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Foreword 
 

Accuracy Control is our systematic approach to monitoring every stage of the 
shipbuilding process, from the initial cutting of raw plate to the final delivery of 
the vessel. Our goal is to ensure that each component is manufactured with the 
highest precision, adhering closely to design specifications for a seamless fit 
during final assembly on the dry-dock. 

 

Through this continuous monitoring, our Accuracy Control team will be able to 
effectively identify the root causes of issues such as twisting, deformation, and 
dimensional discrepancies. This proactive approach not only helps us correct 
current deviations but also enables us to develop and refine procedures to 
prevent similar inaccuracies in future builds. 

 

This manual outlines the general accuracy control standards adopted by . It is 
based on the principles of the  

 Accuracy Control Manual, with further reference to IACS 
Recommendation No. 47 Rev.10 and the ABS Rules for Building and Classing 
Marine Vessels, Part 3. Please note that where project-specific requirements 
differ, those standards will take precedence.  

 

We view this manual as a living document, designed to evolve with out work 
methods and as we achieve new improvements in construction standards. To that 
end, your feedback is invaluable. We welcome all suggestions and insights, as 
they are crucial to our continuous effort to ensure top-quality builds and enhance 
operational efficiency. 
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Chapter 1: General Accuracy Control 
 

 

I. Overview of Accuracy Control 

 

 

II. Accuracy Control Standards (Tolerance Table) 
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7. Causes for Accuracy Problems 
 

Causes of accuracy problems exist at every stage of the process, including fabrication, 
assembly, and erection. 

The goal is to predict accuracy in advance to eliminate the causes of accuracy problems 
beforehand.
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2. Draft and Freeboard
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Chapter 2: Prevention of Welding Deformation 
 

 
I. Welding Sequence 

II. Welding Deformation 
III. Back Heating Work Standard 
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I. Welding Sequence 
1. Purpose 

When creating welding structures, deformation, shrinkage, and the generation of internal stress are 
unavoidable dur to the properties of steel during the welding process. However, by selecting and 
applying an optimal welding sequence, these effects can be minimized. 

This section provides the basic conditions and models for welding sequences. By adhering to these 
sequences, the goal is to minimize deformation, shrinkage, and internal stress caused by welding. With 
the recent expansion and adoption of CO2 welding, weld shrinkage at the joint has increased, making 
the importance and compliance with the welding sequence even greater. Furthermore, as the 
dimensional accuracy of blocks has improved, there is a pressing need to improve the control of block 
twisting caused by weld shrinkage, an issue that has been overlooked in the past. 

 

2. Basic Conditions for Weld Sequence 
2.1 Definition of Weld Leg Length and Throat Thickness 

 Weld Throat Thickness: The shortest distance from the root of the weld to the face of the fillet 
weld. 

 Weld Leg Length: The visual size of the weld (Weld Size).  

 

2.2 Minimization of Weld Heat Input 
 Minimize weld throat (Maintain appropriate throat thickness) 
 Minimize number of weld layers (Minimum layer method) 
 Apply reverse deformation and restraint (Elastic, Plastic). 
 Adhere to welding method (backstep, skip method). Use intermittent welding beads. 

 

2.3 Reduction of Residual Welding Stress 
-Change the Welding Sequence ad deposition method; perform preheating (to equalize temperature 
distribution) 
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Chapter 3: Various Accuracy Control Standards 
 

 

 

Contents: 

I. Accuracy Standards for Various Reference Lines 

II. Standards for Applying 2-Stage Finishing and Welding Shrinkage 

III. Standards for Applying Paint Hold and 100M.K., 50M.K. Marking 

IV. Standards for Applying Welding Hold (N.W. – No Weld) 
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3. Flat Block Assembly Work Based on Reference Lines 
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4. Curved Block Assembly Work Based on Reference Lines 
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Chapter II: Secondary Surface Preparation and Welding Shrinkage 
Allowance Application Standards. 
 

1. Scope of Application 
These standards shall apply when applying the shrinkage margin resulting from welding to the drawings 
prepared by the design department. 

2. Purpose 
The purpose of these standards is to establish criteria by consolidating all issues related to welding 
shrinkage occurring in hull construction during the ship’s construction, thereby achieving a No-Margin 
process in fabrication, assembly, pre-outfitting, and erection work to improve productivity. 

3. Definition of Terms 
3.1 Welding Shrinkage Allowance: 

Refers to providing an allowance on the base metal by anticipating the shrinkage caused by 
welding. 

