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Abstract
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[Purpose] In order to achieve high-quality and efficient construction of thin plate plane segmentation in
shipyards, maximize the production capacity of thin plate plane segmentation assembly lines, promote the deep
integration of design, process, manufacturing and other business processes and data information, [Method] by
driving workshop production organization through process oriented design models, key production factors and
process data collection based on the Internet of Things are broken through, and a full process manufacturing
execution control technology for thin plate plane segmentation assembly lines based on workshop process
modeling, planning and scheduling, instruction driven, and execution feedback is formed. [Result] The results
indicate that this technology can significantly improve the production quality and efficiency of high-end ship
products. [Conclusion] The research results can provide some references for the execution control of thin plate
planar segmented manufacturing.
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Fig. 1 Execution and Control Process for Segmented Manufacturing of Thin Plate Planes
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Tab. 1 Efficiency Model of Laser Splicing Workstation

STA01-01 B R e 1100
STA01-02 B YU ok e AL 1 100
STA01-03 HRAR 2 55 Kk T HE 30
STAO01-04 N RS L 2, ARIEHEN BAEARIE, FE TR ]
STA01-05 IR N E AL 110
STA01-06 S W22, MRIEMREXT AR, T TR A A
STA01-07 FHUE T — kIR E. Fikfes). RE 60

2 WOLHIR LA TR A %
Tab.2 Appendix to the Efficiency Model of Laser Splicing Workstation

J& B3 /(cm/min)
4 250 400
6 250 400
8 250 400
LHAW 10 250 400
12 210 350
14 180 350
16 ~ 18 110 300
LHAW+MAG 20 100 300
25 80 250
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Tab. 3 Efficiency Model of Cutting Workstation

B (A i) /s
STA02-01 INEFE T RS2 e 60
STA02-02 AL BRI 28 1700
STA02-03 FEF2E GRKZE T ) 2200
STA02-04 HoAh k5% 2200
STA02-05 HA TR ) s 18] WL 4, FRAEAR SN R UIEE R, B4 4 S )
STA02-06 AR & [A] WK 4, FRHEAREX RV FLEEE, BT Ya s 6
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Tab. 4 Appendix to the Efficiency Model of Cutting Workstation

S /(mm/min)
4 55 140
5 55 127
6 55 115
6 90 220
8 90 205

10 90 185
12 90 175
15 200 200
16 200 190
20 200 150
20 280 190
25 200 115
25 280 155
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Tab. 5 Efficiency Model of Longitudinal Bone Welding Workstation

TEH% FrEAE LR 1A /s
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Tab. 6 Appendix to the Efficiency Model of Longitudinal Bone Welding Workstation
lllllﬁﬁﬂllllllIllliﬁﬂﬂﬂﬂllll Y FE /(cm/min)

MAG 180
MAG 6 180
MAG 8 160
MAG 10 140
MAG 12 140
MAG 14 100
MAG 20 80
MAG 25 80
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Tab. 7 Production Strategy of "Four in and Five out"
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Fig. 2 Plan for Thin Plate Plane Segmented Production Line
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