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Abstract: Stainless steels are widely used to manufacture 

mechanical components due to excellent mechanical properties. 

Machining is considered as one of the most critical 

manufacturing processes in mechanical industry to produce 

desired shapes and dimensional accuracy of the components. It 

also affects the performance of the components in its functional 

requirement. This paper deals with the optimization of cutting 

parameters in machining operation for AISI 316 austenitic steel 

with dry and wet environment conditions. The chosen machining 

parameters in this research are cutting speed, feed rate, and depth 

of cut as input variables, whereas the response factors are surface 

roughness and wear rate. Taguchi method with the L9 orthogonal 

array was used to analyze the process parameters based in dry and 

wet machining conditions. The Taguchi approach provides the 

best setting with lower values of surface roughness and wear rate. 

The regression analysis is performed to obtain a mathematical 

model of responses in terms of the process parameter. The 

composite regression optimization gives best setting for dry 

condition (cutting speed 173 rpm, feed 0.25 mm/rev, and 0.87 mm 

of the depth of cut) and for wet condition (cutting speed 173 rpm, 

feed 0.3 mm/rev, and 0.57 mm of the depth of cut). The results 

show that surface roughness and wear rate are lower in the wet 

environment than the dry environment. 

Index Terms : Taguchi method, Regression analysis, composite 

optimization, surface roughness , tool wear  

 

I. INTRODUCTION 

  Stainless steels are widely used to manufacture mechanical 

components because of its outstanding mechanical 

properties, corrosion resistance and good weldability[1]. It 

contains chromium which prevents corrosion of the steel. 

One of the essential characteristics of stainless steels is its 

ability to be fabricated by standard manufacturing processes. 

On the other hand, because of higher yield strength and work 

hardening properties more power and the hence, more heavy 

machinery is required to manufacture the components [2][3]. 

The stainless steel is classified into five major groups, 

namely austenitic stainless steel, ferritic stainless steel, 

martensitic stainless steel, duplex steel, and 

precipitation-hardening. The percentage of chromium in 

Austenitic steels varies from 16% to 26% and percentage of 
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Nickel is up to 35% and possesses very high corrosion 

resistance. It is not hardenable by any heat treatment process, 

or thermal cycle caused due to the welding process and is 

nonmagnetic. Austenitic stainless steel is characterized by its 

high ductility, low yield stress, and high ultimate tensile 

strength. Applications of stainless steel include 

food-processing industries, aircraft, the dairy and chemical 

industry, ocean technology, etc. [4].  On the cooling of 

carbon steel, austenite is transformed into a mixture of ferrite 

and cementite. Presence of chromium in the austenitic 

stainless steel suppresses this transformation and maintains 

the austenite phase during cooling. Hardness and yield 

strength of austenitic stainless steel can be enriched using 

cold working technique but at the cost of its 

ductility.[5][6][7] One of the most critical manufacturing 

processes in mechanical industry to produce desired shapes 

and accuracy of the components is machining process. The 

machining process has a substantial effect on the 

functionability, manufacturing cost, and quality of the 

components. Researchers carried out investigations in the 

machining processes by studying the cutting conditions, 

environment, cutting tool materials and measuring the 

machining responses such as tool life, the surface quality, and 

the power consumption, etc. [8]. Tool wear and surface 

quality (roughness) are significant responses from the 

economic aspect of a machining process. Achieving the 

desired surface finish during machining and improving tool 

life can bring down the machining cost and make it more 

profitable. cutting tools are at most importance in turning, 

hence, numerous tool materials and geometry have been 

selected by the researchers previously.  Hoier et al. studied 

the post machining effect on the microstructure of 316L 

austenitic stainless steels. The authors concluded that the tool 

wear by dissolution/diffusion was the key mechanisms for 

cutting work pieces, which is due to the varying 

micro-constituents present in the work pieces [9]. Ferreria et 

al. analyzed effect of tool geometry on surface finish and tool 

wear during the hard turning of AISI H13 steel using ceramic 

tools. It was noted that the cutting speed contributes 

significantly in flank wear while the surface roughness 

during the machining phase does not have a clear connection 

[10]. Kamenik et al. investigated tool wear intensity during 

machining of austenitic stainless steel. The study revealed 

that during initial phase the toolwear occurs rapidly, 

increases gradually at the second stage and remarkably 

increased at the final stage.  
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Due to the small contact area between the cutting tool and the 

workpiece the wear at the initial stage was rapid. It increases 

the temperature at cutting edge, and hence, the tool material 

easily comes out from the cutting tool [11]. An overview of 

the economic machining of hard turning steels and related 

process parameters  described by Anand et al. indicates that 

heat generation and friction at the work piece tool interface 

are primarily accountable for the tool life  and the surface 

finish. [12]. 

