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Role of tool marks inside spherical 
mitigation pit fabricated by micro-
milling on repairing quality of 
damaged KH2PO4 crystal
Ming-Jun Chen1,*, Jian Cheng1,*, Xiao-Dong Yuan2, Wei Liao2, Hai-Jun Wang2, 
Jing-He Wang1, Yong Xiao1 & Ming-Quan Li1

Repairing initial slight damage site into stable structures by engineering techniques is the leading 
strategy to mitigate the damage growth on large-size components used in laser-driven fusion 
facilities. For KH2PO4 crystals, serving as frequency converter and optoelectronic switch-Pockels 
cell, micro-milling has been proven the most promising method to fabricate these stable structures. 
However, tool marks inside repairing pit would be unavoidably introduced due to the wearing of 
milling cutter in actual repairing process. Here we quantitatively investigate the effect of tool marks 
on repairing quality of damaged crystal components by simulating its induced light intensification 
and testing the laser-induced damage threshold. We found that due to the formation of focusing 
hot spots and interference ripples, the light intensity is strongly enhanced with the presence of 
tool marks, especially for those on rear surfaces. Besides, the negative effect of tool marks is mark 
density dependent and multiple tool marks would aggravate the light intensification. Laser damage 
tests verified the role of tool marks as weak points, reducing the repairing quality. This work offers 
new criterion to comprehensively evaluate the quality of repaired optical surfaces to alleviate the 
bottleneck issue of low laser damage threshold for optical components in laser-driven fusion facilities.

In order to fulfill controllable fusion energy, numbers of laser beams have been focused on micro-sized 
target to build high-power laser systems worldwide1–5. Under such huge laser systems, a great number 
of large-size optical components with high-precision surfaces are required to amplify and deliver the 
laser beams to the vacuum target chamber. For instance, more than 30,000 pieces of optical parts are 
installed in the National Ignition Facility (NIF), which consists of 192 large aperture (42 cm) beams con-
structed by the Lawrence Livermore National Laboratory in the US4,6,7. Among these parts, potassium 
dihydrogen phosphate (KH2PO4, known as KDP) crystals are regarded as the irreplaceable components 
and serve as frequency converter and optoelectronic switch-Pockels cell due to their unique physical 
and elecro-optical properties8–10. One of the major concerns in laser fusion facilities is that under the 
irradiation of high-power lasers, the optical parts are susceptible to suffer from laser-induced damage, 
which would largely reduce their optical performances and lifetimes2,11–15. The laser damage on the sur-
faces generally threatens the laser systems more severely than the bulk damage does, since the size of 
surface damage would experience a rapid growth following subsequent laser irradiation, while for the 
bulk damage, it keeps unchanged12,16. Though the laser-induced damage on optical components has been 
an active field of research for over four decades, this phenomenon is still not well understood and the 
low laser-induced damage threshold (LIDT) remains a bottleneck in the development of high-power 

1Center for Precision Engineering, School of Mechatronics Engineering, Harbin Institute of Technology, Harbin 
150001, China. 2Research Center of Laser Fusion, China Academy of Engineering Physics, Mianyang 621900, China. 
*These authors contributed equally to this work. Correspondence and requests for materials should be addressed 
to M.J.C. (email: chenmj@hit.edu.cn) or X.D.Y. (email: yxd66my@163.com)

Received: 13 May 2015

Accepted: 28 August 2015

Published: 24 September 2015

OPEN

mailto:chenmj@hit.edu.cn
mailto:yxd66my@163.com


www.nature.com/scientificreports/

2Scientific RepoRts | 5:14422 | DOi: 10.1038/srep14422

laser systems17. For KDP crystal optics, the actual LIDT is much lower than the theoretically calculated 
value. At this point, it is of great importance to develop new techniques for improving the laser damage 
resistance.

In the actual laser fusion facilities, a repair strategy has been proposed and widely applied to various 
terminal optics to hold the growth of unstable surface damage sites for improving the laser damage resist-
ance. The repair strategy, which is also termed “mitigation”, is to first initiate the damage precursors at 
sensitive surface zones by pre-irradiation with low-fluence lasers, then identify the unstable damage sites 
and finally repair them with a pre-designed benign mitigation structure with much higher LIDT3,12,18–22. 
Two techniques of CO2 laser melting at 10.6 μ m wavelength3,18 and ultra-short pulse laser ablation19 
are the typical processing methods to remove the initial unstable damage sites for silica and multi-
layer coating optics. However, due to the delicate physical and mechanical properties of KDP crystals, 
micro-machining has been proven to be the most promising method to completely remove the initial 
damage sites on crystal surfaces20–22.

In our previous work, an efficient method by means of micro-milling tool dimpling has been pro-
posed to repair the damage sites into spherical mitigation structure on crystal surfaces23. This dimpling 
method takes less than one minute to produce each spherical mitigation pit and the LIDT of the repaired 
surface is tested to be nearly three times larger than that of the initial damaged surfaces. However, in the 
actual repair process with cemented carbide milling tool, some tool marks would be generated inside 
the spherical mitigation pit owing to the flaws at the cutting edges, which may be caused by tool wear or 
deficiency in the tool preparation. The dimensions of these tool marks are generally comparable to the 
laser wavelength with several micrometers in width and sub-micrometers in depth. Surface defects with 
these specific sizes can largely modulate the incident laser and correspondingly lower the laser damage 
resistance of high-precision optical surfaces24–27. Hence, making a thorough investigation on the effect of 
tool marks on laser damage resistance can not only provide instructive guidance for the close supervision 
of tool wear in the practical repair process of KDP crystal, but also contribute to the full evaluation of 
the repaired crystal surfaces.

