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Fig.2 Mechanism of residual stress Fig.3 Laser peening process
improvement by laser irradiation with water flow from nozzle
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Table 1 Mechanical property

Mechanical property
Oy oy o YR
(MPa) | (MPa) | (%) %)
HT780-1 789 842 19 94
HT780-2 804 823 21 95
Welding wire* | 710 830 24 -

* : the value of catalogue

Table 2 Chemical composition

Chemical composition (%)

ClSi|Mn| P[] S [Cu|[N[Cr|[Mo|V | B] Ceq

X107~ X107 X107~ X 10 X 10"

HT780-1 192359 |1 [ -] -1-1T-1-11 44
HT780-2 536120121 [t [1]1o]1r2]o]1 42
Welding wirex | 8 | 38 [125| 9 | 11 | - [222] - |63 | - | - -

Ceq=C+Si/24+Mn/6+Ni/40+Cr/5+Mo/4+V/14 * : the value of catalogue

3.1 BT BRG]

2y "R DR 9mm D 2 SO E iR 18 HT780 #4 (LU, HT780-1, HT780-2 &
B ISR LT, L= —=0 7% i L TR W E TS e L 7= T O £ iR e S %
HE LTz, 2 DOHM OB AIMEE b kR % Table 1, 2 12”7,

L —HE == 7 OSG4I, i@ (SM490) 1238 H L 7= S L [FIEE T, /LR
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R AR LT AT — U EBIISERAS 1/60mm By TF T/ OVAL —F AR,
10mm BEIL 72 ICHVIKL T 1/60mm FOTA L ZMRELTZ, TN a4 Zsi2k-
T 10mm X 10mm OFiFAA HLU7=, RIS OBRIEIZIE, X #IFIZ Cr-Ka (17kV,
2.0mA) Zff H U7= X #REIHTE (sin® ¢ 15) 2 W,

W EHE H A Table 3 (297, EIX 2 DETOSEHMETHD, o , NAT—YORBHE) 7 [A)
DRI GY, o ,INENEEA T RO IS TG Thd, ZHPIZIE, sin® ¢ ED
OIRFED MM E, (EFEXM (1 o) Z £ DRICFLL TS, (B X MIEH K T E30MPa,
IFEAENRE10MPa FRETHDH, L —HF == 7% Wi L TR & AT O FE B 1%
0, 0,3RIT-6~-TOMPa B2 DI EMEOIREE I I DB ELSILTND, Zhud, SR
R DI HIBFRE CAERLIZbDOLEE 2 NS, —F, L—YE—=U 7 %l U7 & T Tl
0, CT-170~-190MPa, o, T-300~-330MPa OKX72[EHMEDFEEE 1A LS T
WD, FT2, BREIG ST o,k o BT HE o, DIFIDKERIEAMEDIEREIS I

Table 3 Results of residual stress measurement

@D without ®@ with LChange b.y
Laser peening Laser peening a?% pe(ei‘)n)mg
0, o 0, o 0, 0,
HT780-1] -44+18 | -35+£30 | -174*=6 | -312+8 -131 —278
HT780-2 ] -6%£13 707 -191£3 | -330=*6 -185 -260

— 161 —



_ Cutby
electrical discharge

|
Upper |’/

area

75

Filet welding

\!4

200
| 50
/'

)

| Box-weld
6
y
N b 6 |
ITe) y Lower
~ /§ area (Unitmm) |8.75 8.758.75,8.75
v X || L 40 N
2
20* 0; 9 30
<40 - Laser peened area
Fig.4 Specimen for residual stress measurement Fig.5 Measuring points of XRD

RBEMICHD, 2T, L—PE =2 ZIZB W TMOM BT AL TERY, 44,
ZOJRENZET DR DL ETHDH, L —PFE—=0 7 & Hi L TR E AT S L 7 5
FTOEACEIY o, T-150MPa F&fE, o, T-270MPa FEE THY, BRI DS EAERNS
RESEAL TS, ZNBIZRY, @R TH B THW e — =0 7 &R
£, BRI KR EREREIR R ISR SO ZEDHEN O BT,

