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FIG.1 HEADING DIE FOR CARTRIDGE CASE 20MM., MADSEN
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FIG.2 HEADING DIE WHICH MADE WITH ONE LAYER
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FIG.4 HEADING DIE WHICH MADE WITH TWO LAYERS
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FIG. 5 HEADING DIE WHICH MADE WITH TWO LAYERS ( BEFORE SHRINKING TOGETHEF
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FIG.6 ARRANGEMENT OF HEADING DIE SHRINKING ON HEADING RING
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FIG.7  MANUFACTURING PROCESS FOR CARTRIDGE CASE 20MM.,M-103
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FIG.8 MANUFACTURING PROCESS FOR CARTRIDGE CASE 20 MM.M-103 (CONTINUE )
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FIG.8 CARTRIDGE CASES AMONG HEADING OPERATION
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