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Abstract

This research aimed to investicate the effects of machining processes on the mechanical
properties and surface quality of SS400 carbon steel. Two manufacturing methods were compared:
conventional machining using automated machine tools and Wire Electrical Discharge Machining (WEDM).
Tensile test specimens were prepared in accordance with the ASTM E8/E8M standard and tested in two
rolling directions: parallel to the rolling direction and perpendicular to the rolling direction. The
experimental results indicated that the machining processes significantly affected the ultimate tensile
strength, elongation, and surface roughness of the material. The specimens produced by WEDM exhibited
the highest ultimate tensile strength, whereas those manufactured by conventional machining using
automated machine tools showed the highest elongation and the lowest average surface roughness. The
findings of this study can serve as a guideline for selecting appropriate machining processes to enhance

material performance in industrial applications.
Keywords: Machining Process, Wire Electrical Discharge Machining (WEDM), Rolling Direction, Ultimate

Tensile Strength, Surface Roughness
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g9 mdnndranusunNLInIgIY 1nsa SS400 Fegnihanlegraniwinsdunulasaiisennis n3esdng uay
Judwumimnssusing 4 eglsfing auaudinanavestanlulldtuegifussdusznoumaaiifivsogauien uds
IsuBnEwannszuIuMINGn Ton15uUsiU uasdnuaglassairaganavesiandnme [1]

NNMIANINATo NI ‘W‘ud']ﬂ'ﬁzmumiLLﬂigﬂ%}umuLLﬁiasﬂigLﬂwa'dwaﬁiaam'wﬁmazauﬂ’amma
yesTaguans1aiy nszuaunsiadounanaannsailfifnanandunnda nsidsuuvasanuuduinuin
LazAINYNUAL Tsdanarionuasnsalunsfunsaesian vaefinszuiunsiaseadalitii (Wire Electrical
Discharge Machining: WEDM) ﬁsﬁ'aaé’ﬂuﬂ’nml,aiusj’ngmazamL.Lidmsﬁmwﬂaﬁia%umu widansaneliAndu
viaoulmi (Recast Layer) vi3asosunninvuinidnuuiiaian dee1adsmadenginssunisuaniinvesian [2] dau
nsguunIsiadsawe o iiAnlauiléSunansenuainaufou (Heat Affected Zone: HAZ) danalsk
Tassaamavinafiiinmsdsuilas Wy maisuamuansudemainmaifenuudegedu feoned
wasionNL s ez mmileivesiag [3] uenainnszuIuMIUUsIULED Armanisiadadudniadudfaisl
wasoauTRvanavestaglans lnstany Taaunuiiiunssuiunsinfeuniedaifu duindnisiFesfvounsuny
wuns3n vildiAnngAnssuueulelensed (Anisotropy) ndeannuliasiianevesandinianalundas ianis
niAfedeunthiisgnui famsweansudmaremnnuiunussis Amsded uasdnuuenisuaninues
Yanoeiadioddny [4] Tnefirvnavaanislvaveinu (Grain Flow) iduusiunuanisin wu 0° uag 90° anunsn
damasiengAnssun1sTulsafsvesTantiunneaiu

