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Open Die Forging of the Large Steel Forgings
for Steam Generator
D.K. Kim, J.C. Kim, Y.D. Kim and D.Y. Kim

Abstract

Steam Generator has been manufactured by welding process after partial manufacturing of various steel
forgings such as shell, head and tube sheet. Usually, these steel forgings are 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 development status of the large steel forgings
which is used for the steam generator of 1,400MW next generation nuclear power plant.
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Fig. 2 Shape Variation of Transition Shell
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Fig. 3 Forging Process of End Part Extension Type
Transition Shell
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Fig. 6 Outside Head Forming Apparatus
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Fig. 8 Forging Process of Tube Sheet
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