3. 2 [EIUIERE I3 T D7 I 7

BRI - ~11E% Fig.d 13, sRIKIE, JES 9mm Ok HT780-2 |2, JES
6mm O ZY 7 LT, R 6mm TEB T AREEEELIZLOZ AW, V7 il
FEILEHEL CVD, JEE 6mm Ot HT780-2 ZEL7-H DT D, InHEIEITIKEE
HAT — I VEEC, IWHEMEHE 7T80MPa #&SAH VYV RUA Y& o, T4 Y ORI
ME ALFR DO Z a7 % Table 3 \ZR9, 7272 LU0, FRBE G DRE RO E
L1280, THREEEOFZROME THLES 8mm OALE TYAY—Iv ML)
WrL7=,

F79°, E N 24871 (LLF, Upper area, Lower area EF3d7) ORI UTAHEHUT 55 D7 B I
NERE LTz, ZD%, BILEEERRICL —Y e —=7"% 40mm X 20mm O#iPH Thil,
ORI UALE ORI 1A E LTz, Fig.sb (2GS RIENE A~H S2RT, 72
B, BREMSEIIRAM OSE LRI THY, BERFOAT— Y OB E) 5 HIT Fig.d TO
x I ChD, WEREE Fig.6, 7T 1RT, o 25 x H\ (V7 EEAAHHE) OIS T)
5y, o,y A (U7 EVATHR) ORI Thh, L—F e —=2 T % i
A (O, AR, BEBAOERIZITV A, E 4T 100MPa FREE DO JEAEFR RIS 11 3R E
SN, ZOMO R TIE OMPa Fiiftg ThH-o7-, ZIUKHL, L—FE—=27% (@,
AR X, B =07 &L TR H IR T 25BN ZBALIN EDT208, B
=27 LT (A~G ) TIE-150~-450MPa O KE 72 EME DR I J10NE S
720 SIHIZ, W IESREBICITVNE ETEME DO TR RIS 1O BAL EIT R EL, R, <&
DFE LR D LI TR BTV C M T —= U FRiIE R DOFERRIE DA B b K

— 162 —



200

N
o
o

E Oox (before Laser peening) ® ox (after Laser peening) E Oox (before Laser peening) ®ox (after Laser peening)
% 100 [ |Aoy (before Laser peening) Aoy (after Laser peening) % 100 [ | Aoy (before Laser peening) Aoy (after Laser peening)
§ 0 Laser peened area 4 | é 0 | Laser peened area |
17} e) 0 1 17} © A
s o T R
3 -100 | A R 5-100 | o
200 200 | ® .
[ N °
300 | A : o 300 | A . N
A A A
-400 -400
A
500 —A B C D — -500 ——A B c B
Measuring point Measuring point
(a) Upper area (b) Lower area
Fig.6 Results of residual stress measurement (A, B, C, D, E)
—~ 200 —~ 200
E Oox (before Laser peening) ®ox (after Laser peening) 6_“ Oox (before Laser peening) ®ox (after Laser peening)
E 100 } | Aoy (before Laser peening) Aoy (after Laser peening) =3 100 | |Aoy (before Laser peening) Aoy (after Laser peening)
13 [
ﬁ 0 Laser peened area ° | @ 0 _ Laser peened area |
® k7] ) A
T o o § T o o 2
2-100 A 3-100
73 [7]
i 4
200 } -200
. °
-300 ° . -300 | ° A A
A A
-400 2400 }
A
500 — ¢ F G ~H— 500 —¢ F H—
Measuring point Measuring point
(a) Upper area (b) Lower area

Fig.7 Results of residual stress measurement (C, F, G, H)

T 37

Ui

0, ZB LD, [BILERE LR

4. L—PE—= I BEHEMCRIET
L= P — = 7SR iR O I LI B DR 95 F i DAL DA 152 7 Tk

BN T A, L—HF e —= 7 %6l
7R R LT L TN e W ERBR IR 2 T W 57
R AT o7,

4.1 FEERiE

300kN — il 77 kB 2 )y, L—P e —
= T EfEL T2 WERERIK (LLF, NP EFR
T) L —P—=o 7 a2 LR BRI (DL T,
LP LRI LT, —E D& P T 55
REREAT 72, RBRIKDIIR - ~TE% Fig.8 12
R, AREBRIKIE, 130mm DOATEZ AT 5HE
X 9mm OFHERER A 12, EE 6mm OFKEZY
TELTRET HAREBEE LIS D THD, ik,
TEHES B IOV BN 3.2 HillAERTH
5, F2, L=V —=0 T ORE S, NLE
BLOFEIAL 3.2 fiL[FERTHD, BB

B REREMOIRE IS ) 72> TODEHEES D,

— 163 —

5 ]
Yol
N
R=320
_ Y
ol ™
Te] 7‘%\—
6
6
o
Ye]
N
A. A
40 930, ()
je—>] Unit:mm
40, 4 * (Unitmm)
Sl
. 80 B Laser peened area

