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In this study, the statistical parameter that could classify the wearing state
of cutting tool using vibration signals by on-line monitoring. The CNC Lathe was used
for turning carbon steel (S45C) with a fine form carbide insert (Nx2525). By fix a
cutting condition on depth of cut 1 mm, cutting speed 200 mm/min and feed rate
0.2 mm/min. Two accelerometers and one proximity sensors were recorded vibration
signals and rotation speed from the cutting tool turning until wear condition.

The results indicated two statistical parameter mean and standard deviation

can be clearly separated ordinary and wear condition than the other parameters.
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YauAEsn (Chips) NM3tausn 0.5 uu. vneds fndandeuiiduszesme 05 wy. AuALET?

VBTN UVUENTUN UMY 1 FOU



2.2 nalnn158nuse (Tool Wear Mechanism)
nalnanisannseilnaseianaswuieandy 3 Usean

2.2.1 ns@nnsaannn1sund (Abrasive Wear)

o A W a

Ana1nn1sindvesianduauiiniandudaniedauuRivesdinndsdavila

[ o

Aansyallevesdiandafiiadudaeen yibiinnsdnusenifiandaintuluanvsmaniiviili

1ia Flank Wear (ﬁﬂgﬂﬁ' 2.1)

U7 2.1 M3dnnseannsdnd

2.2.2 N15@nseaa1nN1sinnIzYasdan (Adhesive Wear

N158NNIBLLRIIINNTTANIVRITARNTIANIINASFUNAVR 1 Ta7 VDA

neldgaumalinasannuiuigaasiiausadeuauibiusnandudaiuganisdudenieiu

Y Y

Y i

anffenuudeussiasninfiagvineenaindaiiloan (Uil 2.2)

Sur?m:es weld and shear

U 2.2 M3dnuseannsdainizvesian



2.2.3 N13ANYT8AINNTNIVDIEI0 T4 (Diffusive Wear)

[ a

N38NNTOLLIINNITUNIVBITINTAA 1nIINANTIZVBIDT 2 FTANEFURE

q

funeldgnmgiings uaziinnsunsvasazaauafouiean Lattice MlANUYTNTUININAT

Y Y

Tgsifmnudutulesnii nsnegnenvesdinndsuunssentumeuendmalvinaaudauasuly

wiednuseliing uaze19dmaliianuesTuiuilanINLIwWINTUNITUNIVDIDEABNIZUIN

Viiotaelung fUANUANTUET¥VIN 2 Ja0 uagn1sduvasernoLUuad gl dadula

'
=

o < < 'Y v & vey d o a a Y Yy I Ao g v
ﬂuquﬂ‘ﬂgLLW§ﬂﬁ]$LLWi\lﬂlﬂﬂ ﬂﬂuua'ﬂ“ﬁﬂ'ﬂqwﬁjmﬂﬂiﬂﬁﬂﬁ]gLL‘W?EUEJIWU@EJGU@Lﬂua']L‘Viﬂ‘l/ﬁ/]'ﬂ,ﬁ

\Am Crater Wear (ﬁdgﬂﬁ 2.3)

Chip fiow Chip

JUN 2.3 NSANUTEINNITWNIVRIE

2.2.4 UseunnUadnIsannsauuiiangd [1]

NMsNNTANNTaULIANGsa1uNsakUean U 4 Usenneanudnuas oIl

MmAnn1sanse (dagun 2.4)



Flank wear

Crater wear

JUN 2.4 nsdnusevedluianis

2.2.4.1 mMsAnusauuiIviay (Flank Wear) ina1nnsdnguesiinuluiv
YQUALFAAYDMIAUSIIN Flank Face uazinvunlaainaugevesseednvisevise Flank Wear

Band Width Wiawinn1sanuseuuiiaaunnnuiagliinusaininseyimnniu (Aagun 2.5)

JUN 2.5 nsdnnseuuRIvay

2.2.4.2 ASANMsaUURIA1Y (Carter Wear) siAaNnNNISUAANS NI LNNUDY

a a

wwlangfiuiin Rake Face waziinaamgiiiiavlavegunn Juindnuaeilungunioses

aniinlnas Auausa (AU 2.6)



SUN 2.6 ANSANNTDUURIANE

Y

2.3 91ga9lANAY (Tool Life) [2]
Tusgninanszuirunisnisnastuaziviangna lnANanen1sNNISENNSURILANE

fnWgusTriattunsinLazaves Flank Wear b (Aagui 2.7)

