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ABSTRACT

The paper presents the results of experimental studies on distortion of the fixed plate edge due to formation of a butt 
joint. This is a hidden form of weld distortion present in structural nodes and identified at the ship hull pre-fabrication 
stages. The investigations were performed according to a design of experiment (DoE) approach in laboratory conditions 
resembling those encountered in the shipbuilding industry. The presented analysis includes the technological‒construction 
parameters influencing the evaluated distortion shape. The implemented method of experimental results evaluation allows 
the utilisation of the approximation dependence to predict the fixed plate edge distortion in large-scale steel structures.
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INTRODUCTION

The most disadvantageous phenomena associated with 
the welding process are distortions of combined construction 
elements. These are weld distortions, which significantly 
degrade the quality of pre-fabricated technological sub-
assemblies in all kinds of large-scale steel structures, 
particularly in ship hulls, and refer especially to those 
fragments of structures that comprise thin-walled plates, 
for instance those used in the superstructures of seagoing 
ships (Fig. 1). One of the negative features of this solution is 
the tendency of such structures to deform upon welding. This 
is directly connected with the presence of actual deviations 
(deformations) exceeding acceptable tolerances (acceptable 
from the standpoint of execution standards for large-scale 
structures, for example: [4, 18, 25]). In order to prevent this, 
some corrective actions are necessary, which significantly 
increase the labour consumption. It is estimated that, in 
the case of ship hulls, repairs to spatial sections and blocks 
constitute around 20‒25% of labour consumption, which is 
equal to the contribution of the welding operations on the ship 
hull during the total period of ship-building [12]. Hence, 

proper design of these sections requires knowledge about 
weld distortions and their prediction.

The  problem of weld distortions has existed since 
the  implementation of welding as a  method of joining 
construction materials. Effective prediction of the occurrence 
of distortions has always been one of the most important 
issues. The first scientific papers providing the fundamentals 
of distortions evaluation and prediction were written 70 years 
ago. They include the contributions of Rosenthal [21, 22] 
and Rykalin [24], describing the temperature distribution in 
the vicinity of a weld joint using mathematical dependences. 
The papers by Okerblom [16, 17] provide formulae based on 
experimental investigations. Analytical methods pertaining 
to the theory of plasticity were employed by Watanabe and 
Satoh [31] to describe the formation of thermal distortions 
during welding and linear heating.

The progress in calculation techniques has also influenced 
the methods of distortion determination and prediction. 
Numerical methods such as the finite difference method 
(FDM) and finite element method (FEM) have played 
a significant role in this process. Both methods became very 
helpful in the modelling and analysis of thermal processes 
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model taking into account fundamental technological‒
construction parameters relevant to the  magnitude of 
the distortion form under investigation.

The aim of this paper is to elaborate a theoretical model, 
in the  form of an algebraic equation, for prediction of 
the distortion of the fixed plate edge in shipbuilding practice.

The goal was achieved using the design of experiment 
approach. The method of predicting the investigated weld 
distortion form was based on analysis of regression models.

The models of welded plates fixed at one edge, which are 
analysed in this paper, find widespread application in ship 
construction. Fig. 1 presents typical structural nodes using 
the investigated model, especially related to the superstructures 
and other light deck structures (the nodes visible in Fig. 1 were 
adopted from [23]). The weld distortions investigated during 
the described experiment are revealed after releasing the object 
from the supports. In reality, this is a hidden form of weld 
distortion present in given structural nodes at the section pre-
fabrication stage. In this case, shape distortions connected with 
the presence of internal bending moment are transformed into 
internal stress in the particular structural node. Its magnitude 
influences the resistance of the entire structure to external load 
applied. The level of internal stress generated often determines 
local fatigue phenomena in the given structural nodes during 
ship service. An example might be frequent fatigue cracking 
of the deck in the places where it is connected to the sheer 
strakes or to the supporting brackets. In order to mitigate these 
phenomena, methods that reduce the distortion of particular 
deck plates during the section welding process are applied. This 
is achieved by proper selection of the technology and technique 
of welding pre-fabricated section elements. In order to elaborate 
suitable technological recommendations, it is essential to 
possess a set of actual measured distortions of the structural 
nodes’ elements, depending on the technological‒construction 
parameters applied. The results of the investigations presented 
in this paper can be utilised in practical elaboration of 
the techniques for reducing weld distortions (see Fig. 2). 
On the other hand, knowledge of the magnitude of distortion 
for a particular structural node, acquired using the energetic 
methods employed in mechanical calculations, can be used 
to calculate the internal stress accumulated in the node due 
to the welding process.

