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ABSTRACT

Purpose: Generally, laser cutting processes aim to cut materials with high accuracy, as well 
as precise and near-perfect sizes and results. The purpose of this study is to evaluate the 
roundness quality of the holes cut by laser cutting on galvanised steel plates; two variations are 
given, such as cutting speed and nozzle diameter.
Design/methodology/approach: The type of laser used is a fibre laser. The material used is 
galvanized steel with a thickness of 3 mm with dimensions of 200 mm in length and 200 mm in 
width. A round profile is good if the distance between the points of the geometric shape is the 
same distance from the centre point.
Findings: The measurement results show that the smallest radius deviation is with an average 
value of 20.08 mm at a nozzle diameter of 2.5 mm and a cutting speed of 3 m/min, close to the 
initial radius value of 20.00 mm.
Research limitations/implications: During the laser cutting process, The best roundness 
quality is the combination of a nozzle diameter of 2.5 mm and a cutting speed of 3 m/min with 
a small deviation (the index deviation is 0.4%). At the same time, the biggest deviation in this 
experiment is the combination of parameters with a nozzle diameter of 3 mm and a cutting 
speed of 4 m/min (the maximum deviation value is 1%).
Practical implications: The use of the proposed nozzle diameter and cutting speed 
approach is an important requirement for industrial applications with laser cutting to get the 
right product for its intended use.
Originality/value: This article presents different nozzle diameters and cutting speeds to reveal 
the roundness quality due to these variations, where the roundness quality will be adapted for 
a particular application.
Keywords: Roundness quality, Cutting speeds, Nozzle diameters, Galvanized steel plates, 
Laser cutting
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1. Introduction 
 
Cutting materials with a high level of accuracy and with 

precise and near-perfect sizes and results can be done with a 
laser machine. The demand for producing a wide range of 
products in large quantities has recently increased. The 
advantage of cutting with a laser machine is that 
manufacturing components or products will be easier and 
more efficient, with high product accuracy [1-4]. The 
production process runs fast because the laser machine can 
directly receive data ordered by the computer, which can 
automatically cut complex objects while minimizing 
material waste through pre-precise design. In addition, 
another advantage of laser cutting machines is that they can 
be used on various types of materials such as wood, glass, 
cardboard, acrylic, plate, and stainless steel [5-6]. 

A spherical profile is said to be perfectly spherical if the 
points contained in all geometries are spread the same 
distance from the centre point to the outermost point or edge. 
Conversely, a spherical profile is said to be imperfectly 
spherical if the distance between the points in the geometry 
from the centre indicates irregularities. ISO/R 1101 defines 
a roundness tolerance as the tolerance area of a cross-section 
surrounded by two concentric circles whose radii differ by 
the tolerance index [7-8]. Dimensional accuracy is required 
for applications on machining elements where small 
deviations are required (high accuracy). So choosing an 
easy, cheap, and efficient material-cutting method is 
necessary. One of them can be taken over by laser cutting 
[9]. Quality of other metalworking processes was reported 
in the following studies, namely: metallurgical 
characterization of laser welding [10-11], the dimensionless 
wear behaviour of metal carbide tools in machining 
operations [12], effect of Selective Laser Melting (SLM) 
parameters on porosity, hardness, and 316L stainless steel 
structure [13].  

The significant stage in achieving the optimum quality in 
the cutting process is determining the Laser cutting settings 
[14,15]. Choosing the right machining parameters can 
ensure good machining quality while cutting with a laser. 
According to the findings, cutting speed rapidly declines as 
sheet thickness increases [16]. Several factors influence the 
cutting surface quality produced by the laser machine, but 
the most important keys are assisted gas pressure, focal 
length, pulse width, and nozzle distance [17]. Power output, 
gas pressure, and cutting response speed were the process 
input factors chosen to determine their influence on the 
cutting process [18]. Based on the background, laser cutting 
results are typically quite accurate and close to the designed 
dimensions. The effect of laser-cutting process parameters 
on the quality of plate products, especially cutting speed and 

nozzle diameter, has not been reported in some literatures. 
Therefore, the study aims to evaluate the spherical quality of 
a fibre laser cutting machine by varying the three cutting 
speeds and three dimensions of the nozzle used during the 
cutting process. This parameter will be a reference for the 
galvanized steel-cutting industry. 