Fig.8 Fatigue test specimen



» 2 ".'.hs 3
Laser peened area

Fig.9 Photo of box—welded rib specimen and its laser peening area

BLOL—PE—=U 7 (E % Fig.9 (o7, #ifrd 25 JJ#iBHIZ, NP Tl 200MPa
73 31K, 250MPa 73 3 &, 300+350+400+450+500+550+600MPa 23 ZLF 1 2 (K4*>D
2t 20 &, LP TlZ 300+350+400+450+500+600MPa 78214 2 {4, 550MPa 75 1
ROF 13K THD, s 1T 0, FREROFTHEIER T 107 &L=,

4. 2 FEERAER

FERTHEONTZ SN BRI % Fig. 10 12397, 7235, XD RENE, %55 FFansitBro
FIHURA 10" BEICELIZZEE R LTV, LT, T2 ANLE, TR IIR, &5 H
(2 CEBR AL Ak D,

4.2.1 JHEFAENE
W OB HE % Fig.1l 1R T, KT o @HNIXZIF AN E, KANIXZIMERE J71h

ZRL TS, NP 1T 9T 5 700 |

NEFEOHHELIEREDIE 2 600 O}é "

SRELERNRAEL, LR 350 996 ﬂ’ an

b 450MPa LU R Tl JygEth § 400 s ¥ LT
HCTHD LN DX R DG § 300 Qo

LTz, LnL, ISA#EE 350 ) o
~400MPa TlL, L —H#t— 200

=T EE LT IR R D & B LP (Toe)

ZNIFAER T, L —F—= W LP (Back side)

LrEELTOR IS (BT
':P%B@fil/\%ﬁ(@b?ﬁ%ﬂ: 104 105 108 107
ﬁﬁ%%ﬁ@%ﬂm ﬁ’%%%ﬁ“%\éi Number of repetition N (cycles)

Fig.10 S — N diagram

(b) LP (c) LP
(All stress range) (A 6=350 and 400MPa) (A 6=450, 500, 550 and 600MPa)

Fig.11 Fracture surface

(a) NP

— 164 —



L7, 100

TOREIZ, L—Yr—= T h
Bl UV HE (RS i3 &, s )
i D KN T > TEZLFRRANL
ENELL, i)/ NS0T
HIPHTITIS T DR 10
OEADRAETHIEN, FEERIC o
KOG /2T, I |

[ I
t A @ Toe 1
A Back side

LP/NPpve
>

4.2.2 JEIIR o I
NP oA, i J#iFH 200MPa 200 300 400 500 600
-fcz 3 {ZIK, 250MPa T 3 {Z'KEP 1 {Z’_(?b) Stress range Ac (MPa)
10" BIOFTHEIVRAICEL, 7% Fig.12 Comparison of between NP and LP

0 2 K29 7X10° [B]& 26 X 10°
B THERIL TS, ZDZEND, L—HE—= 75 HE L TR W ERBRIK O P 57 BRI
200MPa THHEE 2 HND,

ZHUCTKIL, LP OBAE, JS /1% 300MPa T 2 A&t 107 [T H VR AU EL,
350MPa Tl 2 23 42X 10°[alE 7 X 10° [l CREEIL T\ 5, Ko ¢, L —P ' —=1
7% LT iR AR O Y% 57 BRIZ 300MPa THHEE X HILD, IHIZ, It J#iFH 350MPa &
400MPa TlH IS Tl EREMNBEI AN AL THDIEND, L—P ' —= 7%
Wi U7 S o9 57 FR 1%, 350Mpa LA ETHHTREMED &5,

INHEY, @R LA RSO H IR, L—VP e —=0 7% T 2RIk
ST, i S1EFE 200MPa 235072 % 300MPa 12, 1.5 %L BT FA-$AZ L350 E
Ay [

4.2.3 P& FEAm

ISP TO NP & LP O 97 5 %t 7= D% Fig. 12 (w7, M, 5456
TP IT D NP 2 KO 55 F DI NP, & 1 LA, LP LIRS L0 555
MREDMIETHHMERLTND, RIFHORENE, HI7 7% 107 B2 R 72720,
HEMELL ETHHZEERL TS, P57 FEaIE, I JIEPH Y 600MPa EIEF 2@
AT 1~1.5 [BFTHY, L—FE—=2 T O ENME -T2, LAL, 550MPa <2
500MPa D34, JE 597 FAmITH 2.5 (500 Bz EUT-, E5IZ, IS #FAN /NSRBI
o TR I _ BRI B R AEEICHY, ISP 300MPa TiiA 72K EhK
50 5 LA EH O 5 Fm CThHHIENDIND,

