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A method of Fuzzy Set for Tool Condition Monitoring

Wu Xuezhong Li Shengyi Fan Dapeng
(Department of Electromechanics and Instrumentation, NUDT, Changsha, 410073)

Abstract In this paper, a new method of tool condition monitoring in milling by fuzzy set theory has been studied,
the relationship between the tool conditions and monitoring indices (features) is described by a linear fuzzy equation, the
parameters of this equation are determined in accordance with the possibility and the probability distributions of the
learning samples. In order to verify its effectiveness, the controlled experiments of tool condition monitoring in milling
has been made, the results show that it is effective to tool condition monitoring.
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