
K3015HM
T ube  a n d  Plate Laser  Cutt ing  
Machine

TECHNICAL
SOLUTIONS



K3015HM

Fiber Laser  Cut t ing  Machine

H i g h - strength  m a c h i n e  tool b e d1

Aircraft -g r a d e  a l u m i n u m  b e a m2

O n e  m a c h i n e ,  d ou b le  the functionality,  efficiency 
multiplied3

Au tomat ic  following technology4

*The image is for reference only; the appearance and dimensions are subject to the actual product from the factory.
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T u b e  & Plate Cutt ing



T e c h n i c a l  P a r a meter s

K3015HM

Note:

1. Workpiece accuracy depends on factors like type, pre-treatment, sheet size, and position.

2. Technical parameters are subject to change without notice. Final parameters are based on the order agreement.
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Item

Parameter

12kW 15KW 20kW 30kW

Work a r e a  (L*W) 
( m m )

3000*1500mm

X - axis  travel  ( m m ) 1530mm

Y - axis  travel ( m m ) 3 0 5 0 m m

Z - axis  travel ( m m ) 4 0 0 m m

Tube  length 5 0 0 ~ 6 0 0 0 m m

Tu b e  d iameter 20~220mm

X / Y  axis  posit ioning 
a c c u r a c y  ( m m )

±0.05mm

X / Y  axis  repeated 
posit ioning 

a c c u r a c y  ( m m )
±0.02mm

M a x i m u m  sp eed  
( m / m i n )

2 0 0 m / m i n

M a x i m u m  
acce lerat ion  ( G )

1.5G

Dimensions 
(L*W*H) m m

9226x3470x2350mm

M a x i m u m  l o a d  ( K G ) 3000KG

Weight  ( K G ) 6 5 4 0 7070 7160 7650

P h a s e T h r e e - p h a s e

Power s u p p l y  rated 
vo l t age  ( V )

380V

Freq u en cy  (HZ） 50HZ

Overal l  power 
s u p p l y  protection 

level
IP54



C utt ing  P a r a meter s

K3015HM

Note:

1. Due to variations in material carbon content, the cutting parameters table is for reference only and should be based on actual conditions.

2. Dark-colored areas in the table indicate that full-sheet processing is not possible and only sample cutting is allowed.
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Material
Th ickness  

( m m )

12kW 15kW 20kW 30kW
G a s

Cutt ing  s p e e d  ( m / m i n )

