L Hi

FEATURE

JI AR SRR 7R

K E

Ry ZZE T ey, sFUF R 7T EARSH AL o 09 A L ILR AT T =B, A

FESE . FER.E B

(RERFHMIAEZFR, XF 300354)

71 BRS04 %5 A B 5 47 B 2 T AR & R A 6 ) A R e R AT B E 20 0L, AR B AT A Ak e T
%A R g b 0 4 R B AR AR AR

B BE KRR S R AR R R L 7 i AT T IR AT, Rt b xd 7 RS Y ad 5 A BLIR e A4 09 R R
AT THAT, A E R R LT @BATT B2, A B HR A RS RN R 409 T e id pob 42t 77 B B

PAEFRFERAATHEA LR,

R AL 77 BR A s A ARG B R B
DOIL: 10.16080/j.issn1671-833x.2018.06.016

EEH#

B ELESE, TERRAME
REREFIESREEIERAR, L& %K
HHER R B ERIRE 10 R, R RIEX
30 RHE.

*EETHEH: BEFARB SR ESTH
(51675369 ) ; Kt AAF ¥R LS TH
(16PTSYJCO0150 ) 5 Kt [ A BF2¢ 4 -
TR g L3 17JCZDIC40100 ),

16 MisthEE A - 2018455614 5 610]

T BRI R W R A4 2 )
N TR SRR SN R . A
DIE T A, T U0E0 71 DT
HOOIATIH by S N R 25 5 A
LIRS T R 2 2R
(0 15 5 IR EE T AL, 7 A B
ARG, AT 25 46 1 T T2 17 9 Jo
i, FEAIR T ZARAEA RO BERIALA
AN TR0 o Xk A0S il i ek
RS & iR S S SRR
M5, AR DT R
SRR AT, LEHABAE R DT A
TRy BT EL AR P A
TNERG . ARV HURIEPLI
IB] 14 20% J& i ] A5 ki
SR AL I H A T L 1o >R 52 A
M T A AR R B, X ]
HRRAR Y S A= A0 T AR B AR S
A K I A B UL, 7 Al b X
I E A A A B0 ] 2 R
A EA T BTN, DT AT L2 SR BB i 46t
J) VT EI S A ) FL
U T T A AR ORS FE Y
SN AR AT DR U HILAR 2K S i b
G T LA FIHLARIE SCE R AR .

WEFTFHH , R T SE R I R 58
0] ) 35 BE 109%~50% , A B T
AT LA 10%~40%", T 4E %
N T REHE AN & &t — i
Bl T HARAS W HE AR A =R BE L= mT
SEPE R M | TR 2T A TR
T BRI T TR BE
T ELWE B ARAE Tk 532 S
e HT R

N B ERELEN
FEB5F7 %

JTEARAS B R AR o2
— RPN A RIS, — 52 B T
HARLME I R G £ 2 3 JRM 4L,
WE 1R, 75 REM > FEE
R =2 R R VI
Y Bl 2545 R S AR ARRAE 4
TR A R A5 A5 5 Ak B vk s
PR R B T R R4 , F M
ARICA B AL TT BARAS AR 1] 4 5
TR P 3 e S S K LR AE
TJRAREZ BB LR, — DA
R T HL W 3R GE TR X 3 N3
TERG ML, T SOR X 3



L F

FEATURE

ANTT TR T B E I 4 B B T
LA A
1 fEEREAR

TEVTHIIN T A v, T HCR S )
AT DL A A S Y Y s ok
AR, — Pt BT 3, — o a2
75 BN Tr 2O 2 i 1 L el
AR R ok I i T HAR T Y
JUATIEAR RIS i ] 42 19 7 =X )
SR VI H R P AR R SIS R R
(8] ¢ 75 2 b A5 R A 0 A %
o ARSI IAR T A L R R
WAL A o AN & 0 77 U AR
] LA B TR A AR  H R
L7 5 52 BB ARDLA Y
S L ST 8 A5, i HL
T BT A 0 e B e e 0 TR 5 1
AR ALIE— AR P, T
LA IS O T S AN B2 52 BIAR
PNIE I

