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Abstract Fused deposition modeling (FDM) is one of the most popular addi-
tive manufacturing technologies for fabricating prototypes with complex geom-
etry and different materials. However, current commercial FDM machines have
the limitations in process reliability and product quality. In order to overcome
these limitations and increase the levels of machine intelligence and automa-
tion, machine conditions need to be monitored more closely as in closed-loop
control systems. In this study, a new method for in-situ monitoring of FDM
machine conditions is proposed, where acoustic emission (AE) technique is ap-
plied. The proposed method allows for the identification of both normal and
abnormal states of the machine conditions. The time-domain features of AE
hits are used as the indicators. Support vector machines with the radial basis
function kernel are applied for state identification. Experimental results show
that this new method can potentially serve as a non-intrusive diagnostic and
prognostic tool for FDM machine maintenance and process control.
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1 Introduction

The global market of additive manufacturing (AM) surpassed $3 billion in
2014, and its rapid growth is expected to continue over the coming years
according to the 2014 Wohlers Report [58]. AM enables the flexibility for
people to fabricate products, especially those with complex geometries. Users
can fabricate products directly with various materials such as polymers [49],
ceramics [56], and metals [35], etc. The basic principle of AM is that parts are
made through adding materials by layers [16,33].

Among many AM techniques, fused deposition modeling (FDM) is popu-
lar because of its low cost. FDM is suitable for fabricating prototypes with
thermoplastic materials such as acrylonitrile butadiene styrene (ABS), nylon,
polylactic acid (PLA), and others. FDM can also print materials in a mixture
or blended form [42,39]. However, the applications of FDM are still very lim-
ited because of the available material options as well as the quality of the built
parts. The common quality issues include geometry deviations and cracks due
to shrinkage [32,23], surface roughness [14,1], weak and anisotropic mechani-
cal properties [49]. In order to increase the levels of machine intelligence and
automation thus scale up the industrial and commercial applications of FDM
with easy-to-use machines, it is also critical to implement process monitor-
ing and control in commercial FDM machines. Currently they do not have
closed-loop control systems and can suffer from breakdowns because of ex-
truder blockage [34] and other failures without notice. Research efforts [44,
32] have been made to improve the design of FDM deposition mechanism
to improve the quality of printed parts. Yet, the conditions of machines are
not monitored during the fabrication process. A cost-effective and efficient
closed-loop system with the capabilities of sensing, information processing,
and feedback for adjustment will be necessary to improve the reliability and
usability of machines thus the repeatability of products. Although plenty of
research work (e.g. [3,53,52]) has been done for product monitoring during
fabrication, to the authors’ knowledge, there is still no study of FDM machine
condition monitoring.

A complete AM process typically consists of many iterations of multi-
step procedures such as nozzle position adjustment, material deposition, pre-
heating, melting, cooling, or chemical curing in the layer-by-layer construction
scheme. If each step during the process corresponds to a machine state, FDM
machines experience state transitions much more frequently than those used
in traditional subtractive manufacturing processes. Monitoring the condition
of FDM machines in situ at each of these steps and preventing print failures in
the relatively long fabrication process help reduce waste and ensure the qual-
ity of final products. Important FDM machine states need to be identified to
keep track of the conditions, such as the ones shown in Fig. 1, including both
normal and abnormal states. The circles in the figure represent states, whereas
arrows indicate state transitions. The normal states are material loading, nor-
mal extruding, and idle. The abnormal states include the ones that run out
of material, extruder semi-blocked with chatter and uneven extrusion due to
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breakdown of heater, low-quality filament, extruder wear, or working environ-
ment contamination, as well as total blockage without extrusion completely.
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Fig. 1 Important states of FDM machine conditions during fabrication process

The objective of this research is to develop a non-intrusive approach for
in-situ monitoring of FDM machine conditions, in order to detect and prevent
major breakdowns and process failures. The overall goal is to achieve better
process reliability, repeatability, and automation of FDM. In particular, the
focus of this study is on monitoring the conditions of FDM machine extruder.
The extruder is one of the most critical components in FDM machines that
have significant influence on the overall product quality. Several key process
parameters that affect the overall product quality [49], such as bead width,
air gap, and build environment temperature, are all related to the extruder’s
operating condition. For example, the blockage of the extruder will result in
a different bead width from the regular one. The air gap will also be changed
and further affect the filling path and filling rate, given that the printing path
and speed are predetermined when there is no feedback control for in-time
adjustment.

