 0.3

150/60




0.1

200/35

100 150/45 40000 25 10.0 +30 0.
100 01'530_ /0(;05 60000 6 10.0 -38 0.
110 01 44000 25 10.0 +32 0.
150/45
16 15-16 4 5.0 -5.5 0.
20 11-11.5 5 B850 -6 0.
25 7.0-7.5 6 $50 -7 0.
x 30 5.0-6.0 6 $8.0 -11 0. ;
% 35 4.0-4.5 8 #8.0 -15 0. S
T 40 2.8-3.2 60000 AIR 10 8.0 -18 0. :;
| 45 2.5-2.8 10 £80 -22 0. =
R 50 1.9-2.2 10 10 -25 0. &
60 1.0-1.3 8 10 -30 0. "
70 0.8-1.0 5 810 -39 0.
80 0.7-0.9 6 210 -44 0.
x 90 0.7-0.8 5 210 -44 0.
% 100 0.6-0.7 5 210 -44 0.
T 110 0.3-0. 4 60000 | AIR 5 10 -44 0.
| 120 0.2-0.3 5 10 -44 0.
R 140 0.2-0.25 5 B 10 44 0.
10 40-45 10 B50 -2 0.
12 30-35 10 #50 -3 0.
16 20-24 9 6.0 -8 0.
13-16 -11
20 1000/90 10 $8.0 0.
5.0-6.0
25 1000/85 14 $380 -16 0.
3.5-4.0
30 1000/85 20 #10.0 -22 0.
@ | 3 ?523325) 16 £10.0 ~25 0.
a
i 40 (:080_/1400 60000 | N2 16 £10.0 -30 0.
50 0.6°0.7 20 #10.0 -32 0.




0.3-0.35

60 20 10.0 -34 0.
200/35 #
0.1-0.15
70 30000 20 #38.0 +12 0.
800/60
10 40-50 10 #B50 -2 0.
12 35-40 10 B50 -3 0.
16 20-24 10 B850 -8 0.
20 14-16.5 10 #50 -12 0.
6.0-6.5
25 12 8.0 -18 0.
300/65 #
3.5-4.0
30 15 8.0 -15.5 0.
] 600/55 60000 #
Pa
; 35 3.073.5 " 16 #10.0 -22 0
1000/65 ' '
AL
0.8-1.0
40 16 10.0 -28 0.
200/40 2
0.6-0.7
50 20 10.0 -31 0.
200/35 2
0.35-0. 4
60 10 10.0 -22 0.
100/35 2
0.1-0.15
70 30000 25 #10.0 +12 0.
800/60
8 21-24 5 #50 -1 0.
10 18-20 8 5.0 -2 0.
& -
B 12 12-14 8 5.0 -3 0.
f:?; 60000 N2 2
16 8.0-9.0 12 #50 -5 0.
20 5.5-6.0 18 B50 -6 0.
8 19-21 10 #B50 -4 0. 6
10 13-15 10 50 -5 0. a
® =E E
* 12 11-12 60000 | ™ 12 B50 -6 0. &
§ 02 -
16 10-11 16 5.0 -8 0. -
]
20 7.0-8.0 18 5.0 -10 0. %




ZiE1:
#£ix2:
#£iE3:
x4

R EIThE R AR E th AR
&1 5: ESURFEN, FHORASEHE, EVEERERE.
& 6: BESSTIEIRETTLURD BB E X EFRIRT-

19.2. Z4E IR MFMC-60000W £Fi%5 150 pm ZEFLEE Multi Mudule MFMC-60000W 150 um perforation reference

19.2.1. €12 MFMC—-60000W 30mm TN HEE 1.8 §5 FFA. & ({NteE)

B&5A 10-40mm EFEMZSHESUE, EEELLRAESHER, PURSKE, 2SUESARNEE, ASUREsTEHEEAE.
16-40mm BSURESYIE, PIRIEEANESTIEEEREARD, BEEMNESTESER, RBEHD.
20-80mm BURE S GEEYIE], VIRIREREAZR R, VEEEALKREATRER, BRETSHLE, HRREHE

SSVEBSASEYIFITE, 16mm URERRERE, 20mm M EERBREBREES, RBIMASEHE. WM REFAENRE, Bk

- &® . .
hE | 4=tk | B | WBEE | SE = FILATE | EAME
Emm )
W Hz bar ms ms
mm
=L | 30000 45 150 20 0.6 -4 200 200
i | 30000 45 100 12 0.6 | -6 1000 200
19.2.2. 01]ZE MFMC-60000W 60mm k4l iM% 2.7 S5 Z7FL&% ((Nts#)
fE. I g /L Fao¥any M ‘E B3t A_\t
hE | Gtk | gz | BRE | sg | x| griedE | SRS
] % Hz P& mm bar mm ms ms
=L | 40000 45 1000 30 0.6 | -12 300 200
i | 40000 25 150 14 0.6 | 30 2000 200
{&fiL | 40000 27 150 9 0.6 | =27 1000
19.2.3. ]2 MFMC-60000W 50mm A~ $5%$0 MEME 10.0 MSFFLSH ((WHsE)
fEE = \ T
e | g x| DR E g R e | mms
E FAYYY
] % Hz bar ms ms
mm mm
={L | 40000 40 1000 30 15 | =25 300 200
h{st | 40000 40 1000 20 15 | =25 1000 200
{&{fiL | 40000 40 1000 15 15 | -25 1000
19.2.4. 01]Z= MFMC-60000W 50mm 75540 MEME 5.0 §5 FAL&H ((YteE)
hE | 4=k | 06X | BEESE | SFE | £a | FFLAE | EXRS
W % Hz mm bar mm ms ms




&L

40000

60

800

30

0.6

-16

500

200

Fr s

30000

30

400

10

0.6

=20

1000

19.2.5. Bl MFMC-60000W 60mm $54R MiHE 10.0 WS ZFFL&H (UE&E)

i | A=H | iR | BEESE | SE | £x | FELRE | EXRS

W % Hz mm bar mm ms ms
B | 40000 | 35 | 2500 30 8 | -18 200 | 200
F{iL | 50000 25 500 10 8 =50 1500
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