3.2 Butt Weld Transverse Shrinkage: 

Refers to the shrinkage occurring perpendicular (transverse) to the weld line in Butt welding. 

3.3 Taper Shrinkage Allowance: 

Refers to the shrinkage allowance applied by considering the difference in welding shrinkage 
between the start and end points of the weld. 

3.4 Two-Stage Preparation/Finishing: 

Refers to applying allowances in the first and second stages (1st & 2nd Pass/Stage) to adjust 
step differences at the ends due to deviations in cutting and bending of the main plate, and to 
maintain accuracy; this allowance is then cut/beveled at the time of marking after plate joining 
in the assembly stage. 

3.5 Fillet Weld Transverse Shrinkage: 

Refers to the shrinkage occurring perpendicular (transverse) to the weld line in Fillet welding. 

3.6 Fillet Weld Longitudinal Shrinkage: 

Refers to the shrinkage occurring parallel (longitudinal) to the weld line in Fillet welding. 

3.7 Assembly Distributed Extension Shrinkage Allowance: 

Refers to the allowance applied by distributing the Fillet weld transverse shrinkage per member 
spacing at the design stage, ensuring the correct spacing of Slot Holes in assembled Girders and 
Web Frames, and internal members, to maintain accuracy without additional cutting work. 
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5.2 Definitions for each Application Symbol 

 

  : For the 1st and 2nd finishing allowance, an additional 15mm allowance is given 
to the end of the main panel, excluding the shrinkage value. 

 

L.S = n/m  : Assembly Distributed Elongation Shrinkage Allowance: This shrinkage 
allowance is applied by distributing an amount of n for every m interval of the longitudinal space 
in the fillet welded area. 

nA 

Assembly Stage Shrinkage Allowance: A shrinkage allowance of n is applied to the 
end during the assembly stage. 

 

Taper Shrinkage Allowance: A shrinkage allowance of n is applied as a taper to the 
end. 

 

 

Pre-Erection/Pre-Loading Shrinkage Allowance (Panel): A shrinkage 
allowance of n is applied to the main panel during the pre-erection/pre-loading 
stage. 

 

Pre-Erection/Pre-Loading Shrinkage Allowance (L-Member/Internal): A 
shrinkage allowance of n is applied to the internal members during the pre-
erection/pre-loading stage. 

Erection/Loading Shrinkage Allowance (Panel): A shrinkage allowance of n is 
applied to the main panel during the erection stage. 

 

Erection/Loading Shrinkage Allowance (L-member/Internal): A shrinkage 
allowance of n is applied to the internal members during the erection/loading 
stages. 
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7.2 Longitudinal Shrinkage Allowance for Butt Welds 
 As a rule, it is not applied, except in special cases. 

 

8. Fillet Welding Shrinkage Allowance Application Standards 
8.1 Transverse Shrinkage Allowance for Fillet Welds 

The standards for applying the transverse shrinkage allowance based on the heat input for each 
fillet welding technique are as follows: 

Table 3. Fillet Transverse Shrinkage Allowance Application Standards (Distributed Elongation per 
Member) 

 

8.2 Longitudinal Shrinkage Allowance Application for Fillet Welds 

The longitudinal shrinkage allowance for fillet welds shall be applied at 0.2mm per meter (M), 
regardless of the welding angle or plate thickness. This value is applied by including it in the 
transverse shrinkage allowance caused by the fillet welding of the web frame. 

8.3 Taper Shrinkage Allowance Application for Fillet Welds 

This is applied to all web frames, stringers, and brackv et types that are fabricated with a triangular 
structural shape (T, L2, L3 types). The allowance is classified and applied according to the shape as 
follows: 
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Table 4. Taper Shrinkage Allowance Application Standards 

 

9. Cutting/Stripping Shrinkage Allowance Application Standards 
The standards for applying the cutting shrinkage allowance for stripping members are the following: 

Table 5. Cutting Shrinkage Allowance Application Standards 

 

10. Erection/Loading Shrinkage Allowance Application Standards 
10.1 Application Standards for Longitudinal Direction by Structure 

The allowance is applied considering a 2mm step/offset by structure, according to the erection 
sequence. Since the internal members are welded before the main panel, they are applied 2mm 
longer than the main panel. 

 

 

 

 

 



60 | P a g e  
 

 Table 5. Erection/Loading Shrinkage Allowance Longitudinal Direction Application Standards 

 

Adjustment is required according to joint configuration and work sequence. 

