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Abstract. AISI 4340 steel is an alloy steel of nickel, molybdenum, and chromium with 

medium carbon content. It is known for its high toughness and the ability of further 

enhancement in strength by applying heat treatment condition. It is used in aircraft landing 

gear, oil and gas drilling, automobile industry and general engineering industries to 

manufacture heavy duty gears, shafts, pins, spindles, couplings, chucks etc. As it is a hard to 

machine material so many researchers are taking keen interest to study the effects of different 

machining environments and machining aspects on the machining performance of 4340-grade 

steel. The present paper presents a comprehensive review on important aspects associated to 

machining of 4340 grade steel using different cooling environments and cutting tools. 

Experimental and theoretical observations for tool wear, surface roughness, tool life, residual 

stress, machining force and cutting temperature using different types of cutting inserts under 

distinguish cooling environments are also been discussed. 

1.  Introduction 
The AISI 4340 is a highly commercially utilized medium carbon low alloy steel which falls into the 

category of hard to cut material. In recent decades hard turning operation is mostly preferred for 

machining of AISI 4340 steel due to its high hardness value (45-60 HRC). It projects good balance of 

strength, wear resistance and toughness properties due to its alloying element for which it outscores 

the normal steel. [1]. It primarily treasures its application in manufacturing of aircraft landing gear, 

power transmission gears, shafts along with automobile industries to manufacture shafts, gears, 

bearings and cams which demands tight geometric tolerance, advanced surface quality and longer 

service life [2]. To implement AISI 4340 steel in above fields dry turning operation has been 

introduced which provides improved results regarding surface quality and maximum tool life [3]. The 

most commonly used coated tools are CVD coated carbide, PVD coated carbide, ceramic, CBN and 

PCBN tools. Using coated tool provides a longer life of the tool, better surface finish and lower 

machining temperature as compared to uncoated tool [4]. Machining under dry condition generates 

huge amount of heat at the tool-work specimen interface due to friction between tool and work 

material surface which highly affects the surface quality of work material and tool life [5]. So for the 

reduction of frictional force and competent removal of heat from the machining zone the use of 

coolant plays a vital role. During MQL technique the coolant is directly applied over the machining 

zone which provides easy removal of heat from the tool-workpiece interface. MQL technique not only 

removes the heat generated during machining but it also provides better machining performances than 

dry machining condition [6]. Due to heat generation at the machining zone, the surface topography of 

the workpiece is altered. To prevent these phenomena cryogenic cooling is being introduced. As using 
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cryogenic cooling the heat generation at the machining zone is very less, the change in microstructure 

is negligible as compared to other cooling environments. Using cryogenic cooling technique with 

MQL environment provided the best surface finish and longer tool life among other cooling 

environments [7].                      

  In the present paper, efforts have been made to present a brief literature review on turning 

operation of 4340-grade steel using different coated insert under different cooling environments (dry, 

cryogenic and MQL).  Figure 1 presents the aspects of study covered in the present review work and 

Table 1 describes the chemical constituent of grade 4340 steel. This literature review also describes 

the relationship between different machining parameters with different machining performances as 

surface finish, wear of the tool and tool life. 

 

 

Figure 1. Schematic view of machining aspects  

 

Table 1. Chemical constitution of 4340 grade steel [7] 

Ni Mn S Si Cr P C Fe 

1.8 0.70 0.04 0.25 0.8 0.035 0.41 Balance 

 

2. Cutting performance analysis in various cooling environments 
In present days, due to the growing demand for an eco-friendly and cost effective machining process, 

green machining technique came into huge existence. Green machining technique mostly involves dry 

machining, MQL, spray cooling, compressed air cooling and cryogenic cooling machining 

environments. Many researchers investigated the role of dry, MQL and cryogenic cooling environment 

during turning operation of grade 4340 steel. 

2.1. Dry machining environment 

Due to the growing demand for machining of hard and tough steels, dry turning operation came into 

existence because of its better machining performances while turning difficult to machine materials. 