" Break-in period

I { Failure :
Steady-state wear region —— ;< region Final
] | failure
|
Accelerating
Uniform wear rate

wear rale

Tool flank wear (FW)

i > Rapid initial wear
i

Y

Time of cutting (min)

JUN 2.7 enuduiusserinsengnisldnuvesdiauazuunanisdnuseuuy Flank Wear

Y

FeazUeany 3 129 9295NAB Break-in-Period WutiaisusuNISaNNsoLay

WinduegeTiag Yallagldinaniiedliiund dehgyasiides Steady-State Wear Region

1%
aa v

Jugniiiedasnisnnsesgnai mnsudunaldiignsifidnvauzdudunsenianudu
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v

ATl wazdagavinede Failure Region Hudnfidnsnsuiustu azinaamgliauuas

UsEANSN5YNUYeLATRRzanad adsasaiiuldnaluazdsnalidinnwaninle

Tool life criterion given
S 0.50 mm (1]7 @ as flank wear level )
w v =160,
@ i
: E
- :
g : 130
Va

¢ .

i

I

i |

B iT=12 | | L Taa1

Time of cutting (min)

a

U7l 2.8 BviEwavesAIEIARBIUIAN1SANYTOLUY Flank Wear

msuiinanuEalunisin sasinstlou wazmnudnlunsiatuasdnasenisiiia
dasnsanuse Tastamiznisiiunnuiiilumsinozidnsnauniigasagui 2.9 uansds
Svisnavasmsinmslunsdadiieuluruiaues Flank Wear 91 0.5 mm asnuinduil 3
(v=100 m/min) azilorgmslinusnniigaiflofieududuil (v=160 m/min) waziduil 2
(v=130 m/min)

231 A1373IAFBUNTANYSOVRITANAIwUIeantTu 2 35 [3]

2.3.1.1 N5n519@aulaen19nse (Direct Method) 1UN15M529@80UIUIAATT

1% '
Yad A |1 v a

dnuselnginansesdnvestiandalaense n1sleislAeuianvgesenuasialdgnegs dly

9

o A o o 1% ! Ay o o ! o ~
a']lniﬂ'JW%ngVILﬂiaﬂﬁ]ﬂiwq\?’]u\lﬂ LL@NaMiﬂQ%Nﬂ?WNLLNu&Hﬂ'ﬂ (WQE‘U‘V] 2.9)
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=

- =5 - .T"’:'...
dimn Thockuess 29um Thuckness

JUN 2.9 M98 19N1INTIAARULIANTANNTBLAN AT

2.3.1.2 M5n519@0UlneN198ey (Indirect Method) 1un1sinnisannse
TngmsTanisfamesfiduiussunisdnusevesfinnds Wy AumeIuvesiIY daaio
nsduaziiion YuInvesss Anuduvendss Wudunisldatmeaniaunsataladeniius
MMTAATITRBUTNINLaETUTDU TusuIdeedenltisinnmeaauannnin Talaeldeuiges
A199 WU Sound Sensor, Accelerometer, Dynamometer [usiu AUy 1 Itnszing

WBNVUIANISANVTBVBINANG

2.3.2 VuNsiaau [4]
AT TITUINTITAYlangmugun 2.10 WUIMSINAULALTANEIN

&)

frianawuseanily 2 Bianie Aslsadeaniu (Friction Force, F) wagthsdneain (Normal Force
to Friction, N) &aksaudenniutuazd1unisbiavedlansunusial Rake Face ¥a3lanas
LAZLSINIRINALTNANIIAIRINATULSWFLANIY IneNsaansatua usaldmaduyse@ns

= 14 ! a = ¥
vousadeamulaseningdandaasidvlangla

W= (2.1)
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Tngusudeanuuastssnninausosunsedu useans R Toeyu B Sundy

= = U v U o a £ = o &
LASANIUYINANUANNUSAUANUTLANTUTUFIANIUANY

U = tanfd (2.2)

o

YBNINULSINLANFINTLYINAIUULABLATE LA TINDNFBILTINNTEYINUULABIANY
TneTuau Ao wsadau (Shear force, F) agksanasainiuwsadau (Normal Force to Shear,

F) 19910

Fs
T = — (2.3)

As

1987 As A9 WU Shear Plane @9vlaann

t

W
sin(l)

A9 (2.4)

[
(Y I~ [

Tngusudeusazusannminiuusudoutuaiusasiuusuluusadns R Ay
ez llsannseiservlansaunaiulssdnsR uagR JadeslliAniensanudiuwasd
YAYINY