10.2 Application Standards for Width/Height Direction 
 The width direction shall be applied at 5mm as a rule, and adjusted according to the number of 

blocks.  
 For the height direction, considering the load and welding sequence, if the main panel and 

internal members are a butt joint, the internal members are applied 4mm longer (Main Panel 
2E, Internal Members 6E). 



61 | P a g e  
 



62 | P a g e  
 

 



63 | P a g e  
 

 



64 | P a g e  
 

 



65 | P a g e  
 

 



66 | P a g e  
 

 



67 | P a g e  
 

 

 



68 | P a g e  
 

6. 100M.K (50M.K) Construction Stage Standards 
6.1 Assembly Stage – Application of 100M.K 

During block assembly, P.E (Pre-Erection) / Erection block joints must have the Mould Line and 100M.K 
(50M.K) reference lines applied exactly according to the construction stage specified in the drawings. 
These markings are mandatory and must not be omitted. 

Applicable Structural Areas 

100M.K (50M.K) must be applied to the following: 

 A.P Bulkhead 

 Engine Room (E/R) Bulkhead 

 Center Girder 

 Longitudinal Bulkhead 

 Transverse Bulkhead 

 Stringers and small structural members 

 Cargo Hold Blocks 

General Application Zones 

For Aft Body, Engine Room, Fore Body, and Cargo Hold Blocks, 100M.K must be applied over all areas 
except: 

 Structures that will face downward (non-accessible surfaces) during P.E or erection 

 Areas noted as exceptions in the project specification 

Special Ship Types 

For special vessel types such as: 

 TLP (Tension Leg Platform) 

 Offshore rigs 
100M.K must be applied to all areas unless specifically excluded in the project specifications. 

Marking Work Responsibility 

For the Fore Body Upper Deck, all outfitting component marking (including punch-marking) shall be 
performed by the Fabrication Team (in-house or subcontractor) at the plate-joining stage during block 
fabrication. 
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6.1.1 Assembly Stage – 100M.K Construction Standards 

 When the same work conditions exist for both the preceding and following processes, the 
marking shall be performed in the earlier process as a general rule. 

 If the 100M.K construction height is 2,000 mm or higher, the marking must be reflected in the 
earlier process. 

 If the work location allows the task to be divided half-and-half between two processes, the 
work shall be split evenly, even if the marking height is high. 

 For 100M.K at deck-top grand assembly joints, marking shall be performed only when the 
block is being dispatched in its normal attitude. 

o (Marking may be done during waiting time. 

o For shell-base dispatch, grand assembly marking is permitted only when the JIG angle is 
15° or less.) 

 If a change to the 100M.K stage criteria is required contrary to the above rules, the matter must 
first be discussed with the assembly accuracy-control group, and then the final decision must be 
reported to the 100M.K coordinator. 

 When multiple stages occur, each marking location must be emphasized clearly. 
(e.g., Mid-assembly R1 marking, Mid-assembly H4 marking, Grand assembly marking, etc.) 

 When applying upper-deck reference lines (offshore vessels), auxiliary dimension lines must be 
added. 

 For blocks that include a windlass foundation, the paint-hold dimension line must be marked 
entirely at the seam line. 
(Same rule applies for upper outfitting areas.) 

 

6.2 P.E Stage – Application of 100M.K (50M.K) 

 For P.E / Erection block joints, 100M.K based on the Mould Line must be applied according to 
the drawing instructions designated for the P.E stage. 

 For deck base structures, a temporary marker-pen marking is applied during assembly, and the 
final Mould Line and 100M.K are reapplied at the P.E stage. 

 Applicable structural elements: 

o Aft Body: Deck / Stringer 

o Engine Room: Deck / Stringer 

o Fore Body: Deck / Stringer 
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 For Aft Body, Engine Room, Fore Body, and Cargo Hold Blocks, the assembly stage forms the 
base surface, and at P.E or erection, all structures that become visible upward (not 
underneath) must have 100M.K applied across the entire applicable area. 

 Special Vessels: 

o For units such as TLPs, offshore rigs, and other special ship types, apply 100M.K to all 
required areas unless otherwise noted in the project specification. 

 

7. Criteria for Indicating 100M.K (50M.K) and Paint-Hold on Drawings 
 On drawings, fore / aft, port / starboard, upper / lower always refer to the orientation of the 

vessel in its normal upright condition. 

