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ULTRASOUND-ASSISTED
WATER-CONFINED LASER
MICROMACHINING

CROSS REFERENCE TO RELATED
APPLICATION

This application claims the benefit of U.S. Provisional
Patent Application, Ser. No. 61/787,902, filed on 15 Mar.
2013. The Provisional Patent Application is hereby incor-
porated by reference herein in its entirety and is made a part
hereof, including but not limited to those portions which
specifically appear hereinafter.

STATEMENT REGARDING FEDERALLY
SPONSORED RESEARCH OR DEVELOPMENT

This invention was made with government support under
grant/award CMMI 1055805 awarded by the National Sci-
ence Foundation (NSF). The government has certain rights
in the invention.

BACKGROUND OF THE INVENTION

Field of the Invention

This invention relates generally to the machining and,
more particularly, to micromachining processing of work-
pieces.

Discussion of Related Art

Micromachining generally refers to the process of creat-
ing and/or modifying micro-features on a workpiece through
the removal of material from the workpiece.

Micromachining through the use of a laser is a common
micromachining technique. Laser micromachining technol-
ogy affords numerous advantages, including good flexibility
(due to the ease of controlling and varying of laser spot
scanning trajectory), non-contact (where the primary
machining tool, which is the laser beam, does not mechani-
cally contact the workpiece), and high spatial resolution
(down to less than 10 microns). Consequently, laser micro-
machining has many current and potential applications, such
as including, but not necessarily limited to, creating micro-
features for medical devices and solar cells, and surface
texturing of mechanical parts to enhance their tribological
properties, for example.

Unfortunately, current forms of laser micromachining
may often suffer from one or more of the following draw-
backs:

(1) debris deposition,

(ii) laser-induced harmful residual thermal effects (which
may include surface oxidation layer, recast layer, heat
affected zone, cracks, etc.), and

(iii) harmful surface tensile residual stresses (which may
weaken the mechanical properties of the workpiece), and
which may also be regarded as a type of laser-induced
harmful residual thermal effect.

The above-identified drawbacks may often be more dif-
ficult, expensive, and/or time-consuming to minimize, avoid
or completely remove than is desired or preferred.

Thus, there is a need and a demand for techniques or
processes and associated systems for micromachining
whereby various of the above-identified advantages of laser
micromachining can be realized while simultaneously
avoiding or minimizing one, two or all three of the above-
identified drawbacks that may be associated with conven-
tional laser micromachining.
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2
SUMMARY OF THE INVENTION

This invention provides a new system and process for
laser micromachining whereby various of the above-identi-
fied advantages of laser micromachining can be realized
while potentially simultaneously reducing, minimizing or
avoiding one, two or all three of the above-identified draw-
backs that may be associated with conventional laser micro-
machining.

In accordance with one aspect of the invention, there is
provided a new system for machining a workpiece and, in a
more specific embodiment, a new system for micromachin-
ing a workpiece. In accordance with one embodiment, such
a system includes a laser source effective upon actuation to
direct a laser beam to irradiate a region of a first surface of
the workpiece. The system further includes a liquid immer-
sion element such as in the form of a container (a tank, for
example), and effective to immerse at least the first surface
of the workpiece in liquid while a laser beam from the laser
source is directed thereat. The system also includes a first
ultrasound output device effective to deliver at least a first
ultrasound output to the liquid-immersed workpiece surface.
In a generally preferred practice, the ultrasound output and
the laser beam impact the workpiece first surface simulta-
neously, e.g., at the same or substantially the same time.

In accordance with another aspect of the invention, there
is provided and process for machining a workpiece and, in
a more specific embodiment, a new process for microma-
chining a workpiece. In accordance with one embodiment,
such a process involves directing at a region of a first surface
of the workpiece a laser beam from a laser source and
wherein at least the laser-irradiated region of the first surface
of the workpiece is immersed in a liquid, and delivering to
the liquid-immersed workpiece surface at least a first ultra-
sound output from a first ultrasound device. In a generally
preferred practice, the ultrasound output and the laser beam
impact the workpiece first surface simultaneously, e.g., at
the same or substantially the same time.

As used herein, references to “laser ablation” or “laser
machining” are to be understood to generally refer to
material removal processes due to the absorption of laser
beam energy.