(33

Tuvas 5 Bsuan feuddedunuunfisfnsaudiiudseniinssuiunsdatugy auamia way
auURdanaveuninnaimsvsunazinaniasadne lnenuinssuiunsinalislmidwmaselasiasiaganiauiion
HauarngAnssun1siunswwesianedsliteddsy Zhang wagamy [5] S18a1udnssuiunsdameiaesiiiues
annsaviliAnsldsunansenuananusou (HAZ) fifluuaunnsnsfumundanuaees damaliainnuuds
Uinafufivtuudenuinilsnanas vaed Li uasane [6] Anwnisdindaeaialiin (WEDM) lumdnndiaiueu
waznUhAIuvesunasulvsl (Recast Layer) wazanuidunndeusnaiinalnenssiensisudunmsunnd
melFusais uenaint Kumar uazee (7] Meuidmanumeuifiistunnnszuaumsindeuainsnand
AMuAIUNIULTIAsuazongaudild iesindessesvuiiniminiidugaisuduresanuidenisianigd
iz Chen wazani [8] liAnwmginssuueulolensedveundnukuiadounasnuinfianenisnaaoud
LANFININULINITIAAIHARDAIANUAUATIN ANUAILIULISSEEEn wazgUuuNITUAnYined 9 Tnlan 8u
\ewnannisinFesiivensunas mﬁﬂsvmammmLWamaImam doAndBafuILYes Singh LagAm [9] 7
F18UIINTANTUNATINTENINAAN 1IN TTARAAN RGN SWUsFUTAuddyden1sUssiduaudfdena
voamanlassasislunugaannssy iesnitaostadvannsodmad fautudrenuanuzolunsiuusuay
noRnssuNswansinvasiaglaunninsinsanuendadeiiivegiasien

MNNIMUMNTIINTIUNUI wielliuifeidnwnareanssuiunisulssuvidefiamanisiaseauda
msnavesianlavzegidudiuiumn winsAnuiiFeuifisunaresnseuiunisuusgunatsguuuusmivia
n9N15inavetnsuReaNtRn1I S ULIFIUBUNENNA1ATSUBUNIATEIU 1N5A SSA00 Heflegagnadniin uanaNil
AT ginudiusrieeaame AR furan e ULsTsTe LT uATE UL S T3
wansefudafldannidn Fsdndudosdinsfnuidadisuiisvedraduszuy Wevhanudilanansenuves
nszvIuNMaulssULasfimnansuteantivenavestan lumsinuil Idfinsanfimmanismndeuiiyu 0° way 90°
(Rolling Direction: RD) LazLuIRaRInuLEaIe (Transverse Direction: TD) muandy wiielwaiuisausziiu
wginssudweulolsnselvesianldetnsnseunquinndsiu esmnmaveaeuiameuu endliannsoaziiou
nsdsuuasesantfienassinsaosfianvanlsogisauysel

i am%&ﬁ%mjaﬁﬂmmafuaaﬂismumsl,wigﬂ%mmﬁLmﬂsmﬁu loun nszurunsuUsgumenauay
N5rUIUN1IRUTFUNI AN AoaudRn1siunIuLs IR wazAMATMRIVOWNANNEIAISUBLNIATEIY 1NTASSA00
fdinszsinnuduiusseninanssuiunisuussy fiemnanisin wagArmnuvenuiaede wWelfiduiuimaly
nsidennszuunHanungandmunugnamnssufe
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2. /NTANTUUIY

2.1 ‘;"aml,a vaunsnl

mu’mauﬂﬂmawﬁwamams mumiLLUisﬂsuumwmamaﬂmammmaﬂaLLa NINENN VBITAR)
WANNAIANSUBY LN3A SSA00 smmmauummmmw 1 uazdruNanmuasl fuanslunised 2 audey

M13197 1 aandivnenadanmdnndinsueu inse SS400 [1]

Mechanical Properties of Material Standard Values
Ultimate Tensile Strength 400-510 MPa
Yield Strength 245-275 MPa (WUSHURAILAIILMUN)
Elongation 20-23%
Modulus of Elasticity 190-210 GPa
Hardness 160-180 HBW

M15197 2 drunaunaaiivesianmanndiaisueu tnsa SS400 [1]

Element Maximum Percentage (%)

