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Recent Trend to the Forging Technology of Power Plant
Components and Status of Forging Company

J. T. Kim, H. S. Chang, D. K. Kim. Y. D. Kim, D. Y. Kim

Abstract
The increase of CO, emission by increasing of fossil fuel usage has been understood a major cause of global warming.
The supply of electric energy is heavily dependent on the massive thermal power and nuclear power plant before
developing the renewable energy to supply the electric energy stably at a low price. The large and sound forged
components of pressure vessel, turbine and generator are widely used in power plant such as wind power, hydroelectric
power generation, nuclear power and thermal power plant. This paper is discussed the trend of manufacturing technology
for pressure vessel and turbine to satisfy the required condition of utility company. It is also introduced a strategy of

forging industry to cope with carbon tax.
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Fig.1 Relationship between manufacturing tech-
nology of forgings and required quality
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Fig.3 Variation on the welding line of reactor vessel
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Fig.4 Schematic drawing of LP rotor for nuclear
power plant. a} Shrunk-on disc type b)
Mono-block type c) Welded type
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Table 1 Status of open die forging company
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