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cold forged under all conceivable parameters of feed rates, reduction
rates, speed of forgimg, etc. Final results of this development using
O the GFM machine with its reciprocating four-hammer forging head were

negative. A no-turn outside was possible but the f£irnish on the inside
was not acceptable for a no-ream process. The GFM four~hammer systen

- wher producing as thin a wall tubing as required for our shotgum barrel
leaves visable hammer marks in the bore which would require a ream
operation to remove., With reaming back in the picture, the economics
were no longer attractive, A number of pcsitive factors, howvever, were

. develcped from this study. High frequency welded tubing.during all this

testing showed no failures whatscever indicating continued study and

testing of welded tubing for shotgun barrel usage was warranted. ;&

a method of roller finishing the outside diameter of :hgﬂfyiged

R
fits
sed io this manner.
»

proved to explore

therefore,

F

A new study was,

ecomagn&?@ ang
i Ly *
s

¥ -
F Ly
re of a“Ro-turn, no-ream lower cost

1

of Jogkind
DR
;‘IL

enough wall to make our entire shotgun barrel without an upset operation,
a definite advantage from a Capital investment and operating cost

standpoint. The supplier of this tubing, The Lone Star Steel Company,
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