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ABSTRACT

The Computer Numerical Control (CNC) laser cutting machine is widely used in the Thai
manufacturing. This is due to the laser beam establish excellent properties and can be used to apply
to do many manufacturing operations i.e. drilling cutting and welding. This research aimed to study
laser cutting parameters that influenced on the surface roughness of the cut area of the stainless steel
(SUS 304) workpiece.

The laser cutting experiments were carried out by using CNC laser cutting process cutting a
4 mm thickness stainless steel. The experiments were designed by using the three factorial
techniques. There were three independent variables i.e. power, frequency and cutting speed and one
dependent variable i.e. surface roughness. The experimental results were analyzed by many
techniques such as: observation, line graphs, and ANOVA statistic.

The experimental results showed that all independent parameters were significantly
influenced on the surface roughness with (Ol) 0.05 significant. It was found that the best laser
cutting condition to cut a 4 mm thickness stainless steel were used: laser power of 800w., laser
frequency of 200Hz. and cutting speed of 500 mm/min. It was also found that the application of

those cutting condition, could reduced the surface roughness to 1.25 [lm approximately.

Keywords : Laser cutting process/Power /Frequency /Cutting Speeds/Surface Roughness
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