Further, references to ultrasound output delivery to the
first surface of the workpiece and laser beam impact on the
first surface of the workpiece as being “simultaneous” or the
like are to be understood to preferably refer to occurring or
being at the same time or within a no more than an
acceptable maximum time lag. In practice, what constitutes
a maximum acceptable time lag may depend on process
conditions (such as laser pulse duration, for example, when
a pulsed laser is used), and is typically less than around 1 to
10 second and is typically significantly shorter than 1 to 10
second as ultrasound output delivery to the workpiece
surface and the possibly induced cavitation process desir-
ably occur before the laser-induced mass, and/or momentum
and/or energy transport processes have mostly completed.
Thus, in one preferred practice of the invention, the ultra-
sound is desirably applied while the laser beam impacts the
workpiece surface. In accordance with one embodiment,
such application can be realized through the ultrasound
being appropriately applied to the workpiece before actua-
tion of the laser beam and continuing as the laser beam
desirably impacts the workpiece surface.

Further, references herein to a laser source effective upon
actuation to direct a laser beam at a selected workpiece
surface are to be understood as encompassing the inclusion
of any or all relevant and/or necessary components, includ-
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ing optics, such as may be needed or desired for desired laser
beam delivery including, for example, mirrors, lenses and/or
laser scanner, for example.

Other objects and advantages will be apparent to those
skilled in the art from the following detailed description
taken in conjunction with the appended claims and draw-
ings.

BRIEF DESCRIPTION OF THE DRAWINGS

Objects and features of this invention will be better
understood from the following description taken in conjunc-
tion with the drawings, wherein:

FIGS. 1-3 are simplified schematic representations of
selected alternative embodiments of Ultrasound-Assisted
Water-Confined Laser Micromachining (UWLM) in accor-
dance with the invention; and

FIG. 4 is a schematic diagram of the input signal for
ultrasound output devices in UWLM set-ups, such as shown
in FIGS. 1-3, respectively.

DETAILED DESCRIPTION OF THE
INVENTION

As described in greater detail below, the invention gen-
erally relates to a new process of or technique for micro-
machining, termed herein as “Ultrasound-Assisted Water-
Confined Laser Micromachining”, also sometimes referred
to as “UWLM,” and related processing systems.

In UWLM processing herein described, material removal
occurs from the workpiece surface that faces towards the
incoming laser beam and is mainly due to absorption of laser
energy by the workpiece. Thus, to that that extent, UWLM
processing as herein provided may be somewhat similar to
some forms of currently existing laser micromachining
technology. In UWLM processing, however, water or other
suitable liquid layer is applied onto the laser-irradiated
region of the workpiece surface, and an in-situ ultrasound is
delivered to the liquid-immersed and laser-irradiated work-
piece surface region. This may result in, produce or generate
ultrasonic cavitation in the liquid (i.e., produce bubbles).
The subsequent collapse or implosion of cavitation bubbles
can or may produce high pressure and promote liquid
motion and mixing, which can or may produce one or more
of cleaning, cooling and peening effects. These effects: (1)
can or may reduce redeposition of debris and/or one or more
harmful residual thermal effect and/or surface tensile
residual stresses such as may be induced by or associated
with laser ablation, and (2) may possibly enhance the
material removal rate from the workpiece per laser pulse
(when a pulsed laser is used) as compared with laser ablation
of the liquid-immersed workpiece without the application of
the ultrasound.

Those skilled in the art and guided by the teachings herein
provided will understand and appreciate that the present
invention may be appropriately embodied in a variety of
different systems and processes. As representative, FIGS.
1-3 are, as identified above, simplified schematic represen-
tations of selected alternative embodiments of Ultrasound-
Assisted Water-Confined Laser Micromachining (UWLM)
in accordance with the invention.

Turning first to FIG. 1, there is illustrated a system,
generally designated by the reference numeral 110 in accor-
dance with one preferred embodiment of the invention and
useful in micromachining processing of a workpiece W and,
more specifically, the surface region S thereof.
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The system 110 includes a laser source 112 effective upon
actuation to direct a laser beam 114 at the workpiece surface
region S. The system 110 also includes a liquid immersion
element 116, such as may be in the form of a container, such
as a tank or the like, for example, and such as effective to
immerse at least the workpiece surface region S in a liquid
L while the laser beam 114 is directed thereat. The system
110 further includes one or more ultrasound output devices
120, 122, and 124, for example, to deliver respective ultra-
sound outputs, such as ultrasonic vibrations or waves such
as those designated with the reference character O, to the
liquid-immersed workpiece surface region S. It will be
appreciated that while FIG. 1 shows the workpiece W totally
immersed in a liquid L. and thus out of the ambient air (or
other ambient environment) A, the broader practice of the
invention is not necessarily so limited provided the work-
piece surface region at which the laser beam is directed is
appropriately immersed in the liquid.

