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Synopsis :

Ironmaking Departmet of Mizushima Works, Kawasaki Steel Corporation marked a
first step forward in the developmet of the total information system in March 1981 upon
completion of the following five subsystems: ore bedding, sintering, blast furnace
operation, ore blending planning and general technical analyses systems. A gradual
online processing of actual date will improve efficiency in analyzing each process
operation. The information system which is of hierachial structure with respect to work
specification and computer hardware is linked to Mizushima Work's central computer
(M-200). The man-machine interactive system makes it easier for Ironmaking Dept.
personnel to develop their own programming. The total ironmaking information system,
when completed, will greatly contribute to improvement of material flow, quality control,

operation planning and its follow-up in the Ironmaking Dept.
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Synopsis:
Ironmaking Department of Mizushima Works, Kawasaki Steel Corporation marked a first step forward in the
development of the fotal information system in March 1981 upon completion of the following five subsystems: ore

bedding, sintering, blast furnace operation, ore blending planning and general technical analyses systems.

A gradual online processing of actual data will improve efficiency in analyzing each process operation. The
information system which is of hierachial structure with respect to work specification and compuier hardware is
linked to Mizushima Works' central computer {M-200). The man-machine interactive system makes it easier for
Ironmaking Dept. personnel to develop their own programming. The total ironmaking information system, when
completed, will greatly contribute to improvement of material flow, quality control, operation planning and its

follow-up in the Ironmaking Dept.
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Fig. 5 Configuration of ironmaking information system

Table I System scale of hardware and software

Facility lgl_ur;ber Note
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FACOM M-200 1 Central common machine
CRT & KB 3 1920 characters, color CRT
Printer 2
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Hardware
& printer
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PFU-1500 2
CRT & KB 2 1820 characters, color CRT
Printer 2 |
Software Central computer 227k steps | COBOL, FORTRAN & SPEAKEASY
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Fig. 13 An example of Rist's diagram simulated on the same condition as Fig. 12
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