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Research Progress of Monitoring and Control in Cutting Process of CFRP
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LI Pengnan

Abstract  The real-time monitoring and machining process control is an important method to improve the final
machining quality of CFRP. In this paper, the prediction methods of the cutting process of CFRP are summarized
from three aspects of physical simulation, mathematical model, and intelligent model. Moreover, the on-line
monitoring methods of both tool wear and machining quality are reviewed based on the state information acquisition ,
feature information extraction, and monitoring model construction. Then, the on-line intelligent control methods of

both cutting force and cutting vibration in the cutting process of CFRP are discussed. Finally, the future research

trends of the above aspects are analyzed and prospected.
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Fig.5 Schematic diagram of neural network prediction structure
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Fig. 6  Intelligent monitoring framework of tool condition
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