In the proposed approach for in-situ monitoring, acoustic emission (AE)
technique is applied to monitor FDM machine condition for the first time.
There are three major reasons of using AE sensor in this study. First, AE sig-
nal contains rich information of the fabrication process. Information in both
time and frequency domains of the AE signals can be processed and analyzed
efficiently in real-time. Second, the sources of AE signals are the running ma-
chine itself. No external stimulation or sources are needed, which simplifies
the set up of the monitoring system. Last but not the least, AE technology
is non-intrusive. This means that the AE sensor can be attached to the FDM
machine. During the fabrication process, AE data collected from the FDM ma-
chine extruder are analyzed. Important information of AE hits are collected
and identified as features. Support vector machine (SVM) is applied to rec-
ognize machine states from features. This approach can potentially serve as
a diagnostic and prognostic tool for FDM machine maintenance and process
control.

In the remainder of this paper, an overview of relevant work is given in
Section 2. In Section 3, the related methodologies and experimental set up are
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described. The results of experiments and SVM-based state identifications are
discussed in Section 4.

2 Background
2.1 Machine condition and process monitoring

Machine condition monitoring has played a very important role in modern
manufacturing because it can significantly improve the reliability, increase the
level of automation, and reduce the total maintenance costs [24]. Machine
condition monitoring has been extensively studied in traditional machining
process [50]. Based on the information collected from the process, machine
states can be acquired and the trend of operation conditions can be predicted.
The typical machine condition monitoring sequence includes process variable
selection, sensing and data collection, data processing and feature extraction,
cognitive decision making, and action [50]. Currently, many machine condition
monitoring strategies are based on two types of models, physics-based models
and data-driven (empirical) models [19]. The first type of models predict the
phenomena of systems with the consideration of physical natures and mecha-
nisms of the systems, whereas the second type utilize historical data only to
build analytical models for product property or failure predictions.

In the domain of FDM process many efforts have also been made to im-
prove the part quality. Some physics-based models have been developed [51,
1,7,4,26]. However, to date, it is still a very challenging task to build accu-
rate physical models because it requires in-depth knowledge of FDM process
and many factors can affect the model accuracy, such as anisotropic material
properties [49,63], fatigue effects [31], etc. Given the limitations, researchers
also employed experiment-based empirical modeling approaches [46,47,45,14,
38,28]. Sensing techniques have also been used to ensure the quality of FDM
built parts [40,27,11,41].

The above studies focused on the fabricated parts and fabrication process
at the normal working status, but not the influences of machine conditions. In
the present work, a new in-situ machine condition monitoring method based
on AE signals is proposed in an attempt to fill this gap.

2.2 Acoustic Emission (AE)

AE sensors detect the stress waves generated from the source of emission,
such as crack, friction, and deformation. A wide range of frequency spectra
generated by different sources can be detected simultaneously by AE sensors.
AE signals can be used to identify system dynamics, material flows, and other
machine statuses.

Usually an AE sensor is attached to the surface of equipment to collect
signals. Vacuum grease or magnetic holder is often used for better signal
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transmission. The collected signals will then be further amplified, filtered,
and processed by a preamplifier and a data acquisition system before stored
in a computer. AE signals contain rich information of the on-going process
as well as interfering noises. Using differential AE sensors, setting up floating
threshold, and applying signal processing techniques are common methods to
remove noises [30,17,61,37].