 
 

2. Materials and methods 
 
The chemical composition of the metal plate used as the 

roundness evaluation object is shown in Table 1. The 
dimensions of the galvanized plate are 200 x 200 x 3 mm, 
respectively length, width, and thickness. The laser cutting 
machine used is the GWEIKE CNC type LF3015E, a 
computer-based fibre laser cutting machine with the SC2000 
CNC application. Programming is done with CAM 
(Computer Aided Manufacturing) file format based on DXF. 
Specifications of the laser cutting machine as shown in 
Table 2. This experiment begins with determining the 
dimensions of the sample circle to be cut by a laser cutting 
machine. 

 
Table 1. 
Chemical composition of galvanized steel (wt.%) 

Elements Wt.% 
C 0.247 
Cr 0.193 
Mn 1.23 
Mo 0.0085 
Al 0.059 
Ni 0.036 
Si 0.274 
Fe Bal. 

 
Table 2. 
Laser cutting machine specifications 

Machine model LF3015E 
Laser power 1000W 
Dimensions 4600 * 2450 * 1700 mm 
Working area 3000 x 1500 mm 
Repeat positioning 
accuracy ± 0.02 mm 

Max. speed 60 m/min 
Max. acceleration 1.0 G 
Voltage and frequency 220 V/ 380 V 50 Hz/ 60 Hz 

 
Furthermore, the sample plate is cut with predetermined 

parameters. Samples that have been cut will be measured 
with a vernier calliper and an arc angle to measure the radius 

1.  Introduction

2.  Materials and methods
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of several angles, which measures the radius of the specified 
angle, where a digital calliper with an accuracy of 0.02 mm 
and a maximum measurement dimension of 150 mm has 
been used. The calliper can measure the outside and inside 
diameter of an object, as well as measure the depth of a gap 
or hole in an object. The size of the designed hole radius is 
20 mm for each hole; deviation radius data is calculated by 
Equation 1. 

 

∆r � r���. � r���. (1) 
 

where, Δr is the deviation of the radius, rmax. is the maximum 
radius size; rmin. is the minimum size of the radius. 

Use a digital calliper to assess roundness quality, select 
round-sectioned from the laser cut; put it on a flat surface; at 
several locations along the object's length, use the digital 
calliper to measure the object's diameter; carefully close the 
calliper jaws around the object; the jaws are ensured parallel 
to the axis of the object; record the diameter measurements 
at each point; adding all the measurements and dividing by 
the total number of measurements, determine the average 
diameter; the largest and smallest sizes are recorded, then 
these values are used to get the maximum and minimum 
diameters; roundness inaccuracies are obtained by subtracting 
the minimum diameter from the maximum diameter; to 
calculate the roundness deviation, divide the roundness error 
by the average diameter; this value indicates the degree of 
deviation from a perfect cylinder repeat the procedures 
above numerous times along the length of the object. 
 

 
 
Fig. 1. Sample design for measuring the roundness of laser 
cut results (in mm) 
 

Cutting speed (v) is the movement of the cutting head 
towards the workpiece, which is set before the cutting 
process is carried out. The nozzle used is a subsonic conical 

type. Two process parameter variations were carried out in 
this experiment. First, varying the cutting speed such as 2, 3, 
and 4 mm/min. Second, varying the dimensions of the 
nozzle size, such as 2.0, 2.5. and 3.0. Oxygen gas at a 
pressure of 1 bar was used in this experiment. The 
galvanized steel plate is cut in a circular shape with fibre 
laser cutting, as shown in Figure 1. 

