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Abstract. Present day requirements for enhanced reliability of rotating machinery have become 
critical for the manufacturing sector. Every rotating machine exhibits a unique characteristic 
vibration and acoustic signature. This can be used to identify the defective parts and estimate the 
present severity of the problem; most importantly, without opening the machine for inspection. 
Moreover, it aids in the reduction of unscheduled down time, turnaround time and existing noise 
levels. The paper deals with the vibro-acoustic condition monitoring of metal lathe and 
development of predictive models for the detection of probable faults using Machine Learning. 
Experiments were conducted to obtain vibration signatures using accelerometers and the data was 
further processed while the acoustic signatures were obtained using noise level meters. Results 
were obtained for idle running, turning and facing operations using a single point cutting tool for 
constant spindle speeds, feed and depth of cut. The vibro-acoustic signatures of six metal lathe 
machines were collected over a period of 5 months and the trends obtained were analyzed. The 
filtered acceleration (g-peak) signatures were compared with the General Machinery Vibration 
Severity Chart and based on the velocity classification results, the best machine was chosen for 
the development of predictive models. Vibration as well as acoustic signatures were isolated using 
filters, empirical relations and manufacturing data. Predictive models were made using machine 
learning algorithms to predict the failure of the lathe based on its historical data. These models 
can be used by industries to detect unhealthy trends and identify troublesome parts in the machine 
which can be then scheduled for maintenance thereby decreasing production downtimes. 
Keywords: vibration, acoustics, condition monitoring, machine learning, predictive model, 
maintenance. 

1. Introduction 

Approximately half of all operating costs in most processing and manufacturing operations 
can be attributed to maintenance. As a result, machine condition monitoring systems have been 
gaining considerable importance in the manufacturing industry [1], since they allow for a 
significant reduction in the machinery maintenance costs, and most importantly, the early 
detection of potentially disastrous faults. Besides the detection of the early occurrence and 
seriousness of a fault, it aids in the identification of components that are deteriorating; most 
importantly, without even opening the machine for inspection. 

Machine condition monitoring can be defined as a field of technical activity in which selected 
physical parameters, associated with machinery operation, are observed for the purpose of 
determining machine integrity [1-5]. Once this has been estimated, maintenance activities can be 
scheduled only when needed, which results in optimum use of resources. The main reason for 
employing machine condition monitoring is to generate accurate, quantitative information on the 
present condition of a machine, here the lathe, in order to optimally schedule maintenance, achieve 
maximum productivity, and still avoid unexpected catastrophic failures. It also results in improved 
risk maintenance and increased machine reliability [2-3]. Vibration monitoring and acoustic 
emissions [2, 5, 6] are the two most effective and commonly used techniques for condition 
monitoring of machines.  

The paper examines the historical data collected over a period of 5 months to predict the 
condition of machine using machine learning algorithms [3, 4, 7, 8]. The collected vibration and 
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acoustic data is used with machine learning algorithms to monitor the mechanical condition and 
derive the approximate time of a functional failure of different parts, resulting in scheduled 
maintenance. Vibration condition monitoring has been a trusted method for the past thirty years 
[3-4, 9]. However, the time and effort required to obtain machine signatures is much more as 
compared to acoustic condition monitoring. The acoustic method has significant advantages in 
terms of lower costs of experimental setup and the ease of application. The issue of placement of 
accelerometers and connections to amplifiers is completely eliminated and is instead replaced by 
a single hassle free acoustic noise level meter. 

Condition monitoring analysis has been done in the past for different operations on the Lathe 
but with a view of detecting failures of the machining tool [10-11]. Here we present two different 
models to schedule maintenance operations of the lathe machine based on its vibro-acoustic 
condition monitoring. The approach outlined in this paper is distinct from the previous efforts as 
it not only predicts the time to failure using acoustic and vibratory levels but also compares the 
results obtained from the two approaches each, with the help of the two models. Two generic 
models are developed here and can be used for different lathe machines but with their own specific 
training data.  

2. Condition monitoring process 

Data acquisition is the initial and one of the most important phases of Condition Monitoring 
which involves recording the vibration and acoustic signals of the metal lathe [4, 8]. Signal 
processing techniques such as Fast Fourier Transform (FFT) are then applied to analyze the data 
[10, 12]. In order to make the condition monitoring models applicable to the industrial needs, all 
measurements were taken in a fully functional workshop instead of a closed laboratory 
environment. This is done to ensure that the models can be used in industries as per requirements. 
Our proposed model only outlines the methodology to be followed to set up a maintenance 
scheduling system. However, the general procedure remains the same and can be designed for any 
machine with its own set of historical training data. 

In our scenario, initial set of experiments were carried out on six different metal lathes for 
three days. In order to obtain vibration signatures, a piezoelectric accelerometer having a 
sensitivity of 101.3 mV/g is used. After preparing the surface, it is mounted on the bearing  
housing, perpendicular to the shaft center-line, using adhesives. Alignment of lathe is done prior 
to mounting. As the output of the accelerometer is of low level and contains some unwanted 
frequencies, some form of pre-processing is required before analyzing the data. A 4-input,  
1-output vibration analyzer system [13] (Spider-81 Vibration Controller System) amplifies the 
output data of the accelerometer and converts the data into frequency domain using Electronic 
Data Management (EDM) software. The setup for vibration data acquisition is shown in Fig. 1. 
The controller shown in the figure consists of the Preamplifier and Spectrum Analyzer. 