AFE has been widely applied as a non-destructive and non-intrusive moni-
toring technique for manufacturing processes [12], including tool wear identi-
fication [10], machining workpiece defect monitoring [60], and machine com-
ponent defect detection [25], as well as coating [36], granulation [5], and crys-
tallization [15] in chemical processing.

Extensive literature consultation suggests that AE technique has not been
applied to FDM machine condition monitoring. Thus, in this study, AE is ap-
plied to detect both normal and abnormal states of FDM machine conditions.

3 Methodologies and experimental set up
3.1 AE signal processing and important features

In a more efficient way, AE signal can be stored as a series of hits, instead
of as the original signal data. An AE hit refers to the process of detecting
an AE event. Several important features are used to describe the measurable
characteristics of AE hits. Fig. 2 illustrates an example of an AE hit and the
related features. The features include amplitude, counts, and duration. The
set of AE features can be computed and used to describe the characteristics
of an AE signal. The features are calculated as follows.
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Fig. 2 A typical AE hit and the related features

Amplitude (A) is a very important feature of AE. This feature is the peak
voltage of the wave within an AE hit. Usually the amplitude of an AE hit is
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expressed on a decibel (dB) scale as:

A= 20l0g(w) (1)
Uref
where Up,qz is the peak voltage and U,..¢ is the reference voltage in the scale
of mV. Counts are the numbers of pulses that cross a predefined threshold.
Duration describes the elapsed time from the first count to the last one in one
AE hit.

Other features that can be obtained, including peak frequency (P-Freq),
frequency centroid (Freq-C), root mean square (RMS), absolute energy (ABS-
Energy), and cumulative absolute energy (C-ABS-Energy). P-Freq is the point
in the power spectrum with maximum magnitude and Freqg-C is the barycentre
of an AE hit’s power spectrum. RMS is a feature used to describe the strength
of AE signal in time domain. RMS is defined as:

1 b2
AERM3=\/t2 [ utozar (2)
=

where u(t) is the output voltage of AE sensor. ABS-Energy is defined as

EABS—Encrgy = a/u(t)zdt (3)

which is the integration of the output voltage u(t) of the sensor, where « is
inversely proportional to the electrical resistance of the sensor. ABS-Energy is
also an important feature to describe the strength of an AE hit. C-ABS-Energy
of n AE hits can be attained as the sum of ABS-Energy, i.e.

chABstnergy = Z EX)Bstnergy (4)
=1

3.2 Support Vector Machine (SVM)

In this study, SVM [54,55] is adopted to identify FDM machine conditions.
SVM has been generally accepted as a useful machine learning technique for
feature identification and classification problems. It has been widely applied
in manufacturing system monitoring [9,48,57,62].

SVM is basically a binary classification tool. However, in this study, mul-
tiple classes need to be identified by using SVMs. There are three common
solutions for this particular situation: one-against-one, one-against-all, and
directed acyclic graph SVM [20]. One-against-one is selected in this study be-
cause it is the best in general with the consideration of accuracy and training
time [20]. Radial basis function (RBF) kernel is also applied. Keerthi and Lin
[29] pointed out that RBF is superior to the linear kernel after parameters are
selected. The RBF kernel can handle cases through the nonlinear mappings
of the input data into a higher dimensional space and then searching a linear
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separating hyperplane with the maximum margin. In addition, RBF has fewer
hyper-parameters and numerical difficulties than other kernels such as polyno-
mial kernel and sigmoid kernel. The RBF kernel is suitable in this study also
because the number of input features is limited. ABS-Energy and its stan-
dard deviation (STD) are selected as the two input feature vectors. In this
study, all SVMs were constructed using LIBSVM [6] toolbox in a MATLAB
environment.

3.3 FDM machine and AE system set up

The FDM machine used in this study is Model E5 Engine made by HYREL3D.
The extruder used in this study is MK-1 hot-heated filament extruder and the
material is ABS.

