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Abstract : One of the major technology issues in the ship production processes is the curved hull forming process that is a bottle neck
and pertormed by experienced workers. In order to automate the curved hull orming process, there are a lot of attempts to develop the
automation system by many shipbuilding companies and academic labs. However they have some problems which put the developed
system in the difliculties to be used and maintained in the yard. In this paper, the problems are formed and solved by using tailored
Systems Engineering Process which consists of our steps, those are requirement definition, system design, implementation of subsystem
and components, and system integration and verification. A prototype or the proposed system development methodology is implemented
. From the consideration of the prototype implemented, it is verified that this methodology can be an alternative to solve the problems.
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Fig. 1. Hull curved plates forming process.
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Fig. 2. The proposed development process of the autormated
curved hull forming system based on SEP.
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Fig. 13. Integrated prototype of automated curved hull

plates forming system.
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