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eTOP tool management system proposed by NIKKEN
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is clear at a glance
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Built-in tool managementsoftware
Dedicated touch panel PC
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Intuitive graphical interface (based on current standards) and minimize the errors,

guiding the operator through each step
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Enhanced software function

Measuring data of each single tool can be saved as tool
layout group.

It generates postprocessor program.
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The system allows full customization and configuration
of the data needed for the NC to load new tools.

It is possible to manage different configuration,
according to the machine tool manufacturer
specifications.
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Various file transfer system

Postprocessor is allowed the measured data to
change to text file, so that it can easily transfer to
the numerical control or server through USB or the
network. 0
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Software preinstalled

The software is preinstalled on the middle class
model or the above.

It is also available for the entry models to install
the software to PC.
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Tool ID system using QR code
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Tool identification system using bidimensional code
For integration with the tool presetting unit, the system allows acquisition of the measurements directly from the tool presetter.
The system allows full customization and configuration of the data needed for the NC to load a new tool.
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Touch panel system on IPC

All operations are completed on the full touch screen on
IPC and enhanced the productivity.
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No need additional costs for [=]
mechanical modification of tool holders
The system allows users to avoid additional costs for the purchase or modification of tool-holders and for the

cost of the electronic control units for each CNC machine.
This unique code/mark can be applied by a laser marking system or using labels printed with specific printer.




NEW TTS Tool Tracking System
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Ultra-high-speed external setup is possible with the Tool Tracking System
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Ultra-high-speed external setup “TTS” process is clear at

The list of tools required for the next process is clear at a glance a glance

Ultra-high-speed external setup

PRESETTER TNMIFEY—-ILEYh W Lty R — )L DFFTEH
Uty IRNF—9) (BIYHIYVF—IEDRERER)

Next processing plan Tool location
"Data in presetter" "Match result"

Code Type

Machine
bis-256 Endmill
new gt Reamer
hhl7 Tap
flux-128 Endmill
nax-48 drill
helix Tap

kjh Reamer

tool status
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Target machine
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Common tool (MC1:3) Location move tool (MC2:1, MC3:1) (RAbwhH=—:27)
Preset required tool (Stock:2)

RV NI =T TEHE Ethernet
FEREICIPCE2IRTET— N — ¥ 252
YV UREROT -y EEE N IELE T,

Networking among multiple machines

IPC and barcode reader can be equipped with each single machine.
This solution prevents data transfer error during tool change.
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