Carbon (Q) 0.17% for thickness < 16mm
Manganese (Mn) 1.60%
Phosphorus (P) 0.050%
Sulfur (S) 0.050%
Ferrous (Fe) Balance

nsfnwdijauisuifisunginssunsiunuussienninndiafusuiiiiunssuunsuUssutuay
VARDUANNIATEIL ASTM E8/ESM spnszuaunsfiuanseiu liua nsyuiunisuusgunisnaeiissingna
dmlugii (CNC Machining) LLazﬂizuaumil,l,ﬁi‘gﬁﬂ/nﬂﬂl\lﬁ”l (Wire Electrical Discharge Machining: WEDM)

uonantl aldAnumavesiiavienisluavesnsu (Grain Flow) fidiniusiuuunisinvestaslufianis 0°
uay 90° Imaﬁmﬁmﬁsﬁm%uLﬁsmﬁ'wﬁuLwiamssmumﬁLLﬂigU%mm sufsmsiasouAmuneUialede
(Average Surface Roughness) Lﬁa’im'mxﬁmmé’mﬁuéswdwamwﬁaLLazamﬂ’aL%mamaﬁa@ duaztIvtuduna
maneaedluduneuaainglfeeneisyansnm

2.2 Lmaa'«ms waedile LLa“B‘UﬂimﬂLUMU’J’«JU

NUATEEA NS INTUUAGOUINIMENNAIANSUBY 1NTA SSA00 ANuTBiMLA ASTM E8/ESM
(Sheet Type) Tngldnszuiunsuussy 2 38 uwasrivuafianianisinvesian 2 fanislunisnadeu lawn 0° uag
90° NKWINITIA

M58 3 Wilweivanildlunisuussirunuvagey

CNC 5-Axis Machining Center Wire Electrical Discharge Machining
Parameters Values Parameters Values
Depth of Cut 0.25 Hadiunsg Peak voltage (V) 65

Tooling Endmill @ 10 Jadwns Peak current (A) 20
Spindle Speed 2500 s0UsiouH Pulse on time (ps) 50
Cutting Speed 1000 WAIFHBUNT Pulse off time (us) 50
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nszuuMuUsTURlElunsAnwUseneusie nszuIumsuUsUNsnaselaiesinsnasalusifinuy CNC
5 uny (CNC 5-Axis Machining Center) §u UMC-750 %o HAAS nszuaunnsuusgumslwihdnendosinlanzesng
aanlylfin (Wire Electrical Discharge Machining: WEDM) $u MV1200S 8%e Mitsubishi s1eazideanisniineslu
nsudsguiauandlunised 3 feinendinisussy Sunugnasadeudnuvusindiendesganssmliaiens
AoulWABaLUUAINARA (3D Laser Scanning Confocal Microscope) U LEXT OLS5000 S Olympus Wedasen
ANANUNETURD ﬁu’dﬂfsl.umﬁmﬁhmwwm‘uc‘h%@i’wLﬁumimummgwu ISO 4287 dFUNTINANUNYIURIMUY 2
1# (Line Profile Roughness) wagANEIAMNENNUGTZIINNENNRAITUNANITNAGBUANAILTOMINITATUNTULTS
favesianluudaziirnisnisiauaznszuaunsulssuiuandneiu Tnsnsldiademaaouusds (Tensile Test) fu
AGS-X Series 50 kN @it SHIMADSU vhmsnageutiunut 3 adsdensvnaesuazmaniade

3. HANTINARBIALNITBAUTIENA

3.1 NANINAEBUANTRAIUNITATUNILLTIAS

mamimaauLLiqmﬂJaﬂmaﬂﬂmmiuau IN3A SSA00 AuNsEUWNSLUTFULANASAY Fauaadluguil 1
wuh nspuaumaeistunuinatoranuiuusaigaavesaneneaiou Tastunuiieudenssuiuns
dnlavizseannluii (Wire Electrical Discharge Machining: WEDM) Iinennusuusafiageananniian sesawnio
ATTUIUNITAALRBUNIINARAY CNC Milling s[,ﬁmﬂ’méhw,l,iﬁqﬁwﬁqﬂ 2813l5RY AIAIINAIULTIFIGIGAVDS
Fuauit 2 nszuaunsdnsegluriamsguvsandnndianiuey tnsa SSA00 Gaimualii 400-510 MPa uans
TdiuinsruaumsusguildlunsinuilidmalfaudhidinavesTagoonueninasiinmsgiudidinua

