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Table 5.1. Al applications in iron and steelmaking plants.
o Method
Purpose Process Applications Year — T
Expert{Fuzzy|Neuro Others
Operation |Sintering System for guidance of sinter return rate 1990 O
System for prediction of sinter quality 1991 O
Blast furnace |Diagnosis of abnormality in blast furnace 1986 O
Control of furnace temperature in blast furnace 19871 O
System for supporting operation 1990 O O O
Guidance for burden distribution in blast furnace 1991 Case based
reasoning
System for supporting tapping operation 1992{ O
Continuous |Diagnosis of continuous casting operation 1989 O
casting System for prediction of break out 1990 O
Diagnosis and prediction of product quality 19921 O
System for supporting in cast scheduling 1992, O
Hot rolling |Guide for discharging from reheating furnace 1989 O
Cold rolling |System for diagnosis of cold rolling process 1991 O
Continuous |System for inspection of surface defects 1993 O
annealing
Shipping System for supporting shipment on carrying vessel 1986 O
Energy System for supporting steam use 1988{ O
Others System for diagnosis of cold rolling process 1991 O
Diagnosis of benzene recovery 19921 O
I
Controlling|Coke Control of heat combustion in coke oven 1991 O
Sintering System for heat pattern recognition in sintering 1991 O
Control of combustion in sintering 1991 O O
Control of NO, concentration in waste gas of sintering 1992( O
Blast furnace |Control of combustion in hot blast stove 1993 O
Converter Control of automatic distribution of LD gas 1986 O
Control of level in gas holder 1989 O
Control of LD gas recovery 1991 O
Continuous |Control of molten metal level in mold 1989 O O
casting
Hot rolling |System for dynamic setup in hot rolling 1989 O
Control of coiling temperature 1991 O
Plate rolling {Control of cooling bed in plate mill 1991 O
Cold rolling |Control of shape by coolant 1989 O
Prevention of interference between gage and tension control |1991 O
Prediction of rolling load by cold rolling setup model 1991 O
Dynamic shape control in cold rolling 1992 O O
Preset shape control in cold rolling of stainless steel 1993 O
Continuous | Al system for operation of continuous annealing furnace 1993 O
annealing |Control of strip temperature in continuous annealing furnace {1993 O
Galvanizing |Control of coating weight in hot dip galvanizing 1990 O
Feedback control in galvannealing furnace 1993 O
Shape rolling|System for optimum sawing of shapes 1985 O
Control of reheating furnace for shapes 1992 O
Bar rolling [Control of discharging pitch from reheating furnace of bars [1989] O
Pipe making |Control of induction heat input for electric pipe welding 1991 O
Others Control of iron oxide roaster 1993 O
Conveying | Plate mill Control of conveying of plate to cooling bed 1989 O
Galvanizing |Control of coil conveying 1989 O
Management of conveying and storage yard of coils 1992) O
Finishing Control of finishing and conveying of billets 1984 O
Operation planning of coil carrier 1990 @)
Planning |Raw Planning system for coal conveying in raw materials yard 1990 O
materials (Plan-making system for layout in raw materials yard 1991 O
Coke Planning system for operation of coal screening conveyers 1991 O
Continuous |System for weekly schedule making of continuous casting 1992 O
casting
Hot rolling |Supporting system for assignment of reserved slabs 1989 O
Cold rolling [Scheduling of roll shop 1993 O
Finishing Optimum combination of recoiling in finishing line 1991 O
Shipping Planning system for operation in ocean liner wharf 1989, O
Pipe making [System of allotting seamless pipes 1990 O
Others Integrated system managing blast furnace to mills 1990 O
Others |Cold rolling (Failure diagnosis in hydraulic system of cold rolling mill 1989 O ]
Diagnosis system of cold rolling equipment 1991 O
Continuous [Diagnosis system of continuous annealing equipment 1989 O
annealing
Shapes System for quality designing of shapes 1991 O O Case based
reasoning
Pipe making |Gain adjustment of hydraulic unit of Mandrel mill 1990 O Hypothetical
Others Remote monitoring system of in house facilities 19881 O reasoning
Planning system for melting procedure in steelmaking 1991] O
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