Dry turning operation is used to machine harder materials using mostly coated insert without 

application of lubricants or coolants [3]. Satish Chinchanikar and S.K. Choudhury observed that life of 

the tool was mostly affected by the hardness of the work specimen. CVD coated tool displayed longer 

tool life as compared to PVD coated tool. Adhesion and abrasion at the tool work specimen interface 

were found to be most predominant wear mechanism factor followed by notch wear and chipping of 

the coated layer from the tool surface [4]. Varun Sharma and P.M. Pandey studied the machining 

parameters which affect the residual stress generated during turning operation of grade 4340 steel. It 

was found that residual stress generation was only dependent on machining speed and feed rate 

whereas the depth of cut had the negligible effect on hoop residual stress [8]. R. Suresh et al. found 

that the best possible combination of low depth of cut, low feed rate and high machining speed 

resulted in lesser machining force and higher feed rate minimized the specific machining force. The 

increment in machining tool wear and machining force were found linear with increase in feed rate 

Workpiece 

( AISI 4340 grade steel) 
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Dry 

MQL 

Cryogenic 

Machinability Aspects 

Surface Roughness 

Tool wear 

Tool life 
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and machining speed. During every machining condition the abrasion was the prime wear mechanism 

on the tool surface [9]. Ashok Kumar Sahoo and Bidyadhar Sahoo experimentally investigated 

machining under dry condition and concluded that machining speed directly controls the wear and life 

of the tool. Longer tool life and lower wear of the tool was achieved at lower machining speed. Best 

parametric combination for machining was obtained at machining speed (150m/minute), depth of cut 

(0.4 millimeter) and feed (0.15m/minute) [10]. R. Suresh et al. ascertain that increase in machining 

force was directly proportional with increase in depth of cut and feed rate during turning operation. 

Best machining performance was achieved at a combination of low depth of cut, low feed rate and 

short machining time along with high machining speed [11]. Reginaldo T. Coelho et al. observed that 

by using TiAlN nano coating over PCBN tool can extend the life of the tool by 38%. Machining force 

and surface roughness were found maximum using the uncoated tool during turning operation of grade 

steel [12]. Virginia Garcı´a Navas studied that as the feed increases the residual stress lean to become 
more tensile and the surface quality deteriorates with increase in machining feed. The residual stress 

was found to be less tensile at a medium machining speed range of 200 to 300 m/minutes [13]. 

2.2. Minimum quantity lubrication 

A huge amount of heat is being generated during dry turning operation at the machining zone due to 

the friction between tool and work specimen surface. So to achieve improved surface quality and 

minimize the heat generation, the use of coolant becomes very necessary. Thus MQL technique is 

used to fulfill all the demands which were not achieved during dry turning operation [5,6]. N.R. Dhar 

et al. experimentally found that the machining performance using MQL was best as compared to dry 

and flooded condition during turning operation of 4340-grade steel. Using MQL environment also 

resulted in better surface finish, longer life of the tool and lower wear of the tool surface [14]. 

According to Kedare et al. MQL technique can become the best alternative for traditional flooded 

cooling method during milling operation of grade steel because of it consumes lesser coolant. MQL 

technique provided both economic and ecological benefits as the coolants are eco friendly and its 

consumption during machining was found only 900 ml/hour which is very minimal when compared 

with conventional cooling methods [15]. Sanjeev Kumar et al. compared the machining performance 

during turning operation of AISI 4340 grade steel using different machining environments (dry, wet 

and MQL). Using MQL environment resulted in around 7%-10% increase in surface finish and greatly 

reduced the wear of the tool tip [16]. D.V. Lohar and C.R. Nanavaty tried to evaluate the machining 

performance of MQL condition during turning operation of AISI 4340 grade steel. Experimental 

results showed that while using MQL environment, the machining force and machining temperature 

got reduced by around 40% and 36% respectively as compared to dry machining condition. Surface 

finish was also found to be better as compared to other machining conditions [17]. Nikhil Ranjan Dhar 

et al. found that using MQL environment during turning operation reduces the wear of the tool, 

enhances the surface quality of the workpiece and increases the life of the tool. MQL also provided 

benefits like reduction of machining temperature and maintaining the sharpness of machining edges 

[18]. L. R. Silva et al. found that using MQL technique significantly reduced the diametric wear and 

surface roughness value. As compared to other traditional cooling methods, reduction in tangential 

machining force during machining of grade steel was maximum using MQL environment [19].   