2.11) FIWANIANUAUNUSTENI F,

=b

mnuisasUeenundulaezunsy 16 (agy

Aenaudguslasnuanuue Ianad

=D
#=p"

N, Fs, Fn Tun1sufjimasasilianunsaindng 4 use



13

waridaulunisdn egrslsAimudadululanazldiasesinfiisonin Dynamometer fatiuused
ﬂizﬁﬂ@iaﬁmﬂﬁﬂﬁmqmemmgﬂ’iﬂlﬁiuﬁﬁw Cutting Force, Fc Wag Thrust Force, Ft
Fawss Cutting Force 9agluuuafiediuanuda V uazsusa Thrust Force azagluiianias

2nfiuAIsT (Aagufl 2.11) a9 2 ussanansasadu R”

JUN 2.11 laezunsuanuduiussendng F, N, Fs, Fn, Fc uay Ft

Womnusas 4 dulianmnsagninld Sedndundeddamnuduiusseninanunse

Talea1naunsaddn Dynamometer l¥anuduiusnisiunsinalnaunisselull

F = Fcsin QL+ F; cos QL
N = Fc cos QL - F; sin QL
Fs = Fccosd)—Ftsin(I)
Fo= Fcsin @ + F con ¢ (2.5)

233 nmsaAsIgaan [5]

al

dyanamduiinaniadanige Wy miansduaziiou lulasinu wesluAula

Wi szagluzuresdygravulawunaddunududuwenlynvesdyainuaunuueu

]

[ A

& = o < v X Y = = %
Wunafdnuagvesdyanaiiiuliastueg fuanmuazeulilunisndensussananad ey

[

fvanedsilunsusulgsdygraliaiu visisenadunsindiuvesdyyrundanvausau

q ]

ganuN kazUIIsessnlunTliessimnisdwesivinauiiadusunuvesloyanie
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Tyaaeenin dyaansduazieualudygravulnaunanduiidedldtuunsvane
WiensnaeunIsduasiiouvesiands mslwssidyanadvanemedansiwsivulaum
nadadumsiinseilagldemsfinesmeadifigy Agaan A Andeauuuinigiu
Apnant wazaanalas ududmumaiamsiiesgivilasuauiagldinaidanisulas

Wdesidusiu

2.3.4 NM5ATIEAULLALIULIAN [5]

duarafinnatalasaniiianieg asdudygrauulawunat fe dyaiu

o

[ al'

fuanseglusUveueniignuesdaygaiidsuulawiunavesieya dyarauulammunm
zilafduvasaan Ao x) Taed t fie atlag Tumieedundt Wusu

wisfimesiiteslddmsuiaseidyaavulawunaildun duade 510
fdsaoaads Agegn Aian Adesuunsgiu AusUsIu A Al way
A Crest Factor udu auansuareduneld

] = T\ & = o a a 1 =t = o
AaY (Mean, X) WUALRAEUDY z:gzgmmmmulummamum YIATUIEU

NHAUINVBIVBLALALIN IAILTUINTRYAVIIVIUA
X = =2 x (2.6)

e N fe Fuiudeyaiavun

[y

8 Yeuadfvu i

o))

Xi

= |

Tnehludyanaivnsanduninuesduaulewiouiisuiumunisaugaay

o
'
6 ! a

o § v 1 a A # a ° | o ¢ o
‘V]’ﬂflﬁﬂ']LaaﬂmﬁqﬂﬁgmquﬂUﬂu& ﬂ’]LQaEJFL‘Uﬂimugdgﬂ']u’JMIﬁUﬂqﬁmqﬂqauuimmaﬂammqm

Y

ABULAITIAUIINARALVDIT N

L]

' o w

ASINAAEB Root Mean Square (RMS) Lufnsinvesiadunasaudeyemu

malalumunaiMAnvulugmile
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A 1

AueNTnEEn VieA1geqnuadnyyial (Peak 3o Max) unisuenAsgdiu
geanvesdyaaumidesuuanTeauaug

Y

Peak = max(|x(t)]) (2.8)