600
500
g 2 F —_—
= 200
100
0
RD TD RD TD
Ultimate Tensile
Yield Strength
Strength
=—CNC 401.46 404.44 334.19 334.1

—>&WEDM  460.57 460.14 403.76 336.25

JUN 1 nan1snaaeuauURfUNITAUNULTIANYBT U UNAaDY

noRnssuANaNEUsnesuglannmann1sTeIrIAUANATS (Residual Stress) wagnansenumslans
WEMAATUTENINNTEUIUMTAARDU Tanszurunsuanusiaryssiandwmaselasainqaniatasaudfidnaes

o

Yanoensiidudriny nszuviumsAndounienanie CNC Milling Wunssuiumsdnideuniondoussnalunismdniile

o

Yan lagluszninanisdnagiinyialsedin (Cutting Force) WagANsouarauUInaRITuU dinalilinnsidy

q

sUkuuwatain (Plastic Deformation) Tudufiafag uenaindduilfiAnauidunndrssiaussia (Tensile
Residual Stress) nglutiuaiu Fsfnadensanasmesauudiusadena anudumunisé (Fatigue Strength)
wavenLdugadudiureanisuaninld Insmgludaguiuiiiamnumunliinn anuduandisisndiannsodsa
AoAIANAULSIRarAINISERfIveianldegadaau [10-11] el eAdbes Yuan Ma wasame [12] 891y
iﬂLmﬁmLLasqmmqﬁﬁqﬂ‘ﬁuiuﬂiwauﬂﬁﬁmLaaumaﬂaﬁw CNC Milling faudustusTnenssfunisifiut uees
tensile residual stress USRI UL Fedwmaliandfidinavesianananiowiouiiouiunszuaunisilad

LSINALABAT
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Tuymmssiudiu nszurunns Wire Electrical Discharge Machining (WEDM) lunszuaunisidnianie
nsmevseglatih (Electrical Discharge) sewinsmndidnTnsauazdunu Tnglifimsdudadanalnenss Jaunul
AaussiauarlineliAnnindsguuuunanainneludetan dwalianudunndrsniglutunuiiddesndy
ASLUIUNTT machining LUURLAY Yonand lassasiganiavesTandiulngdinasa BN URNIZUSARITLAR
mﬁwaamavLﬂumaamaiamia qufinduduvassll (Recast Layer) LLawuuvLmuNam”mmﬂmwmawmmma
110 (White Layer) [13] fsiudnmudusadanaresduauiiiunszuaunts WEDM ﬁmmmmwumuwmu
nszvILMIFAdeunnadie CNC Milling uaziuuiltuasauifnufuvestanlildfnd uonaint wansmaassdy
LLam’LﬁLﬁu’jwﬁﬂmnmﬁwﬁugﬂﬁuaﬂawﬁmasiaauﬂ’at.%maasmsﬁmau Tnean7inlufiemis Rolling Direction (RD,
0°), wag Transverse Direction (TD, 90°) #AukANs1e U A1unguflaseasamanvesiania (Rolled Steel
Texture Theory) nsguaunIsIavlilnsuveslansBadaluauuulsn Laslinn1si3es@ UTINANUUUIRNIZTIANIS
(Preferred Crystallographic Orientation %38 Texture) dnalvianiAidsnaluudazArniglaivindu [14] Aanignis
wudasindaeundusganindesaninsudesialufismaieatuusngyi suefiienmetainfuwuaiesing
ANUFIuNIUNSdegUiind egalsAnuileRiansananismaasssiuiuainisBada wuiudliuvese
elongation lufifn19 Rolling Direction (RD, 0°) fi1gendnfiFinis Transverse Direction (TD, 90°) wanlififinin
maFesimedasaamdnannizuiunsindinddvinadenginssunindosuvestan adnanslinnesiuans
Tugud 2