The micromachining processing system 110 includes an
optional base 140 such as upon which the workpiece W is
disposed. If desired and such as shown, the base 140, if
present, may include or contain an ultrasound output device
120 such as in the form of an ultrasonically vibrating device.
In one alternative embodiment, the base may be replaced by
a suitable ultrasound output device.

The ultrasound output device 122, if included, may
include or contain an optional optical window 144 which
permits transmission of the laser beam 114 therethrough
and/or facilitates the delivery of the laser beam to the
workpiece surface region S. Those skilled in the art and
guided by the teachings herein provided will understand and
appreciate that such an optical window, if included in a
system, can desirably be alternatively located and/or posi-
tioned in selected embodiments.

One or more of the ultrasound output devices in this and
other embodiments may, if desired, contain or include an
associated horn or tip such as to appropriately enhance the
device ultrasonic vibration and/or direct the ultrasound
output at or to the workpiece surface region S.

Further, one or more of the ultrasound output devices in
this and other embodiments may, if desired, contain, include
or have the form of a high intensity focused ultrasound
transducer (with a focal length of F;;,,), such as shown for
the ultrasound output device 122.

While the system 110 is shown and has been described
above with multiple ultrasound output devices 120, 122, and
124, for example, it is to be understood and appreciated that
the invention can, if desired, be practiced with only one or
various combinations of two or more of such ultrasound
output devices.

FIG. 2 illustrates a system, generally designated by the
reference numeral 210, in accordance with another preferred
embodiment of the invention and useful in micromachining
processing of a workpiece W and, more specifically, the
surface region S thereof.

The system 210 is somewhat similar to the system 110,
described above. The system 210 includes a laser source 212
effective upon actuation to direct a laser beam 214 at the
workpiece surface region S. The system 210 also includes a
liquid immersion element 216, such as may be in the form
of a container, such as a tank or the like, for example, and
such as effective to immerse at least the workpiece surface
region S in a liquid L while the laser beam 214 is directed
thereat. The system 210 further includes one or more ultra-
sound output devices 220, 222, and 224, for example, to
deliver respective ultrasound outputs such as ultrasonic
vibrations or waves, such as designated by the reference
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character O, to the liquid-immersed workpiece surface
region S. Again, it will be appreciated that while FIG. 2
shows the workpiece W totally immersed in liquid L. and
thus out of the ambient air (or other ambient environment)
A, the broader practice of the invention is not necessarily so
limited provided the workpiece surface region S at which the
laser beam 214 is directed is appropriately immersed in the
liquid.

As with the system 110, the micromachining processing
system 210 includes an optional base 240 such as upon
which the workpiece W is disposed. If desired and such as
shown, the base 240, if present, may include or contain an
ultrasound output device 220 such as in the form of an
ultrasonically vibrating device. In one alternative embodi-
ment, the base may be replaced by a suitable ultrasound
output device.

In the system 210, the ultrasound output device 222, if
included, is disposed at an angle & relative to the workpiece
surface region S.

Further, the system 210 may include or contain an
optional optical window 244 which permits transmission of
the laser beam 214 therethrough and/or facilitates the deliv-
ery of the laser beam to the workpiece surface region S. The
optical window 244 is shown as positioned spaced away
from the ultrasound output device 222. Those skilled in the
art and guided by the teachings herein provided will under-
stand and appreciate that such an optical window, if included
in a system, can desirably be alternatively located and/or
positioned in selected embodiments.

Additionally, as shown in FIG. 2, the laser beam, such as
shown in phantom by the laser beam 214/, can, if desired, be
directed at the workpiece surface region S at an angle f§
relative to vertical. Those skilled in the art will understand
and appreciate that such angular directing of the laser beam
is similarly appropriately applicable in the other of the
UWLM systems herein described.

