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Synopsis :

Kawasaki Steel Corporation (Chita Works) has installed a process computer system at
the finishing line of medium diameter seamless pipe, aimed at process control
throughout the line. The new finishing line is characterized by the layout of facilities
connected with the automatic warehouse and conveyor systems. At the finishing line
high quality assurance should be give, because many pipes of various specifications flow
into the line. Therefore, the process computer system has been designed to function as a
piece tracking system and an automatic pipe flow control system. Evaluating function
method based on the linear programming is applied to the pipe flow control system.
This logic was first introduced as material flow control in the steel industry and was
verificated by computer simulations. The above-mentioned system is now operating
satisfactorily and greatly contributing to high quality control, improvement in

productivity and a decrease in operators' labor.
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Kawasaki Steel Corporation (Chita Works) has installed a process
computer system at the finishing line of medium diameter seamless
pipe, aimed at process control throughout the line. The new finishing
line is characterized by the layout of facilities connected with the
autdmatic warehouse and conveyor systems, At the finishing line
high quality assurance should be given, because many pipes of various
specifications flow into the line. Therefore, the process computer
system has been designed to function as a piece tracking system and
an automatic pipe flow control system. Evaluating function method
based on the linear programming is applied to the pipe flow control
system. This logic was first introduced as material flow control in
the steel industry and was verificated by computer simulations. The
above-mentioned system is now operating satisfactorily and greatly
contributing to high quality control, improvement in productivity

and a decrease in operators’ labor.
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Fig. 1 Schematic flow of medium diameter
seamless pipe finishing factory
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Evaluation factors
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Change of pipe thickness 5 5 5
Change of pipe end shape 10 10 10
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Fig.10 Improvement of lead time by pipe flow control
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