Stainless 
steel

6 13-15 15-18 18-22 2 2 - 25 N2/air

8 8 - 10 10-12 13-16 18-22 N2/air

10 6 . 5 - 7.5 8 - 9 11-13 14-18 N2/air

12 5 - 5.5 6 - 7 9 - 11 12-14 N2/air

14 3 - 3.5 4 - 4.5 7 - 9 10-12 N2/air

16 2 - 2.3 2 .9 -3.1 6 - 7 8 - 9 N2/air

18 1.3-1.5 2.2-2.4 3 .5 -4.5 6 - 7 N2/air

20 1.2-1.4 1.9-2.1 3 .5 -4.5 5 - 6 N2/air

25 0.7 -0.9 1.2-1.4 1.8-2.5 2 .5 -3 N2/air

30 0 .25 -0.3 0 . 8 - 1 1.4-1.6 1.5-2 N2/air

35 0 .2 -0.25 0 . 5 - 0.65 0 . 8 -  1.2 1.2- 1.5 N2/air

40 0.15-0.2 0 . 4 - 0.5 0 . 5 - 0.8 0 . 8 - 1.2 N2/air

45 0 . 0 5 - 0.1 0 .25 -0.3 0 .3 -0.5 0 .75 -0.8 N2/air

50 0 . 0 5 - 0.1 0 .2 -0.4 0 .2 -0.3 0 . 6 - 0.8 N2/air

60 0. 15-0.2 0. 15-0.2 N2/air

70 0. 1-0. 13 0. 1-0. 13 N2/air

80 0 . 0 8 - 1.1 N2/air

90 0 . 0 5 - 0.06 N2/air

C a r b o n  
steel

5 15-18 2 0 - 23 2 3 - 28 2 4 - 30 N2/Air

6 10-13 17-19 18-20 2 5 - 28 N2/Air

8 7 - 10 10-12 14-16 18-22 N2/Air

10 6 - 6.5 7 - 8 9 - 12 14-17 N2/Air

14 1.6-1.8(O2) 4 . 5 - 5.5 6 - 8 8 - 10 N2/Air

16 1.5-1.6(O2) 3 - 3 .5 (O2) 5 - 6 7 .5 -8.5 N2/Air

18 1.35-1.5(O2) 1.35-1.6(O2) 3.2-4 5 . 5 - 6.5 N2/Air

20 1.3-1.4(O2) 1.3-1.5(O2) 2.7-3.2(O2) 5 - 5.5 N2/Air

25 0 . 8 - 1(O2) 0 . 9 5 - 1.2(O2) 1.4- 2 .6 (O2) 3 - 3.5 N2/Air

30 0 . 4 - 0.5 0 . 6 - 0.95 1.2- 2.2 1.3- 2.8 O2

35 0.3 -0.4 0 . 5 - 0.6 0 . 9 -  1.8 1.0- 2.0 O2

40 0.25 -0.3 0 .3 -0.35 0 . 8 - 1.2 0 . 9 -  1.8 O2

50 0.18 0 .2 -0.25 0 .3 -0.7 0 . 8 - 1.2 O2

60 0.18-0.2 0.17-0.22 0 . 5 - 0.6 O2

70 0.2 -0.3 O2

80 0.12-0.15 O2



C utt ing  P a r a meter s

K3015HM
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Note:

1. Due to variations in material carbon content, the cutting parameters table is for reference only and should be based on actual conditions.

2. Dark-colored areas in the table indicate that full-sheet processing is not possible and only sample cutting is allowed.

Material
Th ickness  

( m m )

12kW 15kW 20kW 30kW

G a s

Cutt ing  s p e e d  ( m / m i n )

Brass

5 13- 16 13- 17 18-20 18-20 N2/air

8 6 . 0 - 8.0 6 - 8.5 9 . 0 - 11 10-15 N2/air

10 4 . 5 - 5.5 5 - 6.5 6 . 0 -  8.5 7 .0 -  10 N2/air

12 1.8-2 2 - 2.2 4 . 0 - 6.0 4 . 0 - 7.0 N2/air

14 1.2-1.4 1.4-1.6 2 .5 -3.5 3 .0 -4.5 N2/air

16 0 . 8 - 1.0 1.2-1.3 2 .0 -3.0 1.5-2.5 N2/air

20 0 .3 -0.5 0 . 6 - 0.75 0 . 8 - 1.0 0 .7 -1.0 N2/air

30 0 . 5 -  0.6 0 . 4 -  0.6 N2/air

A l u m i n u m

5 15- 17 15-20 21-24 2 0 - 24 N2/air

8 6 . 5 -  9.0 9 . 0 -  11 16-20 15-20 N2/air

10 5 . 0 - 6.0 6 . 0 - 8.0 14- 16 8 . 0 - 13 N2/air

16 1.3- 1.8 1.8-2.5 2 .0 -3.0 5 . 0 - 7.0 N2/air

20 0 . 8 -  1.2 0 . 8 -  1.5 1.5-2.2 2 .0 -3.5 N2/air

30 0 .3 -0.5 0 . 4 - 0.6 0 . 5 - 0.8 0 . 8 - 1.0 N2/air

35 0.25-0.3 0 .3 -0.4 0 . 4 -  0.6 0 . 6 -  0.7 N2/air

4 0 0 .2 -0.25 0 .2 -0.3 0 .3 -  0.5 0 . 4 - 0.6 N2/air

50 0. 1-0.15 0 .2 -0.25 0.15-0.2 0 .3 -0.4 N2/air

6 0 0.1-0.15 0 .2 -0.3 N2/air



C o s t - Benefit Ana lys i s

K3015HM

If the cutting auxiliary gas is dried compressed air, the cost includes air compressor electricity, machine power consumption, and consumables (protective lenses, 

cutting nozzles).

