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ABSTRACT

STUDY ON STRATEGY OF TOOL
CONDITION MONITORING

ABSTRACT

The main purpose of this dissertation is to study the strategy of
tool condition monitoring. In this paper, some methods are proposed
after analyzing the relative theory thoroughly. To solve the tool condition
monitoring problem, many experiments are performed using AE sensor
to obtain the tool condition signals. Based on the experiment data, tool
condition recognition model is carefully studied.

The main contributions of this paper are shown as follows:

1. Experimental study on tool wear and breakage.

A tool condition monitoring experiment system, using AE sensor.
high resolution digital oscilloscope is developed. By using this system, a
great mass of normal cutting condition signals, tools wear signals and
tool breakage signals are collected under carefully designed experiments.
2. Study on feature extraction.

After analyzing a large quantity of experimental data, it is

discovered that the cutting parameters and tool flank wear have some



ABSTRACT

influence on the RMS of AE signals.
3. Study on the models of tool condition recognition.

Based on investigation the present state of tool condition
recognition, adaptive resonant BP neural network obtained systematic
study. After studying the properties and the parameters of the BP neura
network, we use this network in tool wear recognition and get ideal

results.

KEY WORDS tool condition monitoring, AE sensor, BP neurd
network
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Table 1-1 principle classification of tool condition sensing methods
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Figl-1The basic components of tool condition monitoring system
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Fig2-1 Constitutes of experiment system .

0.28% Si, 0.27% Mo, 1.18% Cr, 0.5% Mn,1.4%; 2-2
; : | = 11mm, re = 0.4mm, s = 3.97m. (
, , e )
3.
, 1Cr18Ni9Ti. : 330~340mm,
120mm. 2-1
2-1
Table2-1 Material component of workpiece NO.1
''c |ss | wmMn | P | s | Ni | o | Mo | cu N
‘DO.lZ‘Dl.OO‘DZ.OO ‘50.035‘50.030‘ ffg(') 112%%‘ — ‘ — ‘ —
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Fig2-2 Geometry parameter of tool insert
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, . 3 150mm,

1) =0.1mm/r ap=0.1mm VB=0.302mm
2) =0.15mm/r ap=0.1mm VB=0.302mm
200, 250, 300, 400, 500,600r/min.
2. AE

& 150mm,
1) n=400r/m f=0.1mm/r VB=0.225mm
2) n=600r/m f=0.2mm/r VB=0.225mm
, 0.1,0.2,0.3mm

1) n=500r/m ap=0.1mm VB=0.225mm
2) n=600r/m ap=0.1mm VB=0.225mm
0—0.4mm/r s
45# . ,
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3.3.1 AE
1. AE (RVS)
AE (RVIS) : ,
AE RMS . ,

f =0.1mm/r ap=0.1mm  VB=0.302mm
f =0.15mm/r ap=0.1mm  VB=0.302mm

) v= [100 125 150 200 250 300]
RMS =[2.94 3.163 2.63 2.866 3.236 2.956]
) v= [100 125 150 200 250 300]
RMS=[ 3.181 3.264 3.413 3.486 3.748 4.268]
AE RMS v 3-3 .
3-3 454 AE RMS .

. 50m/min<v < 150m/min

, v AE RMS ; ,
; v>150m/min . AE RMS ;
, , . AE RMS
o 45# , V>150m/min
: v AE RMS °
: (1) :
, AE o A5#

50m/min<v < 150m/minAE .
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RMS of AE Signal(mv)
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(2) AE RMS
5.5 T T T T T T
O f=0.1mm/r ap=0.1mm VB=0.302mm
+ f=0.15mm/r ap=0.1mm VB=0.302mm
4. -
3. .
®
2.5 1 1 1 1 1 1
50 100 150 200 250 300 350 400
Cutting Speed(m/min)
3-3 --—-RMS (45#)
Fig3-3 Relationship between RMS and cutting speed(45#).
AE (RMS)
AE (RMS) ; ’
AE RMS s
f =0.1mm/r v=200m/min  VB=0.225mm
f =0.2mm/r v=300m/min  VB=0.225mm
ap= [0.1 0.2 0.3]
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0 0.05 0.1 0.15 0.2 0.25 0.3 0.35 0.4
Cutting depth(mm)
3-4 --—-RMS (45#)
Fig3-4 Relationship between RMS and cutting depth(45#)..
3-4 45# AE RMS o
ap AE RMS i AE
. . RMS
AE (RMS)
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AE (RNS) : :
AE RMS .