In this work, the tool marks inside spherical mitigation pit are firstly characterized by stereoscopic 
optical microscope. Then, the propagation process of incident laser through repaired crystal surfaces 
with tool marks is modeled using finite-difference time-domain (FDTD) algorithm. The light intensifi-
cations caused by mitigation pits with single and multiple tool marks are both simulated and compared 
with those caused by ideally repaired surfaces. Finally, the laser damage test is designed and performed 
for both repaired surfaces with and without tool marks to experimentally verify the role of tool marks on 
the laser damage resistance of repaired crystal components. Our results quantitatively demonstrate how 
tool marks inside mitigation pit would affect the repairing quality of damaged KH2PO4 crystal.

Methods and Model
Repairing damage sites on KDP surfaces by micro-milling. In the laser fusion projects, several 
types of specialized micro-machining set-ups have been developed to repair the unstable damage sites 
on high-precision crystal surfaces12,20–22. In order to improve the laser damage resistance of KDP crystal, 
we have designed and finished the construction of a miniature five-axis micro-milling set-up to fast 
repair the initial damaged crystal surfaces. The overall configuration and details of the milling set-up 
are exhibited in Fig. 1. The set-up integrates one high-speed spindle, two revolving axes (C- and B-Axis) 
and three linear axes (X-, Y- and Z-Axis) to achieve precision identification, positioning and repairing 
of the surface damage sites. The full description of the micro-milling machine can be found in ref. 23. 
As shown in Fig.  1b, the initial damage site is firstly detected by a CCD camera and positioned right 
beneath the milling tool. Then, the tiny tool, which is firmly embedded inside the spindle and rotated at 
high speed of 70,000 RPM, vertically feeds downward to a sufficient cutting depth, enabling the damage 
site to be completely removed. The remaining structure on the repaired surface is determined by the 
geometry of the milling tool. Figure 1c presents the double-edged cemented carbide milling tool with a 
radius of 500 μ m, which is prepared by the NS TOOL Co., LTD (Type MSB 230) in Tokyo, Japan. The 
ideal fabricated spherical mitigation pit without any tool marks is shown in Fig. 1d with 240 μ m width 
and 30 μ m depth.

Characterization of tool marks and FDTD algorithm. In the actual repairing process with 
cemented carbide micro-milling tools, a series of isolated flaws can be generated at the cutting edges by 
means of wear and friction at the tool-chip interface28. As shown in Fig. 2, the cutting edges of milling 
tool are discontinuously chipped at some localized areas after a certain cutting period. The flaws appear 
to be in forms of dents or pits distributed along the edges. When the flawed tools are adopted to repair 
the crystal surfaces, the tool marks would be correspondingly reproduced inside the spherical mitigation 
pit. The reproduced internal tool marks should be like raised arc strips, which are essentially the uncut 
crystal material missed by the flaws at the cutting edges. The spherical mitigation pit with discontinuous 
tool marks are shown in Fig. 2b,c. One can see that the dimensions of the tool marks are almost several 
micrometers wide and sub-micrometers deep, which are both highly dependent on the wear level of the 
milling tool. In all the following simulations, the geometries of modeled tool marks are chosen based on 
the tested information above.
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The modulation to incident laser light by surface features can potentially produce light intensification 
inside optical components, which is closely associated with the localized energy deposition and increased 
nonlinear absorption of intense light23–25,29. These negative effects introduced by tool marks would largely 
lower the laser damage resistance of repaired crystal surfaces. At this point, the light intensification 
caused by tool marks is modeled to quantitatively evaluate its bad influence on repairing quality of dam-
aged KDP crystals. In this work, the Maxwell’s equations are numerically solved by employing FDTD 
algorithm to model the scenarios of light propagation through structured surfaces30–32. The FDTD mod-
els for repaired crystal surfaces with and without tool marks are presented in Fig. 2d based on the tested 
profiles and geometry of the practically repaired mitigation structures. For the reason that multiple tool 
marks can actually coexist inside the mitigation pit as shown in Fig. 2b, the effect of tool mark density is 
also taken into account to describe the interactions between neighboring tool marks. It has been widely 
known that the modulation property to incident light by rear-surface features always differs from that by 
front-surface structures13,25–27, hence, the effects of tool marks on front- and rear-surface mitigation pits 
are both simulated in this work. As shown in Fig.  2d, the front- and rear-surface features are realized 
by reversing the propagation direction in the simulations. For the sake of simplicity, the plane incident 
wave with TE-mode polarization and 355 nm-wavelength is adopted as the initial input source in our 
simulations. The electric field intensity of the initial plane wave is normalized to E0 =  1 V/m. The sim-
ulation domain is rectangular and uniformly gridded with mesh size of 25 nm, which is less than λ /12 
to weaken the effect of numerical dispersion caused by differencing the Maxwell’s equations with FDTD 
algorithm30. Among all the simulations, the perfectly matched layers (PML) are employed in the vertical 
directions, while the periodic boundary conditions (PBCs) are applied in the horizontal directions as 
shown in Fig. 2d33,34. The optical parameters applied to KDP crystal and air can be found in Ref. 23.

Laser damage resistance test. In order to experimentally testify the effect of tool marks inside 
spherical mitigation pits on the repairing quality, we first prepared the crystal samples with damage-free 
surfaces, initial damaged surfaces and repaired surfaces with and without tool marks, and then tested 
their respective LIDTs. The damage-free surfaces were achieved by diamond fly-cuting method and 
inspected with optical microscope to ensure no defect located on the surfaces. The initial damaged 
surfaces were artificially prepared by micro-indentation method26. The spherical mitigation pit with tool 
marks were produced by repairing the damaged crystal surfaces with worn cemented carbide milling tool 
as shown in Fig. 2a. To completely avoid the generation of tool mark, the repaired surfaces without tool 
marks were fabricated with a brand new milling tool on the basis of multiple-plunge cutting strategy, 
which took nearly 30 minutes to finish each repaired pit. All the features on each type of surface were 
further checked using optical microscope to ensure that they were in such identical shapes and dimen-
sions that they can be applied to accurately test the statistic LIDTs.

