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Open Die Forging of Steel Forgings for the Large Pressure Vessel

D.K. Kim', 1.C. Kim, Y.D. Kim, D.Y. Kim (R&D Center, Doosanheavy Industries)

ABSTRACT

Steam Generator is one of the most important structural part of nuclear power plant. It is manufactured by welding
process of various steel forgings such as shell, head, torus and tube sheet. These steel forgings have been made by open die
forging process. After steel melting and ingot making, open die forging has been carried out to get a good quality which
means high soundness and homogeniety of the steel forgings by using high capacity hydraulic press. This paper introduced
open die forging status and investigated forging method of the ultra large steel forgings which is used for the steam generator
of 1000MW nuclear power plant. For the same thing, the type of steel forgings consisting steam generator is classified by
shell, head, torus and tube sheet. And corresponding forging processes of the steel forgings have been investigated.

Key Words : open die forging(AH-f- T =), steam generator(5:-7] 2 48 71), ultra-large forgings(Ge o & ©-718)
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Fig. 2 Manutacturing Sequence of Steel Forgings.
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