 

2.3. Cryogenic environment 

Cryogenic environment further decreases the heat generated at the machining zone and the work 

specimen microstructure is hardly affected during the machining operation. So using cryogenic 

environment allows high speed machining even using higher machining parameters [7]. Mirghani I. 

Ahmed researched to increase the effectiveness of cryogenic cooling environment by modifying the 

tool holder. It was observed that using customized tool holder during cryogenic environment was extra 

effective when the coolant out flow was directed away from the machining edge of the cutting insert.  
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Table 2. Summary of types of coolant and its effects on machining performances 

Ref. Year 
Cooling 

environment 

Process parameters 
Response Cutting Speed 

(m/min) 
Feed  

(mm/rpm) 
Depth of 
cut (mm) 

4 2013 Dry 100,300 0.1,0.2,0.3 1.5 Wear 
mechanism, 

machining force, 
surface 

roughness, tool 
life 

8 2016 Dry 10 - 90 0.1 - 0.3 0.1 - 0.5 Residual stress, 
hoop residual 

stress 

9 2012 Dry 140,200,260 0.10, 0.18, 0.26 0.6, 0.8, 1 Surface 
roughness and 

Tool wear 

10 2012 Dry 150 0.15 0.4 Wear 
mechanism, 

machining force 

11 2012 Dry 80,140,200 
260 

0.10,0.18,0.26 0.8,1,1.2 Machining force, 
tool wear, 

surface 
roughness 

12 2007 Dry 150 0.07 0.2 Machining force, 
surface 

roughness, tool 
life 

13 2012 Dry 200,255,300 0.075,0.1,0.125 0.4 Residual stress, 
thermal stress, 

surface 
roughness 

14 2006 MQL 110 0.16 1.5 Tool 
wear,surface 

roughness 

16 2017 MQL 75,100,125, 0.1,0.125,0.15 0.2,0.4,0.8 Surface quality 

17 2013 MQL 40,80,120  
 

0.05,0.075, 

0.10  
 

0.5,1.0  
 

Cutting force, 

cutting temp, 

surface finish 

18 2007 MQL 63, 80, 95, 
110,128 

0.1, 0.13,0.16, 
0.2 

1, 1.5 Tool wear, 
surface 

roughness 

19 2005 MQL 20 1 0.1 Surface 
roughness, tool 

wear 

21 2017 Cryogenic 50,150,250  0.045,0.90.135 0.2,0.4,0.6 Surface 
roughness 
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The freshly modified tool holder resulted in better surface quality, reduction in coolant consumption 

and longer life of the tool even at higher machining speed [20]. Sanchit Kumar Khare and Sanjay 

Agarwal found that the depth of cut and machining speed were the most influencing factors on the 

surface roughness. Experimental results proved that cryogenic environment generated better surface 

quality than dry machining environment [21]. Khalid A Al-Ghamdi et al. studied the machinability of 

AISI 4340 steel under cryogenic cooling environment using CO2 snow as coolant. It was observed that 

machining speed and feed rate were the prime factors affecting the machining performances and 

longer life of the tool was only ensured at a lower combination of machining parameters (machining 

speed and feed rate) [6]. The different types of the coolant used by the various researchers and its 

effect on the machining performance are mentioned in Table 2. 

 

3. Performance analysis of different cutting tools 

Modern machining operation demands for machining tools with enhanced properties, especially to 

achieve improved surface quality. The relationship between physical, chemical and mechanical 

properties of machining operation acts as the key factors for both uses and the machining tool 

manufacturers. Many researchers studied the performance of ceramic, CBN and coated carbide tools 

during machining of 4340-grade steel [9]. Satish Chinchanikar and S.K. Choudhury came to a 

conclusion that the life of the tool was mostly affected by workpiece hardness, depth of cut and 

machining speed. The longer service period of the tool was obtained using CVD coated tools nose 

wear and flank wear was found to be the prime wear mechanism for wear of the tool surface [4].  