Figure 1. Micro-milling set-up developed for repairing the damage sites on KDP crystal surfaces.  
(a) Overall configuration of the miniature five-axis milling set-up. (b) The repairing process to replace the 
initial surface damage with a spherical mitigation pit. The initial damage site is illuminated by a cold light 
source and identified by a CCD camera. (c) The double-edged ball-end milling tool adopted in the repairing 
process. (d) The typical spherical mitigation pit without internal tool marks fabricated by micro-milling.
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The experimental set up for testing the LIDTs of KDP samples with various surface features is 
depicted in Fig.  3. The adopted Nd:YAG SAGA laser, operating at 355 nm wavelength, 10 Hz repeti-
tion rate and 6.4 ns pulse duration, is capable to output laser pulses with single longitudinal mode and 
approximate Gaussian spatial distribution. The 355 nm-wavelength is chosen to be consistent with that 
used in the simulation and actual laser fusion facilities. The switching action of laser pulses is controlled 
by a mechanical shutter. The combination of a wave plate and polarizer is installed following the shutter 
to adjust the variable laser fluence. Besides, depending on a wedged splitter, a fraction of pulse energy is 
detected by energy meter and a He-Ne laser is employed to calibrate the incident light. A CCD camera 
is placed against the KDP sample to monitor in situ the changes of surface morphology after each laser 
pulse. The LIDTs of various KDP surfaces are measured based on R-on-1 testing strategy21, and the 
detailed implementation for determining the LIDTs are described in Supplementary Fig. S1 online. It is 
worth noting that the laser damage experiments in this work are just designed for testing the repaired 

Figure 2. Characterization of worn milling tool edges, tool mark inside spherical mitigation pit and 
the FDTD simulation models. (a) The micro-milling tool with flaws at the cutting edge caused by wearing. 
(b) The tool marks inside repaired pit introduced by the flaws at the cutting edges. (c) The cross-section 
profile of the repaired pit with tool marks. The mitigation pit is roughly 280 μ m wide and 20 μ m deep, 
achieved using a 500 μ m-radius milling tool. (d) Schematic of the FDTD models for ideal mitigation pit and 
mitigation pits with single and multiple tool marks.
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front surfaces. This is because the nonlinear property of KDP crystal makes it technically difficult to 
eliminate the undesirable effect of bulk damage when we attempt to test the rear surfaces.

Results and Discussion
The light intensification associated with local energy concentration has been increasingly used by 
researchers to characterize the effect of surface structures on the laser damage resistance of optical com-
ponents23,25–27,33,34. The electric and magnetic fields are simulated in this work by numerically solving 
the Maxwell’s equations and the light intensity enhancement factor (LIEF) is introduced to indicate the 
local light intensification caused by tool marks and repaired mitigation structures. The LIEF is defined 
as the ratio of maximum light intensity after and before the modulation of surface structures. It is worth 
noting that all the LIEFs caused by front-surface features are referenced to the initial light intensity in 
the air, while for rear-surface features, they are referenced to that inside the crystal to avoid the effect of 
additional reflections, which occur at the air-crystal interface27.

Light intensification caused by ideal spherical mitigation pit. In this section, the light inten-
sification caused by ideal mitigation pit without any tool marks is simulated for making a quantitative 
comparison with that caused by mitigation pit with tool marks in the following sections. The model for 
ideal spherical mitigation pit is exhibited in Fig.  2d. Figure  4 presents the profiles of light intensifica-
tion caused by ideal spherical mitigation pit on both front and rear surfaces. We should keep in mind 
that the reported simulation domain size is the largest dimension that we can simulate accurately using 
FDTD algorithm with the parameters of 355 nm-wavelength and 25 nm-mesh size. The dimension of 
the modeled mitigation structure is scaled down to a tenth of that of the practical mitigation structure. 
Nevertheless, the shape and distribution of slope along the mitigation pit contour are designed to remain 
the same to those of an actual mitigation pit, which can indeed provide a general trend of the light inten-
sification caused by mitigation pit. This is because that the shape and width-depth ratio of the structure, 
rather than the absolute dimensions, are generally the dominant factor responsible for the light intensi-
fication caused by surface features23,34. What’s more, the primary concern of this work is to explore the 
negative effect of tool marks on laser damage resistance and the dimensions of tool marks throughout 
all the simulations are the experimental full size shown in Fig. 2. Besides, the size of the mitigation pit is 
roughly two orders of magnitude larger than that of tool marks. Hence, scaling down of the mitigation pit 
size would not affect the modulation property of tool marks, and the simulation results in the following 
sections would also prove it.

The profiles in Fig. 4 show that the light intensity caused by pure spherical mitigation pits without tool 
marks are not such largely enhanced for both the cases of rear and front surfaces. The LIEFs in the two 
cases are 1.65 and 2.29, respectively. However, for the initial damage site before repairing, which contains 
specific types of surface cracks and absorbing substance, its induced light intensification reportedly can 
reach up to several hundreds of times26,27. This means that repairing the initial damage site into a spher-
ical pit is capable to greatly alleviate the light intensification and consequently improve the laser damage 
resistance. The slight light intensification by rear-surface mitigation pit in Fig. 4b should be blamed for 
the diffraction effects, originating from the intersection points of the repaired structure and the crystal 
surfaces. For mitigation pit on the front surface, besides the diffraction effects, the standing waves also 
contribute to the light intensification as shown in Fig. 4a. The diffraction profiles in Fig. 4 are consistent 
with the reported intensity profiles by surface contamination particles, which were calculated on the basis 
of Fresnel diffraction theory35.

