AlEg o)A 71t 2V AR 2|9l 9l A

Framework design of simulation-based ship production execution system(SPEXS)
in a shipyard
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ABSTRACT

Production planning is one of the most important activities in shipbuilding enterprises. Shop-floor supervisors and planners still do not have
enough information to effectively analyze shop operations because of the difference between production planning and shop-floor scheduling.
In this paper, process analysis was conducted between production planning and shop-floor control to clarify the difference, and the necessity of
the manufacturing execution system(MES) was derived in a shipyard. Therefore, the simulation-based ship production execution
system(SPEXS) was defined by analyzing characteristics of MES. The architectural functions of the system were deducted from the process of
requirement analysis. The SPEXS’ framework was constructed on the basis of the architectural functions. This framework will provide more
reliable production schedules and allow engineers to plan and control shop operations in real-time.

FIHE
AAA G HAA Y, grrdaa s AE Yak, olak AL AgH A, ARG

Key word
production planning & scheduling, manufacturing execution system(MES), digital manufacturing, discrete-event simulation,
optimization
* MY st (uAIM AL kklee@kyungnam.ac.kr) oA 2011, 07. 25

AlAtgtz A X} - 2011, 09. 01



Algd ol d 7k 2 A PA A L LA A

I.M

rh

2 %R S8 EF FolM AAAG L 11
AL 22 A0 3R D AT AR E ol gate,
XPZ}H T R Tl e AAS A2 ALE e
He AR AFAGL A= LI AR
3l A BE| At S22 A A A AN FEo)

Hr o 2
—\—'_l

thel® e ;
4 H
I e ECEE
CAPA ¥ i
g%m 31?%! Yoy HE B,
EXE T N

Yo 0201

-

oo o e

T8, Mk MAAE 2 A A E
Fig. 1 Ship production planning and scheduling
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