New Technologies for Steel Manufacturing Based upon Plant Engineering
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NKK has successfully developed various new technologies in the field of plant engineering. These have greatly
improved the quality of the Company’s products and production yield, and extended the life of equipment in
the steelworks. This paper introduces typical examples of recent technological accomplishments in the field of

plant engineering.
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Table 1 Results of explacing bosh staves

Blast furnace Numbers Shut down Execution
Fukuyama No.4 56 86hrs. Mar. 1999
Fukuyama No.5 64 90hrs. Mar. 2000
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Table 3 Contents of DB

Process 1
Items BOF HSM Plate mill
Number of data 10000 heats 6 months 1 month
Storage period 6 months each coil each path
Data collection Top and bottom; 2m [Top and bottom;0.2m
mesh 2 sec. Middle; 5m +10ms Al
Data . . .
items 3500 items 160 items 100 items
Oxygen flow rate Sheet width Plate width
Waste gas flow rate Sheet thickness AWC data
Sub materia addition | AWC data Temperature
ExamPkS of Bottom gas flow rate | Temperature Roll gaps
dataitems etc etc etc
Simulation
Data collection Arelysis ¥ Tests
Gollaboration
cevelopment T ’Da/elqjmantlemu'nnlls ‘

Fig.16 Comparison of lead time
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