As with the system 110 described above, while the system
210 is shown and has been described above with multiple
ultrasound output devices 220, 222, and 224, for example, it
is to be understood and appreciated that the invention can,
if desired, be practiced with only one or various combina-
tions of two or more of such ultrasound output devices.

FIG. 3 illustrates a system, generally designated by the
reference numeral 310, in accordance with another preferred
embodiment of the invention and useful in micromachining
processing of a workpiece W and, more specifically, the
surface region S thereof.

The system 310 is somewhat similar to the systems 110
and 210, described above. The system 310 includes a laser
source 312 effective upon actuation to direct a laser beam
314 at the workpiece surface region S.

The system 310 also includes a liquid immersion element
316, such as may be in the form of a container, such as a tank
or the like, for example, and such as effective to immerse at
least the workpiece surface region S in a liquid L, such as
water, while the laser beam 314 is directed thereat.

The system 310 further includes one or more or a com-
bination of ultrasound output devices 320, 322, 324, and
326, for example, to deliver respective ultrasound outputs
such as ultrasonic vibrations or waves, such as designated by
the reference character O, to the liquid-immersed workpiece
surface region S. Again, it will be appreciated that while
FIG. 3 shows the workpiece W totally immersed in liquid L
and thus out of the ambient air (or other ambient environ-
ment) A, the broader practice of the invention is not neces-
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sarily so limited provided the workpiece surface region S at
which the laser beam 314 is directed is appropriately
immersed in the liquid.

As with the system 110, the micromachining processing
system 310 includes an optional base 340 such as upon
which the workpiece W is disposed. If desired and such as
shown, the base 340, if present, may include or contain an
ultrasound output device 320 such as in the form of an
ultrasonically vibrating device. In an alternative embodi-
ment, the base may be replaced by a suitable ultrasound
output device.

The system 310 may include an optional focused ultra-
sound output device 322 and/or a support structure 350. If
desired, the structure 350 may include, contain or be
replaced by the ultrasound output device 326. The structure
350 and/or the device 326 are shown as disposed at a
selected distance, designated .10, from the workpiece sur-
face region S, and may be appropriately angled relative to
the laser beam 314, and may, if desired, include provision
for the inclusion of an optical window 344, similar to those
described above.

As with the systems 110 and 210 described above, while
the system 310 is shown and has been described above with
multiple ultrasound output devices, it is to be understood and
appreciated that the invention can, if desired, be practiced
with only one or various combinations of two or more of
such ultrasound output devices.

It should also be noted that in FIGS. 1 to 3, the symbol
$ represents ultrasonic vibrations.

Further, while the systems 110, 210, and 310 have been
described above making reference to liquid immersion ele-
ments, such as may be in the form of a container, such as a
tank for example, it will be understood by those skilled in the
art and guided by the teachings herein provided that the
broader practice of the invention is not necessarily so
limited. For example, if desired, the invention may be
practiced employing a liquid immersion element such as a
liquid-flowing device, such as a liquid nozzle. Further, if
desired, the invention can be practiced employing a flowing
fluid within a container.

FIG. 4 is a schematic diagram of the ultrasonic transducer
input signal for ultrasound output devices in the UWLM
setups shown in FIGS. 1 to 3. In FIG. 4, the horizontal axis
represents time, while the vertical axis represents the signal
amplitude. The signals may repeat with time continuously,
or stop at certain points in time for a period of time and then
re-start; the ultrasound transducer input signal frequencies f1
& 12, amplitudes Al & A2, pulse durations t1 & t2 and delay
time between the two signal pulses, t, may each be at various
appropriate values. Ultrasound transducer input signals with
more than two frequencies (f1, 2, 3 . . . ) may also be
employed in UWLM. UWLM with all the possible forms of
the transducer input signals are considered to be included in
or as a part of this invention development and the subject
invention disclosure and description.

It is to be further understood that the various parameters
identified in each figure or the above text, such as f, f,; A;,
A, t, t,, t; L1 to L5, L10 (where L’s are lengths or
distances); 8, @, and 0 (which are angles); and F;z,, may
be at appropriate various values. In each figure, all the other
possible geometric parameters that are not specifically iden-
tified may also be at various appropriate values. Further, the
transducer input signal parameters (f;, 5, A;, A,, t;, t,, and
t) can be the same or different for the transducers of different
ultrasound output devices in each of the various UWLM
setups.