' '
o A 1 o

Awenlynrngn viseAwnanvesdya (Min) LumsuenAssAusmgaves

9 9

4

oy raufideavuliansgauaud

Y

Min = min(jx®)|) (2.9)

a

A1 Peak to Peak \Uun1suenavwinvesdayeiainlaaingnasananiein

UINAUIAAIANIAI LAY

Voo = max(x(f)) — min(x(t)) (2.10)
Andeauunnsgiu(Standard Deviation : G) e An1snsza1esa Tadu

mﬁLﬁmmﬂwasfmaﬂﬁwé’qaawamamaﬁuaﬂﬁﬁagaLwiazﬁ"aﬁm’fa;@LaﬁaLLé’amiﬁwﬁmu

o
(Y

Toyavianun
C = (2.11)
HE Ao UIUVDYAINILA

'
1 a

X fio Anndevotloya

AAUWUTUTIU (Variance) @B AIN15NTEANe FaluARasUaINaTINIvLn

YasvayallgaunenmMasaes

1 _
Var = =Y X —XJ° (2.12)
N
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A1AY (Skewness) B dnwaizvaddulAwBINITHANKITBYS Tlegly

! a !

sUamsId nuauzve T ulARulUsleyaniiAnaaS endalAadlumeuin (Postively  Skewness)

'
o

witulAdulumeteyanilamizenda laalnisau (Negatively Skewness)

=73

X, —X

1
Skewness = —ZL (2.13)
N

(@)

Amailaa (Kurtosis) fe dnwazvenduliweinisuaniasnnuiinglss
vieuimunaRsdnuaza il 3 Ussomie

- Tesgeguanninun@iendn Leptokurtic

- IaaUunanasendn Mesokurtic

- Tastesninun@isenin Platykurtic

aq

X —X
‘ -3 (2.14)

1 N
Kurtosis = —Z
Ni:1 G

v
=

Crest Factor Aagnsndiuanlyngeaniiindulugiamnies msmer1 RMS

Y 9

v
a 1

YOIAYYIUANNTNTLYINATU AR ES I8 vRITUdINgUNTA] LU LU

Peak
Crest Factor = (2.15)

RMS

ATNRIUYDIFYE 10 (Signal Energy : E) A9 NISUIHATINAIGIADIUDY X(t)

AARAYILIAN T
E = [ x?df (2.16)

AATIERTYYIAUUULALLULIANNIBATNI TITLAD TR AINA1ITIIAU

ausaldnsrrdeuanIzinIasdnInanIuiainaLgnaInINAIeY WS lnesnldinuiuena

1%
{ (%

fu1nndn 1 yileduegiuvatedads 1wy vliavesdymrunduiin anududeuresdayeyin

[

AN Indy g Auduteueslastaivenindng Wudu Jsursefimiimes

o
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A9 wandonaluimnnzauiagldviauisaniizasuniosdng aauun1sIATIERUUlALLY

o

e @ & c{' ° va ¢ = = = o ¥
ﬂ')’llmﬁ]ﬂLCLJ‘ULLu’JV]’]\TLaaﬂwaqﬂqiﬂuquq%ﬁ?Lﬂﬁqgw mig”liusmmﬁEJﬁ%LE]EJ@MMWE]@@iU

o

2.3.5 A5ATLRUULAILANND [6]

nswUasiSes (Fourier Transforms) Wueesdlodmiumsinseannasy
Yosflsifuiiiausiaidosinuanud nmsuUasisesvesgnadufe n1suengnaiuaglunin
4' cala a o =
HaTINvesgnAAUlunTinNdIeg (Aeaunisi 2.17)

N—1 —2Ti—

X0 D> XE)=xK) = x> X = Do XK)e N (2.17)

k=0

dayanauulawuanuiflaannisulasdygralamunandulamuninug
Tngaun1sveanskuaslifesaeannisi 2.17 wazanunsaudasnduinlviunegluguvasiaim
wanladsaunisi 2.18

kn
2Tt —

27t N—1
0 = [~ xifle’ dt—ox, = Y Xe (2.18)
n=0

NAUNTN 2.17 waw 2.18 f Ao Anudlumieidsn (H2) sUkuuvasnIsuuas
foyeyraunauann x( wndu x) 958037 Inverse Fourier Transform wagaInaun15M9ees
auufan x(t) davvesdygranduoiud

nswUasiSesedn939mL5a (Fast Fourier Transform, FFT) fia 35n15uuaq

'
! I

fyaaieglulawunalieglulawuainudedings 1leae1n3snisudasisesuuull

'
| =

#oLila9 (Discrete Fourier Transform) Mitaanlun1sAulIiun A Aa9viinisulInanuIu

o [ ¥ v o
[

a v < ) ° a v ] Y v o ° < 2
Wedauniavun N ATILaEANINUILTEUNIMLA N ATY SIULEIRYINTAILINNMIA N
AsIAITISMsulamSesisldtaunannsulasiesuuuliseides uniinismuanuies

