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ABSTRACT

In this paper, the active monitoring and control system is developed. This system can monitor the status of high

the speed spindle in real time during its processing, and can analyze its influence of dimensional accuracy and

processing if any, and can control the machining condition to realize the machining system equipped with active

monitoring and self-diagnostic features. Machining experiment was performed on 3 materials Al, Brass and S45C

in order to derive the relation between active monitoring and control algorithm by the machining load. In addition,

we measured surface roughness of processing specimen along with the data change of spindle rotating speed and

conveying speed according to variation of machining load. Based on these experiments, we derived relations for

each material that can be applied to the control algorithm to allow self control of the rotating speed and conveying

speed according to the machining load.
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Fig. 2 The structure of active monitoring systems
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