Light intensification modulated by mitigation pit with single tool mark. The single tool mark 
inside spherical mitigation pit is generally introduced by single flaw at the cutting edges of micro-milling 
tool. As depicted in Fig. 2d, the tool marks are raised uncut crystal material, which is reproduced inside 
the repaired mitigation pit by the chipped cutting edges. Figure  4c,d present the distributions of light 
intensification caused by the spherical mitigation pit with single tool mark on both front and rear sur-
faces. The single tool mark is set to be 2.0 μ m wide and 0.5 μ m deep, according to the tested geometrical 

Figure 3. Schematic of laser damage setup for determining the LIDTs of KDP crystals. 
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information of tool marks as shown in Fig. 2. In contrary to the results for ideal spherical mitigation pit 
in Fig. 4a,b, the light intensification in Fig. 4c,d present quite different features. For the intensity profiles 
caused by front-surface tool mark in Fig. 4c, in addition to the diffraction ripples, there are two other 
intensified regions: focusing hot spot inside crystal and interference ripples contained in the air inside 
the repaired pit. The hot spot, which makes larger contribution to the light intensification, is the result of 
the interference of transmitted lights at the tool mark walls. This means that the raised tool mark can act 
as a convex lens. The LIEF in Fig. 4c is 3.12, which is almost twice as large as that caused by mitigation 
pit without tool mark. The other intensified region consists of interference ripples between the reflected 
lights from the walls of tool mark and mitigation pit as shown in the inset of Fig. 4c. It should be noted 
that most of the peak light intensification caused by tool marks occur inside the crystal with rare cases 
in which it is located in the air. For light intensification in the air, it resides very closely to the repaired 
crystal surface (less than 3.0 μ m, as shown in Supplementary Fig. S2 online). In the actual repairing pro-
cess, tool marks especially the multiple tool marks, are peculiarly prone to trap some absorbing particles 
(milling scraps) near the repaired surface in the air, like what the open cracks do during the finishing 
of silica surfaces36. These particles, distributed among the hot-spot regions, can strongly absorb the laser 
energy, and then initiate micro-explosion followed by shock waves, which would correspondingly trigger 
the nearby surface damage. Hence, the tool mark-induced light intensification in the air, which is close 
to the repaired surface, is a potential threat to the laser damage resistant, and should be taken into con-
sideration when evaluating the negative effect of tool marks. For the case of rear-surface tool mark in 
Fig. 4d, the intensified regions of focusing hot spot and interference ripples coexist in the domain similar 
to those in Fig. 4c. The difference is that in Fig. 4d the hot spot caused by focusing of the tool mark is 
located in the air, and the interference ripples caused by the reflected lights at the tool mark walls reside 
inside the crystal. The interference ripples induced by the tool mark walls in the inset of Fig. 4d is very 
close to the reported results caused by rear-surface crack walls26,27. The LIEF in Fig. 4d is 6.29, which is 
2.75 times as large as that caused by the ideal mitigation pit on rear surface.

Figure 4. Comparison of light intensity profiles modulated by ideal mitigation pits and repaired 
spherical pit with single tool mark. The upper part is for the case of ideal mitigation pit on the front (a) 
and rear (b) surfaces, and the lower part is for the case of repaired mitigation pit with single tool mark on 
the front (c) and rear (d) surfaces. The tool marks in c and d are 2.0 μ m wide and 0.5 μ m deep. The insets 
are the profiles of light intensification in the vicinity of the tool marks.
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Figure  5 shows the evolution of light intensification caused by mitigation pit with single tool mark 
with respect to the geometrical parameters. In Fig. 5a, the slope of tool mark (determined by width-depth 
ratio ξi =  wi/di) varies at a certain mark size (di =  0.5 μ m), while in Fig. 5b, the mark size is adjusted at 
a constant slope (ξi =  2.5). As depicted in Fig. 5a, with the increase of ξi, the LIEF experiences a sharp 
increase first, then reaches a summit and finally decreases gradually. This is because, as the ξi increases, 
the angle of incidence decreases, and the transmissivity at mark walls would ascend according to the 
Fresnel’s reflection theory. As a result, the intensity of focusing hot spot caused by the transmitted lights 
presents increasing trend first. However, the position of the focusing hot spot shifts toward the rear 
surface as the ξi increases. When the ξi is large enough, the hot spot may reside outside the simulation 
domain, and the LIEF correspondingly shows a general decrease. For the rear-surface case in Fig. 5a, with 
increasing ξi, the LIEF dramatically drops first, then slightly raises and gradually drops again afterwards. 
The competing contributions of interference ripples and focusing hot spot to the light enhancement 
should be responsible for this phenomenon. When the ξi is small, the angle of incidence is so large that 
the interference ripples caused by reflected lights is the dominant source, generating the largest light 
intensification. As the ξi increases, the incident angle decreases and the reflectivity drops also. Hence, 
the induced LIEF sharply decreases first. When the ξi is sufficiently large, the incident angle becomes 
so small that the hot spot caused by transmitted lights primarily determines the largest light intensifica-
tion. As the ξi increases, the transmissivity increases as well, and thus, the induced LIEF shows a slight 
increase then. However, as the ξi keeps increasing, the position of the focusing hot spot would go beyond 
the simulation domain, leading to the final decrease of the LIEF as shown in Fig. 5a. The evolution of 
LIEF versus slope for given size (wi =  2.0 μ m), which shows the similar tendency to that in Fig.  5a, is 
presented in Supplementary Fig. S3 online. The above discussed competing effects of interference ripples 
and focusing hot spot can be also applied to interpret the evolution of LIEF versus the mark size shown 
in Fig. 5b. Nevertheless, the action of this mechanism is different in the two cases. In Fig. 5b, the increase 
of tool mark size would bring in the enlargement of active mark wall area, and this can affect both the 
amount of transmitted light and the location of hot spot. As a result, the LIEFs caused by both front- 
and rear-surface tool marks ascend rapidly first due to the increased amount of transmitted light, and 
decrease gradually for the reason of outward shift of the hot spot as shown in Fig. 5b.