Surface finish is another essential output variable of 

machining process discussed in previous studies.de Oliveira 

Junior et al. performed tests with input variables such as 

cutting speed and machining environment with low and high 

fluid pressure. The study reported that better surface finish 

can be obtained while turning with PVD-coated inserts under 

high-pressure cooling [13].  Selvaraj et al. discussed the 

effect of dry turning process using Taguchi method and 

optimization of surface roughness, cutting force, and tool 

wear of nitrogen alloyed duplex stainless steel. The study 

concluded that t the feed rate is the more critical parameter 

influencing the surface roughness and cutting force while 

cutting speed was responsible for more tool wear [14]. A 

methodology to predict surface roughness in low-speed  

while turning of AISI316 steel is developed by Acayaba and 

de Escalona. They used Artificial Neural Network (ANN) 

model integrated with Simulated Annealing (SA) to predict 

the surface finish.  The model obtained predicted the surface 

roughness variation of 15% under the same cutting 

conditions [15]. Coolants play a significant role in achieving 

lower tool wear rate and better surface finish in a machining 

process. Sivaiah and Chakradhar compared machining 

performance during turning of 17-4 PH stainless steel under 

wet machining and cryogenic conditions. Cutting 

temperatures, cutting force, chip morphology, tool wear and 

surface finish under cryogenic machining environment were 

observed. Cryogenic environment resulted in better values of 

output compared to wet conditions [16]. Therefore we can 

conclude that the surface roughness and tool wear depends on 

cutting speed and feed. As cutting speed increases with low 

feed rate better surface finish is obtained. Also, to reduce tool 

wear, cutting speed must be increased. Depth of cut and 

cutting speed affects material removal rate and cutting force. 

    Literature reviewed suggests that studies were made on the 

relative performance of machining environment, parameters, 

and tools on tool wear and surface roughness. However, in 

the machining of austenitic stainless steel AI 316 studies 

found to be rarely given attention. Tool wear that adversely 

impacts the quality of the product and in general machining  

performance has been overlooked. A number of studies are 

presented by researchers where cutting parameters were 

optimized for surface roughness or cutting force(s) or both. 

However, tool life, which is an essential factor for the 

economic viability of the machining process, was not 

considered in most of the studies. Thus, there is a need for the 

development of a robust model which can predict the 

machining performance during turning of austenitic stainless 

steel. 

In this study, Taguchi’ technique is used to optimize 

machining parameters. Analysis of variance (ANOVA) is 

performed to optimize results and to reduce the effect of the 

parameter. This study deals with a comparison of the wet and 

dry environment on the machining of   AISI 316 austenitic 

steel using a Taguchi design of the experiment. The objective 

of the study is to compare the effect of wet and dry machining 

environment on tool wear and surface roughness. Taguchi 

analysis is applied to optimize settings for machining 

environment and response variable. 

II. MATERIAL AND METHODS 

This study deals with the optimization of process parameter 

for machining of AISI 316 austenite steel. The process 

parameters selected through detailed literature survey and 

industry professionals. The Taguchi method is implemented 

to design of experiment and performance parameters like 

surface finish, and tool wear are measured to analyze the 

effect of the process parameter. Moreover, this article 

presents the comparison of machining of AISI 316 austenitic 

steel in the wet and dry cutting environment. 

A. Material Selection 

The AISI 316 austenitic stainless steel is used for analysis 

due to its wide industrial applications as chemical, 

cellulose, and medical are few among them. It has good 

corrosion resistant and heat resistant property. The 

chemical composition of AISI 316 austenitic steel is shown 

in Table 1. Also, the  physical properties  of the material is 

shown in Table 2. 