 If directional indications must be shown other than the standard drawing orientation, they 
shall be illustrated using: 

o LOOKING STBD 

o LOOKING AFT 

o LOOKING UP 
and the orientation must be clearly marked on the drawing. 
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8. Drawing Notation and Construction Method 
 Even if the drawing shows only one 100M.K point, the actual marking (punching) shall always 

be applied as a pair. 

o Single-Side Application: Marking is applied on the mould line side of the member with a 
fillet-weld joint. 
 

o Double-Side Application: Marking is applied simultaneously on both the mould line side 
and the thickness-direction side of the member with a fillet-welded joint. 

 
 Single-Side Application: A pair of 100M.K. marks shall be applied on only one side, either on the 

mould line side or on the member thickness-direction side, depending on the required marking 
side. 
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9. Structure With Thickness Differences at Single Joint 

 

10. Structures with Inclines (Sloped) Joints 
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11. Structures With Members Located Adjacent to a Block Butt Joint 
If a Butt Joint is located 75 – 100mm adjacent to a fillet-joint member, a 50M.K. mark shall be applied. 

 

12. 100M.K Punch-Marking Construction Guidelines 
Three points shall be applied at each end. The punching depth shall be less than 0.5-1 mm, and the 
spacing shall be 20-35 mm. 
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13. Outfitting-Related Work 
 The drawings are prepared by the Accuracy Control Team and are used only for applying paint-

hold tape. 
 Drawings are prepared only for foundations that are configured as seats (SEAT-type 

foundations.) 
 During the assembly stage, Marker Pen marking is applied in the deck bade condition. 

o FORE Windlass (Oil Coaming) Foundation 
o Cargo Hold Upper Deck Mooring Winch, Crane Pedestal 
o Engine Room Cargo Oil Pump, Ballast Pump, Stripping Pump 
o Engine Room Diesel Generator Foundation 
o Aft Steering Gear Foundation 
o Engine Room Air Compressor Foundation 
o Various Engine Room Boiler Foundations 
o Fore Bollard Foundation 
o Fore Chain Stopper 
o Fore Chain Compressor 
o Fore Mast, Stand Roller 
o Engine Room Upper Deck Crane Pedestal 

14. Inspection (100M.K) 
 During block inspection, the locations of the 100M.K marks specified on the assembly drawings 

must be checked to ensure that none are missing. 
 The punch marks must be verified at the correct locations: 

o 100 mm from the mould line on the mould face of member. 
o 10 + t where t = plate thickness) in the thickness-direction location specified. 

 All 100M.K marking work must be completed by the responsible department no later than one 
day prior to the scheduled block inspection. 

15. Paint-Hold Taping Work  
(1) During block taping work, the pre-painting team (or subcontractor) shall attach 100 mm wide paint-
hold tape to all designated paint-hold areas before blasting, including: 

 P.E / Erection fillet-joint member lines 
 Block butt areas 
 D/B pad top surfaces attached to Aft Body, Engine Room, Cargo Hold, Fore Body, and Deck. 

After painting is completed, the same pre-painting team shall completely remove all applied tape. 

(2) For ballast tank areas, paint-hold locations shall be separately indicated on the paint-hold drawing. 

Tape must also be applied to reverse sides of structural members, and all tape shall be removed after 
painting. 

(3) For assembly-stage 100M.K line application zones, paint-hold tape shall be attached and removed 
directly on the member marking line. 

(4) For P.E.-stage 100M.k line zones:  
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 The assembly stage shall mark the location using a marker pen. 
 The pre-painting team shall apply and remove the paint-hold tape. 

(5) Paint-hold tape must be applied and removed at all outfitting installation locations that are indicated 
on the 100M.K drawings. 

 

 

 

IV. Welding-Hold Application Standards (N.W) 

 
1. Drawing Notation Method 
1.1 Weld holds for each ship are defined in the Weld Hold Back Guide for that specific ship. 

1.2 For locations where standard welding-hold amounts apply, the hold amount is not written 
numerically. Instead, it is indicated using the  symbol. 

