A FSAA) A 129 A 1E 1995, 1

al X ..

Journal of the Korean Society of Precision Engineering Vol. 12. No 1. January. 1995.

AolA W) s o3 e AT AE7A

of 4 o*

A

2|

A_"#*

Monitoring of Chatter Vibration by Laser Displacement Signal

So-Young Lee*, Eui-Sik Chung**

ABSTRACT

Automatic monitoring of cutting process is one of the most important technologies for
increasing the stability and the reliability of unmanned manufacturing system. In this study,
the methods which use laser displacement signals and banded energy method are proposed to
monitor chatter vibration in the turning process. From this method, the monitoring system of
the chatter vibration was developed and investigated its practical possibility. As a result, it is
shown by experiments that the chatter vibration can be detected accurately, and it can be

widely used in most turning processes.
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