Table 1: Chemical Composition of AISI 316 Austenitic Stainless Steel. 

C Mn P S Si Cr Ni Mo N 

0.08 

max 

2.00 

max 

0.045 

max 

0.030 

max 

0.75 

max 

16.00 

-18.0 

10.0 

- 14 

2.00- 

3.00 

0.1 

max 

 

B.  Work piece Specifications: 

Round rolled bars of 35 mm diameter and 130 mm length 

were used for machining according to ASTM standards. 

Figure No.2 shows the work piece material used for the 

experimentation. 

 

Figure No. 2 - Work piece Material AISI 316 

C. Machine Specification 

Machining experiments were carried out using a CNC 

lathe machine in dry and wet machining conditions. Figure 

No. 3 shows the actual machine used for experimentation. 

D. Machine Specification 

The Process parameter is selected based on the literature 

survey. Performance of machining operation can be affected 

by several parameters.  Some of the critical parameter studied 

by researchers is cutting speed, feed rate, and depth of cut is 

selected for this study. The range of each parameter is varied 

according to the working environment, machine capability, 

literature, and past 

experiences of the industry 

professionals. The process 

parameters with the range of 
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each are shown in table 3. The range is converted into 3 levels 

to check the effect on the response variable.  

 

Figure No. 3 – CNC Machine used for experimentation 

E.  Taguchi Design of Experiment 

The Taguchi method has been widely used in engineering 

analysis by various researchers.  It is a powerful tool to 

design a high-quality system of experimentation. Taguchi 

method uses an orthogonal array to design the experiments 

and measure the effects on the response variable using a 

small number of experiments [17]. In this study, the design of 

the experiment is done based on Taguchi’s Design technique.  

As there are 3 processing parameters and 3 levels each, the 

3-Level design is selected. The L9 array is selected, and 

optimal combinations are obtained. Table-4 shows 

orthogonal design. 

F. Machining Environment 

As mentioned earlier dry and wet environment during 

machining on  a CNC Lathe was used during the 

experimentation. The turning operation performed on the 

random order of process parameter settings selected from 

table 4. The turning was carried out for 300 mm length. 

 

 
Figure No. 4 –Experimental  Setup used for machining 

The experiments were performed on the CNC machine, and 

the program was generated according to the requirement. For 

dry machining, the machine was run without coolant. For 

wet machining, the eco-friendly coolant was used. During 

experimentation, the cutting condition was set as per the 

table 4, and machining was carried out. After completion of 

the machining for the desired length, the insert was changed 

and examined for the wear, and the chips sample was 

collated for examination. The machine was then cleaned, and 

the machine was set for the next experiment. 

Similarly, all experiments were carried out in the dry and 

wet cutting environment, respectively. Each experiment was 

repeated thrice to capture uncertainty that could arise during 

measurements due to manual intervention. For analysis 

purpose, the average values were considered. 

G. Machining Environment 

All the measurements were carried out using standard and 

calibrated instruments in a controlled environment. The 

surface roughness was measured using the Mitutoyo SJ 210 

Surface roughness measuring tester. The readings were taken 

at three positions on them, and the average value is taken for 

further analysis. The tool wear was measured using  

toolmakers microscope of Mitutoyo make, shown in Figure 

5.  

 

Figure 5 – Toolmaker’s Microscope 

 

III.  RESULTS AND DISCUSSION 

The measurements are tabulated in table 3 for wet and dry 

conditions. The surface roughness (Ra) and tool wear should 

be lower to improve the productivity of machining process. 

Therefore, Taguchi analysis is carried using lower the better 

criteria for signal noise (SN) ratio. The SN ratio (Smaller is 

Better criteria) is calculated using equation 1. 

 

 

 
               

   

 
              

 

A. Taguchi analysis  

Taguchi analysis performed on the results obtained using the 

SN ratio of the dry and wet environment is as follows 

1. Surface roughness values in the dry environment give 

optimum settings as - cutting velocity 180mm/sec, feed 

0.3 mm/min and depth of cut 1.5 mm. The SN Ratio 

variation with respective parameters is shown in figure7 

(a) 

2.    Figure 7(b) represents SN ratio variation of tool wear in a 

dry environment. It is observed that cutting velocity 160 

mm/sec, feed 0.2 mm/min and depth of cut 1.5 mm gives 

optimum settings.  