Figure 5. Evolution of light intensification versus structural parameters of single tool mark. The 
variations of LIEFs by repaired pit with single tool mark as a function of mark slope (a) and mark size 
(b). The mark slope (determined by width-depth ratio ξi =  wi/di) varies at a certain mark size (di =  0.5 μ m), 
while the ξi keeps fixed at 2.5, when the mark size changes. (c) The variations of |Ey|2 with respect to the Z 
position for front-surface tool marks with various widths. Z position is the horizontal distance from the rear 
surface (Z =  0 μ m). The inset is the position of hot spot (peak intensification) with respect to mark width. 
(d) The profiles of light intensification caused by tool mark with width of 1.0 μ m, 2.0 μ m, 3.0 μ m.
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From the discussions above, one can see that the shift of the hot spot position is primarily the mech-
anism for explaining the changing behavior of LIEF caused by single tool marks with respect to tool 
mark parameters. This can be further verified by the results shown in Fig. 5c,d, which exhibit the shifting 
behavior of focusing hot spot position caused by front-surface tool marks with various mark widths. One 
can see in Fig.  5c and its inset that the Z position of hot spot shifts toward the rear surface of crystal 
(Z =  0 μ m) with the increase of mark width. When the width is large enough (wi ≥  3.5 μ m), the hot spot 
would reside beyond the simulation domain, so the peak intensification keeps located at the rear surface. 
The shift of the focusing hot spot location is further presented in the profiles of light intensification in 
Fig. 5d. The shifting behavior of focusing hot spot position caused by rear-surface tool marks with var-
ious mark widths is similar to that caused by front-surface tool marks and the results are illustrated in 
Supplementary Fig. S2 online.

The results in Figs 4 and 5 indicate that the presence of single tool mark would lead to much higher 
light intensification, no matter where they dwell. The LIEFs caused by the rear-surface tool marks are 
generally higher than those caused by the front-surface tool marks. Among all the results, the largest 
LIEFs caused by rear- and front-surface tool marks are 13.4 and 3.5, respectively. This implies that the 
quality of repaired KDP surface can be negatively affected by single tool mark via enhancing the light 
intensity to 5.9 and 2.1 times (compared to those ideally repaired surfaces) for rear- and front-repaired 
surfaces.

Light intensification modulated by mitigation pit with multiple tool marks. In the practical 
repairing process, multiple flaws would be introduced simultaneously at the cutting edges and accord-
ingly reproduce multiple tool marks inside spherical mitigation pit as shown in Fig. 2. In order to model 
the negative effect of actual tool marks on repairing quality of damaged KDP surfaces, it is of great 
importance to simulate the light intensification caused by multiple tool marks. The FDTD model for 
mitigation pit with multiple tool marks is exhibited in Fig.  2d. Figure  6a,b show the profiles of light 
intensification caused by spherical mitigation pit with three tool marks on both front and rear surfaces. 
The tool marks are located at the bottom of the mitigation pit with 2.0 μ m-width and 1.0 μ m-depth.

Similar to the case of single tool marks, the term of LIEF is applied to indicate the peak light inten-
sification caused by tool marks. However, the laser damage susceptibility is strongly dependent on the 

Figure 6. Light intensification modulated by multiple tool marks and the variations of LIEFs and 
number of IPs versus mark density ρ. Distributions of light intensity caused by repaired spherical pit with 
three tool marks on front (a) and rear (b) surfaces. Each of the tool mark is 2.0 μ m wide and 1.0 μ m deep. 
Insets are the profiles of light intensification in the vicinity of tool marks. The lower parts are the variations 
of LIEFs and numbers of IPs as a function of tool mark density ρ for both front (c) and rear (d) surfaces. 
The multiple tool marks are equally spaced, and the mark width and depth keep constant at 2.0 μ m and 
1.0 μ m, respectively as the tool mark density changes.
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total amount of deposited energy inside optical materials11,17. At this point, the number of intensified 
points (IPs) is also important to describe the laser damage resistance of repaired KDP crystal with surface 
structures. In this section, the number of IPs in combination with LIEF are employed to characterize the 
negative effects of multiple tool marks on the repairing quality. The IPs are defined as the spots, at which 
the LIEF is larger than that caused by ideal mitigation pit (i.e., 1.65 for front repaired surface and 2.29 
for rear repaired surface). By comparing the light intensity profiles in Fig. 4 to those in Fig. 6, one sees 
that the incident light is much more strongly modulated by the multiple tool marks. The numbers of IPs 
caused by multiple tool marks are much more than those caused by single mark for both front and rear 
repaired surfaces. Further, compared to the identical single tool mark, the LIEF caused by front-surface 
multiple marks increases more largely than that caused by rear-surface multiple marks. The LIEFs caused 
by front- and rear-surface single tool mark are 2.7 and 13.4, as shown in Fig. 4c,d, while for multiple tool 
marks in Fig. 6a,b, they are 4.5 and 14.1, respectively. The new interference ripples in Fig. 6a caused by 
the reflected lights from neighboring tool marks should be responsible for this phenomenon.

The results in Fig. 6a,b indicate that the multiple tool marks would aggravate the negative effect on 
the repairing quality of damaged KDP surfaces. Based on this, we defined the tool mark density ρ as the 
number of tool mark per millimeter along the cross-sectional arc length of the spherical mitigation pit 
and investigate its influence on the laser damage resistance. The variations of LIEF and number of IPs 
with respect to the tool mark density are presented in Fig.  6c,d. It is shown that for the multiple tool 
marks on the front surfaces in Fig. 6c, both the induced LIEFs and number of IPs rise almost linearly as 
the increase of mark density. The linear rise of IPs number arises from the interference ripples caused 
by the reflected lights at each tool marks as shown in Fig. 6a, while for the linear rise of LIEF, it is the 
result of new interference ripples caused by neighboring marks. For the case of rear-surface tool marks 
in Fig. 6d, though the LIEF keeps roughly unchanged, the number of IPs exhibits nearly linear increase 
as well with the increasing tool mark density. The distributions of light intensification caused by multiple 
tool marks with various densities on front and rear surfaces are provided in Supplementary Fig. S4 online 
to further clarify the new interference ripples caused by neighboring marks and the multiplied number 
of IPs caused by multiple tool marks.

