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Table 1 Functions needed and equipment

ILem Function Necessary equipment
Plant equipment Automatic system Autoratic equipment
ligh speed *Large tundish *Abnormal casting ‘Concave meter at right
casting ‘Width change during - monitor under mold
casting +New type mold osci- *Temperature profile
‘liydraulic high cycle llation control seter
oscillation mechanism
lligh and uniform | ‘Air/Water mist spray *Dynamic control of ‘Roll gap meter
ol direct Lemperature cooling secondary cooling -Temperature profile
rolling slab discharging | ‘lleat insulating cover *CC-DR synchronizing meter
*Slab edge heater control
Quality securing | VB type caster with ‘Forecast system of *Automatic temperature
small roll pitch slab quality during Heasurement,sampling
*Vacuum siag cleaner casting in tundish and analysis
‘Rl degasser *Quick anaiysis of *Burr remover
molten steel -Hot state defect detec-
*¥idth change control tor
+Judging auality of
slab for HDR
____ ‘Manpower saving ‘Automatic air sealing *Automatic casting +Slab number marking
Other fasten/unfasten control machine (except HDR)
ralionalization *Automatic mold powder *Automatic cutting +Tundish pre-heating
(eeder length control controller
‘Automatic slabcarring | *Man-machine-interface
operation terminals using CRT-
display with Key board
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Fig.2 Fully automatic system in the No.5 slab caster.
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Fig.3
in Fukuyama No.2 Hot strip mill.

AWC - Automatic width control
AGC : Automatic gauge control
ALC: Tension control of

DBM: On-line softwore

combustion control of
reheating furnace

finishing mill

development

CPU name
CPU-1, 4, 5 ¢
TOSBAC-7/70G
CPU-2, 3
TOSBAC-7/40

measuring
instruments
controllers

Configuration of process control computer system
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Table 2

Example of improvement of the roll

wear

and thickness profile

after

rolling the strips with same width.

Without Shift
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Strip Profile
(Lost Coil)

Strip Size 20'x900%

Strip Size 2.0'x 900*
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