AE RMS f 3-5

12

T T T T
QO v=250m/min ap=0.1mm VB=0.225mm

+ v=300m/min ap=0.1mm VB=0.225mm

RMS of AE Signal(mv)

L L L
0 0.05 0.1 0.15 0.2 0.25 0.3 0.35

Feed velocity(mm/r)

3-5 —RMS (45%)
Fig3-5 Relationship between RMS and feed velocity(45#).

3-5 45 A RMS .
, , AE RMS f
AE RMS .
4, AE (RUS)
AE (RUS) ,
AE RMS .
, VB
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RMS VB 3-6

4+ v=200m/min ap=0.15mm f=0.15mm/r

35 1 1 1 1 1 1 1 1 1

3-

RMS

0 0.05 0.1 0.15 0.2 0.25 0.3 0.35 0.4 0.45
Flank wear(mm)

3-6 VB-RMS (45#)
Fig3-6 Relationship between RMS and flank wear(45#).
6 45 AE RMS
VB < 0.1mm , . AE RMS
VB > 0.1mm , VB . RMS ;

. 0.1mm .
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3.3.2 AE
1. AE
AE ,
f =0.1mm/r @ap=0.1mm  VB=0.302mm
v= [100 125 150 200 250 300]
AE v 3-7
5
Cutting Speed Index Frequency(Hz)
3-7
Fig3-7 The influence of cutting speed on spectrum
3-7 , 45# AE
10KHz - 125m/min~200m/min :
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AE (RMS) : :

f =0.1mm/r v=200m/min  VB=0.225mm

ap= [0.1 0.15 0.2 0.25 0.3 0.35] (mm)
AE 3-8

Cutting Depth Index

Frequency(Hz)

3-8
Fig3-8 The influence of cutting depth on spectrum.
3_8 ) ) AE lOKhZ
, o AE

AE , ,



ap=0.1mm wv=250m/min  VB=0.225mm
f = [0.1 0.15 0.2 0.25 0.3 0.35] (mm/r)

AE f ,
o e
X 10 ........................
15\ .................................................
1\ ...............................................
s |l
0- ......
Feed Velocity Index Frequency(Hz)
3-9
Fig3-9 The influence of feed velocity on spectrum.
3_9 L] L] AE 10Khz
AE |
4. N
AE |

VB

ap=0.15mm v=250m/min f =0.15mm/r
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VB = [ 0 0.07 0.145 0.16 0.225 0.302 0.425] {mm)

RMS VB 3-10 o
e
PR B
A
0.8 .o s
R BN B
VB Index Frequency(Hz)
3-10
Fi1g3-10 The influence of flank wear on spectrum
3-10 . VB
( ) 0.145mm , AE 10Khz VB
o VB 0.145mm  0.302mm . AE
10Khz ; ,
, AE . s
, AE 10KHz
o 10KHz
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BP