 
Fig. 1. Vibration data acquisition setup 
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The acoustic signatures are obtained using a noise level meter [14]. A mesh is designed around 
the lathe and the measurement point is selected based on the maximum likelihood localization 
method [15] as shown in Fig. 3. The sound level meter (SLM) is kept at the prescribed safe 
distance of 20 cm from the base of the lathe machine. The readings are taken in the absence of 
any external noise field. The setup for acoustic measurements is shown in Figs. 2 and 3 [16]. 

 
Fig. 2. Acoustic data acquisition setup 

 
Fig. 3. Grid points around lathe machine 

The position of the SLM is indicated in Fig. 3. The red lines denote the plane of vibration of 
the headstock bearings. All acoustic measurements are taken at this plane’s height which is equal 
to 40 cm. This height is chosen based on the maximum likelihood principle, according to which 
the sound intensity at all grid points are not the same and it varies approximately according to the 
Inverse square law [15, 17] as shown in Eq. (1): 

 ∝ 1( ) . (1)

From Eq. (1), it can be inferred that the maximum sound intensity from the headstock bearing 
would most likely be detected at the point highilighted in Fig. 3. Moreover, the measurements of 
the  peak values at various points on the mesh around the lathe also show the maximum sound 
intensity at the same point. Hence, we select this point from the mesh to be our measurement point. 
In the same way, different maximum likelihood points need to be chosen for the development of 
condition monitoring models of different components of the lathe or different machine parts in 
industries. 
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2.1. Status of lathe 

To perform the condition monitoring process, we record the vibration and acoustic data of any 
untested machine until its breakdown which may be due to common industrial failures like fatigue 
or wear and tear. The vibration and acoustic data obtained at the first breakdown point is used as 
the threshold value for performing the condition monitoring of similar machines. This might be a 
slight drawback in case of untested machines as the entire predicitive model can be applied only 
after the first breakdown. However, this threshold value can also be obtained from manufacturing 
catalogues or from an identical machine which is due for maintenance. For our experiment, six 
identical lathe machines were analyzed for vibration specific acceleration values (g-peak) and 
acoustic  peak levels (dB). Considering the g-peak values along with their corresponding 
frequencies, a comparison was made with the standard Vibration Acceleration General Severity 
Chart [3]. The g-peak acceleration values obtained for all the six Lathe machines at idle running 
conditions and at a speed of 1800 rpm is shown in Table 1. The condition of the Lathe so obtained 
using the Vibration Velocity General Severity Chart [3] is used to classify the lathes into 
categories – good, fair, smooth and very smooth. This is also shown in Table 1. It is important to 
note that even though our experiments were done with mild steel as the material, the combination 
of the Acceleration and Velocity Severity charts is independent of the material being used. 
However, the classification will vary with the processing speed. But, for the purpose of 
development and comparison of the vibration and acoustic condition monitoring models, it is 
necessary to record the training data at a constant processing speed. Hence, Table 1 forms the 
backbone of the entire process and needs to be formulated for any machine prior to development 
of the models proposed below. 

Table 1. Classification of lathes 
Lathe machine Acceleration g-peak Condition 

Machine A 0.02041 Good 
Machine B 0.01379 Very smooth 
Machine C 0.01263 Very smooth 
Machine D 0.02458 Fair 
Machine E 0.01710 Smooth 
Machine F 0.01968 Smooth 

2.2. Selection of lathe 

Machines B and C were observed to be the best machines out of the six lathes as they were the 
two lathes classified into the very smooth category. This can be seen from the Condition column 
in Table 1 and the lowest -peak values in Table 2. As the -peak values are similar for Machines 
B and C, the best machine was chosen to be Machine C due to its lower g-peak value. Here, the 
models are based on the training data from this machine so as to observe trends for a smooth 
machine until it fails and to ensure their applicability to any other identical machine irrespective 
of its condition. The vibro-acoustic condition monitoring of this lathe was carried out for a period 
of 5 months. 

Table 2. -peak values of lathes 
Lathe machine -peak value (in dB) 

Machine A 75.4 
Machine B 73.85 
Machine C 73.85 
Machine D 75.9 
Machine E 74.5 
Machine F 74.75 
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2.3. Selection of comparison standards 

Parallel to the selection of the best lathe for condition monitoring, two other lathes (not from 
the above mentioned) were chosen – one with a faulty headstock bearing which required 
immediate replacement of the same (Machine 1) and the other for which overall maintenance was 
due (Machine 2). The results for both the machines were used as standards for prediction of failure 
states in the best lathe machine chosen (Machine C) and are given in Table 3. These values were 
considered as the thresholds for scheduling maintenance or replacement of bearings. 

Table 3. Threshold values for lathes 
Parameter Machine 1 Machine 2 

-peak 82.05 82.05 
Acceleration 

(g-peak) 
Idle run Turning Facing Idle run Turning Facing 
0.00963 0.00941 0.00975 0.02677 0.0258 0.02829 

3. Experimental results 

The experimental results for both vibrational and acoustic approaches are presented here. 

3.1. Overall acoustic results 

The acoustic levels of machine C were measured through experiments carried out through 
duration of 157 days following the same experimental procedure as illustrated in Section 2. The 
noise level ( -peak) was measured for idle running, turning and facing operations for a spindle 
speed of 1800 rpm on Machine C and the results obtained are given in Table 4. The table shows 
the -peak values obtained on not all but some of the representative days. 

