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Measurement of Lathe Machine Tool Vibration During Cutting Process
By Using the Fabry-Perot Interferometric Fiber Optic Sensor
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Fig. 1 Schematic diagram of Fabry-Perot fiber optic sensor[4]
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Fig. 2 Lateral sensitivity vs. Possion's ratio for n=2.0 and n=2.451
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Fig. 4 Photograph of the worn tool for the cutting experiments
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Fig. 5 Installation of Fabry-Perot fiber optic sensor

Fig. 6 Photograph of chatter measurement during cutting process

Table 1 Experimental results

Experiments Chatter detection Remarks

Fiber optic sensor Yes Fabry-Perot

Accelerometer Yes PCB
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