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Technology Improvement of a Shrapnel Shell Blank

LI Zhong-lin, XIA Ke-xiang, JIANG Chun-mao, LIU You-jiang, ZHU Xiao-ying,
ZHAO Yu-min, WANG Bo, WANG Wei-wei, SHAN Li-jian
(North Hua'an Industrial Group Co. , Ltd. , Qigihar 161046, China)

Abstract: In order to improve the material utilization of projectile blank and reduce the production cost, a one-pass necking
process improvement was carried out by steel tube. According to the deformation rule of steel tube necking process one-pass necking
process of projectile blank by steel tube was realized by improving the existing tooling, mold. The process difficulty is control of the
necking shape and the mould lubrication material choice in necking process. After process improvement, the process is simplified, the
consumption of the die and cutting tool is reduced, working environment is improved, the labor intensity of operators is decreased, ma-
terial utilization is greatly improved, product quality is stable and the demands of manufacturing and acceptance specification can be
met.
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Fig. 1 The projectile part
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Fig. 3 Necking blank
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Table 1 Statistic comparison before and after process

improvement
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