US 9,649,722 B2

7

The geometrical and other parameters that are not labeled
in FIGS. 1 to 4 may also be at various values. The sizes
and/or shapes of components in the UWLM systems may
also vary, and may be different from those shown in FIGS.
1 to 3. FIGS. 1 to 3 are not drawn to scale.

For example, in FIG. 4, when f,=f,, the signal will
become a single-frequency signal. When t=0, the signal will
change from a pulsed mode to a continuous mode. In
accordance with the invention, in UWLM, ultrasound trans-
ducer input signals with more than 2 frequencies
(f,, 1,, £ . . . ) may also be used, where the amplitudes, pulse
durations, pulse-to-pulse temporal distances, and relative
timing of the signals at each frequency may also be at
various appropriate values. For an UWLM setup with two or
more transducers, if only one transducer has non-zero input
signals, the setup will become a single-transducer setup. In
addition, in an UWLM setup, possible laser parameters,
such as the focal length of the laser focusing lens, laser
wavelength, laser beam intensity, beam diameter, laser pulse
duration, pulse repetition rate, and the laser pulse relative
timing with the ultrasound transducer input signals, etc.,
may also be at various appropriate values. Lasers that are
operated in a continuous or pulsed mode may be used in
UWLM. Further, while the invention has been generally
described above with reference to the use of water, those
skilled in the art and guided by the teachings herein provided
will appreciate that liquids other than water can be used in
the laser micromachining processing herein described and
the uses of such other liquids are to be understood as herein
encompassed.

Table 1, below, shows the corresponding figures for each
UWLM setup.

TABLE 1
UWLM Setup Corresponding FIGS.
1 FIG. 1 + FIG. 4
2 FIG. 2 + FIG. 4
3 FIG. 3 + FIG. 4

As will be appreciated, operation of systems such as
described above can be appropriately and specifically tai-
lored to achieve or realize specific desired performance
objectives.

For example, in one embodiment, a first ultrasound output
device delivers at least first and second ultrasound outputs
and wherein the first and second ultrasound outputs differ in
at least one aspect selected from the group consisting of:
point of initial impact onto the liquid-immersed workpiece
surface, time of initial impact onto the liquid-immersed
workpiece surface and angle of initial impact onto the
liquid-immersed workpiece surface.

In another embodiment, a first ultrasound output device
delivers at least a first ultrasound output initially impacting
the liquid-immersed workpiece surface at a first location and
the first ultrasound output device also delivers at least a
second ultrasound output initially impacting the liquid-
immersed workpiece surface at a second location and
wherein the first location is spaced from the second location.

In another embodiment, a first ultrasound output device
delivers at least a first ultrasound output initially impacting
the liquid-immersed workpiece surface at a first point in
time and at least one ultrasound output device also delivers
at least a second ultrasound output initially impacting the
liquid-immersed workpiece surface at a second point in time
and wherein the second point in time is after the first point
in time.
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In another embodiment, a first ultrasound output device
delivers at least a first ultrasound output impacting the
liquid-immersed workpiece surface at a first angle of initial
impact and the first ultrasound output device also delivers at
least a second ultrasound output impacting the liquid-im-
mersed workpiece surface at a second angle of impact and
wherein the first angle of initial impact differs from the
second angle of initial impact.

In another embodiment, a UWLM system such as herein
provided, in addition to a first ultrasound output device such
as delivers a first ultrasound output, desirably additionally
includes a second ultrasound output device effective to
deliver a second ultrasound output to the liquid-immersed
workpiece surface. As will be appreciated, such first and
second ultrasound outputs can, if desired, be appropriately
selected and/or designed to differ in at least one aspect
selected from the group consisting of: ultrasound frequency,
amplitude and pulse duration, for example.

Those skilled in the art and guided by the teaching herein
provided will appreciate that laser beams, with suitable
parameters, as herein provided may appropriately ablate
various types of materials, such as metals, semiconductors,
and dielectric materials. Laser beams with suitable param-
eters may also be used to ablate bones and other biological
materials for biomedical applications (e.g., surgery). The
application of UWLM to any type of workpiece materials
for the production or modification of features with any size
or shape should be regarded as being encompassed herein.