Ashok Kumar Sahoo and Bidyadhar Sahoo found that TiN coated tool have longer service period as 

compared to ZrCN and uncoated carbide tool during turning operation. From the experimental results 

it was proposed that hard turning of grade 4340 steel using ZrCN and TiN can be done ever at a higher 

machining speed of 150 m/minutes [10]. Many researchers investigated on the wear mechanism and 

surface roughness of the workpiece during turning operation using different types of coated tools. 

They came with a conclusion that machining parameters and the nature of the coated material over the 

tool surface mainly influences the surface quality of the workpiece [21,22,23,24]. Anshuman Das et al. 

experimentally found that using coated cermet tool during turning operation helped in reducing wear 

of the tool, machining temperature and machining force as compared to uncoated carbide tool [25]. 

 Summary of investigation on machining tools during turning operation is presented in Table 3. 

 

Table 3. Summary of various machining tools during turning operation 

Ref Year Tool 

Workpiece 

hardness 

(HRC) 

Response Findings 

4 2013 CVD coated carbide, 

PVD coated carbide 

35 and 45 Wear mechanism, 

machining force, 

surface roughness, 

tool life 

CVD coated tool 

performed better at lower 

speed, PVD coated tool 

performed better at 

higher speed 

9 2012 (TiN/TiCN/Al2O3) 

CVD coated 

cemented carbide 

48 Surface roughness 

and Tool wear 

Machining speed and 

feed rate highly influence 

machining force 

10 2012 Uncoated carbide, 

CVD coated carbide 

47±1 Wear mechanism, 

machining force 

Longer tool life and 

better surface quality 

using coated tool, 

14 2006 SNMM 120408 

carbide 

_ Tool wear, surface 

roughness 

Reduction in tool wear, 

 longer tool life, better 

surface finish using MQL 
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16 2017 K5625 CBN tool 45 Surface quality Surface finish enhanced 

by 7-10% 

17 2013 TNMA160404 

Grade PB250 CBN 

45 ~ 55 Cutting force, 

cutting temp, 

surface finish 

Improvement in Ra, 

Decrease in machining 

force and temperature 

18 2007 SNMM 120408 

carbide 

_ Tool wear, surface 

roughness 

Improvement in tool life, 

tool wear and surface 

finish 

21 2017 HSS T-42, S-400 _ Surface roughness Surface roughness was 

better in cryogenic 

23 2013 MT KB 5625 CBN 45 Machining force, 

Surface finish 

Machining environment 

and depth of cut highly 

effect the machining 

force 

31 2006 TiN (CVD) coated, 

PCBN compact 

53 Surface roughness, 

tool wear, life of 

the tool  

Machining performance 

of PCBN was found 

better than TiN (CVD) 

coated tool  

32 2014 TiC mixed alumina 

ceramic 

35, 45, 55 Surface roughness, 

machining 

temperature, 

machining force 

Machining force 

increases with increase in 

depth of cut, feed and 

specimen hardness 

33 2008 CBN grades 7020 

and 7050 

56 Wear of the tool, 

life of the tool 

 Tool life was longer in 

interrupted machining as 

compared to continuous 

machining 

34 2009 PCBN, silicon 

carbide reinforced 

ceramic 

56 Life of the tool, 

wear of the tool 

Surface finish was better 

using PCBN tool 

 

4. Analysis of Surface roughness 
Surface roughness is an important index for machinability of any cutting operation. As in every 

manufacturing industry surface finish is given maximum priory, many researchers investigated on 

machining parameters which affect the surface roughness of the work specimen [14]. Sanchit Kumar 

Khare and Sanjay Agarwal investigated on machining parameters which affect the surface roughness 

during turning operation of 4340 grade steel using cryogenic cooling environment. Experimental 

results suggested that surface roughness was mostly dependent on the machining speed and depth of 

cut [21].  Sanjeev Kumar et al. experimentally found that using MQL environment during turning 

operation resulted in 7-10% enhancement in surface finish as compared to other cooling environments. 