(mainly from the standpoint of physics). The pioneers who 
implemented them in weld joint science were Wetsby [32] 
(FDM, late 1960s) and Ueda [26] (FEM, early 1970s). The last 
three decades have witnessed progress in FEM, which has 
become a  dominant tool in solving problems in metal 
connection physics [8, 9, 13, 19]. The authors focused mainly 
on the determination of the influence of heat flux on the final 
form of distortions in the description of the fundamental forms 
of distortion and in their prediction. Since the beginning of 
the current century, FEM has been utilised for the modelling of 
increasingly complex technical problems, verifying simulation 
with experimental results, for example in [1, 2, 5, 6, 10, 29, 30].

Using numerical analysis in design applications, especially 
for large-scale structures, is time-consuming and expensive. 
That is why a more practical solution in design practice is 
the implementation of the models in analytical calculations 
dedicated to particular structural nodes, which allows 
the prediction of weld distortions using simple calculation 
tools. One of the most frequently applied physical models of 
ship structural nodes of thin-walled elements is a system of 
two linearly welded metal sheets, where one of the sheets is 
fixed at one edge [31]. For this type of support, the scientific 
literature lacks any results from investigation of the distortion 
of the fixed edge at the point of assembly, after release from 
the mountings. There is thus no mathematical prediction 

Fig. 2. Pre-fabricated section: A before -, B after – application of weld distortion reduction techniques [11] 

Fig. 1. Axonometric plot of ship hull with superstructure module  
illustrating typical structural nodes
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EXPERIMENTAL INVESTIGATIONS

The experimental investigations were carried out in 
accordance with the designed experiment theory [14, 15]. 
A butt joint was considered as a so-called black box (see 
Fig. 3). The following selected technological‒construction 
parameters determining the  formation of the analysed 
distortion form (a  dependent variable) were treated 
as the  independent variables: the  linear heat input of 
the welding process, steel plate thickness and welding gap. 
The black box of the designed experiment involves two more 
groups of quantities – so-called confounding factors and 
constant factors, which in the presented studies include, for 
instance, the thermo-physical properties of welded materials 
(the constant factors) and a human factor (a confounding 
factor). Due to the fact that the aforementioned groups of 
quantities are neither controllable nor measurable, their 
influence on the distortion was omitted during the studies. 
These two groups of quantities are contained in the result 
in a hidden form.

The  experiments were performed based on the  3k-p  
Box‒Behnken design for three factors [14], in which the input 
values were changed at three levels (namely minimum, 
medium and maximum). An approximated function of 
the investigated object was a quadratic polynomial model 
with first order interaction terms, which in the general case 
takes the following form:

  (1)

where:
Y – matrix of dependent variables, 
Xi, Xj – matrices of independent variables,
β0, βi, βj – vectors of coefficients of investigated object function.

In the case of selecting three independent variables, 
the number of experiments in a single (required) block 
equalled 15 (depending on the data volume, a block of these 
15 experiments can be executed many times). Minimum, 
medium and maximum values of the independent variables 
corresponded to a range of the technological‒construction 
parameters employed in production conditions (see 
Table 1). The number of measurement repetitions for each 
design of experiment was ru ≤ 3, whereas the number of 
system repetitions, for verification of the investigated 
object function conformity, in the design centre was equal 
to no ≤ 5.

The experiments were carried out in conditions similar 
to the  production conditions, at the  position being 
a fragment of a shipyard jig (see Fig. 4). The investigated 
materials were: AH 36 steel comprising the plates combined 
with a butt joint, and S355 and S235 steels for stiffened 
panel elements (sandwich panel I-core type). The object 
under investigation consisted of structural elements with 
different rigidity, so a laser-welded I-core panel was selected 

only as an element symbolising a piece of the structure 
with higher f lexural rigidity than a conventional plate 
and with higher static strength than a conventionally 
stiffened panel. The steel plate and stiffened panel formed 
a structural node, which is shown in Fig. 4 together with 
the samples’ dimensions. The butt joint was prepared using 
the FCAW method in CO2 shield according to the industrial 
regulations [3] by a welder with several years of experience 
in the shipbuilding field.

