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ABSTRACT

Shipbuilding process takes a long time for producing final products, and needs many different
resources. Because of these characteristics, it has been studied about shipyard simulation and
virtual manufacturing that is able to implement the virtual manufacturing process. However,
among the previous researches, it requires considerable time and effort to construct simulation
model since the systematic methodology has not been used for simulation modeling. Also, reus-
ability of constructed simulation model was low. Therefore, this research defines the method to
construct shipyard simulation system using the process-centric simulation modeling methodol-
ogy and shipyard simulation framework. This paper also validates the utility of this methodol-
ogy through applying to construct simulation model for the shipyard master plan validation.
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