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ABSTRACT

using in-process tool failure detecting system by AE method in turning
and the surface roughness of workpiece

In this study,
machining, we measured AE signal from the tool,
and then compared it with tool wear. As a result, we found that tool failure can be predicted
by means of surface roughness of the workpiece and it can be predicted more precisely
by the arithmetical average roughness (Ra) than by the maximum height of irregularities {Rmax)
of the workpiece. Also, we found that we could judge whether it was sudden failure or
the wear by means of the shape of AE signal and the range distribution of power spectrum

fpequency when tool danage was happened.
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Fig.4 AE RMS(a), surface roughness Rmax (b)
and Ral(c) to Flank wear (Feed=0.1m/

rev, Depth of cutting=0.5m, V=200m/
min)
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