3.    Surface roughness values of the wet environment are 

optimum with cutting velocity 200 mm/sec, feed 0.3 

mm/min and depth of cut 0.5 mm. The SN Ratio 

variation with respective parameters is shown in figure 7 

(c) 

4.    Wear of wet environment gives optimum settings as 

cutting velocity 160 mm/sec, feed 0.2 mm/min and depth 

of cut 1 mm. The SN Ratio variation with several 

parameters is shown in figure7 (d). 

Variation of process parameters concerning performance 

parameters can be calculated with the help of regression 

analysis of the dry and wet condition and is shown in figure 8 

and figure 9, respectively.  
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The behavior of the process parameters with performance 

parameters is discussed below. 

i. Increase in the cutting speed increases surface roughness 

obtained in machining. However, the tool wear is reduced 

as cutting speed increases for both wet and dry 

environment for machining operation. 

ii. The feed rate is affecting the surface roughness and tool 

wear in a different manner, with an increase in feed rate the 

surface roughness increases at the beginning, hit peak 

value and then reaches to the lowest point. However, the 

wear rate initially found to be decreased, reached to lowest 

point then increased. The behavior is similar for dry and 

wet environments. 

iii. The depth of cut behavior is precisely opposite to that of 

the behavior of feed rate for surface roughness and wear 

rate, respectively. 

iv. The machining operations are optimized to reduce surface 

roughness and tool wear. The composite regression graph 

shows the optimization of both parameters. 

v. For the dry environment, optimized settings found to be - 

cutting speed 173 rpm, feed 0.25 mm/rev, and 0.87 mm of 

the depth of cut. 

vi. For wet environment, optimized settings found to be -  

cutting speed 173 rpm, feed 0.3 mm/rev, and 0.57 mm of 

the depth of cut. 
 

Figure 10 shows the surface roughness with respect to feed 

rate at depth of cut 0.5 mm , the surface roughness for the dry 

and wet environment can be clearly distinguished. The 

surface roughness for wet environment is lower than in case 

of dry environment. 

The figure 11 shows the tool wear with respect to feed rate at 

the depth of cut of 1 mm. The tool wear  for dry environment 

observed to be higher compared to wet environment. 

Moreover, as the cutting speed increases the wear rate is also 

increasing.  

IV. CONCLUSION 

In this study Taguchi’ technique is used to optimize cutting 

parameters. Analysis of variance (ANOVA) is performed to 

obtain optimized results. The study shows comparison of wet 

and dry environment in machining of AISI 316 austenitic 

steel using Taguchi design of experiment. The Taguchi 

analysis gives the optimized setting for machining 

environment and response variable. From the above 

experimentation and results following points can be 

concluded. 

i. Surface roughness and tool wear depends on the 

machining parameter discussed in the study. With increase 

in the cutting speed Surface roughness is increased but tool 

wear is reduced. Reduction in tool wear is due to reduced 

friction between workpiece and the tool. 

ii. Machining environment plays important role on the 

performance parameters . Wet machining gives better 

performance when compared with dry machining. 

iii. Feed rate also has a effect on surface roughness and tool 

wear. Increase in feed rate increases surface roughness. 

The behavior is found to be similar in dry and wet 

environment. 

iv. The depth of cut behavior is exactly opposite to that of the 

behavior of feed rate for surface roughness and wear rate 

respectively in both machining environment. 

v. Taguchi method can be used effectively to obtain 

optimized parameters in dry and wet machining. 

Future study can be based on effect of cryogenic machining 

on the response variables. The coolants used in the wet 

machining can be reduced using minimum quantity 

lubrication method. The coolants used have effect on 

environment and hence future work can be performed on 

environmental sustainability of machining process. 

REFERENCES 

1. Emura, Satoshi, Masahiro Kawajiri, Xiaohua Min, Shigeo Yamamoto, 
Kazuyuki Sakuraya, and Kaneaki Tsuzaki. "Machinability 

improvement and its mechanism in SUS304 austenitic stainless steel 

by h-BN addition." Tetsu-To-Hagane/Journal of the Iron and Steel 
Institute of Japan 98, no. 7 (2012): 358-367. 