Sample support elements, simulating assumed forms 
of boundary conditions, included a clamped support on 
the structural node and a fixed of the steel plate (Fig. 4). This 
situation is in accordance with the commonly adopted rules 
of large-scale steel structures (including ship structures) 
production technology. The  stiffened panel substitutes 
a fragment of plating (for example, the superstructure’s deck) 
that is unidirectionally conventionally stiffened (for instance 
with a flat-bulb section), to which the remaining elements 
of the construction can be fixed. Thus, the mounting of 
the panel (clamped support) represents a further part of 
the structure.

For each sample, distortion of the fixed plate edge was 
determined as an arithmetic mean of the difference of 
the distance between measurement points, determined in 
the vertical direction (height), before and after butt joint 
preparation (see Fig. 5). The first measurement was done 
after application of the mounting (boundary conditions), 
and the second was performed after removal of the support. 
The  aforementioned height should be understood as 
the distance between the upper surface of the plate and 
the base of the support elements (denoted as 2 in Fig. 4). For 
each sample, the number of measurement points was 16, 
equally spaced by 100 mm (distances between the first 
and the last measurement point and the plates’ edges were 
50 mm each). Distortions were measured using the optical 
devices in the form of dial indicators providing accuracy 
equal to 0.01 mm.

The method for calculating the distortion of the fixed plate 
edge is shown in Fig. 5.

Fig. 3. Black box of designed experiment (according to [27])
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Fig. 5. Method of distortion of the fixed plate edge determination (according to [27])

Fig. 4.  Stand with investigated object (according to [27]): 1 – investigated object, 1.1 – steel plates, 1.2 –  stiffened panel, 2 – elements of a support 
(simulating boundary conditions: *1 – clamped support, *2 – fixed), 3 – position base (jig), 4 – additional elements: 4.1 – mounting elements,  

4.2 – hold-up elements, 4.3 – auxiliary elements fixing sample position

Tab. 2. Experiment plan – standardized values (according to [27])

No. of 
experiment

Linear heat 
input
x1 (ql)

Plate  
thickness

x2 (t)

Welding  
gap

x3 (g)

1 –1 –1 0

2 +1 –1 0

3 -1 +1 0

4 +1 +1 0

5 –1 0 –1

6 +1 0 –1

7 –1 0 +1

8 +1 0 +1

9 0 –1 –1

10 0 +1 –1

11 0 –1 +1

12 0 +1 +1

13 0 0 0

14 0 0 0

15 0 0 0

Actual values of particular independent variables belong to the following 
intervals: ql  [1,0; 2,6], kJ/mm, t  [6; 10], mm, g  [4; 8], mm.



POLISH MARITIME RESEARCH, No 1/2020138

  (2)

Δhi = hsi – hpi         (3)

DFE – the measure of distortion of the fixed plate edge
hi – distances between the measurement points in the vertical 
direction; i = 1, …, n
Δhi – difference distances between the measurement points 
in the vertical direction; i = 1, …, n
dxi – distances between the measurement points in the 
longitudinal direction (dxi = 100 mm)
1, 2, …, n – numbers of consecutive measurement points 
(n = 16)
bottom indices are: p – value before welding; s – value after 
welding; i = 1, …, n

RESULTS OF INVESTIGATIONS

The method employed to predict the distortion of the fixed 
plate edge was based on analysis of the regression models of 
dependent variables with respect to independent variables. 
The analysis of regression models is commonly utilised in 
various scientific research, including experimental studies 
in the field of welding technology [20, 33, 34]. Processing of 
the results followed the rules contained in [7, 14, 15], using 
the STATISTICA software to support statistical analysis.

Particular regression coefficients were determined at 
the significance level α = 0.05 (confidence coefficient 95%).

Evaluation of the  results obtained for the  analysed 
distortion form reveals the significance of the three variables 
selected for the  experiment and the  interdependence 
between them.

The  polynomial describing the  dependence between 
the  analysed weld distortion form and the  adopted 

technological‒construction parameters is described by 
Eq. (4). Table 2 shows the values of the corrected square 
of the multiple correlation coefficient (Corrected R2) and 
F‒Snedecor statistics for the investigated distortion form. 
A summary of the regression and the  list of important 
variables are presented in Table 3.

yDFE = – b0+ b1ql + b2t – b12qlt – b22t
 2  (4)

where:
yDFE – distortion of fixed plate edge,
b0, b1, …, b22, – regression coefficients,
ql, t – independent variables selected for the experiment 
(see Fig. 3 and Table 1).