N log, N A%9 ¥itdu

2.3.6 N15ATLRUULALIUANND [7]

nsulasalnasy (Spectrum) U99aan13INTOINIBTAUNASH (Power

Spectrum) Wiakansanuintuluanesy dadidnvasmilouivaiunasunlduanigainy

Fyarauniiadululamune) nsussinanadypiaiisoninmsiaseiieudnsu (Cepstrum
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Analysis) Llpsanndaalawunnudviaudnsuazuanidnwarauuniuressen

dygravulawuaud lnsvenadnasuifissezrinseaudiiidu RPM azUsingduren

'
a 1

doygraunianudviniu /RPM - vulamiuaud msdwseiaudasuasldmslinseigauway

a a

ANMURTeTIUNAzilenTIankargaadIMITILILLIN wonAnTdyyiaaziliiay

'
=3

arusnninilndauiaggnasiissezanudfuandratu fdunsieseiuauainud
Treulpsumsaddamugseinuasdenannn msltmsienziisudesanson wusevde
nauaranaNNgesIndinatnasiu iwUdesuignseniinsfussarvinsensueiinuaziay
AusutiaeUdnsuisetu 2 wu 1Hun mnnesieudesu uasmudnsud wouluesUszneuma
uiFdutuaenifiunestgausazamuiluanniy

AUNTTVDLNIBIAUNASULEAIAIANNITN 2.19
Cm = I {logF, (F)} (2.19)
AUNTSVINTUANTULTGDY WARIHIAUNITN 2.20

Cdt) = I '{logF(f)}

We Fu ) fAe  wnesawnesy
fil o auUnaduedourionisuuaises
-1 2 a8 sy v
I fle nmsuwlasliSesdoundy (2.20)

FO = Jefwy= A -

2.4 yATeNEadas

Tugraaan 5-10 U Seundsluilnasedfeiwaunssuunisiinszinsdnnse
yoslnnddluiniesndsuaziaiesin CNC ileflazandunuuasiiuyseavis mmnssdn Biananse
wiatuld Inefinsnsivaeuan1iznisdnusevestianddunsvinausuwuumieg 919 ARivero
Ifauedsnisiuenisinuselaelddyaalniinnaoulnsaass veuasesin CNC
annsedudanueimemstanudiedimstaluudiszesviladtuauuwandnsve oo

Aa = | & = N =
VULNUAAN LLC‘]EN?NLUUﬂ']5%@@@31“ﬂ5mLaW']3ﬂimﬂuq [8]
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a L4

N5Tey TAISIAssA; wazdute twevuy [6] InauanulAnlun1snsIvdauanIng

voslinndemedygiunsduasiiion naldwisfiwesnisadfuasnisulasisesuuusaun

'
1 a

28luN15ILATILYING NISINABSNINEDRNLTAD ALRdY ALY A1AIULAY ATAINY

wUsUTIU hae Crest Factor HanboAaALede wazALUsUSIUEIUITVNUNEAN1IED9IA LS

¢

AITUFIFBINTTNENIST DimasN19EdR tUNISHASIEM NN AL LA LTYINUN 8@z veITinna sl

gniasuazdaluNINTy lngofenisilineivnsanngue

[

WTING ATl waswsty Unelsiasse [9] laauenisnsvaeuninaudneiniea

'
aa o

ey Mt sauaziioukazdyyineaandlitu lagnuinlulawunamsiives A

Y = o

WiazauleuunInggu vesdggiansduagiiieulinan1sviuneanindyyias o

a a a

aRndidu Lm“luimLuumm?{é’amﬂmaqamﬂéﬁﬁﬁ"uiﬁé’mmgmlﬁ%’mwuﬂiw

WING a9ga950d; wagnsty dneustassa daun lud 2013 DM DAddona uag
RTeti L@uedsnisnsndeunisdnusesienin s1uiu Neural Networks @9nwenesdiay
wenueznndinund wazlindnvise deesinisusuussaunsallianunsoduninlauiugisialy
TunsazUaziin1sulausuidulun19ns19a0UnsanURlANAIaT ) $1UITY Turane
W FlumeuFoR fnndsdivansiia usasvdaiaindandeg fu dedauuduusi

fosnnaadlunane annzieiidugiudeyasaly [10]



