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a visual vav1ness in the bore also presented problems. 

these above problems, making this now a borderline process, a nev program 

has been initiated vith THD for producing a trial lot of no-turn, 

no-rea~ed barrels again using velded tubing as a starting blank. lf 

successful, a lover Capital investment of approxi~ately l/3 the cost of 

our current GFM-Verson process is indicated and again, the operating 

cost savings stake, if successful, is indicated at a minimum of one quarter 

million annually. ~he proposed process essentially is a tvo-stage 

process. First operation is a warm extruded, 70% reduction over mandrel 

to establish reversed taper, bore and O.D. The second operation consists 

of die sinking to form over a finished nandrel this tubing, resulting _;;h .. 

in a shotgun barrel blank having a finished bore, choke, and cham~~~'.•. '..\'h 

and a finished contoured outside diameter. Experimental Ji.cCi)Ling £~ ·;::·.;.:,. "-'.~t.B.3 ·~~-
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