The AE system includes the senor, preamplifier, and data acquisition sys-
tem. The AE sensor used in the experiments is Model MD made by Mis-
tragroup. This differential sensor can eliminate some background noises. Ap-
proximately 2dB tune of noise improvement can be achieved compared to a
single-end sensor. This sensor has the operating frequency response within the
range of 100-900kHz, and the temperature range is between —65°C to 177°C.
The original AE signal is conditioned and amplified by a PAC 2/4/6 preampli-
fier, then received and processed by a PAC PCI-2 fast data acquisition (DAQ)
system. The PAC PCI-2 system has a 18-bit A/D conversion scheme with the
sampling rate up to 40M samples per second. It has an on-board digital sig-
nal processing (DSP) module so that real-time signal processing performance
can be achieved. A schematic drawing of the experimental set-up is shown in
Fig 3. The AE sensor was securely attached on the side surface of the extruder
with vacuum grease. The sampling rate was set to 5M samples per second
in order to obtain a balance between the information integrity and real time
performance.

Material filament
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Extruder
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— w1 |7 -
Sensor

L Hotbed | Embeded PC and
/ touch screen
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Data Acquisition
System

Fig. 3 The schematic drawing of experimental set up
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3.4 Experimental procedures

By taking the advantages of the AE system, the relationship between the
machine conditions and the features of AE hits can be investigated in details.

The first experiment was carried out to identify the sensitive features of
the emitted AE signals from the FDM machine extruder. Two normal states
of extruder operating conditions were included in the process. The nozzle of
extruder was heated to a temperature of 230°C. In the material loading state,
the material filament was loaded into the extruder without printing. In the
normal extruding state, the material was extruded at the normal printing
speed. In order to eliminate the background noises from motor rotation and
component movement, AE hits were collected with only the extruder being
operated.

In the second experiment, a common failure mode because of the running
out of material during the extruding process was studied. A short segment of
filament was used when the FDM machine was operated at a normal extrud-
ing condition. After this short segment ran out, the FDM machine extruder
switched to a different condition of extruding without material. The state
transition from the normal extruding to the extruding without material was
created intentionally. The AE hits during this process were recorded and an-
alyzed.

To further show the feasibility of the proposed approach and investigate
another common failure of FDM machines, an experiment of detecting three
extruding states (normal, semi-blocked, and blocked) was also conducted. A
semi-blocked state refers to a condition that the extruder cannot extrude ma-
terials as smoothly as in the normal extruding state. Both the chatter of the
extruder and the unevenly extruded materials can be seen. The causes of this
condition could be the blockage of the extruder by contamination, extruder
wear, low-quality filament, the sudden breakdown of heater on the extruder,
etc. A blocked state refers to a condition that the extruder is totally blocked
and no material can be extruded. In this experiment, the three extruding
states were created intentionally by modifying the heating temperature of the
extruder. In the normal extruding state, the heating temperature was 230°C,
whereas the temperatures of the semi-blocked and blocked states were 180°C
and 130°C respectively. The AE hits from the above three extruding states
were recorded and analyzed.

4 Results and discussions

The results of the above three experiments are reported in Sections 4.1, 4.2,
and 4.3 respectively.
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4.1 The study of two normal states

Fig. 4 shows the simultaneous features of AE hits recorded in the first ex-
periment, including ABS-Energy, counts, RMS, Freq-C, and P-Freq. State 1
is the material loading state, whereas State 2 is the normal extruding state.
The AE hits located between State 1 and State 2 were collected from the
background electrical noises because mechanical movement was avoided. The
features of AE hits were calculated directly by the PAC PCI-2 system. All of
these features were obtained in real time.

The features in the frequency domain were analyzed. As shown in Figs.
4(d) and (e), the majority of the frequency features, i.e. Freq-C and P-Freq,
are located in the range between 50 and 300 KHz. In particular, the AE hits
recorded as electrical noises between State 1 and State 2 can help identify the
dominant frequency components of the background noises. In order to obtain
the information of frequency range changes along time, the short-time fast
Fourier transform (ST-FFT) was also employed. Fig. 5 depicts the result of
ST-FFT analysis for an AE hit segment. From Fig. 5, one can also tell that
most of the frequency components fall into the range below 333K H z, which is
consistent with the results in Fig. 4. However, the differences of the frequency
features between State 1 and State 2 are not obvious.

