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Abstract

Form the beginning of 1980’s, demand for high corrosion resistance steel sheet for automobile
were increased. In Nagoya Works, to satisfy these demands, development was focused on the
improvement of productivity of IF(Interstitial Free) steel by improving RH decarburization
performance and refining cycle time to match sequential casting. Skull removing equipments system
and enlargement of snorkel diameter and introduction of pre-evacuation system were effective
counter me sears. Second issue was the development of converter type hot metal pre-treatment
system, which enabled simultaneous desiliconization and dephosphorization treatment. After that,
demand for mass production of low sulphur steel for high tensile strength steel for automobile
elimination of weight to match CO, reduction, separated process between desulphurization and
dephosphorization, ORP II process, was developed. For anti-sour steel production, such as line pipe,
RH desulphurization technology was developed for ultra low sulphur steel on mass production.
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