Those skilled in the art and guided by the teachings herein
provided will further appreciate and understand that the
broader practice of the invention is not necessarily limited
by or to ultrasound output devices of specific size, design or
mode of operation as various devices for generating or
producing ultrasound outputs are known and may be appro-
priately incorporated into the practice of the invention.

Compared with current or existing laser micromachining
technology, UWLM as herein described and/or provided can
potentially increase machining efficiency (e.g., the removal
rate of material from a workpiece) per laser pulse and/or
enhance machining quality in numerous related applications.
Further, such applications may include (but are not neces-
sarily limited to): (1) micromachining processes that are
needed in the manufacture of solar cells, microelectrome-
chanical systems (MEMS), and medical devices, and (2)
surface texturing (through UWLM) of mechanical parts to
enhance their tribological properties and decrease the related
energy consumption due to the friction during their service.

It is further contemplated that a suitable ultrasound output
into the liquid in accordance with the invention may be
generated by ultrasonically vibrating a bottom and/or one or
more side wall of the liquid container (e.g., 116, 216, and
316 in FIGS. 1 to 3, respectively), and is herein encom-
passed.

Further, while the invention development has been
described above making specific reference to micromachin-
ing, those skilled in the art and guided by the teachings
herein provided will appreciate that the broader practice of
the invention is not necessarily so limited. For example, if
desired, the invention and/or the teachings herein may
similarly be applied to the production or modification of
features outside the micro-scale range in an appropriate
workpiece.

While in the foregoing detailed description this invention
has been described in relation to certain preferred embodi-
ments thereof, and many details have been set forth for
purposes of illustration, it will be apparent to those skilled
in the art that the invention is susceptible to additional
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embodiments and that certain of the details described herein
can be varied considerably without departing from the basic
principles of the invention. All the possible forms of
UWLM, including those that result from variations of the
geometrical, ultrasound, laser and other parameters (whether
or not the parameters are specifically identified in the text or
figures), are considered to be included in or as a part of this
invention and the subject invention description and disclo-
sure. Further, all the possible forms of UWLM, including
those that result from the combinations of two or more of the
UWLM setups described above (each setup may be in its
complete or partial form), are considered to be included in
or as a part of this invention and the subject invention
description and disclosure. Those skilled in the art and
guided by the teachings herein provided will appreciate that
other specific forms of UWLM, where ultrasound is deliv-
ered to a liquid-immersed workpiece surface that faces
towards an incoming laser beam, are possible and that all
such approaches are considered to be included in or as a part
of this invention development and the subject invention
description and disclosure.

What is claimed is:

1. A system for machining a workpiece, the system
comprising:

a laser source effective upon actuation to direct a laser
beam to irradiate a region of a first surface of the
workpiece;

a liquid immersion element effective to immerse at least
the laser-irradiated region of the first surface of the
workpiece in liquid while a laser beam from the laser
source is directed thereat; and

a first ultrasound output device effective to deliver,
through the liquid above the first surface, at least a first
ultrasound output to the liquid-immersed and laser-
irradiated workpiece surface region to generate ultra-
sonic cavitation in the liquid.

2. The system of claim 1 wherein the ultrasound output
delivery to the first surface of the workpiece is simultaneous
with the laser bean impact on the first surface of the
workpiece.

3. The system of claim 1 wherein ultrasound output
delivery to the liquid-immersed workpiece surface is effec-
tive to at least one of: remove or reduce laser machining
debris, reduce one or more laser-induced harmful residual
thermal effect, peen the first surface of the workpiece,
enhance the cooling of the first surface of the workpiece, and
enhance the material removal rate per laser pulse from the
workpiece.

4. The system of claim 1 comprising a base to support the
workpiece and wherein the base provides at least the first
ultrasound output to the liquid-immersed workpiece surface.

5. The system of claim 1 wherein the first ultrasound
output device comprises an ultrasound transducer.

6. The system of claim 5 wherein the ultrasound trans-
ducer is a high intensity focused ultrasound transducer.

7. The system of claim 1 additionally comprising an
optical window, the optical window at least one of either
permitting the laser source to direct the laser beam there-
through to the first surface of the workpiece and/or facili-
tating delivery of the laser beam to the first surface of the
workpiece.

