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Information Technology and Its Trend to Support Steel Maker
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Abstract

The steel industry is the material industry and the process industry. The industry has following

SN 1Y

characteristics; “custom-made”, “multi-product small lot production” and “breakdown type
manufacturing method that makes many products from several kinds of raw materials”. In order
to increase productivity in the industries, it is necessary to optimize the grouping and process order
and minimize the inventory between processes. It is also important to decide logistic plans to deliver
finished goods to customers as scheduled. In both cases, it is necessary to upgrade planning. So we
have applied information system technology since the 1960’s. In this report, we introduce the
approach to the planning system in recent years, and also outline the advanced IT technology which

started approaching from the 2010s.
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