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Remote Cutting Optimization and Management Platform
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Abstract : In recent years, most of industrial products are customized with high cost. They have a
characteristic of small quantity and high diversity. Those high-end products require full inspection, and
thus it is also labor-intensive. Besides, the machining process for such products tend to be high removal
rate and long processing time. ITRI has built a remote cutting optimization and management platform
with integrated cutting diagnostics feature. It helps to optimize machining data, such as machining path
and load by remotely extracting processing parameters prior to actual processing. Furthermore, with
the remote management feature, the platform not only can monitors the processing quality, but also
does optimal compensation by the feedback of parameters. The production data can be uploaded to the
cloud for cross-site integration to reduce cost and improve productivity.
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