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3-D templates are produced to evaluate completeness of the shell plates during the forming process, which is an essential step
for the ship production, They are mostly produced in advance during the detail/production design stage, but occasionally they
are requested by the shell plate forming department, because it is impossible to predict accurately the necessities of them at the
design stage, This results in a huge loss of man—hour and a bottleneck, In order to resolve this issue while reducing th
dependence on other department, the process of manufacturing the 3-D templates needs to be automated, Therefore, this study
proposes an automatic system that calculates the manufacturing information of the 3-D templates with only geometric information
of the shell plates, The system considers the thickness and the cutting method of the parts of the 3-D templates and some
options are provided to reflect the intention of the worker,

Keywords : Computer aided design(CAD, ZHE| X2 AH), Automation(X=S3}), Hull shell plate tabrication(AA| QEt 718), 3-D
template(3-D =&)
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Fig. 2 Concept of revision of production information
by using thick materials
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Fig. 3 Subtraction between two boundary template
solid models
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Fig. 4 Method for generating manufacturing information
of boundary template
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Fig. 5 Revision of the model of boundary template
considering manufacturing
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Fig. 13 Flow chart of the process for calculating the
manufacturing information of a 3-D template
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Fig. 14 Generation of inner templates for the case of
centerplate

Fig. 15 Revision of boundary templates for the case
of centerplate
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