Four functions were selected for the regression model 
based on the  calculations conducted. Table  2 shows 
that the calculated value of statistics F = 26.15 exceeds 
the critical value F0.05,4,10 = 3.48 for four degrees of freedom 
of a numerator and ten degrees of freedom of a denominator 
(the critical value was taken from the statistical tables 
in  [14]). Moreover, the  p value is much smaller than 
the significance level α. 

Table 3 illustrates the results of detailed statistical analysis 
only of important variables. The presented analyses confirm 
that the dependence (4) is statistically significant and can be 
used to predict the value of the DFE variable as a function of 
two out of three selected independent variables: linear heat 
input ql and plate thickness t (welding gap g proved to be 
insignificant). The obtained values of the corrected square 
of the multiple correlation coefficient (Table 2 and Table 3) 
indicate fitting of a regression surface to the experimental data 
at the level of 88%. This is ultimately confirmed by a plot of 
the residual of the analysed model (see Fig. 6A). The location of 
the points on this plot shows that the distribution of residuals 
in the adopted model does not significantly depart from 
the normal distribution.

Tab. 3. Comparison of important variables, obtained using stepwise regression method, for DFE (according to [27])

Tab. 2. Comparison of the values of: corrected square of multiple correlation coefficient and F-Snedecor statistics for DFE (according to [27])

Summary of dependent variable regression: yDFE
R = 0.95537431 R2 = 0.91274007 Corrected R2 = 0.87783610

F(4,10) = 26.150 p <0.00003 Standard error of estimation: 0.92678

N=15 Beta Standard error Beta B Standard error B t(10) Level p

Free term –4.79018 8.645741 –0.55405 0.591717

t2 –2.16635 1.097922 –0.23661 0.119914 –1.97314 0.076743

ql 1.10470 0.536617 4.84375 2.352884 2.05864 0.066538

ql*t –0.99285 0.613440 –0.46875 0.289620 –1.61850 0.136625

t 1.74869 1.137446 3.06696 1.994927 1.53738 0.155216

Symbol of dependent variable Value of Corrected R2 Value of F-statistics determined based 
on regression analysis

Critical value Fkr, from statistical tables 
(for significance level α = 0.05)

yDFE 0.87784 F(4,10) = 26.150; p<0.00003 F(4,10) = 3.48
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Fig. 6. Evaluation of accuracy of predicted values: A – residual normality plot, B – comparison of experimental values with the ones calculated  
based on approximation equation (according to [27]) 

Fig. 7. Influence of technological‒construction parameters on distortion of fixed plate edge: A – plate thickness and linear heat input, B – square  
of plate thickness and linear heat input, C – product of linear heat input/plate thickness and plate thickness, D – linear heat input and product  

of linear heat input/plate thickness (according to [27])
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The accuracy of prediction was evaluated by comparison 
of the values calculated based on the approximation equation 
with the  experimental values, as depicted in Fig.  6B. 
The aforementioned values were indicated on the same 
plot. The values of the independent variables, obtained with 
both methods, were aligned along a straight line running 
from the origin of the coordinate system at an angle of 45°, 
which indicates good conformity between the prediction 
and the actual situation. (The biggest difference in results for 
both methods is 1.43 mm, the smallest difference is 0.00 mm, 
the mean value of difference is 0.64 mm.)

The described interdependences between the technological‒
construction parameters can be illustrated graphically in 
the form of three-dimensional plots. Such plots can present 
only two parameters simultaneously (present separately or 
in the form of interaction). Fig. 7 shows this type of plot for 
the selected variables.

The linear heat input of the welding process and plate 
thickness (Fig. 7A and B) as well as their interaction (Fig. 7C 
and D) have a very significant impact on the magnitude of 
distortion of the fixed plate edge. An increase in linear heat 
input results in a substantial increase in distortion, which is 
clear in Fig. 7A and B. A similar situation is observed upon 
an increase in the aforementioned interaction, especially in 
correlation with the plate thickness (see Fig. 7C). However, 

the linear heat input in correlation with the interaction of both 
independent variables has a smaller effect on the magnitude 
of distortion, which is visible in Fig. 7D.

