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Distributed network measuring system

new oriented advanced manufacturing measurement system
LUO Xiao_chuan, CHE Ren_sheng, CUI Chang_cai

( Dep artment o A utomatic Measurement and Conirol, H arbin Insiitute of
Technology, Harbin 150001, China)

Abstract: With appearance of “agile manufacturing”, “ network manufacturing” and “ global m anufactur
ing” , a modern manufacturing system needs a new advanced measuring system. An advanced manufacturing
mode is characterized by distribution, flexibility and agility, which decide the features of the distributed
measuring system( DM S) . Beginning with the summary of the fruitful results in advanced manufacturing
and distributed measuring system, the paper discusses the key technologies of DM S such as architectures of

integration systems, data transfer format, measuring equipment oriented netw ork, analyses and control of

systems.

Key words: measuring systems; network manufacturing; advanced manufacturing
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