 
 

3. Results and discussions 
 
The results of measuring the roundness and deviation of 

the hole by laser cutting are shown in Figures 2-4; the 
dimensions of the nozzle and the cutting speed are 2, 3, 4 
mm and 2, 2.5, 3 mm/min, respectively. Figure 2a shows the 
roundness of the results of laser cutting measurements; the 
biggest deviation occurs at the radius with an angle of 0°, 
which is 20.69 mm, with parameters 2 mm for cutting speed 
and 2 mm/min for nozzle size (Fig. 2b). Figure 2c is the 
roundness measured, then the maximum deviation measured 
at 0° radius is 20.13 mm (parameters: 3 mm for cutting speed 
and 2 mm/min for nozzle size, as shown in Fig. 2d). Figure 
2e is the roundness that was recorded as well. Figure 2f 
shows the largest deviation occurs at the radius with 0°, 
which is 20.60 mm, for the cutting speed variation is 4 mm, 
and the nozzle size is 2 mm/min.  

The results of the hole measurement after laser cutting 
processes with the cutting speed of 2 mm and the nozzle 
dimension of 2.5 mm/min, as shown in Figure 3a-b, the 
deviation measured at an angle of 60° is 20.13 mm. Figure 
3c is the roundness measured, and the maximum deviation 
value measured at angles of 0°, 30°, and 240° is 20.11 mm, 
as parameters are the cutting speed of 3 mm and the nozzle 
dimension of 2.5 mm/min (Fig. 3d). Figure 3e is the 
roundness that was recorded. Then the highest deviation 
value in the sixth hole is seen at angles of 0°, 30°, and 210°, 
which is 20.13 mm, with parameters of the cutting speed of 
4 mm and the nozzle dimension of 2.5 mm/min (Fig. 3f). 

Furthermore, the results of measuring the laser cutting 
hole are set with the cutting speed of 2 mm and the nozzle 
dimensions of 3 mm/minute (Fig. 4a shows the roundness of 
laser cutting measurements), the deviations measured at 
angles of 0° and 180° are 20.15 mm as shown in Figure 4b. 
Figure 4c is the roundness measured; the highest deviation 
measured at angles of 0°, 210°, and 240° is 20.12 mm, as 
parameters are the cutting speed of 3 mm and the nozzle 
dimensions of 3 mm/min (Fig. 4d). Figure 4e is the 
roundness that was recorded as well the maximum deviation 
value in the ninth hole is seen at an angle of 0° which is 21.43 
mm (parameters are the cutting speed of 4 mm and the 
nozzle dimensions of 3 mm/minute, Fig. 4f). 

3.  Results and discussions
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Fig. 2. Measurement results: a) roundness and b) deviation (for nozzle dimensions is 2 mm and cutting speed is 2 mm/min); 
c) roundness and d) deviation (for nozzle dimensions are 3 mm and cutting speed is 2 mm/min); e) roundness and f) deviation 
(for nozzle dimensions is 4 mm and cutting speed is 2 mm/min) 
 

 
 

 
 
Fig. 3. Measurement results: a) roundness and b) deviation (for nozzle dimensions is 2 mm and cutting speed is 2.5 mm/min); 
c) roundness and d) deviation (for nozzle dimensions is 3 mm and cutting speed is 2.5 mm/min); e) roundness and f) deviation 
(for nozzle dimensions is 4 mm and cutting speed is 2.5 mm/min) 
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Fig. 4. Measurement results: a) roundness and b) deviation (for nozzle dimensions is 2 mm and cutting speed is 3 mm/min); 
c) roundness and d) deviation (for nozzle dimensions is 3 mm and cutting speed is 3 mm/min); e) roundness and f) deviation 
(for nozzle dimensions is 4 mm and cutting speed is 3 mm/min) 
 
Table 3.  
Roundness quality of laser cutting results due to variations in nozzle diameter and cutting speed. 

