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Installation and Operation of Steel Making Plant of Kansai Steel Division

173 T /Minoru Tawara - BTSSR BIFTE

B B/ Toru Moritani - MESIER SHEREE FEHE
I 7B —/Ken-ichi Kamegawa « BIESUERT HHERES WATH IHE
L I B2 B /Hideyoshi Yamaguchi - BITSUERT HHEMES RNATH BE
BLBA—/Keiichi Maya - MERUIER HBREHER NATH 25

ERERC S DBRF IOt ARMBOMES [C L DEEFFMELDYD, BRF— Y TvNFAZERCT D
15 BRERISEARIE) ZRRIGCENLL,
FRELCHTDIEELIHREE, UTOCHBDTHD.
O 0ty 1 Yz VAERESF
@NIRATYLRAORBEIOEAEIZENE L 40t AODEE
QK ERFHE R DR fBIEE
ZORR, NESEERE L, SEREMERTEOIANGEINFTRIL .

Synopsis
T

The Kansai Steel Division has brought two electric arc furnace processes for ingot production in the Osaka and
Amagasaki plants together at the Osaka plant for greater efficiency and cost reduction in steel making.
The main facilities established by this unification are:
(1) 40 ton twin-shell direct current electric arc furnace,
(2) 40 ton AOD furnace for optimum steel making process for stainless steel, and
(3) Renewed horizontal continuous casting machine.
Productivity has improved as a result of this unification.
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Table 1 Specifications of facilities
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Table 2 Improvement of steel making process
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Fig.5  Behaviors of removal of nitrogen from 18Cr-8Ni steel
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Table 3 Relation between nitrogen in product and ingot surface
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