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Using Grey Relational Analysis in Wire-Cutting of Titanium

Niwat Mookam*

Abstract
The paper presents the statistical method using for the optimization of titanium machining by wire
electric discharge machining. Taguchi method was designed as experimental strategy, and Grey relational analysis
show an response optimization on surface roughness and overcut. In this study, discharge pulse time, pulse-peak
current, and wire feed rate were the cutting parameters. The optimal cutting conditions were determined from
average grey relational grade of the machining characteristics. From the results grey relational analysis method was

an effective optimal solving solution in case of multiple responses.
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