Table 4. -peak training data of machine C 
S. No. Day No. Idle (dB) Turning (dB) Facing (dB) 

1. 1 73.85 73.55 74 
2. 6 73.95 74.05 74.6 
3. 12 74.05 74.3 74.75 
4. 21 74.2 74.4 74.8 
5. 26 74.1 74.55 74.9 
6. 34 74.25 74.85 74.95 
7. 39 74.4 74.9 75.05 
8. 46 74.55 75.05 75.45 
9. 64 74.85 75.2 75.95 

10. 102 76.05 76.9 77 
11. 115 76.3 77.45 77.3 
12. 123 76.35 77.65 77.5 
13. 130 76.6 78 77.55 
14. 145 77.4 78.4 77.75 
15. 151 78 78.45 77.7 
16. 157 77.95 79.8 78 

The depth of cut and feed given were 0.125 mm and 0.2 mm respectively. The facing and 
turning operations were performed on a mild steel material. Owing to these stated values and the 
fact that the recording of the -peak values are instantaneous, the coolant system was switched off 
momentarily during measurement. 

3.2. Overall vibration results 

Similar to the acoustic experimentation, the g-peak acceleration values were measured for 
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Machine C throughout the duration of 102 days, following the same experimental procedure as 
illustrated in Section 2. The last dates for both readings were the same. The coolant system was in 
continuous use while conducting the experiment. The main reason was to avoid excessive 
temperature rise during the cutting operations as well as to avoid tool damage and make the work 
on the lathe conducive to principles of production techniques. However, a completely isolated 
vibration signature of the coolant system was recorded while the lathe was not in use. The 
fundamental frequency corresponding to this coolant system was found to be equal to 175 Hz. The 
vibration signature for the same is shown in Fig. 4. Further analysis of results were carried out 
only after the fundamental frequency and all the harmonics of the coolant system were neglected 
from the signatures of the lathe machine for idle running, facing and turning. 

 
Fig. 4. Vibration signature of coolant system 

The depth of cut and feed given were kept constant (at same values as mentioned above) for 
all the experiments. 300 frames were recorded by the accelerometer for each run and the results 
were captured and processed through the EDM software. The results obtained on some 
representative days are shown in Table 5. 

Table 5. g-peak training data for overall vibrations 

S. No. Day No. Idle Run 
(g-peak) 

Turning 
(g-peak) 

Facing 
(g-peak) 

1. 1 0.001671 0.00077 0.00257 
2. 6 0.002150 0.00108 0.00318 
3. 12 0.002630 0.00124 0.00375 
4. 21 0.003010 0.00169 0.00424 
5. 26 0.003450 0.00213 0.00496 
6. 34 0.003760 0.00245 0.00547 
7. 39 0.004060 0.00281 0.00603 
8. 46 0.004540 0.00302 0.00684 
9. 64 0.009500 0.00757 0.00937 

10. 102 0.012630 0.00985 0.01490 

3.3. Headstock bearing vibration results 

The vibrations of the headstock bearings can be qualitatively identified from the vibratory 
signatures of the overall lathe machine. The theoretical fundamental frequencies corresponding to 
the bearing parts [18] can be obtained from the relations given below: 

FTF = 2 1 − cos , (2)BPFI = ( ) 2 1 + cos , (3)
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PFO = ( ) 2 1 − cos , (4)

where FTF – fundamental train frequency, BPFI – frequency of inner ring, BPFO – ball pass 
frequency of outer ring,  – revolutions per second,  – ball/roller diameter,  – pitch  
diameter,  – number of balls/rollers. 

For our experiments, the bearing specifications and calculated frequencies are shown in 
Table 6. 

Table 6. Bearing specifications 
Parameter Value Parameter Value 

19  (rev/s) 30 
 (mm) 0.343 0° 
 (mm) 3.543 FTF (Hz) 13.5478 BPFI (Hz) 312.591 BPFO (Hz) 257.408 

The vibration signatures of Machine C (for idle running, turning and facing operations) were 
scanned for g-peaks corresponding to calculated FTF, BPFI and BPFO. The overall vibration 
signature of the Machine C zoomed in the range 0 to 800 Hz is shown in Fig. 5. The peak at 
175 Hz is to be neglected, as it corresponds to the coolant system as shown before. The next 
significant peak occurs at around 318 Hz as pointed out in Fig. 5. This falls around the theoretical 
value of BPFI. As there is no significant peak around the values of BPFO and FTF, we can 
establish that the outer race and the ball bearings unlike the inner race are in good condition. 
Further, the results of the g-peak values corresponding to a specific Day No. is tabulated in  
Table 7. 

 
Fig. 5. Overall vibration signature 

Table 7. g-peak training data for bearing vibrations 

S. No. Day No. Idle Run 
(g-peak) 

Turning 
(g-peak) 

Facing 
(g-peak) 

1. 1 0.00056 0.00042 0.00075 
2. 6 0.00083 0.00049 0.00095 
3. 12 0.00121 0.00056 0.001295 
4. 21 0.00156 0.00061 0.001623 
5. 26 0.00196 0.00065 0.002012 
6. 34 0.00221 0.00069 0.002301 
7. 39 0.00250 0.00073 0.00256 
8. 46 0.002638 0.00076 0.00273 
9. 64 0.00412 0.001992 0.00325 

10. 102 0.004212 0.003088 0.00434 
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4. Predictive model and algorithm 

Preventive maintenance [3-4] is a method which is carried out at regular time intervals 
irrespective of the indication or occurrence of a failure. In contrast, the Predictive method [3-4] 
involves scheduling maintenance or replacement of parts only when a functional failure is detected 
or predicted. The latter’s main advantage is that the monetary and other resources are judiciously 
used only when needed unlike the former.  

The vibro-acoustic historical data of the lathe machine is the foundation for the development 
of a predictive model which can be achieved through machine learning algorithms [4-5, 19-21]. 
In this case, the predictive model is developed using two methods – Normal Equations Method 
and Artificial Neural Networks.  