4-1

ap f v RMS VB apl fl vl RMS1 VB1

1 01 01 250 30586 0125 O 0 0.5 0.134305 0

2 01 015 250 3.0762 0125 O 0333333 05 0.13844 0

3 01 02 250 3.0627 0125 O 0.666667 0.5 0.135268 0

4 01 025 250 29184 0125 O 1 0.5 0.101363 0

5 02 01 250 26807 0128 0.5 0 0.5 0.045512 0.009231
6 02 015 250 3064 0.128 05 0.333333 0.5 0.135573 0.009231
7 02 02 250 3.0927 0129 05 0.666667 0.5 0.142317 0.012308
8 02 025 250 4.0464 013 05 1 05 0.3664 0.015385
9 03 01 250 27887 013 1 0 0.5 0.070888 0.015385
10 03 015 250 3.0204 0131 1 0333333 0.5 0.125329 0.018462
1 03 02 250 28332 0132 1 0.666667 0.5 0.081344 0.021538
12 03 025 250 28517 0132 1 1 0.5 0.085691 0.021538
13 01 01 300 31364 0145 O 0 1 0.152585 0.061538
14 01 015 300 30323 0145 O 0.333333 1 0.128125 0.061538
15 01 02 300 318 0146 O 0.666667 1 0.164004 0.064615
16 01 025 300 34903 0146 O 1 1 0.235738 0.064615
17 02 01 300 28314 0149 05 0 1 0.080921 0.073846
18 02 015 300 26363 015 05 0333333 1 0.03508 0.076923
19 02 02 300 28048 0.152 0.5 0.666667 1 0.074671 0.083077
20 02 025 300 36682 0.152 0.5 1 1 0.277538 0.083077
21 03 015 300 30292 0152 1 0333333 1 0.127397 0.083077
22 03 025 300 33823 0152 1 1 1 0.210362 0.083077
23 03 01 300 28489 0155 1 0 1 0.085033 0.092308
24 01 01 200 2487 0225 O 0 0 0 0.307692
25 01 01 250 3134 0225 O 0 0.5 0.152021 0.307692
26 01 01 300 3937 0226 O 0 1 0.340695 0.310769
27 01 015 200 3049 0226 O 0.333333 O 0.132049 0.310769
28 01 015 250 3465 0226 0 0.333333 0.5 0.229793 0.310769
29 01 015 300 4863 0228 0 0.333333 1 0.558271 0.316923
30 01 02 200 2646 0228 0 0.666667 O 0.037359 0.316923
31 01 02 250 5398 0229 0 0.666667 0.5 0.683976  0.32
32 01 02 300 5483 023 0 0666667 1 0.703947 0.323077
33 01 025 200 4437 0232 O 1 0 0458177 0.329231
34 01 025 250 5954 0232 O 1 0.5 0.814615 0.329231
35 01 025 300 6577 0233 O 1 1 0.960996 0.332308
36 02 01 200 3224 0235 0.5 0 0 0.173167 0.338462
37 02 01 250 3361 0.237 05 0 0.5 0.205357 0.344615
38 0.2 01 300 5565 0237 0.5 0 1 0.723214 0.344615




BP

ap f v RMS VB apl f1 vli RMS1 VB1
39 02 015 200 4.167 0237 05 0333333 0 0.394737 0.344615
40 02 015 250 4352 0237 05 0.333333 0.5 0.438205 0.344615
41 02 015 300 5257 0237 05 0.333333 1 0.650846 0.344615
42 02 02 200 5452 0237 05 0.666667 0O 0.696664 0.344615
43 02 02 250 6.061 0238 05 0.666667 0.5 0.839756 0.347692
44 02 02 300 6.743 0238 0.5 0.666667 1 1 0.347692
45 02 025 200 4243 0238 0.5 1 0 0412594 0.347692
46 02 025 250 5285 0.238 0.5 1 0.5 0.657425 0.347692
47 02 025 300 6.204 024 05 1 1 0.873355 0.353846
48 03 01 200 3391 024 1 0 0 0.212406 0.353846
49 03 01 300 378 024 1 0 1 0.304981 0.353846
50 03 015 250 3615 0241 1 0333333 0.5 0.265038 0.356923
51 03 02 200 4.218 0241 1 0.666667 O 0.40672 0.356923
52 03 02 300 4102 0241 1 0.666667 1 0.379464 0.356923
53 03 025 250 6.106 0241 1 1 0.5 0.850329 0.356923
54 01 01 200 2861 0302 O 0 0 0.087876 0.544615
55 01 01 250 323 0302 O 0 0.5 0.175987 0.544615
56 01 01 300 3956 0302 O 0 1 034516 0.544615
57 01 015 200 3486 0302 O 0333333 0 0.234727 0.544615
58 01 015 250 3.748 0304 O 0.333333 05 0.296288 0.550769
59 01 015 300 4.298 0304 O 0333333 1 0425517 0.550769
60 01 02 200 2688 0304 O 0666667 O 0.047227 0.550769
61 01 02 250 3.698 0305 O 0.666667 0.5 0.284539 0.553846
62 01 02 300 4485 0305 O 0666667 1 0.469455 0.553846
63 02 01 200 3327 0306 0.5 0 0 0.197368 0.556923
64 02 01 250 273 0306 0.5 0 0.5 0.057096 0.556923
65 02 01 300 3.839 0307 05 0 1 0317669  0.56
66 02 015 200 384 0307 05 0333333 0 0317904 0.56
67 02 015 250 3.793 0307 05 0.333333 05 0.306861  0.56
68 02 015 300 4.185 0307 05 0333333 1 0.398%6  0.56
69 02 02 200 3374 0307 05 0666667 O 0208412  0.56
70 02 02 250 3177/ 031 05 0666667 05 0.162124 0.569231
71 02 02 300 4312 0311 05 0.666667 1 0.428806 0.572308
72 03 01 300 4238 0312 1 0 1 0411419 0.575385
73 03 015 250 6589 0318 1 0333333 0.5 0.963816 0.593846
74 03 02 200 4644 032 1 0666667 O 0.506814 0.6
75 01 01 200 519 0425 O 0 0 0.636513 0.923077