2.  Ciftci, Ibrahim. "Machining of austenitic stainless steels using CVD 

multi-layer coated cemented carbide tools." Tribology 
International 39, no. 6 (2006): 565-569. 

3.  Kaladhar, M., K. Venkata Subbaiah, Ch Srinivasa Rao, and K. 

Narayana Rao. "Optimization of process parameters in turning of 
AISI202 austenitic stainless steel." ARPN Journal of engineering and 

applied sciences 5, no. 9 (2010): 79-87. 

4. Selvaraj, D. Philip, and P. Chandramohan. "Optimization of surface 
roughness of AISI 304 austenitic stainless steel in dry turning operation 

using Taguchi design method." Journal of engineering science and 

technology 5, no. 3 (2010): 293-301 
5. Kaladhar, M., K. Venkata Subbaiah, and Ch Srinivasa Rao. 

"Determination of optimum process parameters during turning of AISI 

304 Austenitic Stainless steels using Taguchi method and 
ANOVA." International Journal of lean thinking 3, no. 1 (2012): 1-19. 

6. Umbrello, Domenico, Fabrizio Micari, and I. S. Jawahir. "The effects 

of cryogenic cooling on surface integrity in hard machining: A 
comparison with dry machining." CIRP annals61, no. 1 (2012): 

103-106.  

7.  Wagh, Swapnagandha S., Atul P. Kulkarni, and Vikas G. Sargade. 
"Machinability studies of austenitic stainless steel (AISI 304) using 

PVD cathodic arc evaporation (CAE) system deposited AlCrN/TiAlN 

coated carbide inserts." Procedia Engineering 64 (2013): 907-914.  
8. Nur, Rusdi, M. Y. Noordin, S. Izman, and Denni Kurniawan. 

"Machining parameters effect in dry turning of AISI 316L stainless 

steel using coated carbide tools." Proceedings of the Institution of 
Mechanical Engineers, Part E: Journal of Process Mechanical 

Engineering 231, no. 4 (2017): 676-683. 

9. Hoier, Philipp, Amir Malakizadi, Sven Friebe, Uta Klement, and Peter 
Krajnik. "Microstructural variations in 316L austenitic stainless steel 

and their influence on tool wear in machining." Wear (2019). 

10. Ferreira, R., Jan Řehoř, Carlos H. Lauro, D. Carou, and J. P. Davim. 
"Analysis of the hard turning of AISI H13 steel with ceramic tools 

based on tool geometry: surface roughness, tool wear and their 

relation." Journal of the Brazilian Society of Mechanical Sciences and 
Engineering 38, no. 8 (2016): 2413-2420. 

11.  Kameník, Roman, Jozef Pilc, Daniel Varga, Juraj Martinček, and 

Marek Sadílek. "Identification of tool wear intensity during miniature 

machining of austenitic steels and titanium." Procedia engineering 192 

(2017): 410-415. 



International Journal of Innovative Technology and Exploring Engineering (IJITEE) 

ISSN: 2278-3075, Volume-8 Issue-9, July 2019 

3296 

 

Published By: 

Blue Eyes Intelligence Engineering 
& Sciences Publication  

Retrieval Number :H7441068819/19©BEIESP 

DOI:10.35940/ijitee.H7441.078919 

 

12. Anand, Abhishek, Ajay Kumar Behera, and Sudhansu Ranjan Das. "An 

overview on economic machining of hardened steels by hard turning and 
its process variables." Manufacturing Review 6 (2019): 4. 

13.  de Oliveira Junior, Carlos Ancelmo, Anselmo Eduardo Diniz, and 

Rodnei Bertazzoli. "Correlating tool wear, surface roughness and 
corrosion resistance in the turning process of super duplex stainless 

steel." Journal of the Brazilian Society of Mechanical Sciences and 

Engineering 36, no. 4 (2014): 775-785. 
14. Selvaraj, D. Philip, P. Chandramohan, and M. Mohanraj. "Optimization 

of surface roughness, cutting force and tool wear of nitrogen alloyed 

duplex stainless steel in a dry turning process using Taguchi 
method." Measurement 49 (2014): 205-215. 