The reduction in machining temperature and lower wear of the tool were the prime factors for 

improvement in the surface quality of the work specimen [16]. Using MQL environment resulted in 

thinner chips formation during machining operation which reduces the frictional force produced 

between the tool-chip interface, which added further enhancement in surface quality of the workpiece 

[17, 23]. Bailey et al. observed that initially the surface roughness increases continuously with 

increase in machining speed for some extent and then it became independent of machining speed with 

further increment in machining speed. Sudden damage on the machined surface arises due to 

discontinuous chip formation during machining operation [24].  Nilrudra Mandal et al. studied the 

surface roughness produced during turning operation of 4340-grade steel using coated alumina tool. 

During experiment best surface finish was obtained at a machining parameter combination of 

machining speed 420 m/minute, depth of cut 0.5 millimetre and feed rate 0.24 mm/revolution [26]. 
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Machining insert nose geometry along with feed rate was found to strongly affect the surface 

roughness values in the turning operation [27]. Most of the researchers found that during turning 

operation of 4340 grade, the main machining parameters which alter the surface roughness were 

machining speed, depth of cut and feed rate [28,29,30]. 

 

5. Conclusion 
In this review paper efforts are being made to present a brief description on turning operation of AISI 

4340-grade steel using different machining tools in different cooling environment (Dry, MQL and 

Cryogenic). This paper also depicts the affect of different machining parameters and cooling 

environments on surface roughness of the work specimen. Due to the growing demand for eco-

friendly and cost efficient machining process, many researchers are taking a keen interest in new 

cooling environments so the comparison between different cooling conditions are presented in this 

review paper. 

 Best possible combination of low depth of cut, low feed rate and high machining speed 

resulted in smaller machining force and higher feed rate minimized the specific machining 

force. The increment in machining tool wear and machining force were found linear with 

increase in feed rate and machining speed. For every machining condition the abrasion was the 

major wear mechanism on the tool surface. 

 

 During turning operation with TiN and ZrCN coated carbide tool, longer tool life and lower 

wear of the tool was achieved at lower machining speed. Best parametric combination for 

machining was obtained at machining speed (150 m/min), depth of cut (0.4 mm) and feed 

(0.15 m/min). 

 CVD coated insert displayed longer tool life as compared to PVD coated insert. Adhesion and 

abrasion on the tool work specimen interface were found to be most predominant wear 

mechanism factor followed by notch wear and chipping of coated layer from the tool surface. 

 Using MQL cooling condition resulted in the better surface finish, lower wear of the tool and 

longer tool service life as compared to dry machining condition. Cryogenic cooling 

environment displayed maximum heat removal rate from the machining zone during turning 

operation and best cooling condition was achieved under hybrid (Cryo + MQL) environment 

for short machining time. 

 Machining environment highly controls the quality of the machined surface and it was found 

to be mostly dependent on machining speed followed by feed and depth of cut. 

 

 

6. References 

[1]  Rashid W B, Goel S, Davim J P and Joshi S N 2016 Parametric design optimization of hard  

turning of AISI 4340 steel (69 HRC) International Journal of  Advanced Manufacturing 

Technology 82 pp 451-462                                                            

[2]  Rashid W B, Goel S, Luo X and Ritchie J M 2012 An experimental investigation for the 

improvement of attainable surface roughness during hard turning process Proc IMechE 

Part B: Journal of Engineering Manufacture pp 1-5 

[3]   Liew P J, Shaaroni A, Sidik N A C and Yan J 2017 An overview of current status of cutting 

fluids and cooling techniques of turning hard steel International Journal of Heat and Mass 

Transfer 114 pp 380-394 

[4]  Chinchanikar S and Choudhury S K 2013 Investigations on machinability aspects of 

hardened AISI 4340 steel at different levels of hardness using coated carbide tools 