Nozzle diameter, mm Laser cutting speed, mm/min Roundness quality, mm Deviation, % 
2 2 20.15 0.75 
2 3 20.10 0.50 
2 4 20.14 0.70 

2.5 2 20.09 0.45 
2.5 3 20.08 0.40 
2.5 4 20.09 0.45 
3 2 20.10 0.50 
3 3 20.09 0.45 
3 4 20.20 1 

 
Parameters of nozzle diameter and cutting speed can 

affect the deviation of the roundness of the cutting hole from 
the galvanized plate (Tab. 3). The maximum deviation is 
shown at a cutting speed of 4 mm/min and a nozzle diameter 
of 3 mm, which is 20.2 mm. At the same time, the minimum 
deviation is 20.08 mm in cutting conditions with a nozzle 
dimension of 2.5 mm and a cutting speed of 3 mm/minute. 
Therefore from the results of this experiment, these cutting 
parameter conditions are recommended to reduce product 
deviation by fibre laser cutting.  

The selection of the nozzle diameter is determined by the 
type of material and the thickness of the material to be cut 

[19]. A higher nozzle diameter may cause turbulence 
phenomena, worsening the cutting product quality. Micro-
structural studies also illustrate that turbulence can hamper 
the quality of product components [20,21]. 

Several things affect the roundness of the cutting results 
with fibre laser cutting, including wear and tear on the 
spindle bearing of the CNC machine or grinder used. The 
service life of laser cutting also causes shifts or deviations 
during cutting, so it needs to be recalibrated [22]. It can also 
be caused by bending in the work-piece or machine tool 
when a force is applied [23]. The cutting part is quite large 
and wide. Clamp centre position error. Stress on retaining or 
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clamping devices on thin-walled components. There is 
chatter in the cutting process. Material deviations occur in 
the cutting process without a centre point [24]. 

 
 

4. Conclusions 
 
The cutting parameters with laser cutting greatly affect 

the quality of the roundness of the hole. Parameters such as 
nozzle diameter and cutting speed have been evaluated in 
this experiment so that conclusions can be drawn. Variations 
in nozzle diameter of 2.5 mm with a cutting speed of 3 
m/min obtained a variation with the best roundness quality 
compared to variations in nozzle diameter with other cutting 
speeds. This parameter has a radius deviation value of 20.08 
mm, the smallest difference from the initial radius of 20.00 
mm. The parameter of nozzle diameter of 3 mm with the 
cutting speed of 4 m/min is considered the variation with the 
worst roundness quality compared to variations of nozzle 
diameter with other cutting speeds. This parameter has a 
measured radius of 20.20 mm compared to an initial radius 
of 20.00 mm.  

 
 

Acknowledgements 
 
This research was funded by a grant from the Research 

Fund of the Ministry of Education, Culture, Research and 
Technology (Mendikbudristek), the Republic of Indonesia, 
and LPPM Universitas Syiah Kuala. The authors would like 
to thank Mr Arief Furqan Hamasi for his technical support 
throughout this research. 

 
 

References 
 
[1] Y. Singh, J. Singh, S. Sharma, A. Sharma, J.S. Chohan, 

Process parameter optimization in laser cutting of Coir 
fiber reinforced Epoxy composite - a review, Materials 
Today: Proceedings 48/5 (2022) 1021-1027. DOI: 
https://doi.org/10.1016/j.matpr.2021.06.344  

[2] Y. Liu, S. Zhang, Y. Zhao, Z. Ren, Experiments on the 
kerf quality characteristic of mild steel while cutting 
with a high-power fiber laser, Optics and Laser 
Technology 154 (2022) 108332.  
DOI: https://doi.org/10.1016/j.optlastec.2022.108332  

[3] Akhyar, A. Tamlicha, A. Farhan, Azwinur, Syukran, 
T.A. Fadhilah, T. Firsa, R.A.R. Ghazilla, Evaluation of 
Welding Distortion and Hardness in the A36 Steel Plate 
Joints Using Different Cooling Media, Sustainability 
14/3 (2022) 1405.  
DOI: https://doi.org/10.3390/su14031405  

