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Abstract

This research aimed to study and present a technique for optimizing the cutting conditions of K460
tool steel using wire electric discharge machining. Grey relational analysis was employed as the experimental
strategy to assess its effects on surface roughness and dimensional accuracy. The cutting variables investigated
in this study included cutting speed, peak current, and offset distance. The specific characteristics
considered as multiple responses were dimensional accuracy and surface roughness. Results showed that
the optimal cutting conditions were a cutting speed of 4.5 mm/min, a peak current of 2 A, and an offset
distance of 770 pm. Confirmation tests were conducted to validate the optimal cutting conditions, and

all cut specimens met the specified criteria.
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