The features in the time domain were also calculated, including ABS-
Energy, counts, and RMS. As shown in Figs.4(a), (b), and (c), the differences
between State 1 and State 2 are obvious, including the maximum values and
the distributions. In State 1, most of the ABS-Energy values are less than
25,000 aJ, with one outlier reaching 90,000 aJ mostly as a result of system
noise. In State 2, the maximum value of ABS-Energy is above 100,000 aJ, and
the mean value is also higher than the one in State 1. It suggests that the
values of ABS-Energy can be used as the indicator of different states. The
ABS-Energy of background noise between State 1 and State 2 remains at a
low level of about 200 aJ. The changes of counts between two states for AE
counts is similar to the ABS-Energy. It is because the more counts that a sig-
nal crosses the threshold within a hit, the more energy this hit contains. The
RMS values of AE hits also show a very similar trend.

It is seen that the time-domain features are more sensitive to the state tran-
sition than the frequency features through this experiment. In other words,
the ABS-Energy, counts, and RMS of AE hits are more directly related to the
working conditions of FDM machine extruder. Additional signal processing
tools such as wavelet transform and Hilbert-Huang transform (HHT) analyses
are needed to discover the relations between frequency features and machine
states in-depth other than only centroids and peaks. Wavelet transform is one
of the classical and widely used time-frequency analysis tool for non-stationary
signals in manufacturing process monitoring [8,13,59]. Similarly, HHT per-
forms time-frequency-energy analysis based on empirical mode decomposition
and Hilbert spectral analysis for non-stationary signals [21,22]. However, when
the amount of data is large, such as in this study where hundreds of AE hits
were recorded per second, these signal processing tools have limitations for
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Fig. 4 Simultaneous features of AE hits during state transition
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Fig. 5 A demonstration of ST-FFT analysis of an AE hit segment

real-time applications. Therefore we chose the time-domain features to iden-
tify different states in the subsequent studies.
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4.2 The study of run-out-of-material state
4.2.1 Ezxperiment and AE data analysis
Based on the results in Section 4.1, only the time-domain features were fo-

cused here. Fig. 6 shows three features of AE hits recorded from the second
experiment, which are ABS-Energy, RMS, and corresponding C-ABS-Energy.
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Fig. 6 Features of AE hits during state transition of sudden running out of material

In the first state, when the extruder was operated with material, the max-
imum value of ABS-energy remained around 100,000 aJ, and the values of
RMS are mostly within the range from 0.02 to 0.03mV, as shown in Fig. 6(a)
and (b). In the second state after the material runs out, the maximum value of
ABS-Energy increases to a higher level of 200,000 aJ. A significant increase of
RMS values can also be seen in Fig. 6(b). The results were consistent with the
observations from other work [43,15,18,2] where the energy level and RMS
value of AE signal were applied as the machine condition indicators of other
manufacturing systems. Fig. 6(c) shows a line plot of C-ABS-Energy during
this transition period. The slope of the second state is larger than the one in
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the first state. A detailed comparison of the means and standard deviations of
AE features between the two states is presented in Table.1.

Table 1 Means and standard deviations of ABS-Energy and RMS

With material ~Without material

Mean value (aJ) 4588.08 9270.82
ABS-Energy  qppy 10560.51 25973.94
RS Mean value (mV)  0.0256 0.0296

STD 0.0018 0.0034

4.2.2 Two-state identification based on SVM

The two states, extruding with and without material, were identified based on
SVM with the collected data. A total of 14,544 AE hits were recorded in 33
seconds. The AE hits were separated into 66 segments. Thus approximately
220 AE hits were located in each segment. The duration of each segment was
500 microseconds (ms). According to the analysis in Section 4.2.1, the means
and standard deviations of ABS-Energy are strongly correlated with the two
states. Therefore, the two statistical measures for each segment were calculated
and used as the input feature vectors for SVM. The values were normalized
to the range of [0, 1] in order to improve the accuracy of SVM. Fig. 7 shows
the results of the normalized means and standard deviations of ABS-Energy
for the 66 AE segments.

