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D.A.F. ANANLYSIS

BLOCK DIVISION ANALYSIS

FLAT TYPE CURVED TYPE
PANEL + CURVE .‘I
L2 + SIMPLE STIFFENER
PANEL PANEL + CURVE
+ SIMPLE STIFFENER + COMPLEX STIFFENER
PANEL
+ COMPLEX STIFFENER BLOCK TYPE & KEY BLOCK SELECITON  BLOCK STRUCT TYPE DIVISION

FLAT BLOCK

1.BK LEAD-TIME CALCULATION BASED ON TWOQ BK-TYPE ( UNIT-ASSY, SUB-ASS'Y. GRAND-ASS'Y )
2.BK LEAD-TIME CALCULATION BASED ON BK DATA (oimension, Tons, TYPE |

Fig. 1 Block type analysis based on DAP (Detailed Assembly
Procedure)
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Fig. 2 Block Assembly factory simulation model
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Fig. 3 Product and Scheduling data input user interface
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Fig. 2 Work Space Planning
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