Note:

1. The electricity and gas prices are for reference only and may vary by region.

2. Auxiliary gas consumption varies with plate thickness; values are based on 1 6mm carbon steel for oxygen and 1 mm stainless steel for nitrogen, for 

reference. 05

Item

12kW 15kW 20kW 30kW

Air O2 N2 Air O2 N2 Air O2 N2 Air O2 N2

Peak 
power 
c o n s u  
mpt io 

n

Laser 
source 
( k W )

32 32 32 46 46 46 57 57 57 90 90 90

Chiller 
( k W ) 11 11 11 21 21 21 21 21 21 29 29 29

Air 
c o m p r e s  

sor
( k W )

22 37 37 37

Machine 
tool host 

( k W )
20 20 20 20 20 20 20 20 20 20 20 20

Dust 
remova l  

( k W )
3 3 3 3 3 3 3 3 3 3 3 3

C o n s u m a b l e s  
a n d  g a s  

con su mp t ion 
( C N Y / H )

0.5 4.5 60.5 0.5 4.5 60.5 0.5 4.5 60.5 0.5 4.5 60.5

Total p o w e r ( k W ) 88 66 66 127 90 90 138 101 101 179 142 142

Total power 
con su mp t ion 

( k W / H )
52.8 39.6 39.6 76.2 54 54 82.8 60.6 60.6 107.4 85.2 85.2

Total operat ing 
cost  

(1RMB/kWH)
53.3 44.1 100.1 76.7 58.5 114.5 83.3 65.1 121.1 107.9 89.7 145.7



No. Item Qty Brand

Laser  source

1 Laser  source 1 Max

Laser  cutt ing  h e a d

1 Laser  cutt ing  h e a d 1 BOCI

M ach in e  Tool & Host

1 Tran smiss ion  s y s t e m 4 KREXON

2
M ach in e  tool a n d  

a c c e s s o r y
1 KREXON

3
Bed  b u r n - resistant 

c o m p o n e nt
1 Graphite  plate

4 Reducer 3 J a p a n  SHIMPO

5
Electrical  a n d  p n e u m a t i c  

s y s t e m s
1

SCHNEIDER, France 
AVENTICS,  G e r m a n y

6 A C  servo  motor  a n d  driver 4 Fuji Electric, J a p a n

7 Water cooler 1 Tongfei

C N C  cutt ing  s y s t e m

1 C N C  laser  cutt ing  s y s t e m 1 FSCUT

Conf igurat ion  List

K3015HM

Note:

1. This is KREXON's optimized configuration. Changes in brand or configuration may cause irreversible effects.

2. The warranty period for the entire machine (excluding consumables, non-force majeure natural disasters, war, improper operation, and human damage) is 1 

year.

06



K 3 0 1 5 H M - L a s e r  C u t t i n g  H e a d

1. Coll is ion Protection for C ut t ing  Head:  Users c a n  r ep lace  the collis ion c o m p o n e n t  directly without needing  to 

r ep lace  the cutt ing head,  r educ ing  the likelihood of returns.

2. Protective Lens T em per at ure  Monitoring: If cont am inat ion  is det ect ed  dur ing operation, the s ys t em  

im m ediat e ly  tr iggers  a n  a l a r m  a n d  s t ops  the m a c h i n e  to prevent potential d a m a g e  to the h e a d  or lenses.

3. C ut t ing  Pressure Monitoring: Cont inuous ly monitors  g a s  pressure dur ing operation ;  if the pressure is 

insufficient,  too low, or unstable,  a n  i m m e d i a t e  a l a r m  is triggered.

4. Protective Lens Explosion Detection: Cont inuously  monitors  stray  light va lues  on  the protective lens, with 

a l a r m s  tr iggered if they ex ceed  the threshold.

5 . P a n  S ea l  Failure Detection: Cont inuously  monitors  the g a s  pressure in the Lower 1 a n d  Lower 2 protective lens 

c h a m b e r s  to ensure stable  production.

