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Chatter Detection in Ball End Milling Process
Using Wavelet Transformation

Tanintorn Saksri'™ and Somkiat Tangjitsitcharoen?

Abstract

Chatter is one of the major causes of the
workpiece quality in ball end milling process such as
surface roughness or tool life. Hence, it is very important
to detect the chatter. However, it is difficult to detect the
chatter directly. Most commonly used method is the fast
fourier transformation but the data in time domain is
the major disadvantage of this method. The aim of this
research is to develop a new method to detect the chatter

called wavelet transformation. The experimental result

2

shows that the wavelet transformation outperforms the fast
fourier transformation in both time and frequency
domains. Based on the same cutting condition, The
accuracy of the chatter detection using the wavelet
transformation is 100% whereas it is only 89.5% when the

fast fourier transformation is applied.
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