From the discussions above, we can conclude that, compared to single tool mark, the multiple tool 
marks can incur even worse negative effect on the repairing quality of KDP crystals. When the density 
of tool marks increases from 105.76 mm−1 to 246.78 mm−1, the number of IPs would rise up to 2.7 and 
6.1 times, respectively for the front and rear surfaces. The largest LIEF caused by front-surface multiple 
tool marks is 1.5 times as high as that caused by single tool mark.

Comparison of the laser damage resistances of repaired KDP surfaces with and without tool 
marks. The tested LIDTs of KDP crystal with different surface features are exhibited in Fig.  7. It is 
shown that the LIDT of diamond turned defect-free surface is 7.93 J/cm2. However, the growth threshold 
of initial damaged surface is only 2.33 J/cm2, which implies that once the damage occurs, the damaged 
surface is susceptible to suffer damage growth under the irradiation of subsequent laser pulse even with 
very low fluence. The LIDT of ideally repaired mitigation pit with no tool mark comes out to be 6.69 J/cm2.  
It means that replacing the initial damage site with a spherical mitigation pit by micro-milling can 
successfully retrieve the damage resistance of previously damaged crystal surfaces. However, with the 
presence of tool marks inside mitigation pit, the LIDT of repaired KDP surface decreases to 5.59 J/cm2, 
which is only 83.6% of that for ideally repaired spherical mitigation pit. The electromagnetic energy 
density is related to electric field E, 1/2 ε 0η 2|E|2, through the refractive index η  and vacuum permittivity 
ε 037. As known, the light intensity is linearly proportional to |E|2. So, for a given pulse width, the laser 
fluence threshold LIDT is solely dependent on the light intensity. Based on this, since the tested LIDT 
for repaired KDP surface with tool marks decreases to 83.6% of that for ideally repaired surface, it is 

Figure 7. Comparison of the experimentally tested LIDTs for KDP crystals with damage-free surfaces, 
initially damaged surfaces, and repaired surfaces with and without tool marks. The LIDT is determined 
by testing 10 spots and the error bar is the standard deviation of the tested data.
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expected that, in the simulations, the LIEF caused by tool marks should be 1.20 times as large as that 
caused by ideal repaired pit. However, in the simulation results as shown in Fig. 5a and Supplementary 
Fig. S3 online, the LIEF caused by a front-surface tool mark with 2.0 μ m-width and 0.2 μ m-depth is 2.08, 
which is 1.26 times as large as that caused by ideal spherical mitigation pit (the LIEF caused by ideally 
repaired surface is 1.65). This implies that the comparison of experimentally tested LIDTs for repaired 
surfaces with and without tool marks agrees well with the LIEFs calculated by the FDTD simulations.

Figure 8 presents the further experimental evidence to verify the improvement of laser damage resist-
ance of initial damaged KDP surfaces by micro-milling repairing and the negative effect of tool marks on 
repairing quality. The initial damaged crystal surface with micro-indentation shows aggravated damage 
after the laser irradiation with 2.40 J/cm2 fluence as shown in Fig. 8a1,a2, while for the repaired surface 
without wool mark in Fig. 8b1,b2, even irradiated by laser pulse with much higher fluence (6.96 J/cm2), 
no new damage appears on the repaired KDP surfaces. However, when the repaired surface with tool 
marks is irradiated with 5.29 J/cm2 laser pulse, new laser damage comes out right at the tool marks inside 
the mitigation pit, which is shown in Fig. 8c1,c2. By comparing with the simulation results in Fig. 6a, it 
can be found that the front-surface tool marks can greatly modulate the incident light, and consequently 
generate a series of hot spots among the tool marks region. When incident laser comes, even with low 
fluence, the energy can be concentrated and multiplied in this confined hot-spot region, and hence initi-
ate laser damage at the tool marks inside the repaired pit, which is well consistent with the actual damage 
scenario shown in Fig. 8c2. This implies that the tool marks are the potential weak points, lowering the 
laser damage resistance of repaired KDP crystals. The above experiments testify that repairing the initial 
damage site with a spherical pit can positively hold the damage growth for KDP optical components, 
while the tool marks reproduced by the flaws at the cutting edges would indeed lower the repairing 
quality to a certain extent.

Conclusions
The tool marks inside spherical mitigation pit are observed when the initial damaged KDP surfaces 
are repaired by micro-milling. Based on the tested geometrical information of tool marks, the light 
intensification caused by spherical mitigation pit with and without tool marks are modeled using FDTD 
algorithm to quantitatively investigate the negative effect of tool marks on the repairing quality. With the 
presence of single tool mark, the induced LIEFs can reach up to 3.5 and 13.4, respectively for the repaired 
front and rear surfaces, which are 2.1 and 5.9 times as large as those caused by repaired pit without tool 
mark. The generation of focusing hot spots and interference ripples caused by the tool mark structures 
with micro/nano scales is proposed to be responsible for the aggravated light intensification. Besides, 
the LIEFs caused by tool marks are dependent on tool mark density and multiple tool marks can lead 
to much stronger modulation to the incident laser light. The numbers of IPs caused by multiple tool 
marks on front and rear surfaces both experience nearly linear increase with the increase of tool mark 
density. The LIEF caused by front-surface multiple tool marks ascend even to 1.5 times as high as that 

Figure 8. Morphologies of the various KDP surfaces before (a–c) and after (d–f) 355 nm-laser pulse 
irradiation: initially damaged surfaces (a,d), ideally repaired surfaces without tool marks (b,e) and 
repaired surface with tool marks (c,f). The applied fluences are 2.40 J/cm2, 6.96 J/cm2 and 5.29 J/cm2, 
respectively for initial damaged surfaces, repaired surfaces without and with tool marks.
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caused by single tool mark due to the interaction between neighboring tool marks. By performing the 
laser damage experiments for KDP samples with various surface features, it is verified that repairing the 
initial damage site into a spherical mitigation pit by micro-milling can largely improve the laser damage 
resistance and the introduction of tool marks would indeed lower its repairing quality. The LIDT for 
repaired crystal surface with tool marks is found be decreased to 5.59 J/cm2 (355 nm, 6.4 ns), which is 
only 83.6% of that for ideally repaired spherical mitigation pit. The experiment results are well consist-
ent with the simulation results by combined consideration of the laser damage threshold, light intensity 
enhancement factor and scenarios of laser damage and hot spots. These results could provide criterion 
for comprehensive evaluation of the repaired optical surfaces, which are beneficial to volume fabrication 
and recycling of large-aperture optical components with high laser-induced damage threshold in high 
power laser systems.