uni 3

52 08U3539¢

3.1 Jumaunsiniuay

mu%’aﬁﬁﬁmil,ﬁué’iy,zgﬂmﬂ'lié"uazLﬁausumﬁmﬂﬁq %ﬁmgﬂamm%mﬁm%’mﬁa
nuesiBen Tneisund wausialanmeund aunsstadanddn TneldTusunsumats (LABVEW)
Tunmaifivteyadyn i uazularoya wiosiinnesitoyauiiomemnsfinosiimnzay

pelusunsulunual (MATLAB) Tnadudiasieitulamunandunan

3.2 \n3asilafildluauise

misetiasvihnmmeass Tngldesoand@i5ud S%e GOODWAY vesu3t wevudu
Wudidlese Srinlaeldiiands Carbide Insert wiaguanmmasy dvsundanuiiazidon 71
Nose Radius 0.4 mm. ngsdan Carbon Steel S45C YuIAEUKIUANEINAI 50 mm. A
17 200 mm. NAaIANNETI 150 mm. Taesundeudinlnlaunseite dedn audeuls
il Cutting Speed 200 m/min Depth of cut 1.0 mm. Feed rate 0.2 mm/rev. 14
Accelerometer MTN/1100C Tunsdudaaainisduasiiion 2 unu wag Proximity Sensor

o
a v Y [

LY = Yo 13 = a & 1 =
AnRIunIuNu Weltinmiuiiseu Inelisvazden E}Uﬂim@]’]\‘i"] PNU

321 1p3panaeidud vie GOODWAY Model GCL-2

[

SUTl 3.1 LeSesndsTiBud 8o GOODWAY Model GCL-2
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3.2.2 1anda Muazden Yaguamas Nose Radius 0.4 mm.

a =

JUN 3.2 ands Muastdun Weosuauwden Nose Radius 0.4 mm.

3.2.3 FUNUNAADU

sUT1 3.3 Juau (Specimen) Carbon Steel SA5C Wurugugngns 50 4. 813 200 3. U31oal

NA9817 150 Wy,
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3.2.4 Accelerometer MTN1100C

U7l 3.4 Accelerometer Model MTN1100C with Magnetic

3.2.5 Proximity Sensor

U7 3.5 Proximity Sensor with Clamp
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3.2.6 1/0O Interface

3.2.7 Notebook

gﬂﬁ 3.7 Notebook with Program LABVIEW

3.3 LHUNIINAABY

[

MAUUNUNTIFE fasUR 38 FanAudeyanalaeld Accelerometer (Husdudau

Y

msau Ty 2 unu ufedye uan Proximity Sensor tiulaen1ulusunsy LABVIEW @
U7 3.9 Werheyailduiiaseivnsiiweiniada lngldlusunsu LABVIEW way MATLAB
Tulsuandundn wazlauualunu1edIy Wisaiu1samAINIsTwmeasawmuisaulunis

ASITIENENSANNTBUVINANGS



Wnudyaamsduagiiieuvesinndssmelusins
LABVIEW fauslsunaanssinlvsiauiingn

:

Jonudeyansluguuuuluund (Binary) waziiing
(Text) wagAlATIEVTDYamME LABVIEW, MATLAB
kay Minitab

:

Aeszvnmnsfiwesidvdudfny Tulawmuaan

Pnuhdeyadiinandeseilulamuaud
LNDARYQIUTUNIY

:

AATLNATIAINIS TR ST NzaU Ul AL

NANIBNATI UaraTUuNANTVIAGeN

JUN 3.8 UNUNTIRY

Pioto NG Flot 1 !mz =

57l 3.9 wthae LABVIEW Application Liteifiudeya
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3.3.1 msfndsgunsal

v @

nsnnaasillafafe MTN/1100C  Accelerometer  Tun1sdudnygyianis

duavlloununu Y, Z uaginAg Proximity Sensor N191191998993UMU A1UUR 3.10 sie

b

Fygrantinuaruveedyyin hag DAQ Card  d@1usuldausialusunsy LABVIEW 6

Aanudlunmsiudyaaegf 10,000 Hz
ludiuvesgunsalnds Toliandeasiden yilnsUaiumiey Nose Radius 0.4
AUIUN 35 waEndaTuNUWENUINNTA SA5C MFUNINALENTI 50 mm. ©13 200 mm.

NAINAINNLIITEEE A9wE 0-150 mm.

3.3.2 Waulvlunisnas
e ° P a & | | e U A a
N1INAABINALYINNIINEU TneiSudanatinan1nlvd NaIunseNaslnLne

Msannse TReulun1snanfeniu NAIIAY 3 58UNITNARDY HINNTINTN 3.2

Accelerome
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