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Abstract

Nippon Steel & Sumitomo Metal Corporation have developed various plate manufacturing
technologies to meet for the diversified and strict customers’ demands. At reheating and rolling /
cooling process, the cutting-edge numeric models for each process were developed, contributing to
energy-saving, the yield improvement, and raising control accuracy. TMCP (Thermo Mechanical
Control Process) was developed accumulating original technologies, and the equipment which can
realize uniform cooling with a wide range cooling rate was introduced into the each plate mill.
Furthermore, the advancement of quality control and the integrated optimization of steel plate
production process for production control have been developed, and we respond timely to customer

needs.
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Excess load

Order quantity | Charge/Lot |Delay in casting
amount
Normal case 120% 32% 0.2%
Busy case 114% 75% 0.2%

HTHFEL TV dHo HIFEL i/ XY — L ED 7V — T
LT, EERRDEORK GO T THS Ty &, MR
HZ L TR AP ofriliE GU(6S) smkend
LR ABEMGETE L A CHHER Y RETL2H0T
H%bo
(el L]

AHIER%E T=W,J +W, I, +W, I,

J =226, @ FAERKH %L

L=2x |20, R, -0 X, | fiEn

=220y, -y, | - WL

W, W, W, : EALREL

X, S, HEHIRE ¢ OFECE

X, DG SR ¢ o

d, ¢ SR OHIBRA A4 (0-1 2240)

Vi = I, ()x, TRk, S H « ORI

£ () - B S T k OFAESE T HB9%

Hil#ate U CRSH, HEE S 7% &2 A5
ZOfER, FELEDEFIRED 7 — A TR AT 2 1
#ALLoD, Fx—3 iz 20%0 L, HESLIRHE
b 32%IZ T TUET 2HRPHEONTVD (R2),

mEEE S E LRI

SRELAR A X, ARRICH LT, RIS L, BR
IZHL T 4 e Identity (ID) EHEM X, 2=V —D1fE
R ISR R T bo —, HR L7z L )12 —H—
PO DOEROZFENI IR 2 LAY, A2 TR ToHEAR
RADHEAT T HH, 1D EHLEEICFEATT 5 2 & 05
2% ) 22H %, 22T, ICT (Information Communication
Technology) (2L 4 IDEH Y AT L% fEEEL, 1—H—
fEPEE D) B OFE TR ER L2 EBH L Twb 2,
ICT i, PDA (Personal Digital Assistance) % F:difiiZ,
TIUINIA IO RA=F T — Y iEHEE, HHibmkeE
CHET LY AT LR E 2> TS (B29).

C O ID EHFAM OB LY, #EF % ID PREEARH] % i
L7 BT, RETREOEERM O MERD 17 212G
BRI BTV D,

i

PLERNTE72 L9102, A 23GE 702 A5 O
FIZED, ZUITE 2 5B O E bR IR AR O Bk 73 ] RE
Lo TWh FHBESD, WRIEEMIE S 51241

(5)

7.

8.

il

oH g & # W 40075 (2014)

29 PDAMRKETVRITATOX—4
PDA and digital micrometer

12, fHLS, ZELTRET 28 %652 LA T,
X80 Diiif 47 — i AR E PE N B D KA BGE I H i 7
&, RN T FHERER LA 72 7 2 miRERE ih D
BAFSIC % AN T LED D 5,
FOIOOTEERBEERELE LT,
O MiEEIe» HREEE CLE L R ERRA T RE %
TMCP Hiffr D 7 % 1L
@ BHWHPrOO—FE LI2MEO®EY AR - - - FRIHHER
NENZEN T2 AT 78300
@ E R MR O Z i S FART (Fem A ER % 5
B3 2R EIEE - — 5 )
@ 2= =25 A L) — 1B A AN AT B e A B
AT A
ERBIT SN,

WO D — 8 — 4 128035 SN A ETIZ R WS,
INF TR > CTEHT 2 L BICHAMAEO A - F%
B, JOEEALT 2RO = — RIS 2 TW T
i CThHbo

RN

1) JERS 55 207 IHILEL AN REE. 2011

2) ALFIIE, NS, AR, RIGRER, SR, sk
B, RS, WEE—RR : CAMP-ISII. 1051 (2010)

3) M EE, SEWCERD C BPEE T, 16 (168), 10 (1975)

4) B BN, NIE ¢85 110 R R S

5) VR, K28, P —, SRR EHEE, /NIK 9T H 8RB, (365),
9 (1997)

6) FIFHLE, I T EAEE. 50 (1), 79 (1998)

7) KIE, BRFFE, WI—ES, PAFk - SMEkigE. (326),
70 (1987)

8) Furukawa, H., Ueda, L., Otake, K., Sakamoto, N.: Proc. of the 7th
International Conference on Steel Rolling. 1998, p. 583

9) W2, L —H AT MEER, Kirs—:
CAMP-ISIJ. 9, 1027 (1996)

10) ZERY, fmEtE, 2R, AR 5 56 MM
JE R 2R . 2005, p. 491

1) RS, WEHE, —WI%IE, AR PR 18 BN



i E#EES () ORE 0 ERSGERAM

A . 2006, p.29

12) REERY, fREBHESE, —MIZIE, ANEJIEE 28 57 A
T AR . 2006, p. 225

13) ZEERY, fREBEEE, —MIZIE, ANEIRE 28 58 LN
THATREST O, 2007, p. 127

14) R, VAR, BFRILERG © SrHEEER. (365), 3(1997)

15) # I © & 118 MR TAGRS. 1994

16) Kirg—, PR —, Frified, —WiZeiE, ek (k4
J&. 50 (1), 88 (1998)

17) AHEZ, HEER, Lo, JNEE—  CAMP-ISL. 18,
423 (2005)

18) it - Bk 4. 65 (10), 1644 (1979)

19) Nippon Steel Monthly. 2006.11

20) FPIEEE, WA, AAEFEI, JEIE—, AR—BE, RS,
TRMBURER, BEEBEL, SRS sHAlE B~ 5wk, 50

(6). 487 (2014)
21) fARAN, FIINEEL, WAL, JAIIRER, HhEFE— B,
FEERY BRI E BRSSO, 50 (7), 528 (2014)

22) /NI, IHHEE =, RIS, R, YT, AR,
FHRAFZ, WWAAIA, VURTEER, ZeREikm], SER, T
AR WHEEL, ARG R, REE, AR
HICFHIR : CAMP-ISI. 23, 658 (2010)

23) HAFRE, YrrsE—A6, MHEEELE, NI, L=, K
B, T, FEARE, DUREER, 2R, thAR g
TR 21 AR BRI LR R S S, 2009, p. 379

24) IR B, FHRii—, PEEIE, KE%E, EEER C CAMP-
ISIJ. 26, 238(2013)

25) Fpli—, GHEHER, K%, BEMEE, FIHE EHIGA,
IRABUM - CAMP-ISI). 25, 355(2012)

26) INTFHERE 2 A7 AHIIERG 2. 52 (4), 126 (2008)

B RILE  Yuji NOMIYAMA
JEAR SR IEARAT R
T H X ALOMN2-6-1  T100-8071

ZE R Takeo YAZAWA
JEAREZER BB BT E R

% EET Hirotsugu YASUI
JEARFHEES  JEAEA  JER R T

ooH 8 ME 4 4 #Ht fE400%5  (2014)