International Journal of Refractory Metals and Hard Materials 38 pp 124-133  

[5]  Gaur APS and Agarwal S 2010 Improvement in surface quality with molybdenum disulphide 

as solid lubricant in turning AISI 4340 steel  Proceedings of the ASME 2010 International 

Mechanical Engineering Congress & Exposition IMECE2010 pp 1-6  



8

1234567890‘’“”

The 3rd International Conference on Materials and Manufacturing Engineering 2018 IOP Publishing

IOP Conf. Series: Materials Science and Engineering 390 (2018) 012009 doi:10.1088/1757-899X/390/1/012009

 

 

 

 

 

 

[6] K.A.A Ghamdi, A Iqbal and G Hussain 2014 Machinability comparison of AISI 4340 and Ti-

6Al-4V under cryogenic and hybrid cooling environments: A knowledge engineering 

approach Proceedings of the Institution of Mechanical Engineers, Part B: Journal of 

Engineering Manufacture pp 1-21 

[7]  Zhirafar S, Rezaeian A and M. Pugh 2007 Effect of cryogenic treatment on the mechanical 

properties of 4340 steel Journal of Materials Processing Technology 186 pp 298- 303 

[8]  Sharma V and Pandey P M 2016 Optimization of machining and vibration parameters for 

residual stresses minimization in ultrasonic assisted turning of 4340 hardened steel 

Ultrasonics 70 pp 172-182  

[9]  Suresh R, Basavarajappa S and Samuel G L 2012 Some studies on hard turning of AISI 4340 

steel using multilayer coated carbide tool Measurement 45 pp 1872-1884 

[10]  Sahoo A K and Sahoo B 2012 Experimental investigations on machinability aspects in finish 

hard turning of AISI 4340 steel using uncoated and multilayer coated carbide inserts 

Measurement 45 pp 2153-2165 

[11]  Suresh R, Basavarajappa S, Gaitonde V N and Samuel G L 2012 Machinability investigations 

on hardened AISI 4340 steel using coated carbide insert International Journal of 

Refractory Metals and Hard Materials 33 pp 75-86 

[12]  Coelho R T, Ng E G, Elbestawi M A 2007 Tool wear when turning hardened AISI 4340 with 

coated PCBN tools using finishing cutting conditions International Journal of Machine 

Tools & Manufacture 47 pp 263-272 

[13] Navas V G, Gonzalo O, Bengoetxea I 2012 Effect of cutting parameters in the surface residual 

stresses generated by turning in AISI 4340 steel International Journal of Machine Tools & 

Manufacture 61 pp 48-57 

[14] Dhar N R, Kamruzzaman M and Ahmed M 2006  Effect of minimum quantity lubrication 

(MQL) on tool wear and surface roughness in turning AISI-4340 steel Journal of 

Materials Processing Technology 172 pp 299-304 

[15] Kedare S B, Borse D R and Shahane P T 2014 Effect of Minimum Quantity Lubrication 

(MQL) on Surface Roughness of Mild Steel of 15HRC on Universal Milling Machine 

Procedia Materials Science 6 pp 150-153  

[16] Kumar S, Singh D and Kalsi N S 2017 Analysis of Surface Roughness during Machining of 

Hardened AISI 4340 Steel using Minimum Quantity lubrication Materials Today: 

Proceedings 4 pp 3627-3635 

[17]  Lohar D V and Nanavaty C R 2013 Performance Evaluation of Minimum Quantity 

Lubrication (MQL) using CBN Tool during Hard Turning of AISI 4340 and its 

Comparison with Dry and Wet Turning Bonfring International Journal of Industrial 

Engineering and Management Science 3 pp 102-106 

[18]  Dhara N R, Islama S and Kamruzzaman M 2007 Effect of Minimum Quantity Lubrication 