15.  Acayaba, Gabriel Medrado Assis, and Patricia Muñoz de Escalona. 

"Prediction of surface roughness in low speed turning of AISI316 
austenitic stainless steel." CIRP Journal of Manufacturing Science and 

Technology 11 (2015): 62-67. 

16. Sivaiah, P., and D. Chakradhar. "Comparative evaluations of machining 
performance during turning of 17-4 PH stainless steel under cryogenic 

and wet machining conditions." Machining Science and Technology 22, 

no. 1 (2018): 147-162. 

17. Cicek, Adem, Turgay Kıvak, and Gürcan Samtaş. "Application of 

Taguchi method for surface roughness and roundness error in drilling of 

AISI 316 stainless steel." Strojniški vestnik-Journal of Mechanical 
Engineering 58, no. 3 (2012): 165-174. 

AUTHORS PROFILE 

 

 

 

 

 
 

APPENDIX 

Table 2: Physical Properties of AISI 316 Austenitic Stainless Steel. 

Size 

mm 

Tensile Strength 

Mpa Min 

Yield Stress Mpa 

Min 

Elongation in 50mm 

% Min. 

Impact Charpy 

V J 

Hardness HB 

 

3.18 to 
325 

Hot Cold Hot Cold Hot Cold Hot Cold Hot Cold 

515 620 205 310 40% 30% 180 190 15 195 

 

 

Table No. 3: Variation of process parameters and levels 

Levels 
Cutting Speed (m/min) 

(A) 

Feed Rate (mm/rev) 

(B) 

Depth of Cut (mm) 

(C) 

1 160 0.1 0.5 

2 180 0.2 1 

3 200 0.3 1.5 

 

 

Table No. 4: L9 Orthogonal Design Matrix 

Sr. No. A B C 

1 160 0.2 1.5 

2 160 0.1 1 

3 160 0.3 0.5 

4 180 0.3 1.5 

5 180 0.2 1 

6 180 0.1 0.5 

7 200 0.1 1.5 

8 200 0.3 1 

9 200 0.2 0.5 

 

Table No 5 Summary of cutting conditions used for machining AISI 316. 

Sr. 

No. 

Cutting Condition Description 

1 Work piece AISI 316 

2 Cutting Insert PVD (coated carbide) 

3 Diameter of Work piece 36mm 

4 Length of Work piece 130mm 

5 Cutting Speed (Vc) 160 – 180 – 200 (m/min) 

6 Feed rate (fd) 0.1 - 0.2 - 0.3 (mm/rev) 

7 Depth of Cut (d.o.c) 0.5 - 1 - 1.5 (mm) 

8 Cutting Environment Dry – Wet 
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Table No. 6 Results obtained for dry and wet machining. 

A B C 

Wet Dry 

Ra(Dry) µm 
Wear(Dry) 

Mm 

Ra(Wet) 

µm 

Wear(Wet) 

Mm 

160 0.2 1.5 3.0510 0.010 1.6525 0.005 

160 0.1 1.0 1.5785 0.030 3.4105 0.005 

160 0.3 0.5 1.1810 0.025 1.2565 0.045 

180 0.3 1.5 1.5175 0.020 1.6345 0.015 

180 0.2 1.0 1.3895 0.015 3.2200 0.005 

180 0.1 0.5 2.0510 0.035 1.1515 0.035 

200 0.1 1.5 1.6365 0.085 3.0640 0.025 

200 0.3 1.0 0.9515 0.045 1.6805 0.010 

200 0.2 0.5 3.3090 0.025 0.9685 0.02 

 

 
 

 

      

 

 

 

  

Figure 7 (a) Variation of SN ratio of surface roughness  (Dry) Figure 7 (b) Variation of SN ratio of tool wear (Dry) 

  

Figure 7 (c)  Variation of SN ratio of surface roughness (Wet) Figure 7 (d) Variation of SN ratio of tool wear (Wet) 

Figure 8  Variation of process parameter with 

performance parameter of dry condition 

machining 

 

Figure 9 Variation of process parameter with 

performance parameter of Wet condition 

machining 
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Figure 10 Variation of surface roughness with respect to feed rate at depth of cut at 0.5 mm 

 

 

Figure 11 Variation of tool wear with respect to feed rate at depth of cut at 1 mm 

 

 

 

 

 

 

 


