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

outside and the inside, 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. ~e have 

been addressing ourselves to this savings plus a lower Capital invest-

ment process for the past few years. 

A chronological hietory of our efforts, accomplishments, and 

present status is as follows: 

Cold forging of a no-turn, no-ream barrel on the G~K machines. 

' 
.=: ~~~ 

This is because you cannot cold work steel as seve~t~Y ~~i~ ...... :·\l .. 

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

versus 14". 
~~·1V-•, , ... 

as hot, for cold working approximately 35% cross-sectiona:J,<t•area ~t'ed·~.'C,- ··,'.~~' 8::5 . 

tion is the limit: vhereas for hot wo-rking, a 70X -;G~;P;~~0'!\ec-~~~na~hr:'tl~~~~[:~··~]~1fil!}•~, 
reduction is easy. Cost of material and drill~g· bar<~~-tock ·:~.is·i~onger. 

-~;:~1-·h ·~t~.. ':~·~'.- :~~t -~:-1' 
This is w~I,.:r.:~ s~.~~~;1~ t'~- invei(~:~gate •!fi:igh 

,.·(;~~:.~·-·, ~~-':.. ., .~.:=\,:-.. '.1.:=- 1~ ... \ 
frequency (3 7 S / 400 kilohertz) v~f'i:!ed tub i'li\ aiN;\_:~)i. t eria"! for shot gun 

barrel manufactur~~' ~:~1':'.·g;~~~'~1\{~:'';~~"iQE~~~ .. ·~~'.~at~;~~~han bar stock but 

since the hol;:j~s <~~re.·~1Y iu t~r ~~·=-~Jj~.'li\\:i;.; r:.he net result is essentially 
.. .::;;.;;:-";~ ·. - -~~:~ ·."'-'\ 'i:i°~ ":!~t.; ... i·i:-

length is prohibitive. 

a stan40U_''.?t·ti. the c~;,c a:~: a b.,Hfnk r'eady for the GFM machines. Hovever, 
~~~)- ~.:_:~~ ... ~t ·,.~:·.. ~~~. ,,.,, ... ~~~;-

;'i~~ e wal;lf, t~~g~'l!'s s o ~(~~ hi!'.~~,t.·u·b1ng av ail ab le at that time was not s uff i-
·~tn~~j ... , ·~c~~.. ~~~~, ~~:: 

. ,,~,:~~~l-,,,. ~it,l!il~>,,~O;~~aki~, the chamber sect ion of the bar re 1. To overcome this 
•ft.i't •' •" •·\.::1... -t·-" .. I ·- .!- ~·~ .... 

~~(- ''~~~ d(f;ici"~W;~sr~ ,j~' developed a process for a closed die, electric resistant 
~r~ ~f:~, ~~· .. ::. ~-~~. 
·~~~ .~~~ps·~.~ting of the end of this tubing so that it would satisfy the needs 
·~~? ,,fr 

'"~;;~~·<)~!t· for the breech end of shotgun bar-rels. With this development, tubing 

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

mandrels with chambers included were fabricated and the GFM machine 

vas modified for these trials. A substantial quantity of barrels vere 
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