[4] S.Y. Oh, J.S. Shin, S. Park, S. Kwon, S. Nam, T. Kim, 
H. Park, J. Lee, Experimental investigation of 
underwater laser cutting for thick stainless steel plates 
using a 6-kW fiber laser, Annals of Nuclear Energy 168 
(2022) 108896.  
DOI: https://doi.org/10.1016/j.anucene.2021.108896  

[5] H.A. Eltawahni, K.Y. Benyounis, A.G. Olabi, High 
Power CO2 Laser Cutting for Advanced Materials – 
Review, Reference Module in Materials Science and 
Materials Engineering, 2016. DOI:  
https://doi.org/10.1016/B978-0-12-803581-8.04019-4  

[6] Naresh, P. Khatak, Laser cutting technique: A literature 
review, Materials Today: Proceedings 56/5 (2022) 
2484-2489.  
DOI: https://doi.org/10.1016/j.matpr.2021.08.250  

[7] S. Adamczak, W. Makieła, Analyzing Variations in 
Roundness Profile Parameters During the Wavelet 
Decomposition Process using the Matlab Environment, 
Metrology and Measurement Systems 18/1 (2011) 25-
34. DOI: https://doi.org/10.2478/v10178-011-0003-6  

[8] K. Nozdrzykowski, D. Janecki, Comparative Studies of 
Reference Measurements of Cylindrical Surface 
Roundness Profiles of Large Machine Components, 
Metrology and Measurement Systems 21/1 (2014) 67-
76. DOI: https://doi.org/10.2478/mms-2014-0007  

[9] A. Rossi, M. Antonetti, M. Barloscio, M. Lanzetta, Fast 
genetic algorithm for roundness evaluation by the 
minimum zone tolerance (MZT) method, Measurement 
44/7 (2011) 1243-1252. DOI:  
https://doi.org/10.1016/j.measurement.2011.03.031  

[10] M.M. Abdulridha, A.S.J.A.Z. Jilabi, Effect of fibre 
laser welding parameters on the microstructure and 
weld geometry of commercially pure titanium, 
Archives of Materials Science and Engineering 117/1 
(2022) 34-41.  
DOI: https://doi.org/10.5604/01.3001.0016.1395  

[11] Akhyar, P.T. Iswanto, V. Malau, Impact of pouring 
temperature on the mechanical properties of 
Al5.9Cu1.9Mg alloy, Archives of Materials Science 
and Engineering 113/2 (2022) 49-55. DOI: 
https://doi.org/10.5604/01.3001.0015.7016  

[12] F.D. Amier, F. Belarifi, R. Noureddine, Experimental 
study of the wear behaviour of a metal carbide tool in 
turning by dimensionless analysis, Archives of 
Materials Science and Engineering 114/1 (2022) 5-12. 
DOI: https://doi.org/10.5604/01.3001.0015.7023  

[13] M. Król, J. Mazurkiewicz, S. Żołnierczyk, 
Optimization and analysis of porosity and roughness in 
selective laser melting 316L parts, Archives of 
Materials Science and Engineering 90/1 (2018) 5-15. 
DOI: https://doi.org/10.5604/01.3001.0012.0607  

References

Acknowledgements

4.  Conclusions

https://journalamme.org/resources/html/cms/MAINPAGE
https://journalamme.org/resources/html/cms/MAINPAGE


Research paper68 READING DIRECT: www.journalamme.org

Journal of Achievements in Materials and Manufacturing Engineering

 

[14] R.H. Myers, D.C. Montgomery, C.M. Anderson-Cook, 
Response Surface Methodology: Process and product 
optimization using Designed Experiments, Third 
Edition, Wiley, Hoboken, New Jersey, USA, 2009. 

