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A Study on the Development of a Quality-Driven CIM System
(Part I: Framework)

Mujin Kang*

ABSTRACT

As the gignificance of quality in the senge of customer satisfaction is growing, the management of quality
becomes one of the main interests in the manufacturing systems research. This paper presents the concept
of quality-driven CIM(Computer Integrated Manufacturing) system which is composed of a business process
domain and a quality domain. In the business process domain, business functions are integrated by conven-
tional design and manufacturing databases on the one hand, and an integrated quality system is inter-
linked to them via several quality modules on the other hand. Quality information model connects the busi-
ness process domain with the guality domain where various types of quality data are stored in the form of
quality database. This framework helps a manufacturing enterprise to implement the quality-driven CIM
system to achieve its final objective “customer satisfaction”.

Key Words: CIM(AFH T4, Quality Assurance(EZHZ), Manufacturing System (4FA 2H),
Integration(53), Database (do] el o] £)

1. M B Bl BB o] He AZ 349 AUE I

olgigd gd&od AxIAES AE. A=xrled A

el wAHE, A7E A, PR M Fo Hofrt 2 459 el A5 55 Food 3A4Y L A
oA w$ Al Uk dolz AFe e YA & 2g o) gom, o)d ma} A2 REL A
e 5 2xdsde §4% 55 S g ¢ & st o ARl d AFEA ¥ 394
BE 3z At AFES} FRAY 7169 $EH 21 & A, 7R 23 5 AAEY § AAREES £718 2
Lo wE 7199 =g, 719 od Aeold AF HA 82X, E 28 AFeAY Agte X R f8EE
A Azlel g 7igd BA] AAAY 57 % MR 2H 7199 olaE BEE AE BRE §
vhe] Aoz st stuj, HAAL Qo] §EH Atk nA o] 2 FAGE AFLAZ 7P EH T A=

nolt

o

* Agaden 7743

63




AR 9 AxAYeR HgEr, 1o et 228 A
E 71, 2HH] SAFLE B2 A3, Az 7 F
BE 494 2 FIAFRY @A RUEYH| o=
Y= 1 ddrt (Fig. 1)."

U e M A& e
] [EEeAl G EEeA] ) [
| BOMIMIHER  ARRF_ . 1 | B
a2 .4:*' DwG »3E aﬂiggé}"” ;59
e £
grgf_m'__}-m};%ﬂ i
1 . — i -
| o RN R Emea P
x .
A LA T e g ®
LA R i —
___________________________ ]
w  WES BE — ApEY 25 ﬁ T MarAlam

Fig. 1 Composition of manufacturing system
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Fig. b Architecture of quality-driven manufacturing system
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