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cogt in the finishing of this barrel to its final shape, both on the

outside and the irnside, The economic stake in the elimination of the
. current blank preparation, drilling the hole, turning the outside
diameter, the reaming, chambering, and choking of the bore, amounts to
between $350,000 and $400,000 annually in operating costs., We have
been addressing ourselves to this savings plus.a lower Capital invest-
ment process f£for the past few years.

A chropological history of our efforts, accomplishments, and

present status is as follows:

. Cold forging ¢f a no-turn, no-ream barrel on the GEM machines.

Cold forging requires a longer blank than hot forging, roughly 22"

versus 14", Thig is because you cannot cold work steel as severely

To overcome this

A h;developed 8 process for a closed die, electric resistant
e

é@psgk:ing of the end of this tubing so that it would satisfy the needs
LS

" for the breech end of shotgun barrels. With this development, tubing

blanks were made ready for a GFM no-turn, no-ream process. New shore

mandrels with chambers included were fabricated and the GFM machine

was mcdified for these trials. A substantial quantity of barrels were

EXHIBIT 1-2
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