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Abstract

This paper presents a research on the development of a system which manages the tool data for
the factory using NC machines. The tool information concerning each production stages of the
industry is studied in the CIM(Computer Integrated Manufacturing) view point. The system gives
the characteristics of the easy and reliable processing of the tool data by the help of menu and
graphic functions. The DBMS (Data Base Management System) having relational model is
used for the system build-up and is interfaced with CAD system for the display of the tool
geometry.
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