With the above analysis, SVM was then applied for state identification.
A grid search was used in order to find out an appropriate set of parameters
for the RBF kernel (C, ), where C is the penalty parameter and « can be
considered as the inverse of the radius of data sample’s influence. The values
of the parameters were selected as C' = 2 and « = 2 respectively in this exper-
iment. A cross-validation method was applied to test the SVM and prevent
the over-fitting problem. Half of the segments were used for training, and the
other half were for validation.
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Fig. 7 Segment analysis of ABS-Energy



In-situ monitoring of FDM machine condition via acoustic emission 13

Run out of materal
06 . e T " . P . P .

05F
0.4+

0.3 =mmmmmmm iy

Normalized Standard Deviation (0-1)

02 o

| ..
0.1up @ ‘0
p o4  Normal

i i

0 0.2 0.4 0.6 0.8 1
Normalized Mean ABS-Energy (0-1)

Fig. 8 SVM cross-validation result for two-state identification

Fig. 8 shows the cross-validation result of the SVM. The unfilled markers
represent the segments from the training set. The filled markers represent those
from the test set. The cross-validation results showed that an accuracy rate
of 100% was achieved. With the trained parameters, the same construction of
SVM was used to test the whole data segments. After another round of training
with all of the 66 data segments, the predicted state labels and actual state
labels were compared again. The accuracy rate was also 100%. All segments
were correctly classified. There is no overlap between the two sets of data
samples, and a clear boundary is observed. The results indicate that the state
transition from the normal extruding to a sudden run out of materials can be
monitored with the proposed approach during the FDM fabrication process.

4.3 Extruder blockage detection
4.8.1 Ezxperiment and AE data analysis

The results in Section 4.2.2 suggest that the mean value and the distribution
of ABS-Energy can be applied as the characteristic features for FDM extruder
condition monitoring. The third experiment for extruder blockage detection
was further conducted and the results are discussed here. As an illustration,
Fig. 9 shows an example of a typical extruder blockage. It is seen that the
filament below the feeding gear was fractured and distorted so that the upper
part of filament can no longer be fed in.

Fig. 10 displays the recorded ABS-Energy of AE hits from the three dif-
ferent extruding states (normal, semi-blocked, and blocked). The respective
means and standard deviations are shown in Table 2.
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Table 2 Means and standard deviations of ABS-Energy from three different extruding

states

Normal Semi-Blocked Blocked

ABS-Energy

Mean Value (aJ) 4751.86  5438.59 8313.59
STD 9008.07  12391.49 14788.39
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4.8.2 Multi-state identification based on SVM

Similar to the analysis in Section 3.2, one-against-one SVM with the RBF
kernel was chosen for multi-state identification. A similar segment treatment
was also applied to AE hits collected at the three different extruding states
separately. Each set of data was divided into 20 segments with a duration of
approximately 500ms. A total of 60 segments were generated in this experi-
ment. Then the mean value of ABS-Energy as well as its standard deviation
for each segment were calculated. The results were also normalized before the
SVM is applied. The RBF parameters C' = 2 and vy = 20 were selected in this
case after the grid-searching method was applied.