4.1. Normal equations method 

In case of Normal Equations model, the historical data or the training set is fed to the learning 
algorithm which in turn assists a hypothesis function [22] to predict the number of days till the 
threshold value is reached at which the lathe needs maintenance.  

The hypothesis function, ℎ( ) developed is shown below: ℎ( ) = + + + , (5)

where  – idle run data,  – turning data,  – facing data. Each  ( = 1, 2, 3) may be the 
acoustic, vibratory or threshold value for which the ℎ( ) is the corresponding value of Day No. 
The squared error function ( ) [22] is defined as shown below: 

( ) = 12  ℎ ( ) − ( ) , (6)

where  is the value of the Day No. in the training set. 
To estimate the threshold value of ℎ( ) corresponding to the threshold values of   the 

function ( ) has to be optimized to get the values of  ( = 1, 2, 3). Solving for optimal values 
of  we get the Normal equation [22] which gives a closed form solution to the multi variate 
regression model: = ( )   , (7)

where  is the design matrix consisting of all   and  is the transpose of . 

4.2. Artificial neural networks 

This section deals with the development of predictive models using Artificial Neural Networks 
(ANN) [19-20]. As opposed to the traditional mathematic and statistical models, ANN is a robust 
tool that can capture non-linear relationships with better accuracy and can automatically adjust 
their weights to optimize their behaviour. The basic architecture of every ANN consists of three 
layers-input layer, hidden layer and output layer. 

In our case, a Feedforward Backpropagation Neural Network model [19-20, 23-24] has been 
implemented for training and simulating the historical data. It has two layers of hidden network 
(Fig. 6) and is trained using the Levenberg-Marquardt algorithm. The input to the network is the 
training data obtained for Idle running, Turning and Facing operations and the output is the 
corresponding value of day number. The Mean Sqaured Error function is used as the performance 
function for performing input to output mapping with higher accuracy. Once the network is trained 
and the validation performance curve has reached its minima, the network is simulated using the 
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threshhold values to obtain the number of days to failure. 
For training the input data, all the neurons are sigmoidal in the three layered architecture. Any 

other activation functions have not been used because there was no need to worry about over 
fitting, given the amount of data we had. The number of layers in the neural networks was tuned 
as a hyper-parameter to the algorithm and the best results were obtained using the three layered 
structure. A ten fold cross validation set database was used. The application of both the algorithms 
has been explained in Section 5 for Acoustic and Vibration analysis. 

 
Fig. 6. Neural network architecture 

5. Predictive analysis 

5.1. Normal equation model 

In order to develop the overall acoustic prediction model, the training set ( = 157) shown in 
Table 4 is fed to the machine learning algorithm discussed in Section 4.1. The hypothesis function 
obtained by optimizing the squared error function is shown below: ℎ( ) = −2878.346 + 12.5422 + 2.4384 + 23.9229 . (8)

The threshold values for   are substituted from Table 3 to get the threshold value of ℎ( ) 
which is the Day No. at which maintenance is to be carried out. A value of 156.69 is obtained by 
subtracting the duration of the experiment from the threshold value of ℎ( ). The significance of 
this value in the hypothesis function is discussed in Section 6. The overall vibration prediction 
model is developed using the training set ( = 102) shown in Table 5 as input to the machine 
learning algorithm discussed in Section 4. The hypothesis function obtained by optimizing the 
squared error function is shown below: ℎ( ) = −5.7981 − 16985 + 16394 + 11083 . (9)

Similar to the procedure mentioned before, the threshold values for   are substituted from 
Table 3 to get the threshold value of ℎ( ) which is the Day No. at which maintenance is to be 
carried out. A value of 164.66 is obtained by subtracting the duration of the experiment from the 
threshold value of ℎ( ). The significance of this value as well as the negative coefficient of  in 
the hypothesis function is discussed in Section 6. In order to develop the vibration prediction 
model for the headstock bearings, the training set ( = 102) shown in Table 7 is fed to the 
machine learning algorithm discussed in Section 4. The hypothesis function obtained by 
optimizing the squared error function is shown below: ℎ( ) = −19.702– 4209.2 + 11090 + 24253 . (10)

The threshold values for   are substituted from Table 3 to get the threshold value of ℎ( ) 
which is the Day No. at which maintenance is to be carried out. A value of 178.59 is obtained by 
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subtracting the duration of the experiment from the threshold value of ℎ( ). The significance of 
this value as well as the negative coefficient of  in the hypothesis function is discussed in 
Section 6. 

5.2. Artificial neural networks 

In order to develop the overall acoustic prediction model, the acoustic training set shown in 
Table 4 is used as input to the network and the corresponding day number as output. The network 
is trained and the validation performance of 0.0011343 is achieved at 1000 epoch as shown in 
Fig. 7. The network is then simulated using the threshold values from Table 3 and a value of 
153.0457 is obtained as output which is the day number at which maintenance is to be carried out. 

In order to develop the overall vibration prediction model, the historical data shown in Table 5 
is used to train the network. Best validation performance of 0.001389 is achieved at 1000 epochs 
as shown in Fig. 8. The network is then simulated using the threshold values from Table 3 and an 
output value of 164.5762 is obtained. Similarly, the vibration prediction model for the headstock 
bearings is developed using the training set shown in Table 7. Best validation performance of 
0.00014865 is obtained at 1000 epochs as shown in Fig. 9. Using the threshold values as shown 
in Table 3, the network is simulated and an output value of 180.853 days is obtained. The 
significance of all these values is discussed in Section 6. 