M Z N, R 3% T Br ik 47
s I T 52 B ) TR A 2 AR R AR
143 B LA R B3 410 1 R ) L A
ZIN, DRI 32 B T S v
FIASCIR A — o R 3000 7 L P45 )
e A, — MR s v g T =17 A8
Fr 75 AT . VI A P Y
I 7 2k A TARR N AR 35
VIGT 7 LA K T B AT A 2 8] ) 4
J1o JIEHBUEAR UG 2 S ZUL R
A 22 18] F JBE 458 38 O, AT {6 74171
B3 JiM5 55 7] BB G 5C
BN A, DA IR B A R R AE
TTHREWE S Z—. FZHTEHE
sy se RPN (DR S0 DARSY: i
AT RAE P HE, Iy 4
(B A 0 5, T ZERFRR 0 Tk
I HM PR S5 NI 51 A
L, o5 — Bl A A J i 10 22
RO R L, A S RIRE X
R IR LIRS . IR Bl £
RAEPIFIR N5, —FloR g R
WL U IR R AR IR B IR JEE 5,
3 — T A A i L A S R AR IR
MRS T IRENE I EERIR

Rz, F AT s ] EA
A TE] 1 BE 452 07 V) 1 T 24 DA e
MUR RS0 45 . RIET, IR {55 2
5 5% BIME 16 B AL WL AT H 1) 2%
Je ML, B LIRSS ) 2
P22 18] 9 5 22 91 847 DI IR EE B
HE, X5 5 Ak FHRORD 25 MR A 1k 1) SR
A O B 3 Rl R A AR A
PR SRR . P RS IR TR R
PEAR I 2 A v JHL P I A% B (] R
ST = AR R S T3 . IR SR 5 AR
Eb, 75 & S5 5 R , vT LAHE
B AV AT I 3l 1 T4, DXL T L 4 By
YIH it AR i N RO AR ™, 1
S, 8 R AHE S B BT R R AR
25, B T ELRZS A U) ) S 808N
A7 R A S 2 AR R
FebE. M EHYIE Wi A DI
[ s S A TR S A R S A
S W, DRI R B A S ) T AL BN
FEAE SR U X B ERAR K. BRLA L 3
FlAh A — A5 G T RS M
U %) 4% SRR 2R R 2 v AR e . AL
fb LA 5 2CAH Eb , B3 A5 SR B AR
ARARA, i HL AR B AR 7 P,
X B AR T BT, v AR
BhAIE LA R TR LA DD A

R, DT AT X 77 BOIR A 7R 4T H
Wi T FL AR 14 R HEL AL
JVR - T T Z RS BT, i
HA 4% T AL 22 AT e A
SEAR R, PRI o ) LB 45 A R
B2, W B RE W15 5 Ab BT 0k
HEBR AR AE B A R o

o b, HIEVIHIE AR R = 2
LA P I AR AR SE PR T T B R A
ZARIEL ARG R AR T BARAS
6 phy 2 1 S AR SRR 1Y
R, T ARAS B S AR AL ) L
BURZS IR R 5 [, —Fh G5
5 B R AR B % ] 3 5 A A I
A5 SEATTRRD , DR Rt B g 1
TR o 0 py m] Sk AR
2 FHIEREX

AR R AR5 BRI
(1, SRAE AR ML AR 22 2L IRk
7%, N MR AR 3RS B IR (5 5 A
RE B IR AR, T2 (5 5
PEAT AL 2 A Hhe 6 AR RS Bl 11 4
B, I IX LR 5 Hh oS 7]
HORZSHA S SURE B R A
A HE PR R AE SR X T B AR S A
FAE, IR e AR ) R A
JE XA AR ORISR WY

fea
i || e || st ]
EEIERIEES
et
| femamsn || W RAEsA |
B in T [EEEXY
PR FEAEHLER
H‘ i E‘V _-:l:/ . =N ::l:/
| s g ||| [ O R
SURAIRBON SR |||k | B R
| FOBRO EEBU| UM A
o 4 G 2% I ey
Tl

Bl JEREE

BEMSTAEZRE R

Bem

Fig.1 Intelligent monitoring framework of tool condition
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Recent Advances in Intelligent Monitoring of Cutting Tool Condition

WANG Guofeng, LI Zhimeng, DONG Yi
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[ABSTRACT] As one of the main research fields of intelligent machining technology, monitoring and diagnosis of the cut-

ting tool condition is of great significance to improve manufacturing efficiency and workpiece precision. Herein, the research

status of intelligent monitoring of the tool condition is reviewed. The principle and method of the key technologies in intel-

ligent monitoring system including sensor selection, feature extraction and pattern recognition are analyzed in depth. Further,

the application status, existing problems and future direction of tool condition monitoring are discussed in details. The progress

presented in this paper will be expected to improve the reliability and adaptability of the intelligent condition monitoring sys-

tem and promote its application in the intelligent manufacturing system.
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