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Fig.1  Structure optimization and program optimization of steel industry
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Fig. 2 Process structure optimization diagram with information flow
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Fig. 4 The full process flat product quality management and control technologies
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Fig. 5 Integrated planning and scheduling

B
| %ﬂﬁz‘ii‘:ﬂlﬁ%iﬁﬁ |
I
] HrE Al BF B L
1z ‘
: — | 31 U B |
[;_I 1T A 20 5 AR AL,
< i1 $.% 1i.Brokers T
iﬁ.f?r,uf M.gl‘.\r HLH T | SR RAERITNT |
’ HiiE i ” [ H Wik T
R T T
RHA. M. AAE. BEFE

—

{ 2 IR R |

Yes

V.
! | BRI Rk |

Ko  Seal—dAit Rl i Y O BEEOR
Fig. 6 The key technologies for integrated planning and schedulling




—t

34 www.kjdb.org N5k 2018,36(21)
3.3 YIRREEERNE TSI O UL e e i PR IR, TR BT R DL R G
Yy R S P R N R A e il s B EEOR
PAT R G MES gL RE TR A B R 48 EMS 1T 1) AR BT RE S AR 1 fE I i P 25 5
[F], SCHLRB IR A 25 & Re IR (1 7) o W 0T i e o Ui 2) FETReE I MR S H
[F] DG 5 9 o I A 5 B 4% 10 RE VR Ik 1) ™ A - e -2 3) ZREZ M AR ;
o —fof7 P — T o5 55 B e P 4% 45 A BT 3 B TR e AR 4) ZYselRit I MEAN BRI ;
FeAb M2 pPRE ) R BT 28 AR A IR A, SE 5) AT RE R SR A B RE VR Sl AS P PR
FE 2 UL D90 245 B 2511 L BB BTV AL (18).
HEB 4 7
AW OB 45 B e mm% ﬁr—\ —
=) %ﬁﬂ:ﬁw‘f : kA "|m; (L R, o _.{ ARG o . i :
8 8] S SIN) Hﬂ@TI TE1T o) wm | B
e i
-
e A
; b/ g
= el |
me.g%gumﬂ
1l = — I
BEELT

K7 WBise

L E

Fig. 7 Coordination between material flow and energy flow
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Fig. 9 Key technologies for multi—unit coordination optimization
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Fig. 10 Process network modeling and multi-object
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On integrated optimization for steel intelligent manufacturing

SUN Yanguang

Automation Research Institute of Metallurgical Industry, Beijing 100071, China

Abstract The purpose of intelligent manufacturing in iron and steel industry is to optimize the structure and process of iron and steel
process so as to realize dynamic, orderly, coordinated and continuous operation and multi—objective optimization in a whole. In this paper,
the main contents and key technologies of structural optimization and program optimization in steelworks are introduced, including multi—
PDCA closed loop for quality management and control, integrated planning and scheduling, coordination between material flow and energy
flow, and multi—unit coordination optimization. Some common problems are analyzed, which the steel industry needs to overcome to make
breakthrough in promoting intelligent manufacturing and some promising implementation paths are proposed.

Keywords intelligent manufacturing; steelworks integrated optimization; steel manufacture




