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Abstract: Rolling mill is selected as core production unit, and 6 rules are presented to optimize the production
planning and sequencing of rollingmill A heuristic algorithm is presented to optimize the production planning and
sequencing of steel mill/pipe finishing plant to the largest extent under the premise that the o units production
plans are feasible A sa result the production planning and sequencing of hot rolling seam less steel tube isoptimized
to a certain extent as aw hole
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