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Activity of the M easurement and Control Engineer in a Paper Company
Y oshitatsu Mori

Abstract The process control is recognized as one of the important technica fields in the pulp and paper
industry. In this field, the following elements have been greatly expected as important themes: the automated
plant operations, the improvements of production efficiency, the production cost reductions, the quality im-
provements on the static operation periods, and so on. This paper exhibits several intelligent production control
trids in the pulp and paper mill. The topics consist of the themes from the most upstream of the production
scheduling problems on the mill management, through the midstream of the process control problems, to the
most downstream of the logistics problems along the flow of the pulp and paper production processes.
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Fig.1: Flow of a pulp and paper production
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Production Scheduling Process Monthly, Weekly

Fig.3: Operation scheduling for a pulp-mill
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Fig.2: Monthly production scheduling
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) o Fig.5: Pulp brightness control for bleaching process
Kraft Pulp Digester ( d inner state )
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Fig.4: Kraft-pulp digester’s cooking control 5)
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Fig.6: Dryer prediction control for the grade change
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