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Control System for Continuous Casting Operation Synchronized with Hot Rolling

(Hirosato Yamane) (Kazuaki Miyahara) (Tadaaki
Ilwamura) v (Shigeru Nakaji) v n (Masaaki Nariishi)
I v
(1) u DDC 2

3) o
(4) (%)

Synopsis :

Synchronized operation system between steelmaking and hot rolling has been developed
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. Table 4 Items of quality diagnostics with use of process data
. Mold width
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