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Estimation of Welding Material Quantity for Shipbuilding at Early Design
Stage based on Three—dimensional Geometric Information
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These days, shipbuilding companies are making an effort to adopt the IT technology in order to improve the production

efficiency. One such effort is to utilize a planning and scheduling system to predict the production cost in advance, In this

system, assessing the welding material quantity is an important factor, Unfortunately, obtaining the welding material quantity in

the early design stage is extremely difficult because the detailed production information, which is essential in deriving the cost

associated with welding, is normally available at a later stage, This paper aims at developing a computerized program that

produces an index to estimate the welding material quantity in the early design stage, By using only three—dimensional

geometric information, the program analyzes the production process and estimates the welding material quantity at any design or

production stage when no production information is available, The results can be used for the planning and scheduling system,

Keywords : Welding quantity amount(Z&=2!), Geometric information(SAHEE), Assembly simulation(ZEA|Z2{|0[4), Production

information(A4AFEE)
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Fig. 6 A double bottom block with welding lines
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Table 2 Comparison of welding quantity indices for
three different blocks

Midship Near—stern
Fore ) )
} section section
section
(port only) | (port only)
Number of
Plates (ea) 162 158 122
Length (m) 9.515 13,600 13,252
Width (m) 13.404 12,805 12,805
Height (m) 5.011 2,215 2,215
Weight (ton) 39.33 82.33 69.44
Welding length
(m 469.662 927.447 728.694
Welding auantity) 57 g5 | 159009 | 1232.62
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