6. P r oces s  Monitoring: Automatical ly  r e - cut s  if the sheet  isn't fully cut  through.

7 . S m a r t  Piercing:  B eg ins  cutt ing im m ediat e ly  after pierc ing  is complete,  im pr ov ing  eff iciency a n d  protecting 

the m achine.

8. Intelligent Knife Retraction: S ens or s  aut om at ica l ly  adjust  the retraction pr oces s  to prevent burrs a n d  d a m a g e  

to the workpiece.

9. E d g e - Pierc ing Monitoring: Automatical ly  ad jus t s  the pierc ing  pr oces s  w hen thermal  deformat ion or 

m is a l ignm en t  of the sheet  is detected, extending the l i fespan of the lens.
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12 k  W ~  3 0  k  W o p t i o n a l  p o w e r

1. High  power, h i g h - qual ity  laser  output
2 . C o m p a c t  structure, smal ler  size
3. Excellent perfo rmance, low p r o c e s s i n g  cost
4. H igh reflection resistance
5. Modular  design, e a s y  m a i n t e n a n c e
6. Wide r a n g e  of appl ications

12 k  W -  15 k  W 2 0  k  W 3 0  k  W

K 3 0 1 5 H M - L a s e r  S o u r c e



K 3 0 1 5 H M - M a c h i n e  B e d  S y s t e m

2

A i r c r a f t - g r a d e  H i g h - s t r e n g t h  
A l u m i n u m  B e a m

1

H e a v y - d u t y  T h e r m a l  I s o l a t i o n  
H o l l o w  B e d

1. The b e d  is  weld ed  from h i g h - qual i ty  steel  p lates  

a n d  tubes, then s t r es s - relieved, a ged ,  a n d  

precisely  m a c h i n e d  o n  a  la r ge  ga n tr y  mil l ing 

ma ch in e ,  ensur ing  stability,  v ibration resistance, 

a n d  the abil ity  to withstand  h igh  acceleration.

2. The b e d  structure b lo cks  h eat  transfer, preventing 

cutt ing  h ea t  f rom affect ing  a c c u r a c y  a n d  

ensur ing  l o n g - term u s e  without deformation, 

extending the equipment's  lifespan.

1. The b e a m  is  m a d e  from a e r o s p a c e - g r a d e  h i g h -  

strength  a l u m i n u m  alloy, p r o ces s ed  with extrusion, 

quenching,  a n d  a g in g ,  offering excellent  rigidity, 

s u r fa ce  quality,  corrosion resistance,  a n d  

l ightweight durability.

2. The internally opt imized structure ensures 

excellent d y n a m i c  p er fo r ma n ce  dur ing  h i g h -  

s p e e d  laser  process ing,  ma in ta in in g  precis ion 

a n d  en a b l in g  cutt ing of var ious  shapes.

1. The air  s y s t e m  u s es  control  v a lv es  a n d

proportional  regu lators  f rom wel l -known 

b r a n d s  to electr ical ly  control the  pressure  a n d  

flow of e a c h  g a s  path.

2 . Cu tt in g  auxil iary  g a s e s  (O2,  N2, c o m p r e s s e d  air, 

etc.).

1. The K3015HM offers both  p late  a n d  tube cutting

capabil it ies,  d o u b l ing  efficiency.

4

P l a t e  a n d  T u b e  C u t t i n g  in 
O n e  M a c h i n e

3

P n e u m a t i c  S y s t e m
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K 3 0 1 5 H M - M a c h i n e  B e d  S y s t e m

6

V i s u a l  M o n i t o r i n g  S a f e t y  
P r o t e c t i o n

5

S m a r t  S p i r a l  N e g a t i v e  P r e s s u r e  
D u s t  C o l l e c t i o n

1. The s m a r t  dust  collection s y s t e m  automatica l ly  

controls  exh a u s t  vents  b a s e d  o n  the cutting 

position, en a b l in g  t i m e - b a s ed ,  zoned, a n d  

s e g m e n t e d  ventilation.