Fig. 7. Performance curve for acoustic predictive 
model 

 
Fig. 8. Performance curve for vibration predictive 

model 

 
Fig. 9. Performance curve for headstock bearing vibration predictive model 
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6. Discusion 

6.1. Trends and results 

The following figures (Figs. 10-13) show the variation in the vibration signatures and acoustic 
level from the start to the end of experiment. The orange plot in Figs. 10, 11 and 12 is the vibration 
signature obtained at the start (Day 1) of the experiment wheras the blue plot shows the vibration 
signature obtained at the last day (Day 102) of the experiment. Fig. 13 shows us the increase in 
Decibel values over the entire duration of experiment for Idle Running, Turning and Facing 
operations. From the graphs it is clear that there is a general increase in the acceleration g-peak 
values and the -peak values over a period of time.  

   
Fig. 10. Vibration signature – Idle running 

 
Fig. 11. Vibration signature – Turning 

    
Fig. 12. Vibration signature – Facing 

6.2. Analysis of trends and inferences 

The results obtained in Section 5 give us the duration after which the maintenance of Lathe 
and replacement of faulty parts needs to be carried out. For the overall acoustic prediction, the 
Normal Equations model and the Artificial Neural Networks model yield values 156.69 and 
153.0457 days which signifies that if the prediction algorithms give these results today, then the 
next maintenance will be due in about 153 to 156 days from now. Hence, scheduling a 
maintenance on or before the 153rd day will probably prevent a possible breakdown of the 
machine. Firstly, the lesser value is taken here assuming that an earlier date is only reassuring the 
safety of the machine. Secondly, this inference is valid only for the lathe machine chosen in our 
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experiment and the given training set. However, this procedure or prediction model can be applied 
to other lathe machines to predict failures or to schedule maintenance. Similarly, for the overall 
vibration prediction, the normal equations model and the ANN model give us values – 164.66 and 
164.7 respectively which show the durations after which maintenance is to be scheduled. Again, 
these values signify that maintenance scheduled on or before the 164th day will probably prevent 
deterioration of the lathe. The values of 178.59 or 180.53 obtained from the two models discussed 
which is obtained from the bearing vibration analysis can be used as a good prediction of the no. 
of days till the next headstock bearing replacement for the lathe machine. 

 
Fig. 13. Acoustic signatures for all processes 

In case of the Normal Equations method, a multi-variable model was used to build the 
prediction algorithm. However it must be noted that to visualize the effect of change of only one 
of the parameters in the multi-variable model, a new hypothesis function which includes only that 
parameter, i.e. a uni-variable model must be formulated. Hence, the negative coefficients of  in 
the hypothesis functions in equations do not imply a negative dependence of ℎ( ) with . For 
instance, in order to account for the dependence of only idle running operation on the prediction 
value, instead of substituting the values of variables  and  as null in the multi-variable model, 
we formulate a uni-variable model using the historical data so obtained for idle running. The 
uni-variable model formulated using the g-peak values to account for only idle running operation 
gives us the following form of the hypothesis function: ℎ( ) = −4.2511 + 8301.7532 . (11)

This shows that only if the dependence of more than one parameter is to be incorporated, a 
multi – variable model is adopted. Moreover, if it is needed to study the effect of only one 
parameter, for example the turning operation on the lathe machine’s performance, then it is 
incorrect to use a multi-variable model equation by inputting a null value for the other . 

7. Conclusions 

The vibro-acoustic condition monitoring of the lathe machine C allowed the development of 
two predictive models namely the Normal Equations method and the Artificial Neural Networks 
method. Each model has been used for two different approaches, one on the basis of the acoustic 

-peak values and the other on the basis of the characteristic vibration signatures and acceleration 
g-peak values. Both, the normal equation and the Artificial Neural Network methods provide very 
close results to the actual scheduling dates obtained from the workshop administration and the 
manufacturers, thereby validating the predictive model. 

The overall vibration and overall acoustic signatures allow us to get a good estimate for 
scheduling regular overall maintenance of the Lathe machine. However, the bearing vibration 
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signature is only indicative of the specific headstock bearing for which the historical data was 
collected, thereby giving us a safe date for maintenance of the bearing or probably even change 
of bearing. 

Another aspect of the analysis is that acoustic results in general tend to give us a relatively 
earlier value or prediction. It is not feasible to carry out vibration testing without contact of the 
sensors and the surface of the headstock or the particular lathe machine part. However, it is 
possible to carry out this testing for acoustic structural health monitoring. In the acoustic approach, 
no parts need to be explicitly exposed unlike the vibration testing method. Moreover, no contact 
between surfaces and sensors is required in this case. Over and above such advantages, the 
acoustic method gives us a safer value than the reliable vibration condition monitoring. Hence, it 
can be safely taken that the acoustic method is also equally reliable to predict failure or to schedule 
maintenance of the lathe machine.  

Both the models presented here are generic in nature but the training data provided is specific 
to the Lathe machine chosen for preparing the model. Hence, the training sets are not the main 
basis for the predictive models, instead the normal equations method and the ANN method are to 
be taken into consideration from a holistic point of view. Hence, if a predictive model is to be 
developed for a specific lathe machine, then new historical data will be required. However, the 
two generic methodologies discussed here can be adopted to any lathe machine having its own 
historical training data.  

As the models have been developed in an open workshop and not in a closed laboratory 
environment, they can be designed for any machine in an industry. As mentioned, a separate table 
must be prepared similar to Table 1 and the threshold values should be obtained using the methods 
discussed above. To proceed with the development of the predictive model, each machine must 
have its own vibration and acoustic training data. This training data along with the threshold values 
can be further fed to the Normal Equation or the ANN algorithm to get a predicted date of failure. 
This will help in scheduling the maintenance of that particular machine based solely on its own 
historical data.  