[15] A. Gok, C. Gologlu, H.I. Demirci, M. Kurt, 
Determination of Surface Qualities on Inclined Surface 
Machining with Acoustic Sound Pressure, Strojniški 
Vestnik - Journal of Mechanical Engineering 58/10 
(2012) 587-597. DOI: https://doi.org/10.5545/sv-
jme.2012.352  

[16] M. Hashemzadeh, R. Pourshaban, The Effect of Power, 
Maximum Cutting Speed and Specific Point Energy on 
the Material Removal Rate and Cutting Volume 
Efficiency in CO2 Laser Cutting of Polyamide Sheets, 
Journal of Modern Processes in Manufacturing and 
Production 9/3 (2020) 23-39. 

[17] R.D. Shelke, U.H. Chavan, Optimization of Sheet 
Metal Cutting Parameters of Laser Beam Machine, 
International Journal of Engineering Sciences and 
Research Technology 7/4 (2018) 474-484. DOI: 
https://doi.org/10.5281/zenodo.1218697  

[18] H.K. Hasan, Analysis of the effecting parameters on 
laser cutting process by using response surface 
methodology (RSM) method, Journal of Achievements 
in Materials and Manufacturing Engineering 110/2 
(2022) 59-66.  
DOI: https://doi.org/10.5604/01.3001.0015.7044  

[19] E.P. Morse, C.M. Shakarji, V. Srinivasan, A Brief 
Analysis of Recent ISO Tolerancing Standards and 
Their Potential Impact on Digitization of 

Manufacturing, Procedia CIRP 75 (2018) 11-18. DOI: 
https://doi.org/10.1016/j.procir.2018.04.080  

[20] M.M. Shokrieh, A.R.G. Mohammadi, 2 - Destructive 
techniques in the measurement of residual stresses in 
composite materials: An overview, in: M.M. Shokrieh 
(ed), Woodhead Publishing Series in Composites 
Science and Engineering, Residual Stresses in 
Composite Materials, Second Edition, Woodhead 
Publishing, Cambridge, UK, 2021, 19-70. DOI: 
https://doi.org/10.1016/B978-0-12-818817-0.00004-4  

[21] S.Y. Oh, J.S. Shin, T.S. Kim, H. Park, L. Lee, C.M. 
Chung, J. Lee, Effect of nozzle types on the laser 
cutting performance for 60-mm-thick stainless steel, 
Optics and Laser Technology 119 (2019) 105607. DOI: 
https://doi.org/10.1016/j.optlastec.2019.105607  

[22] V. Sharma, M. Singh, J.I.P. Singh, Analysis of various 
laser cutting parameters on material removal rate for 
machining of aluminium 5052 using one-factor approach, 
Materials Today: Proceedings 50/5 (2022) 2500-2504.  
DOI: https://doi.org/10.1016/j.matpr.2021.11.095  

[23] Akhyar, Husaini, M. Ali, N. Ali, A. Farhan, Effect of 
Different Gating Systems and Sand Mold Binder on the 
Cast-Quality of Bicycle Frame Produced through Sand 
Casting Method, Defect and Diffusion Forum 402 
(2020) 100-107. DOI:  
https://doi.org/10.4028/www.scientific.net/ddf.402.100  

[24] R. Amacher, N. Lanz, M. Müller, R. Bossart, Software-
based setpoint optimization methods for laser cutting 
machine tools, Procedia CIRP 113 (2022) 582-587. 
DOI: https://doi.org/10.1016/j.procir.2022.09.178  

 
 

© 2023 by the authors. Licensee International OCSCO World Press, Gliwice, Poland. This paper is an 
open-access paper distributed under the terms and conditions of the Creative Commons Attribution-
NonCommercial-NoDerivatives 4.0 International (CC BY-NC-ND 4.0) license  
(https://creativecommons.org/licenses/by-nc-nd/4.0/deed.en). 

 

https://journalamme.org/resources/html/cms/MAINPAGE
https://journalamme.org/resources/html/cms/MAINPAGE

