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Simulation Study of Operational Data

of a Plate Mill Plant and Actual

Operation at Tsurumi Iron Works.
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Fig. 1. Layout of the plate mill plant at Tsufumi Works. (Japan Steel & Tube Corp.)
Table 1. Outline of simuration models.
T ( o Construction of
Number of models - Initial conditions of equipments Calculation time equipments
) : N (Completed)
Open hearth furnace 60t X4
Open hearth furnace 120t X1 R
Soaking pit , 8 holes
Model '1 Reheating furnace 1 Dec. 1959 May 1960
(batch type) '
Continuous furnace 1
Open hearth furnace 60t X4
Open hearth furnace 120t X1 .
: ' Soaking pit 11 holes ' ' ‘ ‘ '
Model 2 Reheating furnace 1 CApr. _ 1960 Nov. 1960
’ (batch type)
Continuous furnace 1 )
Open hearth furnace 85t X4
. Open hearth furnace 150t %1
) . Soaking pit- 11 holes
Model: 3 Reheating furnace ) Apr. 1960 Feb. 1961
(batch type)
Continuous furnace 1
Open hearth furnace 85f X4
Open heartli furnace 150t X1
c Soaking pit 14 holes :
Model 4 Reheating furaace 1 Feb. 1961 Mar. 1962
' : -(batch type) : :
Contintous furnace 2
No: 2 shear line
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Table-2.

Variation of €quipments and comparison of production capacities..
~ » July, 1959 | May, 1960 Dec. 1960
; June, 1959 ~Mar. 1960 ~Nov. 1960 ~Mar. 1961
Soaking pit 6 holes 8 8 N 11
Reheatmg furnace 4 i ‘ ]
(batch type) T . 1
Continuous furnace 0 0 1 . i
Roughing mill 110" 3HI - 110" 3HI 140" 2HI 140" 2HI
Finishing mill _120" 4HI 120" 4HI 120" 4HI S 120" 4HI
“Production . t /month 37,765 36,737 47,466 48,832
Production t /day : 1,408 1,397 1,758 - 1,915
Production t /h - 69°500 74°680 93+210 101°850
Rolling pitch mn. 2°90. 2°82 2°63 247
Average wts. of ingots . . . ' . i
& slabs 3°360 3509 4°083 4 182
, s ! 1 967 Fet atczion, |
70t /960 Ape: caleulation . =

Slab pusher

_ (Thickness : 39m oer)

Heary leveler

VFlame cutting
| 7est piece

( Tickness: up to 3p"m)

Light leveler

Thickness: Thickness: .
\_Z9Mm 0 257 \__up t0-/9") - - -

Crop end cutting

Heat fmt)hy

Shipping

Length: 2)pver) (Lemth:op 2] )

Fig. 2. Flow sheet of the plate mill

5.

operation.
(Tsurumi Works, Japan Steel & Tube Corp.)
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: New 2 HI rougher construction.

AS €789 10182
/960

1 2C34 5678900
196/ )
Month
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: Open hearth furnace rebuilding.

A

. B :Soaking pit (surface type) 3hole addition.
C
D

: The second time project of shearing line.
------ Calculated production by simulation. model.

Fig. 3. Trends of plate production (t/month).
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Study on Power Consumption in

n
Manne

mann Piercing Process.
(Effect of roll angle)

Dv. Kenzo Karo, Takashi Kusaxase

. and Toru Hara.
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