50
e 30
c
c
an
5
o 10
0
CNC WEDM
—@-TD, 90 degree 223 21.68
=4&—RD, 0 degree 21.5 17.3

JUN 2 AnuanansalumsiadivesTaglunszuiunisnszuiumenauagnaliih

3.2 NANIVARBUAIINAINIAIUNTEARIVEITER (Elongation)

nan1sadsUANLamsalunsBafivesian duanduguil 2 aunsnesuielsinindvinavemasny
mufeuiidmasiolassaisgamenazantidanavesianlussninnszuiunsdadeu Tasianznszuauns Wire
Electrical Discharge Machining (WEDM) GﬁﬂLﬁuﬂismumiﬁlﬁm%mﬁumsdwmwﬁamumm%aulft’hgj%umu
Tngnse dawaliinnisvasuuvasveddassaisneluianuaziinadeninuaiunsalunisdeguuvunaiain
nIzUIUNT WEDM wiiarlsifussmanalnemssnnssshdetusu wAndnn13idnTaninannisaeUseglin
sgiandidninsnauariunu favdeundanulidundsnunnuieuiifgungiigannluiisnandu 9 dwa
HAnnsvasuLazszme Tanz s [13] wiisnadldsunansenuananuouses WEDM axiivuin
dnufenufanisiudsunlasedlasiaiieganiauinmii wu n1siindunassivi (Recast Layer) $udvn)
(White Layer) uazsosuan3ivunaén (Micro-crack) luunansdl fsdrudsnaseautfiBsnavesian tnotaniza
ANUmleILaEAINTEAM

uenNi wamsnaspdansneiUsRuAulFINA LU IdlaTa A mALazaTRdNa
Auman Hall-Petch Relationship Faszyinvuainsuiinadeanuudsuazanumieivesian lnewdeinsus
valvgdunnaavesarmiou axvilvmanunieusseuannsalunsdesiuuunanainanas Tumenduriu
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mniAalassaiazBeauarudsanmabuiognmnii uiauudusenaiutuy widinsdadazanas
dosntandamudseanntu [15] fsdu mnnmsleneginansvaaesanansaagléin ansiasuestanlaiu
Svswalanssnnuansznunseuieuiindussninsruaunisinidou Tnenszuaumsidnislindanuni
Sougauaridnsniadusi lunssuaunis WEDM wihsifenansenunisnnudouiuiu wilaseidoYagluuii
1t naemIunszUIUAIRRIdeunIsnaannsaSnvieTagaadulddni Felkamautinisdadalddn
nszUIUMITIANSeU el Teyadinandiaruddysemadonnssuiunsndsliivinaufuiunuiidesnis
aulAdananuanumieiuazanuamnsalunsdegug

Tunanseaiudnu ns¥uaun1s CNC Milling Wunsrulun1sdnideunnena (Mechanical Machining
Process) flldpudalumstdadeTaneonantunu Tnserdeusidousazmandeuiiduivdssiraaiosdiofaiu
Juau widseninanseuiumsasiinanuieunusadsaniuiazn1sidesuresianusnaminduia udsedu
gungifiAntulaeialudsligaiivameiioy VHI'MLﬂﬂﬂﬁL‘LJaEJ‘L!LLUaQIﬂNﬁiNiJaﬂWﬂE]EJNi‘uLLi\‘lLﬁ,JE)LVlEJUﬂU
nssumasaRsmeuTING LA W NsEUINMS WEDM e EDM [16] feifu UFuAavestuLilsl
AatwaldFunansznuainaufou (Heat Affected Zone: HAZ) pg il wazliiinnisidsuia (Phase
Transformation) ma’LuLﬁai’aa