ZORRIS, EIENFORE USRI L — P — = R 2l kY,
600MPa “CI3IJ% 77 7 A _EZRDMRNB OO, I J1%EPH 300~550MPa Tl 75 77
EH 2.5~50 fELL_EIZ72D, BIUIEEE IEIIR O 55 FF N LIEOND T EDSHED D
SAz, SBIT, L= —=u ZI I B RO M RIS AF 2 DS R
RENZERHIBh L T2,

5. fE

(1) EmEEH (SM490) THW-E —=2 7 S0 80, &R /188 (HT780) REAS FH I K
TR ERETFR R IS JI DNV E RS LD,

(2) I DI L7325 E RSO RIS EE LB Icb L — e — =072, K

— 165 —



XREMEOTRRE IS I DA RSB,

(3) L—HE—=7 i Uiz 9k 18 a U IA LR BR IR I, I i o Kz k-
TEZE AN BN, A/ NSRS D #EFE TS DE R o220 kS ER o
HENHLEHPIEAET D,

(4) E3E A IR BE LSRR R J7 BRIL, L—V e —= 7 %l 3 stk > T 7]
EHH 1.5 512705,

(5) L—HE == T LD E IR STH O B LS EEE O9% 55 FF - D 1) B2 SR 3 08s J)#i
FHAS/ INSUVNEE R EL, I SIS 300~550MPa D334 D¥e 57 FFfnlIL — e —
=V T RISV A DR 2.5~50 5 LA BT/ 5,

PLEXY, E8E 80 (HT780) DRI UIEHE kg ot L CL— W —=2 7 %4 &,
KEREMEDOFREE SN ERR S, FHUCE > TR FEMNF LIEDDZENIAB)
Lip otz 19,

Eilz3

AT, 20084 F JFE21 tfc AR TR S2FFEBh sk (B2l 98) | OB &5 17 7=,
o, EBRIZELUUIRRRFZRFERE H)idE— Bow iz, L—Fe—=7 0l
TICELTIZER R E EBHI AT ok BT o Hhaeisz, Z2ICiELT
JEHNZLFET,

BE IR

1) The Iron and Steel Institute of Japan: #f#FOME LBk, No.3, Chijinnsyokan,
(1977), 115-163. (in Japanese)

2) Y. Sakino, Y. Sano and Y.-C. Kim: Effect of Laser Peening on Residual Stress of
Steels and Fillet Welded Zone, Journal of Constructional Steel, 15, (2007), 419-423.
(in Japanese)

3) Y. Sano: Residual Stress Improvement by Laser Peening without Coating and Its
Applications, Proceedings of the 65th Laser Materials Processing Conference,
(2005), 1-6. (in Japanese)

4)  Japan Society of Shot Peening: B} 57 LT ay e —=7, (2004), 133-144. (in
Japanese)

5 Y. Sano, M. Obata, T. Kubo, N. Mukai, M. Yoda, K. Masaki and Y. Ochi:
Retardation of Crack Initiation and Growth in Austenitic Stainless Steels by Laser
Peening without Protective Coating, Material Science and Engineering A417,
(2006), 334-340.

6) K. Masaki, Y. Ochi, Y. Kumagai, T. Matsumura, Y. Sano and H. Naito: Influence of
Laser Peening Treatment on High—Cycle Fatigue Properties of Degassing
Processed AC4CH Aluminum Alloy, Journal of the Society of Materials Science,
Japan, 55, (2006), 706-711. (in Japanese)

7) P. Peyre, R. Fabbro, P. Merrien, H. P. Lieurade: Laser Shock Processing of
Aluminum Alloys. Application to High Cycle Fatigue Behaviour, Material Science
and Engineering A210, (1996) , 102-113.

8) I. Altenberger, Y. Sano, 1. Nikitin and B. Scholtes: Fatigue Behavior and Residual
Stress State of Laser Shock Peened Materials at Ambient and Elevated

— 166 —



9)

10)

11)

12)

13)

14)

15)

16)

Temperatures, Proceedings of 9th International Fatigue Congress (FATIGUE 2006),
Atlanta, (2006), Paper No. FT124.