BP

ap f v  RMS VB apl f1 vli RMS1 VB1

76 01 01 250 4901 0429 O 0 05 0567199 0.935385
77 01 01 300 5342 0431 O 0 1 0.670818 0.941538
78 01 015 200 4525 0438 0 0.333333 0 0.478853 0.963077
79 01 01 250 4914 0441 O 0 0.5 0570254 0.972308
80 01 01 300 4972 0445 O 0 1 0.583882 0.984615
81 01 02 300 5861 0445 0 0.666667 1 0.792763 0.984615
82 01 02 250 5237 0446 0 0.666667 0.5 0.646147 0.987692
83 01 02 200 4699 045 0 0.666667 0O 0.519737 1
4-1 , ap, f, v { . mmJ,
{ . mm/r), i . m/min), RMS AE (
. mv), VB ( . mmJ. al, f1, vi, RMS1,VB1
a, f. v, RMS, VB R
4.4 BP
4 .
. 4, |
. 15. BP 4-2
4-1 83 .
. BP .
. . 0.1,

0.000001-
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4-2 BP
Fig4-2 The diagram of BP network

4-3 169 , 0.000001 ;

Training-Blue Goal-Black

Performance is 8.47428e-007, Goal is 1e-006

1005 T T T T T T T T

103

—
1=}
s

107

10'7I- 1 1 1 1 1 1 1 1
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1. AE (RMS) rmsl.m
2. AE (RMS) rms2.m
3. AE (RMS) rms3.m
4., AE (RMS) rms4.m
5. AE experiment_powmuti.m
6- aeshenjing.m

function x=rmsl

clear;

v1=[100 125 150 200 250 300];

v2=v1;%[100 200 250 300];%

RMS1=[2.94 3.163 2.63 2.866 3.236 2.956];
RMS2=[3.181 3.264 3.413 3.486 3.748 4.268];
pl=polyfit(vl,RMS1,2);
p2=polyfit(v2,RMS2,2);

v=50:5:400;

RMS11=polyval(pl,v);

RMS22=polyval (p2,Vv);

plot(vl,RMS1, "ok",v2,RMS2, "+k");

hold on;

plot(v,RMS11, "k",v,RMS22,"k");

xlabel (*Cutting Speed(m/min)*);

ylabel (*RVMS of AE Signal(mv)*);

legend("f=0.1mm/r ap=0.1mm VB=0.302mm", "f=0.15mm/r
VB=0.302mm* ,2)

hold off;
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function x=rms2

clear;

apl=[0.1 0.2 0.3];
RMS1=[2.956 3.839 4.238];
RMS2=[2.188 2.374 2.644];
RMS3=[2.487 3.224 3.391];
RMS4=[3.937 5.565 6.785];
pl=polyfit(apl,RMS1,1);
p2=polyfit(apl,RMS2,1);
p3=polyfit(apl,RMS3,1);
p4=polyfit(apl,RMS4,1);
ap=0:0.01:0.4;

RMS11=polyval(pl,ap);
RMS22=polyval (p2,ap);
RMS33=polyval (p3,ap);
RMS44=polyval (p4,ap);
%subplot(211);

plot(apl,RMS1, "ok",apl,RMS2, "+k");
hold on;

plot(ap,RMS11, *k",ap,RMS22, "k");
xlabel (*Cutting depth(mm)*);
ylabel (*RMS of AE Signal(mv)*);
legend("f=0.1mm/r  v=300m/min  VB=0.302mm", " f=0.2mm/r
VB=0.302mm",2);

%subplot(212);

hold off;

plot(apl,RMS3, "ok",apl,RMS4, "+k");
hold on;

plot(ap,RMS33, "k",ap,RMS44, k") ;
xlabel (*Cutting depth(mm)*);
ylabel ("RMS of AE Signal(mv)*");
legend("f=0.1mm/r  v=200m/min  VB=0.225mm", " f=0.2mm/r
VB=0.225mm",2)

hold off;
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function x=rms3

clear;

v1=[0.1 0.15 0.2 0.25];
v2=v1;%[100 200 250 300];%
RMS1=[3.134 3.465 5.398 5.954];
RMS2=[3.937 4.863 5.483 7.437];
pl=polyfit(vl,RMS1,1);
p2=polyfit(v2,RNS2,1);
v=0:0.01:0.4;