Fig. 11 displays the cross-validation result. According to the cross-validation
results of the multi-state identification, an accuracy rate of 95% was achieved,
where 29 out of 30 segments were successfully classified. The same SVM pa-
rameters were used again to test all of the 60 data segments. After the training
of the SVM with all segments was finished, the predicted state labels and the
actual state labels were compared and the accuracy rate reached 97%. A total
of 58 out of 60 segments were correctly classified. Compared to the two-state
identification in Section 4.2.2; the accuracy rate is slightly dropped in this
experiment, mostly because the number of states is increased and the samples
are more dispersed. Thus it is more difficult for SVM to define the boundaries
among these three states. Nevertheless, the accuracy rate in this case is high
enough for robust prediction. Thus the proposed approach is very likely to
correctly detect extruder blockage during the FDM machine operation in real
time.
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Fig. 11 Cross-validation result of SVM: The unfilled markers represent segments from the
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a square inside represents the mis-predicted state label assigned by the SVM.
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4.4 FDM machine condition monitoring with all states

In order to estimate the capacity of the proposed method for the overall ma-
chine condition monitoring, SVM is further applied to identify all of the above
five states, which are material loading, normal extruding, run out of mate-
rial, semi-blocked, and blocked states respectively. The AE data from material
loading (Section 4.1) and run out of material (Section 4.2) for a period of 10
seconds were combined with the data in Section 4.3 for the five-state identifi-
cation study. In this analysis, data samples from each state were separated into
20 segments with a duration of 500ms. A total of 100 segments were generated.
Again, the mean and standard deviation of ABS-Energy for each segment were
calculated and linearly scaled to the range of [0,1]. The RBF parameters were
C =20 and ~ = 20.

The cross-validation result is shown in Fig. 12. With the five states com-
bined, the accuracy rate of prediction in cross-validation was dropped to 92%,
where 4 out of 50 samples were mis-predicted by the SVM. The overall accu-
racy rate with all 100 segments was 95%.
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Fig. 12 Cross-validation result of SVM for five states: The unfilled markers represent seg-
ments from the training set; The filled markers represent segments from the test set; The
filled markers with squares inside represent the mis-predicted state labels assigned by the
SVM

From the comparison between the result of the five-state identification
and the results in Sections 4.2 and 4.3, one may conclude that more states
lead to lower accuracy of SVM classification. There are three major reasons
for this. First, SVMs are for binary classification in nature instead of multiple
states. This may affect the accuracy of the constructed SVM. Other multiclass
classification methods need to be applied to overcome this limitation. Second,
only two AE features (mean and standard deviation of ABS-Energy) were used
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as the input feature vectors of SVM in this study. Thus, the distribution of the
samples from different states is limited in a two-dimensional space. Overlaps
occur if the distributions of the data samples from different groups are close
to each other in this two-dimensional space. In this case, it would be difficult
for a SVM to find the separating boundaries among these overlapped data
samples. Higher-dimensional feature vectors are needed in order to improve
the accuracy of prediction. Third, because of the measurement uncertainties
in the recorded AE data, the selected duration of each data segment will also
affect the accuracy. In this study, 500ms was chosen as the duration. Shorter
time windows tend to result in lower accuracies.

5 Concluding remarks

In this paper, a non-intrusive condition monitoring method for FDM ma-
chines based on AE sensing techniques was presented. Time-domain features
of AE hits were used to identify five different extruder operating conditions of
FDM machine. The features are ABS-Energy, counts, and RMS of AE hits.
The means and standard deviations of ABS-Energy were applied in the SVM
classification. Three experimental studies were carried out. Both normal and
abnormal states were identified. The experimental results suggest that AE
technique can provide a good approach to monitor FDM processes in-situ
with the advantages of non-intrusiveness and ease of computation.

Further investigation of choosing high-dimensional AE features is needed
for better accuracy of SVM prediction and machine state identification. Multi-
class classification algorithms other than SVMs can also be chosen. System
background noises also affect the accuracy of predication. They need to be
efficiently identified and filtered out particularly in the cases when both me-
chanical and electrical background noises are present. It is also important to
point out that several time-domain AFE features such as ABS-Energy and RMS
are very sensitive to the location of the AE sensor installation. Thus the process
of normalization is critical to eliminate this scaling problem. The signal-noise
ratio is also dependent on the location of the AE sensor and the distance be-
tween the AE source and the sensor. How to improve the signal-noise ratio
requires further studies.
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