References 

[1] Martin K. F. A review by discussion of condition monitoring and fault diagnosis in machine tools. 
International Journal of Machine Tools and Manufacture, Vol. 34, Issue 4, 1994, p. 527-551. 

[2] Cempel Czeslaw Vibroacoustic condition monitoring. NASA STI/Recon Technical Report A, 
Vol. 93, 1991, p. 17525. 

[3] Scheffer Cornelius, Paresh Girdhar Practical Machinery Vibration Analysis and Predictive 
Maintenance. Elsevier, 2004. 

[4] Rao J. S. Vibratory Condition Monitoring of Machines. CRC Press, 2000. 
[5] Anderson John Robert Machine Learning: an Artificial Intelligence Approach. Vol. 2. Morgan 

Kaufmann, 1986. 
[6] De Silva Clarence W. Vibration Monitoring, Testing and Instrumentation. CRC Press, 2012. 
[7] Rangwala S., Dornfeld D. Sensor integration using neural networks for intelligent tool condition 

monitoring. Journal of Manufacturing Science and Engineering, Vol. 112, Issue 3, 1990, p. 219-228. 
[8] Farrar Charles R., et al. A review of structural health monitoring literature: 1996-2001. Los Alamos. 

Los Alamos National Laboratory, NM, 2004. 
[9] Swansson N. S. Application of vibration signal analysis techniques to condition monitoring. 

Conference on Lubrication, Friction and Wear in Engineering, Melbourne, Institution of Engineers, 
Australia, 1980. 

[10] Byrne G., et al. Tool condition monitoring (TCM) – the status of research and industrial application. 
CIRP Annals-Manufacturing Technology, Vol. 44, Issue 2, 1995, p. 541-567. 

[11] Jemielniak K. Commercial tool condition monitoring systems. The International Journal of Advanced 
Manufacturing Technology, Vol. 15, Issue 10, 1999, p. 711-721. 

[12] Nandi Subhasis, Hamid A. Toliyat, Xiaodong Li Condition monitoring and fault diagnosis of 
electrical motors – a review. IEEE Transactions on Energy Conversion, Vol. 20, Issue 4, 2005, 
p. 719-729. 



1509. DEVELOPMENT OF PREDICTIVE MODEL FOR VIBRO-ACOUSTIC CONDITION MONITORING OF LATHE.  
NIKILESH KRISHNAKUMAR, VISHAL JAIN, PRAVIN M. SINGRU 

242 © JVE INTERNATIONAL LTD. JOURNAL OF VIBROENGINEERING. FEB 2015, VOLUME 17, ISSUE 1. ISSN 1392-8716  

[13] Spider-81 Vibration Controller System Brochure. http://www.hzrad.com/pdf/Spider-81-Brochure.pdf. 
[14] Larson-Davis Noise Level Meter Model 831. http://www.larsondavis.com/products/soundlevelmeters/ 

Model831.aspx. 
[15] Sheng Xiaohong, Yu-Hen Hu Maximum likelihood multiple-source localization using acoustic 

energy measurements with wireless sensor networks. IEEE Transactions on Signal Processing, 
Vol. 53, Issue 1, 2005, p. 44-53. 

[16] www.formfonts.com 
[17] Shaw Brian K., Richard S. McGowan, Turvey M. T. An acoustic variable specifying 

time-to-contact. Ecological Psychology, Vol. 3, Issue 3, 1991, p. 253-261. 
[18] Dyer D., Stewart R. M. Detection of rolling element bearing damage by statistical vibration analysis. 

Journal of Mechanical Design, Vol. 100, Issue 2, 1978, p. 229-235. 
[19] Samanta B., Al-Balushi K. R. Artificial neural network based fault diagnostics of rolling element 

bearings using time-domain features. Mechanical Systems and Signal Processing, Vol. 17, Issue 2, 
2003, p. 317-328. 

[20] Su Hua, Kil To Chong Induction machine condition monitoring using neural network modeling. IEEE 
Transactions on Industrial Electronics, Vol. 54, Issue 1, 2007, p. 241-249. 

[21] Bishop Christopher M. Pattern Recognition and Machine Learning. Vol. 1. Springer, New York, 
2006. 

[22] Chu Cheng, et al. Map-reduce for machine learning on multicore. Advances in Neural Information 
Processing Systems, Vol. 19, 2007, p. 281-288. 

[23] Hornik Kurt, Maxwell Stinchcombe, Halbert White Multilayer feedforward networks are universal 
approximators. Neural Networks, Vol. 2, Issue 5, 1989, p. 359-366. 

[24] Pineda Fernando J. Generalization of back-propagation to recurrent neural networks. Physical 
Review Letters, Vol. 59, Issue 19, 1987, p. 2229-2232. 

 

Nikilesh Krishnakumar is a final year undergraduate student at BITS Pilani, K. K. Birla 
Goa Campus, India. He is currently pursuing his Bachelor Thesis at Nanyang 
Technological University (NTU), Singapore. He has experience working on structural 
health monitoring and fault diagnostics at the Dynamics Lab of BITS Pilani. He has also 
worked on Solitary wave propagation and vibrational energy harvesting at Purdue 
University, USA. Other research interests include structural and vehicle dynamics, 
vibro-acoustics, control of mechanical systems and non-destructive evaluation techniques. 

 

Vishal Jain is a final year undergraduate student at BITS Pilani K. K. Birla Goa Campus, 
India. He is currently pursuing his Bachelor Dissertation at Nanyang Technological 
University (NTU), Singapore. His research interests include applications of vibrations, 
acoustics and dynamics of machines. At the Dynamics Lab of BITS Pilani, he has worked 
on structural health monitoring and fault detection in machines. Others include use of 
acoustic waves for non-destructive evaluation techniques and experimental simulation of 
vehicle dynamics. 