2 . A ch iev e  s m o k e - free cutt ing  th a n k s  to the 

return-type sea l in g  structure d es ign  a t  the 

b o tto m  of the base.

1. The a l l - a r o u n d  monitor ing  s y s t e m  signif icantly 

r ed u ces  bl ind s p o ts  for operators,  ensur ing  safe 

a n d  s ta b le  cutt ing  operations.
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A u t o  G a s  D i s t r i b u t i o n  S y s t e m

P r e c i s e  C o n t r o l  of  E a c h  G a s  F low

T h e  C N C  l a s e r  c u t t i n g  m a c h i n e  h a s  t w o  s e p a r a t e  g a s  l i n e s :  n i t r o g e n  (  a i r )  a n d
o x y g e n .  E a c h  g a s  l i n e  c a n  b e  i n d e p e n d e n t l y  c o n t r o l l e d  f o r  f l o w  r a t e  a n d
p r e s s u r e .

• The equ ipmen t  software terminal  is e q u i p p e d  with a n  a u t o m a t i c  auxil iary  g a s  

select ion  feature.

• The type a n d  p ressu re of auxil iary  g a s e s  c a n  b e  automat ica l ly  set a n d  selected 

through the C N C  program,  e l iminat ing  the n e e d  for m a n u a l  operation.

• The a c t u a l  g a s  pressure  at  the cutt ing  h e a d  outlet c a n  b e  eas i ly  r e a d  a n d  d isp layed  

on  the p a n e l  in r e a l - time.

1 0



C N C  S y s t e m

1 1

T h i s  i n t e l l i g e n t  b u s  s y s t e m  i s  s p e c i f i c a l l y  d e s i g n e d  f o r  f i b e r  l a s e r  c u t t i n g .  I t

i n t e g r a t e s  m o t i o n  c o n t r o l ,  l a s e r  s o u r c e  c o n t r o l ,  a n d  c u t t i n g  g a s  c o n t r o l ,  o f f e r i n g

s t a b i l i t y ,  r e l i a b i l i t y ,  e a s y  d e p l o y m e n t ,  s i m p l e  d e b u g g i n g ,  p r o d u c t i o n  s a f e t y ,  a n d  a  

r i c h  s e t  o f  f e a t u r e s  w i t h  e x c e l l e n t  p e r f o r m a n c e .  I t o f f e r s  m o d u l a r ,  c u s t o m i z a b l e ,

a u t o m a t e d ,  a n d  i n f o r m a t i o n a l  s o l u t i o n s .  T h e  s y s t e m  f e a t u r e s  m e m o r y  b u f f e r i n g  a n d  

a  c o m p r e h e n s i v e  c u t t i n g  p r o c e s s  d a t a b a s e ,  o f f e r i n g  o p t i m i z e d  p a r a m e t e r s  for

v a r i o u s  m a t e r i a l s  a n d  t h i c k n e s s e s .  T h i s  e n s u r e s  f a s t  o p e r a t i o n  a n d  e f f i c i e n t  c u t t i n g ,  

m a k i n g  it  i d e a l  f o r  i n d u s t r i e s  s u c h  a s  s h e e t  m e t a l ,  k i t c h e n w a r e ,  a n d  l i g h t i n g .

• Supported  file formats:  Direct p r o c e s s i n g  of DXF files a n d  h i g h - s p e e d  r e a d i n g  a n d  writing of 

LXDS a n d  NRP files generat ed  b y  CypNest .

• Equipped  with a  cutt ing d a t a b a se ,  a l lowing  r e a l - t ime ad justment s  dur ing  cutt ing to ach ieve 

opt imal  p r o c e s s i n g  quality.

• Features:  Multi-s t a g e  piercing, s h a r p  corner entry, a n d  center ing s ignif icant ly  e n h a n c e  h i g h -  

power cutt ing efficiency a n d  stability.

• Optimized  for var ious  rap id  travel mod es,  inc lud ing  the "LeapFrog" function.

B u s  C u t t i n g  S y s t e m

Q u i c k  O p e r a t i o n  & E f f i c i e n t  
C u t t i n g
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