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Tool Monitor PLUS
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Tool Condition Monitoring System based on NC controller

¥ Features
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No clamp meters or external PCs required. Easy installation with software only.
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Detects tool breakage in drills down to @0.5 mm.
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Predicts remaining tool life after each tool change, enabling
quantitative tool management
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Stores up to 4 months of machining data, enabling traceability and
root cause analysis when abnormalities occur.
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Uses the graph trend to predict remaining Analyze historical trend data to determine when
cycles until the threshold is reached. anomalies and events occurred.
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BESF Detection Examples
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Machine:L20  Tool: Cut Off (Gang Tool Post) Wermlly om Toe!
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Detects Tool Chipping.
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Machine:L32  Tool: ®1.4Drill (Back Tool Post)
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ERAFETODA X Implementation Process

<Sample Program>
AN | MITOYSLCT BARMONE | g
H7 5L - S8 NS~ > ZBESE AT, COX12.02.05T5;
Progrqmmlng G1X8.0 FO.1; ’
N10;
Insert sequence numbers before and after the =13 >
measurement section in the machining program. Mﬁ-l'/E\I“ZFEﬁ . { G1710.0 F0.03;
easuremen G1X113.0W1.5
section N100;
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Cut Air

While viewing the current data, define the "Air-Cut Section”
and “Actual cut Section” within the measurement section.
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i i i [ ] Section extraction settings filter out current
— - B : fluctuations caused by factors other than
%DDIZJ)%%TE f f i f A%EDCJL:HIZSZB?: machining, such as material length and machine

T I temperature. This enables anomaly detection

Current values during air even machining in small cutting amount.
cutting and actual cutting.
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After 3 to 5 tool life cycles, the system automatically learns and
configures the monitoring features and threshold values.
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Operation

By monitoring feature trends over time, users can adjust
threshold and extend tool life.

WSS L20E-3M Series. L32—2M Series
S ted Model xWindows#E##% / Windows-Equipped Models

Upported Models | T a&® & | %4t | Required “Tool life management 1"
MBS A [ Retro fit Available
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