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Heat Drawing Process of Bullet Workblank

XIA Ke-xiang, JIANG Chun-mao, LIU Hai-yan, WANG Lian-yi, WANG Bo, ZHAO Guang-jun, JIN Yan, ZHANG Lei

(North Hua'an Industrial Group Co., Ltd., Qigihar 161046, China)

ABSTRACT: The work aims to design a program for hot drawing forming process of bullet workblank. The punch was pressed
into heated billet so that the mold cavity was full of billet under pressure. The billet was pressed into a glenoid shape and fit on a
stretch punch to elongate bullet and reduce diameter as well as wall thickness by a string of mold necks with decreasing diame-
ter. Reasonable size of workblank was obtained and qualified workblank was produced. Forming theory, temperature control,
tooling design and law on metal flow of drawing process of workblank drawing were researched. The size of drawing workblank
was calculated according to the principle of constant volume. Technological parameters of drawing were optimized and hot
drawing forming of workblank was achieved according to the trail-production and control measures for common problems in the
drawing process. Design specifications on hot drawing are formed according to analysis of drawing principles and design of
workblank and tooling. The hot drawing process of workblank is feasible.
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Fig.1 Drawing workblank
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Table 1 External diameter and wall thickness difference
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Fig.2 Drawing punch
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