(MQL) on Tool Wear, Surface Roughness and Dimensional Deviation in Turning AISI-

4340 Steel G.U. Journal of Science 20(2) pp 23-32 

[19]  Silva L R, Bianchi E C, Catai R E, Fusse R Y, França T V and Aguiar P R 2005 Study on the 

behavior of the minimum quantity lubricant - MQL technique under different lubricating 

and cooling conditions when grinding ABNT 4340 steel Journal of the brazilian society of 

mechanical sciences and engineering 27 pp 1-15 
[20]  Ahmed M I, Ismail A F, Abakr Y A and Nurul A A K M Effectiveness of cryogenic 

machining with modified tool holder Journal of Materials Processing Technology 185 pp 

91-96 

[21] Khare S K and Agarwal S 2017 Optimization of Machining Parameters in Turning of AISI 

4340 Steel under Cryogenic Condition Using Taguchi Technique Procedia CIRP 63 pp 

610-614 

[22]  Kamble P D, Waghmare A C, Askhedkar R D and Sahare S B 2015 Multi objective 

optimization of turning AISI 4340 steel considering spindle vibration using Taguchi- 



9

1234567890‘’“”

The 3rd International Conference on Materials and Manufacturing Engineering 2018 IOP Publishing

IOP Conf. Series: Materials Science and Engineering 390 (2018) 012009 doi:10.1088/1757-899X/390/1/012009

 

 

 

 

 

 

Fuzzy Inference system Materials Today: Proceedings 2 pp 3318-3326 

[23] Naigade D M, Patil D H and Sadaiah M 2013 Some investigations in hard turning of AISI 

4340 alloy steel in different cu tting environments by CBN insert International Journal of  

Machining and Machinability of Materials 14 2 pp 165-192 

[24]  Bailey J A, Jeelani S and Becker S E 1976 Surface integrity in machining AISI 4340 steel 

Journal of Engineering for industry pp 999-1006 

[25]  Das A, Mukhopadhyay A, Patel S K and Biswal B B 2016 Comparative Assessment on 

Machinability Aspects of AISI 4340 Alloy Steel Using Uncoated Carbide and Coated 

Cermet Inserts During Hard Turning Arab Journal Science Eng 41 pp 4531-4552 

[26]  Mandal N, Doloi B and Mondal B 2013 Predictive modeling of surface roughness in high 

speed machining of AISI 4340 steel using yttria stabilized zirconia toughened alumina 

turning insert, Interantional Journal of Refractory Metals and Hard Materials 38 pp 40-46 

[27] Godoy V AA d and Diniz A E 2011 Turning of interrupted and continuous hardened steel 

surfaces using ceramic and CBN cutting tools Journal of Materials Processing 

Technology 211 pp 1014-1025 

[28] Chakraborty P, Asfour S, Cho S, Onar A and Lynn M 2008 Modeling tool wear progression 

by using mixed effects modeling technique when end-milling AISI 4340 steel Journal of 

materials processing technology 205 pp 190-202 

[29]  Agrawal A, Goel S, Rashid W B and Price M 2015 Prediction of surface roughness during 

hard turning of AISI 4340 steel (69 HRC) Applied Soft Computing 30 pp 279-286 

[30]  Kountanya R K 2008 Optimizing PCBN cutting tool performance in hard turning Processing 

IMechE Vol. 222 Part B: J. Engineering Manufacture pp 969-979 

[31]  More A S, Jiang W, Brown W D and Malshe A P 2006 Tool wear and machining 

performance of cBN–TiN coated carbide inserts and PCBN compact inserts in turning 

AISI 4340 hardened steel Journal of Materials Processing Technology 180 pp 253-262 

[32] Pal A, Choudhury S K and Chinchanikar S 2014 Machinability Assessment through 

Experimental Investigation during Hard and Soft Turning of Hardened Steel Procedia 

Materials Science 6 pp 80-91 

[33]  Diniz A E and Oliveira A.J.d 2008 Hard turning of interrupted surfaces using CBN tools 

Journal of materials processing technology 195 275-281 

[34] Oliveira A.J.d, Diniz A.E and Ursolino D J 2009 Hard turning in continuous and interrupted 

cut with PCBN and whisker-reinforced cutting tools Journal of Materials Processing 

Technology 209 pp 5262-5270 

 

 
 

 

 

 


