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Abstract

This project presents a tool wear monitoring procedure in a metal turning
gperation using vibration features. Machining of SCM 440 steel was carried out using
ASS TL1 CNC machine with coating insert MF 5015. The workpiece bar 75 mm in
Hiameter and 300 mm long .Vibration signals were sampled using PCB 35C03
Fccelerometer transducer witch mounted on the cutting tool holder in the feed
direction and signals collected through data acquisition system. The measured tool
wear forms were correlated to features in vibration signals in the time and frequency
domains.

Analysis of the results suggested that the vibration signals feature were

effective for use in cutting tool wear monitoring in turning process.