p814l5Anu uidnnssuiunisdadeunienanis CNC Milling agldneliiinnansenunisanuionly
seiUge winszuILMsAnaniinsdmasoauifiinavesiagriiunalamenamansvesnisdnideu Taousesing
AnduanansoyiliuinuinTaginmsdesusuunanain (Plastic Deformation) wazifinanundumnéng (Residual
Stress) neludufinvesduauld anuiduandredananlsianizanuidunnéieiinussis (Tensile Residual
Stress) fnarianuannsalumsidesuvesian uazoreihlimnsinfananiiovhnmsmaaeuused [15]

uenantl nsdadausie CNC Milling SamaneliAnusingnisal Strain Hardening U3tanfaTan Safin
MnmsdegUuuunatainiiuinafmihssienssuiunsia dealiaumuiuduresialandu (Dislocation
Density) iingstu vlifandaruudaiuiu wiinnuamnsolumsideguuuunaiainanas feduusidilaseads
anelngsmvesiagazlidsunasanuavesanuiou winansenuidnainnszuiumsdnidoudsasannsa
anAnsEndvestagldediiteddy WerFeuiisutunszuiunts WEDM wudn CNC Milling deléiuseulu
sunsinulassadraniaiuuesian Wesnlifininin HAZ vidonsidsumavedlany uiluvaeifiortu wa
NnussAauaznndsguilsnandudssaseauifdnaludnyusunnseiu ndnfe nszuiumsilindsnuny
SougathanAnsdnfainnisudsundamsanginet vaedl CNC Milling dswasiornnisdadariunalnuesaany
Lﬁumﬁ’mLLazmiLL%ﬂ(?f’JLﬁa&mﬂﬂ’mﬁﬂ‘gﬂ (Deformation-Induced Hardening)

3.3 Namimammmwﬁa%umu (Surface Quality)

mamim’maauqmmwﬁa%mm (Surface Quality) fauansluguil 3 way 4 muddiu wuinszuIunIHe
deuniana CNC Milling WieaunenuRaiede (Average Surface Roughness; Ra) G‘i’wﬁ'qm FO9RNADNTEUIUNT
Wire Electrical Discharge Machining (WEDM) ﬁgaf:mmiaa%mszLﬁmﬂéJﬂwmsﬂaiﬂmiﬁﬁm%famqLLamamsmw
auFouiiuandafuvesuiagnszuIunskEn naafensruIuNIFadounana CNC Milling Junszuaunisdn
\@eounena (Mechanical Machining) Alaudndadisunsasmadnuiuoulunisiiaiiotag Tnsanmnsoniunu
W31inesn13ia Wy Anaseu sasteu wazmnudnlunisdn IHegausiugr dwalfinfitunudiiaan
ashiavegauaz i Uiaem uenaniy nszvIunsRana 1 liiliTaginnsvasuazane eldiianisude
Tmlvedlanyuuiintunu uagldifasesffiinnnnsinavedansvasumauniievlunszuaunsindeaudou
Snmnldiedeslefaiifinnunuuarmslinesiunzeay avtisannsiin Built-up Edge uavanussduasiitou
sewhunsda Saduiladuddaiidelinunmiafitu (17

Tudiuvesnszuiaunis WEDM unszurunisiidadansionisateuszqlud (Electrical Discharge)
sprieeedidninsauasuy Imawﬁwuiw%mz:mL‘U?isJuL‘i‘]uwé“wumm%fauﬁﬁam‘mﬁmmﬂsl,uszmnmé‘i’ju 9
mmaimawaamLLavmmaaﬂLUuamLaﬂ 7 VuAATLY aﬂwmmaﬂmawﬂmﬂwammmamﬂ (Crater) 970
nsaUrsasIIINNNsEMeThLR Tuaiatuaeuwdesll ( (Recast Layer) USRI [18-19] denali
AIAUNEIURIZINIINTEUIUNTARRBUNIING CNC Milling wenanil mﬂwawus[,umsmaﬂwa;qamulﬂmam
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nmsmdamwiagvasumadldauysal eraviliAnsesuaninvuiadnn (Micro-crack) wazauldaiiaueves
WURWNLTU Fadanasonn niIuaraudRTINaTe Uy

