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Abstract
The stainless steel the unique features such as hard-to-rust steel Low maintenance cost Easy to connect
and form. Time to value for money and can be recycled at all. It can improve the corrosion resistance

properties. And other features to increase it by adding a mixture of chromium. And add other elements
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such as Mo, raw platinum, nickel and nitrogen into the austenitic stainless there are over 60 species,
about 70% of the production of stainless steel in the world as a stainless family Maryland. The laws Also
known as "Series 300" and is used widely for the purpose of this paper Grade 304. Parameters that is
appropriate to the grade 304 stainless steel with a CO, laser for cutting up to the time of cutting. By the
surface roughness, the client can accept. For this study were cut using a stainless steel grade 304
thickness 6 mm with a CO, laser cutting machine with the variables in the study. Energy of the laser
(Power), the pressure of nitrogen gas (Pressure Gas) and cutting (Cutting Speeds) the dependent
variable is the surface roughness, the client can accept (Surface Roughness) using the techniques of
experimental design-oriented Factory Area. Time (23 Factorial Design) from the experiments and
statistical analysis showed that the energy, pressure and speed influence the surface roughness, the
client can accept. The statistical significance level of 0.05 the results showed that the surface roughness
less than 1.4 microns, the Customer agrees not to cut the speed of the needs of customers. Cut using a
laser power of 3800 W and pressure of nitrogen gas at 12 bar and the cutting speed of 1800 mm per
minute is equal to 1.4 microns.

Keywords: Cutting process, Factorial Design, surface roughness, Laser CO,
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