Y. Sakino, Y. Sano and Y.—C. Kim: Improving Fatigue Strength with Laser Peening,
Proceedings of National Symposium on Welding Mechanics and Design,(2006),
605-608. (in Japanese)

Y. Sakino, Y. Sano and Y.—C. Kim: Fatigue Lives of Box-Welded Joints Pretreated
by Laser Peening, 62nd Annual Assembly of Int. Inst. Welding (IIW), (2009), [IW
Doc.XV-1316r1-09.

Y. Sakino, Y. Sano and Y.—C. Kim: Effect of Laser Peening on Residual Stress of
Steels and Fillet Welded Zone, Journal of Constructional Steel, 15, (2007), 419-423.
(in Japanese)

Y. Sakino, Y. Sano and Y.—C. Kim: Effects of Laser Peening on Residual Stress,
Hardness and Roughness at Weld Toe, 62nd Annual Assembly of Int. Inst. Welding
(IIwW), (2009), IW Doc.XV-1315r1-09.

Y. Sano, N. Mukai, K. Okazaki and M. Obata.: Residual Stress Improvement in
Metal Surface by Underwater Laser Irradiation, Nucl. Instrum. Methods Phys. Res.
B, 121, (1997), 432-436.

Y. Sano, M. Yoda, N. Mukai, M. Obata, M. Kanno and S. Shima: Residual Stress
Improvement Mechanism on Metal Material by Underwater Laser Irradiation,
Journal of the Atomic Energy Society of Japan, 42, (2000), 567-573. (in Japanese)

M. Yoda, Y. Sano, N. Mukai, T. Schmidt—Uhlig and G. Marowsky: Fiber Delivery of
20 MW Laser Pulses and Its Applications, Review of Laser Engineering, 28, (2000),
309-313.

Y. Sakino, K. Yoshikawa, Y. Sano and Y-C Kim:Effects of Laser Peening on
Residual Stress and Fatigue Life of Welded Joints of High Strength Steel,
Proceedings of National Symposium on Welding Mechanics and Design 2009, (2009),
471-477

— 167 —



Effect of Laser Peening on Improving Fatigue Strength
of Welded Rib of High—Strength Steel

Representative Researcher: Yoshihiro SAKINO, Associate
Professor, Joining and Welding Research Institute, Osaka
University

Co—Researcher: You—Chul KIM, Professor, Joining and Welding
Research Institute, Osaka University

1. Introduction

In recent times, increase in the size of steel structures has led to an increased
demand for lighter steel structure; this demand has been satisfied through the use of
high—strength steel with tensile strengths exceeding 570 MPa in welded structures such
as penstocks and long—span bridges. Compared to mild steel, high—strength steels not
only facilitate the building of lighter structures through the reduction in plate thickness,
but also are easy to weld, reduce man—hours required for welding and save materials”.
Therefore, high—strength steel plays a significant role in large structures. However, high
stress concentration at the toe or other welded zones of the structure often results in
fatigue cracking. This stress concentration is known to significantly depend on shape but
not the strength of the base metal. This indicates that although tensile strength of
high—strength steel is higher than that of mild steel, the fatigue strength of a welded
structure employing high—strength steel does not differ greatly from that of a welded
structure of mild steel. Thus, the fatigue strength at the welded part substantially
reduces the advantage of using high—strength steel.

Of the various methods employed for improving the fatigue strength of a welded
zone, the authors have focused on laser peening. In this process, a laser with a pulse
width of several to tens of nanoseconds is used to irradiate a material placed in a
transparent medium (such as water) to generate high—pressure plasma, and the strength
of the material surface is improved owing to the impact force by the plasma®. Figure 1
shows underwater irradiation of laser peening. By generating large compressive residual
stress on the surface of a material, laser peening is
known to effectively prevent stress corrosion
cracking®. In fact, this method is used to prevent
stress corrosion cracking in the core shroud of a
boiling water reactor and the inner face of a tube
stand in a neutron measurement system that runs
through the lower sphere of the reactor vessel in a
pressurized water reactor. Laser peening enables
reliable processing as it can control the irradiation
conditions for each pulse. The computerized
equipment can precisely control the location and
focus of the irradiating beam, and the process offers
excellent adaptability to complicated and narrow

zone as it involves a small irradiation diameter?. It Fig. 1 Underwater laser peening
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has also been reported that this laser peening method enables deeper effect compared to
peening techniques such as shot peening”. In order to improve fatigue strength through
the generation of compressive residual stress, fatigue tests are often performed on
austenitic stainless steel®, aluminum alloys®”, and titanium alloys®. However, laser
peening of neither structural steel nor its welded zones has been investigated yet;
structural steel is used in large structures such as bridges and buildings.

