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Abstract
In product manufacturing process, there are various technologies for quality control methods.

One of the methods for quality control is a monitoring system to manage and maintain the

product manufacturing process. However, monitoring of the product manufacturing process

for the maintenance and management of product quality requires monitoring of the entire

process, including before and after process, not just during process. Therefore, the management

of the manufacturing quality needs the condition monitoring in the above method. The

condition monitoring technology of this study is based on waveform analysis of data in various

manufacturing, and is used for turning, joining, injection molding, etc. The results of this study

will be useful for DX (Digital Transformation) at the manufacturing site. In this paper, we first

give an overview of the condition monitoring technology in each manufacturing process, and

then describe the condition monitoring technology based on waveform analysis for general-

purpose production processes that can be considered from the common points.
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