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Re-Engineering of Sheet Production Management
in West Japan Works, JFE Steel

—Establishment of Short Lead-Time Manufacturing System
Corresponding to Customers’ Demand—
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Abstract:

In March 2006, JFE Steel West Japan Works launched a project which aimed to improve production management
by adopting a concept such as synchronized manufacturing processes, minimization of surplus, article base
management, and real time management. Foundation of the information system in which article base management
can be realized has been built by integration of databases which spread in each factories in the past. Moreover, by
improving the functions of slab designing, application of surplus articles, cast formation and instruction of processing,
the management level of article information has been enhanced. Through this project, highly synchronized
manufacturing processes, reduction of surplus, short lead-time production and improvement of flexibility to

environmental change have been achieved.
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Fig. 1 Production management systems in Fukuyama District
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Fig.3 Manufacturing process flow and positions of support
functions in the flow
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Fig. 4 Change of surplus index in converter charge
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Table 2 Change point before and after improvement
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line completion (Accumulation ratio)
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