 

Prof. Pravin Singru has obtained M.Tech. from IIT, Kharagpur and Ph.D. from 
Visvesvaraya National Institute of Technology, Nagpur. His doctoral thesis was on 
“Dynamic and Vibration Response of Pulleys of a Belt Drive”. Prof. Singru has more than 
23 years of teaching and research experience. He teaches courses in the area of mechanics 
of solids, kinematics and dynamics of machines, vibrations and MEMS. Five research 
scholars have received Ph.D. under him. He has published 32 research papers in 
international journals and 36 papers in national and international conferences. 

 



<<
  /ASCII85EncodePages false
  /AllowTransparency false
  /AutoPositionEPSFiles false
  /AutoRotatePages /None
  /Binding /Left
  /CalGrayProfile (Dot Gain 20%)
  /CalRGBProfile (sRGB IEC61966-2.1)
  /CalCMYKProfile (U.S. Web Coated \050SWOP\051 v2)
  /sRGBProfile (sRGB IEC61966-2.1)
  /CannotEmbedFontPolicy /Error
  /CompatibilityLevel 1.5
  /CompressObjects /Off
  /CompressPages true
  /ConvertImagesToIndexed true
  /PassThroughJPEGImages true
  /CreateJobTicket false
  /DefaultRenderingIntent /Default
  /DetectBlends true
  /DetectCurves 0.1000
  /ColorConversionStrategy /sRGB
  /DoThumbnails true
  /EmbedAllFonts true
  /EmbedOpenType false
  /ParseICCProfilesInComments true
  /EmbedJobOptions true
  /DSCReportingLevel 0
  /EmitDSCWarnings false
  /EndPage -1
  /ImageMemory 1048576
  /LockDistillerParams false
  /MaxSubsetPct 100
  /Optimize false
  /OPM 1
  /ParseDSCComments true
  /ParseDSCCommentsForDocInfo true
  /PreserveCopyPage true
  /PreserveDICMYKValues true
  /PreserveEPSInfo true
  /PreserveFlatness true
  /PreserveHalftoneInfo false
  /PreserveOPIComments true
  /PreserveOverprintSettings true
  /StartPage 1
  /SubsetFonts true
  /TransferFunctionInfo /Apply
  /UCRandBGInfo /Preserve
  /UsePrologue false
  /ColorSettingsFile ()
  /AlwaysEmbed [ true
  ]
  /NeverEmbed [ true
  ]
  /AntiAliasColorImages false
  /CropColorImages true
  /ColorImageMinResolution 300
  /ColorImageMinResolutionPolicy /OK
  /DownsampleColorImages false
  /ColorImageDownsampleType /Bicubic
  /ColorImageResolution 600
  /ColorImageDepth -1
  /ColorImageMinDownsampleDepth 1
  /ColorImageDownsampleThreshold 1.50000
  /EncodeColorImages true
  /ColorImageFilter /DCTEncode
  /AutoFilterColorImages false
  /ColorImageAutoFilterStrategy /JPEG
  /ColorACSImageDict <<
    /QFactor 0.15
    /HSamples [1 1 1 1] /VSamples [1 1 1 1]
  >>
  /ColorImageDict <<
    /QFactor 0.15
    /HSamples [1 1 1 1] /VSamples [1 1 1 1]
  >>
  /JPEG2000ColorACSImageDict <<
    /TileWidth 256
    /TileHeight 256
    /Quality 30
  >>
  /JPEG2000ColorImageDict <<
    /TileWidth 256
    /TileHeight 256
    /Quality 30
  >>
  /AntiAliasGrayImages false
  /CropGrayImages true
  /GrayImageMinResolution 300
  /GrayImageMinResolutionPolicy /OK
  /DownsampleGrayImages false
  /GrayImageDownsampleType /Bicubic
  /GrayImageResolution 600
  /GrayImageDepth -1
  /GrayImageMinDownsampleDepth 2
  /GrayImageDownsampleThreshold 1.50000
  /EncodeGrayImages true
  /GrayImageFilter /DCTEncode
  /AutoFilterGrayImages false
  /GrayImageAutoFilterStrategy /JPEG
  /GrayACSImageDict <<
    /QFactor 0.15
    /HSamples [1 1 1 1] /VSamples [1 1 1 1]
  >>
  /GrayImageDict <<
    /QFactor 0.15
    /HSamples [1 1 1 1] /VSamples [1 1 1 1]
  >>
  /JPEG2000GrayACSImageDict <<
    /TileWidth 256
    /TileHeight 256
    /Quality 30
  >>
  /JPEG2000GrayImageDict <<
    /TileWidth 256
    /TileHeight 256
    /Quality 30
  >>
  /AntiAliasMonoImages true
  /CropMonoImages true
  /MonoImageMinResolution 1200
  /MonoImageMinResolutionPolicy /OK
  /DownsampleMonoImages false
  /MonoImageDownsampleType /Bicubic
  /MonoImageResolution 1200
  /MonoImageDepth 8
  /MonoImageDownsampleThreshold 1.50000
  /EncodeMonoImages false
  /MonoImageFilter /CCITTFaxEncode
  /MonoImageDict <<
    /K -1
  >>
  /AllowPSXObjects false
  /CheckCompliance [
    /None
  ]
  /PDFX1aCheck false
  /PDFX3Check false
  /PDFXCompliantPDFOnly false
  /PDFXNoTrimBoxError true
  /PDFXTrimBoxToMediaBoxOffset [
    0.00000
    0.00000
    0.00000
    0.00000
  ]
  /PDFXSetBleedBoxToMediaBox true
  /PDFXBleedBoxToTrimBoxOffset [
    0.00000
    0.00000
    0.00000
    0.00000
  ]
  /PDFXOutputIntentProfile (None)
  /PDFXOutputConditionIdentifier ()
  /PDFXOutputCondition ()
  /PDFXRegistryName ()
  /PDFXTrapped /False

