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An Enhanced Shopfloor Oriented Programming (AESOP) System
using Interactive Graphics for the Turning Machine.
Seong-Kyoon Kang, Ji-Seok Lee, Song-Yul Choe

Abstract

An Enhanced Shopfioor Oriented Programming(AESOP) system is developed as a programming utility of the
CNC turning machine. The developed system is specially designed to give a beginner the convenience for CNC
part programming with graphical interaction between a machine operator and the AESOP system. The
combination of process-oriented cycles and various contour programming as well as an immediate tool path
verification support the easiness and swiftness of a part program generation in the shopfloor. Since the AESOP
system has been designed to operate on the basis of MS-Windows in the PC-embedded CNC system, it is also
useful for the training of the part programming by utilizing prevailing personal computers in the educational

department.
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