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This paper describes a development of
conversational program for lathe. The proposed

NC

specialized for use in machine tool controls. Its

program is a programming  system
easy to use graphic interface, built-in database
capabilities make it an ideal way to program
part on the shop floor.

In order to manage effectively machining
process, it proposed the algorithm of tree
structures for design processing. Also using
interactive structure, it proposed the methods of
generate

conversational programming to

automatically NC program.
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Fig. 2 Flowchart for Shopfloor Programming.
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