8. The system of claim 1 wherein the first ultrasound
output device delivers at least first and second ultrasound
outputs and wherein the first and second ultrasound outputs
differ in at least one aspect selected from the group consist-
ing of: point of initial impact onto the liquid-immersed
workpiece surface, time of initial impact onto the liquid-
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immersed workpiece surface and angle of initial impact onto
the liquid-immersed workpiece surface.

9. The system of claim 8 wherein the first ultrasound
output device delivers at least a first ultrasound output
initially impacting the liquid-immersed workpiece surface at
a first location and the first ultrasound output device also
delivers at least a second ultrasound output initially impact-
ing the liquid-immersed workpiece surface at a second
location and wherein the first location is spaced from the
second location.

10. The system of claim 8 wherein the first ultrasound
output device delivers at least a first ultrasound output
initially impacting the liquid-immersed workpiece surface at
a first point in time and the first ultrasound output device
also delivers at least a second ultrasound output initially
impacting the liquid-immersed workpiece surface at a sec-
ond point in time and wherein the second point in time is
after the first point in time.

11. The system of claim 8 wherein the first ultrasound
output device delivers at least a first ultrasound output
impacting the liquid-immersed workpiece surface at a first
angle of initial impact and the first ultrasound output device
also delivers at least a second ultrasound output impacting
the liquid-immersed workpiece surface at a second angle of
impact and wherein the first angle of initial impact differs
from the second angle of initial impact.

12. The system of claim 1 additionally comprising a
second ultrasound output device effective to deliver a second
ultrasound output to the liquid-immersed workpiece surface.

13. The system of claim 12 wherein the first and second
ultrasound outputs differ in at least one aspect selected from
the group consisting of: ultrasound frequency, amplitude and
pulse duration.

14. The system of claim 1 comprising an optical window
support structure supporting an optical window at a selected
distance to the first surface of the workpiece.

15. The system of claim 1 wherein the first ultrasound
output is in continuous mode.

16. The system of claim 1 wherein the liquid is water.

17. The system of claim 1 wherein the first ultrasound
output is in pulsed mode.

18. A system of claim H for machining a workpiece, the
system comprising:

a laser source effective upon actuation to direct a laser
beam to irradiate a region of a first surface of the
workpiece;

a liquid immersion element effective to immerse at least
the laser-irradiated region of the first surface of the
workpiece in liquid while a laser beam from the laser
source is directed thereat;

a first ultrasound output device effective to deliver at least
a first ultrasound output to the liquid-immersed and
laser-irradiated workpiece surface region; and

an optical window support structure supporting an optical
window at a selected distance to the first surface of the
workpiece,

wherein the optical window support structure is integral
with the first ultrasound output device.

19. A process for machining a workpiece, the process

comprising:

directing at a region of a first surface of the workpiece a
laser beam from a laser source and wherein at least the
laser-irradiated region of the first surface of the work-
piece is immersed in a liquid, and

delivering through the liquid above the liquid-immersed
and laser-irradiated workpiece surface region at least a
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first ultrasound output from a first ultrasound device,
wherein the first ultrasound output generates ultrasonic
cavitation in the liquid.

20. The process of claim 19 wherein the ultrasound output
delivery to the first surface of the workpiece is simultaneous
with the laser beam impact on the first surface of the
workpiece.

21. The process of claim 19 additionally comprising:

delivering to the liquid-immersed workpiece surface a

second ultrasound output wherein the second ultra-
sound output differs from the first ultrasound output in
at least one aspect selected from the group consisting
of: ultrasound frequency, amplitude, pulse duration,
and point or angle of initial contact.

22. The process of claim 21 wherein the first ultrasound
device delivers both the first and the second ultrasound
outputs to the liquid-immersed workpiece surface.

23. The process of claim 21 wherein the second ultra-
sound output is delivered from a second ultrasound device,
the second ultrasound device spaced apart from the first
ultrasound device.

24. The process of claim 19 wherein delivery of ultra-
sound output to the liquid-immersed workpiece first surface
is effective to at least one of: remove or reduce laser
machining debris, reduce one or more laser-induced harmful
residual thermal effect, peen the first surface of the work-
piece, enhance the cooling of the first surface of the work-
piece, and enhance the material removal rate per laser pulse
from the workpiece.

25. The process of claim 19 wherein the liquid is water.
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