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Monitoring and Detecting of Tool Failures

in Milling Process

Xia Zhengquan

Abstract

Monitoring and detecting of tool failures are the essential measures in automa-
tic production, both in adaptive control of constraint and adaptive control opti-
mization (ACC and ACO), But, up to now, there are still some -difficulties in the
monitoring of rotating milling cutter on line;

Tool failures include breakage and wear, The former makes the cutter non-
contact to the workpiece and the later leds to torque increase, hence some algori-
thms have to determine whether any tooth has broken or worn on a face-milling
cutter within two complete revolutions,

Our objective will be archieved due to emitting and then receiving the chang-

ing signals with a special sensor and signal process system,



