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An Assembly Simulation of a Plane Block
with Gravity and Welding Deformations

by

Jae Gyou Roh*, and Jong Gye Shin**
Q o

FEHNR 52 ol 8T B HHAA D= BF AN B4 A A, A=
HA R Ak ARG Awke) zn| 8% T8 F7KIIIE 8] "tk

2 =EdAe 850 =8 9 @xd Y AlEHold Az"dE ARlsla o)F Z¥ B
Algdeldd &Ml met 83WE A A Teiskd RPLL S ANSYSE |43}
o FHsiATt. &0l A WL Al AT AYFL 0|8 SV e B} g
AHgel] BAAQ S Fasle d&stnen] HAl ojFA BEEE Wd 2H) AT
ZHcA met AlEHel 3 S TSt AlBHCIAES B3t BP0 RE ZYPSA ) o E F
% AFS Bdel Wslol o Aol Wsle] JAT MR AolE R # 5 UNen, A
Fo a7 weA ngsiadol & ) € 4 AUk

Abstract

Overlap, excessive wide gaps, and errors between blocks during erection process
increases cost and man-hour.

In this paper, a system to simulate the assembly process is suggested and a
plane block assembly of welding deformation with gravity is simulated in
consideration of assembly order. deformations and errors occurring in the cutting
and forming processes are not considered and welding deformations are acquired
by equivalent stiffness and load method from experiments and hull double bottom
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plane block is assembled on a assembly order by panel method. It is certified that

according to the order of assembly,
which affects welding deformations.
assembly process.
assembly process.
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intermediate product shape affects rigidity
Assembly order must be considered in the
It is certified that the gravity has important role in the
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Fig. 1 An example of welded
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Fig. 2 A draft for cutting process
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Fig. 5 Unit panel of plane block
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