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Fig.1 Configuration of new process computer system
Table 1. Functions of control and Set-up
I tems Functions

Combustion control for cotinuous
furnaces

Reheating | (1)

Furnace (2) Automatic charging and extraction

Automatic rolling based on draft
schedule calcuiation

R ougher (1)

Finisher
(2) Plan view control using edger
{1) Set up of coolant flow
DAC and plate speed control
Hot (1) Set up of screw down position
leveller and levelling speed

(2) Tension and bending control

Reheating time prediction
for furnace combustion control

Mill (1)

pacing
(2) Extraction timing control
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