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Abstract

A liner is a crucial component that directly affects the penetration performance of the shaped charge warhead. If the
material of the liner has fine grain size and high strength, then the penetration performance can be further improved. There
have been attempts to use a preform obtained by a severe plastic deformation (SPD) process. In this study, the process of
minimizing the strain deviation to maintain the characteristics of material obtained by the severe plastic deformation process
was investigated. The FE analysis of liner forging process was performed using the design of experiments (DOE), to
optimize various shape parameters of the forming process such as shape of preform and forging die. As a result, the
combination of design variables with the minimum effective strain deviation in the liner forging process were obtained.
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Fig. 1 The mechanism of jet generation on shaped
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Fig. 5 Preform after preliminary forging and cutting
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Fig. 6 Variation of shape and effective strain with punch
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