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Wear Detection of Coated Tool Using Acoustic Emission

Min-Jae Maeng*, Joon-Ki Chung**

Jl Abstract ,l

Tuming experiments are conducted to investigate characteristics of acoustic emission due to wear of the coated tool. The
AE signals are obtained with a sensor attached to tool holder side. Tool states are identified with scanning electron
microscopy and optical microscopy. It is demonstrated that the AE signals provide reliable informations about the cutting
processes and tool states. Moreover, tool wear can be detected successfully using the AE-RMS.

Key Wards : Acoustic Emission(-8-31H&), Coated Tool(2.8 27), Tool Wear(F vt =2), Tool Holder(F 7 &)
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Fig. 1 Schematic diagram of experimental setup
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Fig. 3 Tool microscope showing the progression of flank
wear, nose wear, and rake face wear at cutting times of
0.5, 2.5, 6.5, and 10.5min in KT200 at V=317m/min
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Fig. 4 Tool microscope showing the progression of flank wear,
nose wear, and rake face wear at cutting times of 0.75,
3.75,9.75, and 15.75min in KT150 at V=317m/min
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