The  importance of the  independent variables to 
the  analysed distortion form can also be presented by 
comparing the measurement results for defined arrangements 
of the designed experiment, which is presented in Fig. 8 based 
on the example of plate thickness. This figure compares 
the experimental arrangements having an identical level 
of linear heat input (mean level) and all levels of the plate 
thickness parameter, namely: Fig. 8A – the maximum level, 
Fig. 8B – the minimum level and Fig. 8C – a medium level. 
It can be seen that the maximum distortions occur for 
the minimum plate thickness (Fig. 8B) and the minimum 
distortions are associated with the maximum plate thickness 
(Fig. 8A). This confirms actual situations observed in industry.

The  approximation equation, obtained as a  result of 
the designed experiment, allows technological evaluation 
of the structure section by means of simulations conducted 
using a prediction equation based on significant parameters 
(the independent variables). Such simulations were presented 
in [28]. The performed analyses show that proper selection 
of significant parameters makes it possible to influence 
the magnitude of weld distortions and thus to determine 
the quality of pre-fabricated fragments of steel structures.

Fig. 8. Magnitude of distortion of fixed plate edge for particular experiment arrangements: A – no. 12, B and D – no. 9, C – no. 14 (according to [27])
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CONCLUSIONS

The paper shows that evaluation of the designed experiment 
results allows the elaboration of a mathematical model to 
predict distortion of the fixed plate edge. Such evaluation 
makes it possible to describe the technological-construction 
parameters that are relevant to the magnitude of the analysed 
form of weld distortion. The paper proves the good accuracy 
of the prediction. Moreover, it was revealed that the most 
important impact on the fixed plate edge originated from 
two independent variables selected for the experiment, 
namely the linear heat input of the welding process and 
the plate thickness. When applying the prediction model, 
one has to remember two very important aspects. First of 
all, the condition that must be fulfilled during the prediction 
based on the approximation polynomial is the fact that 
the technological‒construction parameters used must belong 
to the defined space of the executed experiment plan. Secondly, 
one cannot expect a result of similar quality in every case, 
because the magnitude of the technological parameters has 
a probabilistic character, which can result in bigger differences 
between the prediction and the actual state.

REFERENCES

1. Adak M., Mandal N. R. (2010):  Numerical and experimental 
study of mitigation of welding distortion. Applied Mathematical 
Modeling, 34, 134–158.

2. Banaszek A., Łosiewicz Z., Jurczak W. (2018):  Corrosion 
influence on safety of hydraulic pipelines installed on decks of 
contemporary product and chemical tankers. Polish Maritime 
Research, 2(98), 25, 71–77.

3. Company Standard T081-02 (2001): Gas-shielded metal-arc 
welding, part II – Welding procedure specifications WPS, 
Szczecin Shipyard Inc. 2001.

4. Company Standard: T100-01 (2001): Steel ship hull. The hull 
structure accuracy. Szczecin Shipyard Inc., 2001.

5. Deng D., Zhou Y., Bi T., Liu X. (2013): Experimental and 
numerical investigations of welding distortion inducted by 
CO2 gas arc welding in thin-plate bead-on joints. Materials 
and Design, 52, 720–729.

6. Depradeux L., Jullien J. F. (2004): Experimental and numerical 
simulation of thermomechanical phenomena during a TIG 
welding process. Journal for Physics. IV France, 120, 697–704.

7. Draper N. R., Smith H. (1998): Applied regression analysis, 
John Wiley, New York.

8. Goldak J. (1984): A new finite element model for weld 
mechanics. Metallurgical Transactions B, 15, 299–305.

9. Goldak J., Oddy A., Gu M., Ma W., Mashaie A., Hughes E. 
(1992): Coupling heat transfer, microstructure evolution and 
thermal stress analysis in weld mechanics, Proc. of IUTAM 
Symp. on Mechanical Effects of Welding, Springer-Verlag, 
Berlin.

10. Liang W., Deng D. (2018): Influences of heat input, welding 
sequence and external restraint on twisting distortion in an 
asymmetrical curved stiffened panel. Advances in Engineering 
Software, 115, 439–451.

11. McPherson N. A., Galloway A. M., McGhie W. (2013): Thin 
plate buckling mitigation and reduction challenges for naval 
ships. Journal of Marine Engineering & Technology, 12(2), 
3–10.

12. Metschkow B., Graczyk T. (1997): Laser welded joints in 
shipbuilding. In: Graczyk T., Jastrzębski T., Brebbia C. A. 
(Eds.), 2nd Edition, Computational Mechanics Publications, 
Southampton & Boston, pp. 171–181. 