References
1. Moses, E. I. & the NIC Collaborators. The national ignition campaign: status and progress. Nucl. Fusion 53, 104020 (2013).
2. Reyné, S., Duchateau, G., Natoli, J. Y. & Lamaignère, L. Laser–induced damage of KDP crystals by 1ω  nanosecond pulses: 

influence of crystal orientation. Opt. Express 17, 21652–21665 (2009).
3. Palmier, S. et al. Optimization of a laser mitigation process in damaged fused silica. Appl. Surf. Sci. 255, 5532–5536 (2009).
4. Stolz, C. J. The national ignition facility: the path to a carbon-free energy future. Phil. Trans. R. Soc. A 370, 4115–4129 (2012).
5. Ross, J. S. et al. Lead (Pb) hohlraum: target for inertial fusion energy. Sci. Rep. 3, 1453 (2013).
6. Hawley-Fedder, R. et al. NIF pockels cell and fequency conversion crystals. Proc. SPIE 5341, 121–126 (2004).
7. Hurricane, O. A. et al. Fuel gain exceeding unity in an inertially confined fusion implosion. Nature 506, 343–348 (2014).
8. De Yoreo, J. J., Burnham, A. K. & Whitman, P. K. Developing KH2PO4 and KD2PO4 crystals for the world’s most powerful laser. 

Int. Mater. Rev. 47, 113–152 (2002).
9. Ji, S. H. et al. Non-critical phase-matching fourth harmonic generation of a 1053-nm laser in an ADP crystal. Sci. Rep. 3, 1605 

(2013).
10. Liu, F. F. et al. Effect of supersaturation on hillock of directional growth of KDP crystals. Sci. Rep. 4, 6886 (2014).
11. Carr, C. W., Cross, D. A., Norton, M. A. & Negres, R. A. The effect of laser pulse shape and duration on the size at which damage 

sites initiate and the implications to subsequent repair. Opt. Express 19, A859–A864 (2011).
12. Guillet, F., Bertussi, B., Lamaignere, L., Leborgne, X. & Minot, B. Preliminary results on mitigation of KDP surface damage using 

the ball dimpling method. Proc. SPIE 6720, 672008 (2007).
13. Demos, S. G., Negress, R. A., Raman, R. N., Rubenchik, A. M. & Feit, M. D. Material response during nanosecond laser induced 

breakdown inside of the exit surface of fused silica. Laser Photonics Rev. 7, 444–452 (2013).
14. Chen, X. et al. The effect of an electric field on the thermomechanical damage of nodular defects in dielectric multilayer coatings 

irradiated by nanosecond laser pulse. Light-Sci. Appl. 2, e80, doi: 10.1038/lsa.2013.36 (2013).
15. Wang, P. F. et al. Luminescence in the fluoride-containing phosphate-based glasses: A possible origin of their high resistance to 

nanosecond pulse laser-induced damage. Sci. Rep. 5, 8593 (2015).
16. Negres, R. A. et al. Decomposition of KH2PO4 crystals during laser–induced breakdown. Appl. Phys. Lett. 86, 171107 (2005).
17. Carr, C. W., Radousky, H. B., Rubenchik, A. M., Feit, M. D. & Demos, S. G. Localized dynamics during laser–induced damage 

in optical materials. Phys. Rev. Lett. 92, 087401 (2004).
18. Cormont, P. et al. Impact of two CO2 laser heatings for damage repairing on fused silica surface. Opt. Express 18, 26068–26076 

(2010).
19. Wolfe, J. E., Qiu, S. R. & Stolz, C. J. Fabrication of mitigation pits for improving laser damage resistance in dielectric mirrors by 

femtosecond laser machining. Appl. Opt. 50, C457–C462 (2011).
20. Hrubesh, L. W. et al. Methods for mitigating growth of laser–initiated surface damage on DKDP optics at 351 nm. Proc. SPIE 

4932, 180–191 (2003).
21. Geraghty, P. et al. Surface damage growth mitigation on KDP/DKDP optics using single–crystal diamond micro–machining ball 

end mill contouring. Proc. SPIE 6403, 64030Q (2007).
22. Taylor, J. S. et al. Precision engineering within the national ignition campaign. 10th International Conference of the European 

Society for Precision Engineering and Nanotechnology 2, 143–150 (2010).
23. Cheng, J. et al. Fabrication of spherical mitigation pit on KH2PO4 crystal by micro–milling and modeling of its induced light 

intensification. Opt. Express 21, 16799–16813 (2013).
24. Matthews, M. J., Bass, I. L., Guss, G. M., Widmayer, C. C. & Ravizza, F. L. Downstream intensification effects associated with 

CO2 laser mitigation of fused silica. Proc. SPIE 6720, 67200A (2007).
25. Chen, M. J., Cheng, J., Li, M. Q. & Xiao, Y. Study of modulation property to incident laser by surface micro–defects on KH2PO4 

crystal. Chin. Phys. B 21, 064212 (2012).
26. Cheng, J. et al. Influence of surface cracks on laser–induced damage resistance of brittle KH2PO4 crystal. Opt. Express 22, 

28740–28755 (2014).
27. Génin, F. Y., Salleo, A., Pistor, T. V. & Chase, L. L. Role of light intensification by cracks in optical breakdown on surfaces. J. Opt. 