  /CreateJDFFile false
  /Description <<

    /BGR <>
    /CHS <FEFF4f7f75288fd94e9b8bbe5b9a521b5efa7684002000410064006f006200650020005000440046002065876863900275284e8e9ad88d2891cf76845370524d53705237300260a853ef4ee54f7f75280020004100630072006f0062006100740020548c002000410064006f00620065002000520065006100640065007200200035002e003000204ee553ca66f49ad87248672c676562535f00521b5efa768400200050004400460020658768633002>
    /CHT <FEFF4f7f752890194e9b8a2d7f6e5efa7acb7684002000410064006f006200650020005000440046002065874ef69069752865bc9ad854c18cea76845370524d5370523786557406300260a853ef4ee54f7f75280020004100630072006f0062006100740020548c002000410064006f00620065002000520065006100640065007200200035002e003000204ee553ca66f49ad87248672c4f86958b555f5df25efa7acb76840020005000440046002065874ef63002>
    /CZE <>
    /DAN <>
    /DEU <>
    /ESP <>
    /ETI <>
    /FRA <>
    /GRE <>

    /HRV (Za stvaranje Adobe PDF dokumenata najpogodnijih za visokokvalitetni ispis prije tiskanja koristite ove postavke.  Stvoreni PDF dokumenti mogu se otvoriti Acrobat i Adobe Reader 5.0 i kasnijim verzijama.)
    /HUN <>
    /ITA <>
    /JPN <FEFF9ad854c18cea306a30d730ea30d730ec30b951fa529b7528002000410064006f0062006500200050004400460020658766f8306e4f5c6210306b4f7f75283057307e305930023053306e8a2d5b9a30674f5c62103055308c305f0020005000440046002030d530a130a430eb306f3001004100630072006f0062006100740020304a30883073002000410064006f00620065002000520065006100640065007200200035002e003000204ee5964d3067958b304f30533068304c3067304d307e305930023053306e8a2d5b9a306b306f30d530a930f330c8306e57cb30818fbc307f304c5fc59808306730593002>
    /KOR <FEFFc7740020c124c815c7440020c0acc6a9d558c5ec0020ace0d488c9c80020c2dcd5d80020c778c1c4c5d00020ac00c7a50020c801d569d55c002000410064006f0062006500200050004400460020bb38c11cb97c0020c791c131d569b2c8b2e4002e0020c774b807ac8c0020c791c131b41c00200050004400460020bb38c11cb2940020004100630072006f0062006100740020bc0f002000410064006f00620065002000520065006100640065007200200035002e00300020c774c0c1c5d0c11c0020c5f40020c2180020c788c2b5b2c8b2e4002e>
    /LTH <>
    /LVI <>
    /NLD (Gebruik deze instellingen om Adobe PDF-documenten te maken die zijn geoptimaliseerd voor prepress-afdrukken van hoge kwaliteit. De gemaakte PDF-documenten kunnen worden geopend met Acrobat en Adobe Reader 5.0 en hoger.)
    /NOR <>
    /POL <>
    /PTB <>
    /RUM <>
    /RUS <>
    /SKY <>
    /SLV <>
    /SUO <>
    /SVE <>
    /TUR <>
    /UKR <>
    /ENU (Use these settings to create Adobe PDF documents best suited for high-quality prepress printing.  Created PDF documents can be opened with Acrobat and Adobe Reader 5.0 and later.)
  >>
  /Namespace [
    (Adobe)
    (Common)
    (1.0)
  ]
  /OtherNamespaces [
    <<
      /AsReaderSpreads false
      /CropImagesToFrames true
      /ErrorControl /WarnAndContinue
      /FlattenerIgnoreSpreadOverrides false
      /IncludeGuidesGrids false
      /IncludeNonPrinting false
      /IncludeSlug false
      /Namespace [
        (Adobe)
        (InDesign)
        (4.0)
      ]
      /OmitPlacedBitmaps false
      /OmitPlacedEPS false
      /OmitPlacedPDF false
      /SimulateOverprint /Legacy
    >>
    <<
      /AddBleedMarks false
      /AddColorBars false
      /AddCropMarks false
      /AddPageInfo false
      /AddRegMarks false
      /ConvertColors /ConvertToCMYK
      /DestinationProfileName ()
      /DestinationProfileSelector /DocumentCMYK
      /Downsample16BitImages true
      /FlattenerPreset <<
        /PresetSelector /MediumResolution
      >>
      /FormElements false
      /GenerateStructure false
      /IncludeBookmarks false
      /IncludeHyperlinks false
      /IncludeInteractive false
      /IncludeLayers false
      /IncludeProfiles false
      /MultimediaHandling /UseObjectSettings
      /Namespace [
        (Adobe)
        (CreativeSuite)
        (2.0)
      ]
      /PDFXOutputIntentProfileSelector /DocumentCMYK
      /PreserveEditing true
      /UntaggedCMYKHandling /LeaveUntagged
      /UntaggedRGBHandling /UseDocumentProfile
      /UseDocumentBleed false
    >>
  ]
>> setdistillerparams
<<
  /HWResolution [4000 4000]
  /PageSize [612.000 792.000]
>> setpagedevice