RMS11=polyval(pl,v);

RMS22=polyval (p2,Vv);

plot(vl,RMS1, "ok",v2,RMS2, "+k");

hold on;

plot(v,RMS11, "k",v,RMS22,"k");

xlabel ("Feed velocity(mm/r)*");

ylabel ("RMS of AE Signal(mv)*");

legend("v=250m/min ap=0._1mm VB=0.225mm" , "v=300m/min
VB=0.225mm",2)

hold off;

function x=rms4

clear;

v1=[0 0.07 0.145 0.16 0.225 0.302 0.425];

v2=v1;%[100 200 250 300];%

RMS1=[3.9406 4.0032 4.0623 4.1513 4.3765
6.1311];

%RMS2=[3.937 4.863 5.483 7.437];

pl=polyfit(vl,RMS1,2);

%p2=polyfit(v2,RMS2,1);

v=0:0.01:0.5;

RMS11=polyval(pl,v);
%RMS22=polyval (p2,Vv);
plot(vl,RMS1, "+k");

hold on;

plot(v,RMS11, "k");

xlabel ("Flank wear(mm)*®);
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ylabel (*RMS of AE Signal(mv)*);
legend("v=200m/min ap=0.15mm =0.15mm/r",2)
hold off;

function x=experiment_pow
clear;
stri="f:\work\AE\lunwen\";
for i=1:6

str2=num2str(i);
str3=[strl,str2,".txt"];
fid=fopen(str3,"r*);

x1=fscanf(fid, "%f");
fclose(fid);
Fs=2500000;

lie=2;

n=length(x1);
nl=n/lie;
time=x1(1:2:n-1);
singal=x1(2:2:n);
singall=singal(1:1:1500);
time=time";
singal=singal";
singall=singall”;

nfft=256;

x=singall;

w=hanning(nfft);

noverlap=0;
[pxxf(:,1),f]=pwelch(x-mean(x),nfft,Fs,w,noverlap,0.95);
end

waterfall (f,1:6,pxxf");

xlabel ("Frequency(Hz)");

ylabel (*Feed Velocity Index");

zlabel (*G(F)*)

function x=aeshenjing
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clear;

a=load ("ae.txt");
depth=a(:,1);

f=a(:,2);

v=a(:,3);

vb=a(:,4);

rms=a(:,8);
maxd=max(depth);
mind=min(depth);
dn=(depth-mind)./(maxd-mind);
maxf=max(f);

minf=min(f);
fn=(F-minf) ./ (maxf-minf);
maxv=max(V);

minv=min(v);
vn=(v-minv)./(maxv-minv);

maxvb=max(vb);

minvb=min(vb);
vbn=(vb-minvb) ./ (maxvb-minvb);
maxrms=max(rms);

minrms=min(rms);

rmsn=(rms-minrms) ./(maxrms-minrms) ;%

b=[dn,fn,vn,rmsn];
b=b" ;vbn=vbn*;

[R,Q]=size(b);

iitst=2:4:Q;
iival=4:4:Q;
iitr=[1:4:Q 3:4:Q] ;
w.P=b(:,1ival);
vv.T=vbn(:,1ival);
vt.P=b(:,1itst);
vt.T=vbn(:,1itst);
ptr=b(:,iitr);
ttr=vbn(:,1itr);

%
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net=newff(minmax(ptr),[15 1],{"logsig® "logsig"}, "trainim®);
%

%net.trainParam.show=111;

net.trainParam.epochs = 200;

net.trainParam.goal = 0.000001;

net=train(net,b,vbn);

figure(l);

[net,tr]=train(net,ptr,ttr,[],[],vv,vl);

%

figure(2);

plot(tr.epoch,tr.perf, r*,tr.epoch,tr.vperf, :g",tr.epoch,tr.tperf,"
-.b%);

legend("Training®, "Validation®,"Test",-1);

ylabel (*Square Error®);

xlabel ("Epochs™);

t2 = sim(net,b);

figure(3);

[m,bb, r]=postreg(t2,vbn);
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