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Al for Tool Condition Diagnosis
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Al for Tool Wear Measurement
o|0|X| cllojE{et Q2 XIS (Al) 7|t HAlZ 2 Otmzk A= £2M

A2t 341 0|0
TS Tt B e AR} ¢

m_ﬁ
Jtot
AIn

I
=

Camera

Elg{Ll 7|dio] o= Ell
AFHetaE Held Z2S 0|8510 EAST OI2E 4=

&A4/0|0|X| (TCP/UDP)
»

.ge, g § "o

Edge Server ¢
A Flask API

<

Al Model

Camera System
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On—-Machine
Vision System
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n FE simulation
2-D cutting experiments |
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Tool wear measurement "
dw/dt LoV,

Tool wear model
Model I : dw/dt = C, - exp(-Cy/ T) - oy - V
Model II : dw/dt = C, - exp(-Cy/Ty) - V,
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| Tool wear geometries
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¥C = 50 m/min

FN =015 mm/rev FN=0.25 mm/rev

Cutting time = 2.1 min
(Length = 90 mm)
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