1.3 For locations requiring a special welding-hold amount, both the symbol  and the specific hold 
amount shall be indicated. 
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Chapter 4. Accuracy Control By Construction Stage 
 

I. Key control Points at the Assembly Stage 

II. Key control Points at the Pre-Erection (P.E.) Stage 

III. Key Control Points at the Erection (Dock) Stage 
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I. Key Control Points at the Assembly Stage 
1. Flat Block Assembly Work Standard 
1.1 Sub-Assembly 
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1.2 Mid-Assembly (Unit Assembly) 
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1.3 Grand Assembly 
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2. Curved Block Assembly Work Standard 
2.1 Unit Assembly 
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2.2 Grand Block Assembly 
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3. Aft Body Block Assembly Work Standard 
3.1 Stern Boss Block Assembly Stand 
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3.2 Rudder Trunk Block Assembly Standard 
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4. Fore Body Block Assembly Work Standard 
4.1 Bell Mouth Block Assembly Standard 
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II. Key Control Points at the Pre-Erection (P.E) Stage 
1. Pre-Erection (P.E) 

Pre-Erection (P.E.) is a work process in which multiple small blocks are assembled into a large block prior 
to installation, after completing the small assembly, sub-assembly, and grand assembly stages. 

By increasing block size before erection, the working time required in the dock (a facility where ship 
construction is carried out and which can be flooded to launch the vessel upon completion) can be 
significantly reduced. 

Therefore, the pre-erection process is a critical part of shipbuilding, playing an important role in 
improving overall productivity. 

 

2. Pre-Erection (P.E) Dimensional Control Preparation 
 Review potential issues in the erection sequence of unit block divisions in advance. 
 Provide feedback for construction method and design improvements. 
 Establish and improve restraint methods for P.E. (Technology and construction methods) 
 Implement integrated dimensional control management between blocks. 
 Promote P.E. block enlargement to reduce the number of blocks erected in the dock. 
 Secure dock schedule by pre-installing outfitting items. 
 Review, coordinate, and optimize WSD. 

 

3. Pre-Erection (P.E.) Reference Line Marking 
 Marking the center line (CL) and block butt lines. 
 Mark locations of cribbing (blocking) and supports. 
 Adjust levels of cribbing supports. 
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4. Supper Block Pre-Erection 
4.1 Shaft Boss Block 
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4.2 Rudder Block 
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4.3 Tanker Vessel 
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4.4 Container Ship 
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3. Dock (Erection) Stage – Key Control Points 
 

1. Erection 
Erection is the process that follows Pre-Erection, in which multiple large and medium-sized blocks are 
connected inside the dock. 

This stage precedes the launching operation, where the dock is flooded to float the completed vessel 
into the sea. 

Because erection directly affects dock efficiency and throughput, it plays a critical role in determining a 
shipyard’s overall construction capacity. 

 

 

2. Erection – Dimensional Control Preparation 
 Review potential issues in the erection sequence of unit block divisions in advance. 
 Provide feedback for construction method and design improvements. 
 Check for interference between structural members and pre-installed outfitting items. 
 Implement integrated dimensional control management between blocks. 
 Promote P.E. block enlargement to reduce the number of blocks erected in the dock. 
 Review, coordinate, and optimize DEP. 
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3. Erection Dock Ground Marking 
Dock ground marking is a critical step in the hull construction process. 

It involves accurately marking and managing the vessel’s main reference (datum) lines on the dock 
ground to ensure precise dimensional control. 

These markings serve as: 

 Block setting reference lines 
 Cribbing (blocking) layout references 
 Dimensional inspection baselines 

 

 

3.1 Dock Ground Marking Work Procedure 
1. Relocate concrete cribbing and perform washing after floating (launching). 
2. Review the dock cribbing layout drawing 
3. Mark the centerline (buttock line) using E.D.M. (electronic distance measurement) 
4. Mark perpendicular reference lines from the center line using E.D.M 
5. Mark A.P. and F.P. points on the centerline. 
6. From the A.P. point, cumulatively mark frame lines for cribbing installation. 
7. Mark all block butt lines for the entire vessel (refer to block division). 
8. Mark the maximum breadth and buttock lines 
9. Paint key areas before marking and ensure markings are protected from erasure. 
10. Establish auxiliary control points along the dock side and record measurement coordinates for 

full ship construction. 
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4. Dimensional Inspection Items During Hull Erection 
4.1 Principal Dimension Measurement 

 

4.1.1 Length Between Perpendiculars (LBP) 

The horizontal distance between the forward perpendicular (F.P.) and the aft perpendicular 
(A.P.). 

4.1.2 Length Overall (LOA) 

The horizontal distance from the extreme aft end of the hull to the extreme forward end, 
including all permanently installed protruding structures. 

 

4.1.3 Breadth (Beam) 

The horizontal distance between the outer surface of the shell plating at the widest part of 
the hull. 

