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STEP, NC, STEP-NC, CNC, Intelligent machining system
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Fig. 1 Numerical control, (a) Parson, J. T. , (b)
Propeller blade, (¢) NC Machine
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Table 1 Standards for NC

ISO 841,
and motion nomenclature,
ISO/TR6132, Numerical
-Operational
,1975-12-15,
ISO 4343, Numerical control of machines -NC
processor output -Minor elements of 2000- type
Ist edition,

Numerical control of machines - Axis
,1974-07-01
of machines
data

Ist edition
control
and

command format,

records, (post-processor commands),
1978-04-01
ISO 3592, Numerical control of machines -NC

processor output logical structure(and major
words), Ist edition, 1978-12-15

ISO 2972, Numerical control of machines
-Symbols, 2nd edition, 1979-08-16

ISO 4336, Numerical control of machines

-Specification of interface signals between the
numerical control unit and the electrical
equipment of an NC machine, Ist edition ,
1981-05-01

ISO 6983/1, Numerical control of machines
-Program format and definition of address
words-Part 1 : Data format for positioning, line
motion and contouring control systems, Ist

edition, 1982-09-15

ISO 4342, Numerical control of machines -NC
processor input - Basic part program reference
language, 1st edition, 1985-12-15

ISOG/IEC 646, Information technology -ISO 7-bit
coded character set for information interchange,
3rd edition, 1991-12-15

ISO/IEC  9506-4,
-Manufacturing Message Specification - Part 4:
Companion standard for numerical control, Ist
edition, 1992-12-15

ISO 11161,

Industrial automation systems

Industrial automation systems -Safety

of integrated manufacturing systems Basic
requirements, 1st edition, 1994-04-01
ISO 2806, Industrial automation systems

-Numerical control of machines - Vocabulary
2nd edition, 1994-07-15
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