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Abstract

The paper investigated into surface deformation of aluminum alloy and brass using wire
electrical discharge machining (WEDM). Using traditional process (such as lathe, milling
machine, grinding machine) fabricated the workpiece surface. The workpiece induced
hardening layer in surface because the cutter contacted with workpiece. Finally, the cutter
will be induced the damage. At present, the wire electrical discharge machining fabricated the
workpiece and increasing precision surface in order to improve the cutter damage
phenomenon. Hence, this text compared with experiment of aluminum alloy and brass. The
experiments observe surface roughness of workpiece and measure hardness values using
hardness test machine that various parameters such as velocity of wire, processing velocity
and changing electric current in unit time. The results of the experiment can offer industrial
references of aluminum alloy and brass surface phenomenon for wire electrical discharge

machining.
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