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Study on Nosing Method for Large Size Tube Formed Body

C.Y. CHO, Z. S. PARK, J. O. Lee, D. J. JEONG

Abstract

The plastic working process is a well-known molding method to produce products with good mechanical properties
whilst reducing material loss and production time at the same time. Among those methods, the nosing process is
commonly used for valves, tubes and ammunition which require high mechanical properties since it provides change in
shape without additional mechanical process, minimum material loss during the post-process and superior properties.

However, high manufacturing cost and time are required for the large-size tubes due to the multi-step nosing processes.
In addition, there are some potential risks due to the buckling and property variation caused by the nosing process, t0o.

Therefore, the shell nosing process is investigated and used in this study in order to resolve the problems described
previously. Thus, we could obtain the process with lower cost and improved efficiency by means of the shell nosing
process
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Fig. 2 Schematic of nosing process
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(a)Prefom type nosing process (b) Shell nosing (Jaw collet type) process
Fig. 3 Schematic of various nosing process

Table 1 Simulation conditions

Process type Heating Temp Mold Temp Process cycle Strain rate
Preform nosing 950C 20C 4 50%
Shell nosing 950C 20T 1 50%
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(a) Simulation result of shell nosing process

I

1 2 3 4
b) Simulation result of perform type nosing
Fig. 4 Simulation result of various nosing process using FEM

Fig. 5 Photograph of nosing process and nosing products

Table 2 Result of nosing process

Process type Load Amount of material Wall thickness Working step
Shell nosing 320ton 1 32~36mm 1
Preform nosing 560ton 1.1 33~48mm 4
Reduced rate 57% 9% *4.5mm 75%
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