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Abstract

This study suggests a model of production information system that can reduce manufacturing lead
time and uniformize quality by using DNC S/W as a part of constructing production information
management system in the industrial field of the existing marine engine block manufacturing companies.

Under the effect of development of this system, the NC machine interface device can be installed in
the control computer to obtain the quality information of the workpiece in real time so that the time to
inspect the process quality and verify the product defect information can be reduced by more than
70%. In addition, the reliability of quality information has been improved and the external credibility has

been improved.

It took 30 minutes for operator to obtain, analyze and manage the quality information when the
existing USB memory is used, but the communication between the NC controller computer and the NC

controller in real time was completed to analyze the workpiece within 10 seconds.
Keywords: production information system, reduce, manufacturing lead time, DNC, marine engine block,

real time
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[Figure 1] Work Flow Chart
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