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Scheduling continuous casting process by
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Abstract: Being the last process in steelmaking, the continuous casting process is the connecting bridge between the iron
production process and the rolling production process; its scheduling is crucial for ensuring the whole production process
operating in a well-organized rhythm with low production cost. According to properties of casting process and casting
machines, we develop a schedule for continuous casting process, and then, apply the in-depth priority search algorithm to
minimize the makespan of the continuous casting process. This algorithm doesn’t use any traditional scheduling method.
Field data in a domestic steel plant employing this approach for scheduling the continuous casting process shows smooth
operations in production and reduced production cycles. This demonstrates that this easy-implemented algorithm efficiently
assists plant workers in scheduling the continuous casting process to achieve high productivity.
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Fig. 1 The process of steelmaking
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4 F AR (Mathematical model)
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Table 1 The schedule of one group casts
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1 1050 225 API1056EIl 3 1#CC
2 1250 225 JT6411A6 3 1#CC
3 1150 225 JT6411A6 3 1#CC
4 950 225 AP0740D5 2 2#CC
5 1250 230 AP0740D5 2 2#CC
6 1450 220 AP0740D5 2 2#CC
7 1350 220 AP0740D5 2 2#CC
8 1000 225 AP0740D5 1 3#CC
9 1100 230 AP0740D5 1 3#CC
10 1000 220 AP0740D5 1 3#CC
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Fig. 3 The load balance rate of continuous casting
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Fig. 4 The scheduling operation time
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R 3l id FEMES(manufactory executive system)
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