Hence, the laser peening condition of structural steel has been clarified as a part
of the basic research for the application of laser peening to the welded zones of large
structures such as bridges where fatigue cracks have been a serious issue”’'?. Further,
it has been confirmed that laser peening generates compressive residual stress in the
welded zones of structural steel (SM 490), and thus, substantially extends the fatigue
life '7'?. However, the effect of laser peening on the welded zones of high—strength
steel under the same laser conditions as applied to structural steel (SM 490) is not clear.

This study targets HT780 as a high—strength steel in order to clarify whether laser
peening generates compressive residual stress on the surface of HT780, and whether
such stress would account for prolonged fatigue life in the welded zones of HT780.

2. Basic Process of Laser Peening

Figure 2 shows a schematic diagram of the mechanism by which laser peening
generates residual stress”. Irradiation by a strong laser pulse, exceeding the abrasion
threshold, on a material submerged in water converts the material surface to plasma and
generates high pressure plasma on the surface. Under water, the inertia of the water
prevents the plasma from expanding, which consequently concentrates the laser energy
in a small area. As a result, the plasma pressure becomes 10—-100 times larger than in the
atmosphere and reaches GPa levels'?. This pressure generates a shock wave that passes
in the material. The shockwave causes plastic deformation of the material, and the
restraint from the surrounding non—deformed spots generates compressive residual

W The residual stress can be generated evenly and without

stress on the surface
scattering by continuously irradiating the object by moving the laser beam.

The laser used in this study was a commercially available small Nd:YAG, with a

Laser pulse

During irradiation

e ——
Compression

After irradiation

Fig.2 Mechanism for residual stress Fig.3 Laser peening accompanied
improvement using laser irradiation by water flow from nozzle
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small pulse energy that allowed an optical fiber to be used for the transmission line'”.
The water film was approximately 0.1 mm thick; this was necessary for suppressing the
plasma expansion. In the case of use in welded zones of bridges or other structures, this
was achieved by irradiating with the laser while injecting water from the nozzle, as shown
in Fig. 3. Thus, laser peening can be used in factories as well as on site.

3. Change of Residual Stress by Laser Peening

The residual stresses of the laser—peened base metal and the laser—peened boxing
toe of the welded rib plate of high—strength steel (HT780) was measured to determine
whether laser peening generated compressive residual stress on the surface. The
measured values were compared with the residual stress on an unpeened specimen in
order to identify the change of residual stress by laser peening.

3.1 Residual stress in parent metal

For two different production rots of the 9 mm thick high—strength steel (HT780-1
and HT780-2), the surface residual stresses were measured at the laser—peened spots
and at the unpeened spots. Tables 1 and 2 list the mechanical properties and chemical
compositions of the two steels.

Laser peening of the high—strength steels are performed under the same
conditions as those applied for the peening of SM490 steel. Pulse energy is 200 m]J, spot
diameter is 0.8 mm, and irradiation density is 3600 pulse/cm®?. The pitch of the pulse
laser was 1/60 mm, and the stage with the specimen placed on it was moved. After the
stage was moved by 10 mm, the process was reversed in order to have a line 1/60 mm
below the irradiated area. The repetition of this process resulted in the irradiation of an
area of 10 x 10 mm. The residual stress was measured by the X-ray diffraction (XRD, the
sin? ¢ method) obtained using Cr-K a (17 kV, 2.0 mA) as the X-ray source.

Table 1 Mechanical properties

Mechanical properties
0y oy ) YR
(MPa) | (MPa) | (%) (%)

HT780-1 789 842 19 94

HT780-2 804 823 21 95

Welding wire* | 710 830 24 -

*: catalogue value

Table 2 Chemical composition

Chemical composition (%)

C|lSi|[Mn|] P | S |[Cu[N [Cr[Mo| V | B] Ceq

X 107* X107 X107 X107 X 10

HT780-1 19 | 23 | 145] 9 1 - - - - 1 44

HT780-2 15 | 36 | 120 | 12 1 1 1 1012 ] 0 1 42

Welding wirex | 8 | 38 | 125 | 9 11| - (222 - | 63| — - -

Ceq = C + Si/24 + Mn/6 + Ni/40 + Cr/5 + Mo/4 + V/14 *: catalogue value
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Table 3 Results of residual stress measurement

@D without ® with LChange b.y
Laser peening Laser peening a?% peg)n)mg
0, o 0, 0, 0, o
HT780-1 | -44=£18 -35+30 -174%+6 -312%8 -131 —278
HT780-2 -61+t13 =707 -191=£3 -330£6 -185 -260

Table 3 lists the measurement results, where the values are the mean of the two

spots. o, represents the residual stress component in the direction of the stage

movement, while o is the component perpendicular to this direction.