4.1.4 Depth 

The vertical distance from the keel (bottom of the hull) to the uppermost watertight deck. 
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4.1.5 Floating Dock Measurement Method 
 Install targets at midship bottom reference points (B1, B2, B3) and perform measurements 
 After establishing reference points, measure Depth 1. 
 After measuring reference points, install targets at auxiliary dock-side control points (R1, R2, R3, 

R4) and measure. 
 Move the E.D.M. and measure the dock-side control points (R1-R4) at the forward section. 
 Move the E.D.M. and measure the dock-side control points (R1-R4) at the aft section. 
 Move the E.D.M. back to reference points (B1,B2,B3) and measure Depth 2. 

 
4.2 L.O.A., L.B.P. Calculation Methods 
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4.3 Draft Marks 
 

Keel Draft 

Keel draft is the vertical distance from the bottom surface of the keel to the waterline. It represents 
the depth to which the hull is submerged and is used to determine cargo loading condition and 
overall ship condition. 

 Perform keel sighting (measure keel bottom levelness) 
 Establish draft mark reference points at FWD, MIDSHIP, AFT, and transom keel bottom 

locations. 
 Measure draft marks using separate reference points for FWD, MID, and AFT. 
 Draft marks are installed by the midship assembly department; FWD and AFT are installed 

by the erection department. 
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5.4 Freeboard Mark 
Freeboard Mark 

The freeboard mark is an indicator showing the maximum permissible loading limit when cargo is 
loaded onto the vessel. 

It is also referred to as the load line mark and is applied to ensure safe navigation. 

When the ship is in an upright condition, the maximum allowable draft in accordance with load line 
regulations is marked as the vertical distance from the upper deck at the midship section to the 
designated waterline. 

These marks vary depending on the navigation area, season, and vessel type. 

 Measurement is taken at the midship hull side based on the upper deck reference. 

     
5.5 Air Draft 

 The vertical distance from the baseline to the top of the vessel’s highest structure (Radar 
mast top). 

 This draft is used to verify clearance and potential interference when navigating under 
bridges. 
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5.6 Dimensional Control for Shaft and Rudder Blocks 
 

Erection Process Inspection Items 

1. Ground marking of shaft CL and rudder trunk CL  
2. Check cribbing height, position, and inclination. 
    -Cribbing shall be arranged to withstand localized loads 
3. Verify erection reference points (X, Y, Z) for installation of  
     11A (Boss) Block and 10H (Rudder) Block. 
4. Receive shaft pre-sighting condition from machinery  
    outfitting department. 
 Verify Installation of targets at shaft CL end points. 

5. Prepare plum bob on piano wire for shaft and rudder CL   
alignment. 
6. Measure block using E.D.M. 
 

11A Block Erection 

1. Set the 11A block using the erection reference points (X, Y, Z) 
established during P.E., based on the previously erected blocks. 
2. Continuously monitor half-width changes during installation of 
shaft CL plum-bob 
3. Verify boss half-width (b, b1) based on ship centerline CL. 
4. Strictly follow the fit-up and welding sequence to control 
deformation. 

 

10H Block Erection 

1. Verify alignment of the lower gudgeon plum-bob based on the 
upper gudgeon reference. 

2. Align the rudder trunk centerline CL with the shaft centerline piano wire 
3. Continuously monitor the condition changes during fit-up and welding with 

plum-bobs installed. 
4. Verify rudder trunk half-width (y, y1) based on ship centerline CL. 
5. Strictly follow the fit-up and welding sequence to control deformation. 
6. Apply reverse deformation in the fore-aft direction considering expected 

distortion. 
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Final Sighting Procedure 
1. Remove cribbing considering boss width variation and perform final 
sighting at the specified timing. 
2. Align rudder trunk centerline CL with shaft CL piano wire – Point C. 
3. Measure centering of upper and lower gudgeons – Points A and B. 
4. Based on ship centerline CL 
 Measure rudder trunk half-widths (PORT & STBD): y, y1 
 Measure stern boss half-widths (PORT & STBD): b, b1 
5. Verify extension alignment of the shaft CL piano wire. 
6. Submit owner inspection check-sheet 
 

Final Sighting Acceptance Criteria 
1. Piano wire diameter: 0.5 – 0.7 mm 
2. Piano wire tension: 10 – 20 kg 
3. Deviation of rudder center from shaft centerline (a): 

 Vessel displacement ≥ 100,000 tons: a ≤ 8 mm 
 Vessel displacement < 100,000 tons: a ≤ 6 mm







109 | P a g e  
 

 




