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Synopsis :

A process instrumentation and control system, whose main aims were the improvement
of the product quality and security of stable production, was introduced to the wire rod
and bar mill of the Mizushima Works, synchronized with the installation of new rod
rolling facilities, in September 1984. The system, which consists of a process computer
system, process control DDC system and various sensors, controls processes from the
entry of the reheating furnace to the coil finishing line, closely exchanging many items
of information with an on-line operational computer system and DDC systems for the
electric equipment, etc. Among the functions of the system, computer control of the
reheating furnace, automatic setting up of the rolling equipment and high-density data
gathering are the major ones, which have greatly contributed to the automatization and
stabilization of the rod and bar production, and reinforcement of the quality assurance

system of the mill.
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Process Instrumentation and Control System of Wire Rod
and Bar Mill at Mizushima Works
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Synopsis:

A process instrumentation and control system, whose main aims
were the improvement of the product quality and security of stable
production, was introduced to the wire rod and bar mill of the Mizu-
shima Works, synchronized with the installation of new rod rolling
facilities, in September 1984.

The system, which consists of a process computer system, process
control DDC systems and varicus sensars, controls processes from
the entry of the reheating furmace to the coil finishing line, closely
exchanging many items of information with an on-line operatienal
computer system and DDC systemns for the electric equipment, etc.

Among the functions of the system, computer control of the re-
heating furnace, automatic setting up of the rolling equipment and
high-density data gathering are the major ones, which have greatly
contributed to the automatization and stabilization of the rod and bar
production, and reinforcement of the quality assurance system ol the
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Fig. 1

Configuration of the process instrumentation and con-
trol system
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Configuration of the process computer system
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Table 1 Major functions of the process computer system

Process Functions

Reheating | 1 Matenal tracking
fumace

2 Automatic operation of the {urnace entry roll-
er tables

3 Awtomatic transferring of billets in the [urnace

4 Control of extraction of billets

5 Calculation of the temperature of hillets

Set up of the temperature for the furnace
{future)

7 - Gathering and transmission of the actual data

Automatic qualification of heated billets

Rolling 1 Material tracking
line 2 +Set up of the revolution of the mill rolls

-Set up of the speed and cutting length [or the
shears

+Set up of the control parameter of the block
milt

-Set up of the speed of the stelmor conveyor
+Set up of the revolution of the blowers, etc.
Gathering and transmission of the product

Automatic qualification of the product

{based on the rolling temperature, coiling tem-
perature, diameter, and defect)

Finishing 1 Material tracking
line for

. 2 .Control of loading of coils to a hook
coils

-Control of transferring (from hook to hook)
of coils

-Control of unloading of coils from a hoolk

-Control of the binding machines

.Control of the coil scale, etc.
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Fig. 15 Example of the rod coiling temiperature
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