In Table 3, the most probable values calculated through the sin?¢ method and
with confidence intervals (1 o) are listed after the £ symbol. The confidence interval
has a £30 MPa maximum but is mostly around =10 MPa. The spots that were not laser
peened generated a compressive residual stress around -6 to =70 MPa for o, and o ,,
respectively. This stress was probably generated during the cooling process of the
manufacturing process for the steel plate. As for the laser peened spots, significant
compressive residual stress around —170 to —190 MPa was generated at o ,, and —300 to
—-330 MPa at o ,. Comparing the residual stress components o, and o, the former
tends to result in greater compressive residual stress. The phenomenon also seen in
other materials during laser peening needs further investigation. The variation between
the laser peened and unpeened spots is around 150 MPa at o , and about 270 MPa at o ,,
showing a significant change in residual stress towards the compressed side. These
values confirm that the base metal in high—strength steel generates large compressive
residual stress on the surface when peening conditions employed for SM490 are applied

_ Cutby
electrical discharge

75

Upper I
area

200
50
/'

| Box-weld
—* |s
6]
o) y Lower
~ 1\ area (Unitmm) |8.75 8.758.75,8.75
v X || L 40 .
2 30
20* ), 9
< 40 - Laser peened area
Fig.4 Specimen for residual stress measurement Fig.5 Measuring points of XRD
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for the high—strength steel.

3.2 Residual stress in boxing toe

Figure 4 shows the shape and dimensions of the specimen, in which an all-round
fillet (leg length: 6 mm) is welded to a 9 mm thick steel plate HT780-2, along with a 6
mm thick steel plate used as a rib. The 6 mm thick steel plate is obtained by reducing
the thickness of HT780-2. CO, arc welding was employed and solid wire for the 780 MPa
class steel was used as the welding material. Table 3 lists the catalogue values for the
mechanical properties and chemical composition of the wire. The rib—plate was cut by
electrical discharge at a height of 8mm, because the rib—plate disturbed residual stress
measurement of a Y—direction stress component (o y) by XRD.

First, the residual stresses near the upper and lower boxing toes were measured.
Then an area of 40 x 20 mm around the boxing toes was laser—peened and residual
stresses at the same positions were measured. Figure 5 shows points A—H, the positions
where residual stresses were measured. Note that the conditions for irradiation and
other factors are the same as in the case of the base metal, and the direction of moving
the stage at irradiation is indicated in x in Fig. 4. Figures 6 and 7 show the measurement
results. o, is the residual stress component in the x direction (right angle to the rib),
while o, is the residual stress component in the y direction (parallel to the rib). Before
laser peening (indicated in O and A\), a compressive residual stress of around 100 MPa
was measured at points A and E, which are close to the edges of the specimen, while the

—~ 200 —~ 200
& Oox (before Laser peening) @ ox (after Laser peening) £ Oox (before Laser peening) ®ox (after Laser peening)
\E‘; 100 [ Aoy (before Laser peening) Aoy (after Laser peening) % 100 [ |Aoy (before Laser peening) Aoy (after Laser peening)
s | Laser peened area 4 | 8 | Laser peened area © |
® 0 Are) ) T ® 0 )
3 0 E 8 .
S -100 | A R ©-100 o
g s 8 a a
T 500 | o200l © .
b °
[ A 4
300 | A A ° ° -300 ° N
A A A
-400 | A -400 |
A
500 “—A B C D E— -500 L—A B C D -E—
Measuring point Measuring point
(a) Upper area (b) Lower area
Fig.6 Results of residual stress measurement (A, B, C, D, E)
—~ 200 —~ 200
& Oox (before Laser peening) ®ox (after Laser peening) & Oox (before Laser peening) ®ox (after Laser peening)
=3 100 } |Aoy (before Laser peening) Aoy (after Laser peening) = 100 | |Aoy (before Laser peening) Aoy (after Laser peening)
1] 1]
g Laser peened area o | g Laser peened area |
Y ﬁ z 0 & x
p o o g o [A] Q
3-100 | A ©-100 |
0 0
v 4
& 200 200
° [
-300 ° ° 300 ° A A
A A
-400 | t -400
A
500 —— ¢ F G ~H— 50 —¢ F G -H—
Measuring point Measuring point
(a) Upper area (b) Lower area

