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Development of Automated Edge Milling System for
Ship Stiffener Plate
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{Abstract)

According to the PSPC (Performance Standard for Protective coatings) rule, the edge
preparation must keep 2R or 3-pass grinding. The stiffener plate edge grinding of the
ship inside is manually progressed by worker and worked with just one pass grinding.
In addition, the poor working condition cause grinding workers to avoid working in
them, and the quality is determined by the skill-level of a worker. This research
developed optimal tool for edge milling. In order to milling various collar plates edge,
this research developed vision system that can recognize the edge points and it
developed a program that operator can adjust the amount of cutting and speed, and
add various features so that milling quality would be improved. So, this research
focused on overcoming the difficulties in working condition and development of
automated milling machine for ship stiffener plate.
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