RD D

CNC
Milling

WEDM

JUN 3 NaN1IMTIIAUAMRIIWUY (Surface Quality)

1.6
£ 14
ﬂl 1.2 */’*
()]
£ 1
%" 0.8 — i
« 0.6
Y
ke 0.4
3 0.2
0
RD ™
—A—CNC Milling 0.78 0.88
=>WEDM 1.1 1.29

FUN 4 A1AUNENURIRRETUNUAENRINTTUUTIU (MAdOU 5 ) e (um)

uana Nt AemansindeuiivennissdlefmiloissuiiisuiunuinisdssavennsuainnszUIuNsIa
Tave (Rolling Direction) faflarananiminfunundimautssd lnetanlansusuinfouiidnunslasaiaganie
wuuuaulelansed (Anisotropic Structure) Funsuasdndaluaauunia dwmalinuiumusonisdadeuluus
arfianauaneieiy mnuansndeuiivesniesdiednaonndasiuuuinsdesivenniu astelinisdaden
Julvegdaiiesuarannisinunvesia uimndnlufiamadeainfusuainsy 21971l AANTs1gnseunIenIs
Foguiamed dewalideune vty uenainuadenmamiauds Arasmeiuiaddnalaensaroanti
\Fsnavestunumdnndaiveu Tnefiaifinuneiugeassiliingnsiuaandu (Stress Concentration) U3tany
segUINUALENUURRTLNY FsanansovhmihilidugaEudureansunnin (Crack Initiation Site) Wla¥anléuuse
n5%91 [20] M1uvan Fracture Mechanics AMAIINLUNYDIAIULAY (Stress Intensity Factor) ssfiutuus i
iy dsmaliaruannsalunisuuses mmniles uavsnstindanas uenanil muneuiididmasien
AMUNIUAINAT (Fatigue Resistance) ognsiltipdAgy dewnsesuinsunndnuuiiuingisissnmsisuduuarnng
UNINTZALVITOBS 1A (Fatigue Crack Propagation) [21]
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4. gyunan1Inaaeg
a v dl a L4 ! va a <3 v s v
NMITEeMTIATIEHATeINTEUIUMIUUTIUeau TR aNaveuranna1n1sueu SS400 aunsoasuls

@

N

=D

1) PswRpLTuusIEnsEUILMsHnlanzieaanliilh (WEDM) T¥ienmuduusefisgean 7 460.57 MPa
Tufimnemauuasn (Rolling Direction, RD, 0°) 589891A8NSEUIUNSATENTUNURINASHALEoUMINa (CNC
milling) TimAasiuLsFsasan 71 404.44 MPa Tufirmadeainfuuwi3a Transverse Direction (TD, 90°)

2) ﬂiumuﬂ'ﬁﬁmﬁauwwﬂaé’hﬂ CNC Milling %A1 Elongation adﬁaﬂﬁ 22.3% F99Q9N1ABATZUIUNTT
WEDM 11 Elongation awaw 21.68% lufiAmadaanfuwur3n Transverse Direction (TD, 90°)

3) ﬂ’J’lll'ViEJ’l“UNJLQﬁE’J?JENﬂi«U’Jumi CNC milling Twmm‘wam‘w 0.78 um $9989N1ABNTEUIUNTT WEDM
?Lﬁﬂ'wi"wﬁqmm 1.1 um Tufirmemuuua3a (Rolling Direction, RD, 0°)

5. AnAnssuUsznIA

{ideveveunuuminerdemaluladnszasuindnszsuasinile angingrdomeluladonamnssu Al

msatuayunRensE Iz IANLazRdunTIe wumideatuilditagaieied
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