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In this paper, a method to evaluate installation effect of production facilities in shipbuilding process is proposed.

The method evaluates the production process defined by product, workflow and organization models using the process

simulation with rework based on error of the product. In the case study on a production process of curved blocks, it

is quantitatively clarified that installation of accuracy evaluation system for curved shell plates by laser scanner to
heat bending process reduces the duration and cost of the process by using the proposed method. Under the condition

where the production spaces are limited, the system is installed more effectively than under the condition where the

spaces are enough. Moreover, it is suggested that the system is effective if the skill level of the workers is low.
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Fig. 1 Overview of the proposed method
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Fig. 2 Production line of the curved blocks
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Fig. 5 The simulation results of the system installation
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Fig. 6 Comparison of the simulation results among

different production spaces
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Fig. 7 Comparison of the simulation results among
different error probabilities of the workers for the heat

bending process
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