13. Michaleris P., Debiccari A. (1997): Prediction of welding 
distortion. Welding Journal, 76, 172–181.

14. Montgomery D. C. (2001): Design and analysis of experiments, 
5th Edition, John Wiley, New York.

15. Myers R. H., Montgomery D. C., Anderson-Cook C. M. 
(2009):  Response Surface Methodology: process and product 
optimization using designed experiments, John Wiley, New 
York.

16. Okerblom N. O. (1958): The Calculations of Deformations 
of Welded Metal Structures, Her Majesty’s Stationery Office, 
London.

17. Okerblom N. O. (1964): Technological and structural design 
of welded structures, Machinostroenie, Moscow 1964. 

18. Production Standard of the German Shipbuilding Industry 
(revised edition with the first edition – November 1974 and 
second edition – August 1977).

19. Radaj D. (1992): Heat effects of welding, Springer-Verlag, 
Berlin.

20. Remes H., Varsta P. (2010): Statistics of weld geometry for 
laser-hybrid welded joints and its application within notch 
stress approach. Welding in the World, 54(7), 189–207.

21. Rosenthal D. (1941): Mathematical Theory of Heat 
Distribution during Welding and Cutting. Welding Journal, 
20(5), 220–234.

22. Rosenthal D. (1946): The Theory of Moving Sources of Heat 
and Its Application to Metal Treatments. Transactions of 
ASME, 43, 849–866.



POLISH MARITIME RESEARCH, No 1/2020142

23. Rules for the classification and construction of sea-going ships, 
Part II Hull, Polish Register of Shipping, Gdańsk, January 
2019.

24. Rykalin N. N. (1951): Calculation of Thermal Processes during 
Welding, The Governmental Technical Science Publishing 
Firm for Machine Literature, Moscow.

25. Shipbuilding and Repair Quality Standard IACS (1996): 
Part A. Shipbuilding and Repair Quality Standard for New 
Construction, Part B. Repair Quality Standard for Existing 
Ships, London.

26. Ueda Y., Yamakawa T. (1971): Analysis of thermal elastic-
plastic stress and strain during welding. Trans. Japan Welding 
Soc., 2(2), 90–100.

27. Urbański T. (2009): Method for prediction of welding 
deformations of hybrid node using experimental approach 
(in Polish). PhD dissertation, West Pomeranian University 
of Technology in Szczecin.

28. Urbański T. (2015): Analysis of assembly suitability of 
the hybrid node based on weld distortion prediction models. 
Advances in Science and Technology Research Journal, 
9(27), 28–34.

29. Wang J., Yuan H., Ma N., Murakawa H. (2016): Recent 
research on welding distortion prediction in thin plate 
fabrication by means of elastic FE computation. Marine 
Structures, 47, 42–59.

30. Wang J., Zhao Y., Zou J., Zhou H., Wu Z., Du S. (2017): 
Welding distortion prediction with elastic FE analysis and 
mitigation practice in fabrication of cantilever beam component 
of jack-up drilling rig. Ocean Engineering, 130, 25–39.

31. Watanabe M., Satoh K. (1961): Effect of welding conditions 
on the shrinkage distortion in welded structures. Welding 
Journal, 40, 377–384.

32. Westby O. (1968): Temperature distribution in the work-
piece by welding. Doctoral Thesis, Technical University of 
Norway, Trondheim.

33. Yang Y. P., Castner H., Dull R., Dydo J., Fanguy D. (2013): 
Uniform-panel weld shrinkage data model for neat construction 
ship design engineering. Journal of Ship Production and 
Design, 29(1), 1–16.

34. Yang Y. P., Castner H., Dull R., Dydo J., Huang T. D., Fanguy 
D., Dlugokecki V., Hepinstall L. (2014): Complex-panel 
weld shrinkage data model for neat construction ship design 
engineering. Journal of Ship Production and Design, 30(1), 
15–38.

CONTACT WITH THE AUTHORS

Tomasz Urbański
e-mail: tomasz.urbanski@zut.edu.pl

West Pomeranian University of Technology in Szczecin
al. Piastów 41, 71-065 Szczecin

Poland

Andrzej Banaszek
e-mail: andrzej.banaszek@zut.edu.pl

West Pomeranian University of Technology in Szczecin
al. Piastów 41, 71-065 Szczecin

Poland

Wojciech Jurczak
e-mail: w.jurczak@amw.gdynia.pl

Polish Navy Academy
ul. Śmidowicza 69, 81-127 Gdynia

Poland