Soc. Am. A 18, 2607–2616 (2001).
28. Lorentzon, J. & Jarvstrat, N. Modelling tool wear in cemented–carbide machining alloy 718. Int. J. Mach. Tool Manu. 22, 

1072–1080 (2008).
29. Bloembergen, N. Role of cracks, pores, and absorbing inclusions on laser induced damage threshold at surfaces of transparent 

dielectrics. Appl. Opt. 12, 661–664 (1973).
30. Sullivan, D. M. Electromagnetic simulation using the FDTD method (eds. Roger, D. P. & Richard, B.) 79–89 (IEEE Press, New 

York, USA. 2000).
31. Lozano, G. et al. Plasmonics for solid-state lighting: enhanced excitation and directional emission of highly efficient light sources. 

Light-Sci. Appl. 2, e66, doi: 10.1038/lsa.2013.22 (2013).
32. Zhou, L., Yu, X. & Zhu, J. Metal-core/semiconductor-shell nanocones for broadband solar absorption enhancement. Nano Lett. 

14, 1093–1098 (2014).
33. Zhu, Z., Cheng, X., Huang, L. & Liu, Z. Light field intensification induced by nanoinclusions in optical thin–films. Appl. Surf. 

Sci. 258, 5126–5130 (2012).
34. Qiu, S. R. et al. Searching for optimal mitigation geometries for laser–resistant multilayer high–reflector coatings. Appl. Opt. 50, 

C373–C381 (2011).
35. Génin, F. Y. et al. Rear–surface laser damage on 355–nm silica optics owing to Fresnel diffraction on front–surface contamination 

particles. Appl. Opt. 39, 3654–3663 (2000).



www.nature.com/scientificreports/

1 2Scientific RepoRts | 5:14422 | DOi: 10.1038/srep14422

36. Feit, M. D. & Rubenchik, A. M. Influence of subsurface cracks on laser induced surface damage. Proc. SPIE 5273, 264–272 
(2004).

37. Stolz, C. J., Feit, M. D. & Pistor, T. V. Laser intensification by spherical inclusions embedded within multilayer coatings. Appl. 
Opt. 45, 1594–1601 (2006).

Acknowledgments
The authors would like to thank Dr. Sheng Jiang at the Ohio State University for her careful reading and 
helpful comments on this paper. They also would like to acknowledge the kind help of Mr. Yan-Quan 
Geng at the Micro/Nano Technology Research Center, Harbin Institute of Technology for his assistance 
in testing the morphology of the samples. This work was sponsored by the National Natural Science 
Foundation of China (No. 51275113) and the National Science and Technology Major Project of China 
(No. 2013ZX04006011-215).

Author Contributions
M.J.C. and J.C. contributed equally to this work. M.J.C. and X.D.Y. conceived the work and supervised 
the preparation of the manuscript. J.C., M.J.C. and M.Q.L. performed the FDTD simulations. W.L., 
H.J.W., Y.X., J.C. and X.D.Y. designed the laser damage tests and analyzed the data. J.H.W., J.C., Y.X. and 
M.J.C. fabricated and characterized the KDP samples. J.C. wrote the manuscript with the input from 
other coauthors. All authors reviewed the manuscript.

Additional Information
Supplementary information accompanies this paper at http://www.nature.com/srep
Competing financial interests: The authors declare no competing financial interests.
How to cite this article: Chen, M.-J. et al. Role of tool marks inside spherical mitigation pit fabricated 
by micro-milling on repairing quality of damaged KH2PO4 crystal. Sci. Rep. 5, 14422; doi: 10.1038/
srep14422 (2015).

This work is licensed under a Creative Commons Attribution 4.0 International License. The 
images or other third party material in this article are included in the article’s Creative Com-

mons license, unless indicated otherwise in the credit line; if the material is not included under the 
Creative Commons license, users will need to obtain permission from the license holder to reproduce 
the material. To view a copy of this license, visit http://creativecommons.org/licenses/by/4.0/

http://www.nature.com/srep
http://creativecommons.org/licenses/by/4.0/

	Role of tool marks inside spherical mitigation pit fabricated by micro-milling on repairing quality of damaged KH2PO4 crystal
	Introduction
	Methods and Model
	Repairing damage sites on KDP surfaces by micro-milling
	Characterization of tool marks and FDTD algorithm
	Laser damage resistance test

	Results and Discussion
	Light intensification caused by ideal spherical mitigation pit
	Light intensification modulated by mitigation pit with single tool mark
	Light intensification modulated by mitigation pit with multiple tool marks
	Comparison of the laser damage resistances of repaired KDP surfaces with and without tool marks

	Conclusions
	Additional Information
	Acknowledgements
	References



 
    
       
          application/pdf
          
             
                Role of tool marks inside spherical mitigation pit fabricated by micro-milling on repairing quality of damaged KH2PO4 crystal
            
         
          
             
                srep ,  (2015). doi:10.1038/srep14422
            
         
          
             
                Ming-Jun Chen
                Jian Cheng
                Xiao-Dong Yuan
                Wei Liao
                Hai-Jun Wang
                Jing-He Wang
                Yong Xiao
                Ming-Quan Li
            
         
          doi:10.1038/srep14422
          
             
                Nature Publishing Group
            
         
          
             
                © 2015 Nature Publishing Group
            
         
      
       
          
      
       
          © 2015 Macmillan Publishers Limited
          10.1038/srep14422
          2045-2322
          
          Nature Publishing Group
          
             
                permissions@nature.com
            
         
          
             
                http://dx.doi.org/10.1038/srep14422
            
         
      
       
          
          
          
             
                doi:10.1038/srep14422
            
         
          
             
                srep ,  (2015). doi:10.1038/srep14422
            
         
          
          
      
       
       
          True
      
   




