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Synopsis :

At Nos. 3 and 4 Sinter Plants of Kawasaki Steel's Mizushima Works, a sinter operation
control system with a diagnostic expert system has automated its sintering plant
operation. Control functions include burning through point (BTP) control at 1- and
5-min cycles, equipment protection, sintered ore production control, and quality control.
Software structures include expert rules (about 500 rules) and FORTRAN program
(about 11 K steps). The expert system has achieved reduction by half of BTP dispersion
and highly stabilized production quality.
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Synopsis:

At Nos. 3 and 4 Sinter Plants of Kawasaki Steel’s Mizushima
Woarks, a sinter operation control system with a diagnostic expert
system has automated its sintering plant operation. Control func-
tions include burning through point (BTP) control at 1- and 5-min
cycles, equipment protection, sintered ore production control, and
quality contral. Software structures include expert rules (about
500 rules) and FORTRAN program (about 11 K steps). The ex-
pert system has achieved teduction by half of BTP dispersion and
highly stabilized production quality.
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Fig. 2 Hardware structure of expert system
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Table 1 Definition of actual BTP and its prediction

Definition

Burn through point which is end point of
BTP A .
sintering (point P3)

e

Actual BTP which is expressed x-coordinates

pris
e

P2 Ps3
o D)
| alblc]dle

BTPa ; ; .
of top of approximate equation (1} Measured peint of temperature
O
. -
Long time predictive BTP which is predicted 8= 2
BTP.L by permeability of raw material at point P1 o & - . % - a
(about 3¢ min before BTPa) S g  Location ALty
=& ~100 0 100,/
Shoert time predictive BTP which is predicted y=axitgrty (1
BTPs by temperature of wind box at paint P2
(about 10 min before BTPa) —100 0 100
BTP{x)
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BTP:. . Long time
predictive BTP
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predictive BTP
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Fig. 3 General flow of predictive BTP control function
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