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A Study on the Deformation
of Ship Structures during the Manufacturing Process(I)
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Fig. 1 Analysis model of welding distortion
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Fig. 2. Deformed profile of éngulax_‘ distortion

Table 1. Welding Condition
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Fig.3 Contours of angular distortion after butt weldment(11t+15t)
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(b) Measurement
Fig. 4 Comparison of fairing zones between estimated and measured data (11t+15t)

(a) Estimation
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Fig. 5 Comparison of distribution of welding distortion between estimated and measured data
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