Fig.7 Results of residual stress measurement (C, F, G, H)
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stress was measured to be 0 MPa at other
points. After laser peening (indicated by @
and A), no change in residual stress was seen H
at point H (the unpeened point), whereas
large compressive residual stresses between R=320
—-150 and -450 MPa were measured at the
laser-peened points (A-G). Further, the *"ro :|
closer a point is to the weld toe, the greater is

the change in the compressive residual stress.
In particular, point C, which is closest to the —
toe where fatigue cracking is initiated, shows
the largest change in residual stresses
following laser peening. It is therefore
estimated that significant compressive 20 930 N
residual stress is also generated near the m D (Unit:mm)
boxing toe. 80 B Laser peened area

250

500
| 50
3

<
1
oo

250

Fig.8 Specimen for fatigue test
4. Effect of Laser Peening on Fatigue Life

Fatigue tests were performed on laser—peened and unpeened specimens for a
quantitative investigation to determine whether fatigue life in the boxing toe of
high—strength steel prolonged by laser peening.

4.1 Experiment overview

Using the 300 kN uniaxial fatigue testing machine, a fatigue test was performed in
constant stress ranges for the unpeened specimen (hereafter, called NP) and the
laser—peened specimen (hereafter, called LP).

Figure 8 shows the shape and dimensions of the specimen in which an all-round
fillet (leg length: 6 mm) is welded to a 9 mm thick plate, along with a 6 mm thick steel
plate used as a rib. The steel material and welding conditions and materials are as
mentioned in Section 3.2. The conditions, positions, and the laser—peened area are also
the same as mentioned in Section 3.2.

Figure 9 shows the specimen shape and the laser—peening location. For the stress
range to be loaded, there are three NPs at 200 MPa, three at 250 MPa, two each at 300,
350, 400, 450, 500, 550, and 600 MPa, making a total of 20 specimens; there are two
LPs each at 300, 350, 400, 450, 500, and 600 MPa, one at 550 MPa, making a total of 13

Fig.9 Photograph of a box—welded rib specimen and its laser—peened area
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specimens. The stress ratio was 0, and the censored limit was set at 107 times.

4.2 Experiment results

Figure 10 shows the S—N diagram obtained from the experiment. The arrows in the
figure indicate that the number of censored limits of fatigue life is 107 times. The
following sections will describe the experimental results in terms of crack-initiation
positions, fatigue limit, and fatigue life.

4.2.1 Fatigue crack initiation position

Figure 11 shows photographs of the rupture surfaces. The mark @ in the figure
represents the crack—initiation position, while the arrows show the direction in which
cracking propagate. In the case of all NPs, crack initiation occurred at the boxing toe,
where stress concentration exists. In the case of LPs exceeding 450 MPa, crack
initiation occurred at the boxing toe as a result of stress concentration. However, in the
stress range between 350 and 400 MPa, cracks were initiated at unpeened back side of
the boxing toe, where stress concentration does not exist, instead of at the
laser—peened toe.

The experiment revealed that the application of laser peening to the boxing toe
accounts for the changes in the crack initiation positions owing to the differences in the
stress ranges, and cracks initiate from the back side in relatively small stress ranges.

4.2.2 Fatigue limit

= 700
Three NPs in the 200 S 600 O)—é) |
MPa stress range and one out of f 500 ooC j) ﬂa -
three in the 250 MPa range §400 45 & P
reached the censor limit of 107 8 300 do
times; the remaining two NPs in ? > o
the 250 MPa range fractured at 200
around 7 X 10° times and 26 X B P (Toe) -
10° times. This indicates that ; :FF’, iiz:';swe)
the fatigue limit of an unpeened 100 T [0
specimen is 200 MPa. 10t 10° Numggrsof repetition N (cyc1I<-:-os7)

Fig.10 S—-N diagram

(a) NP (b) LP (c) LP
(All stress ranges) (A o = 350 and 400 MPa) (A o = 450 - 600MPa)

Fig.11 Fracture surface

— 175 —



On the other hand, two 100
LPs reached the censor limit of
107 times in the 300 MPa stress
range and fractured after around
42 < 10° times and 7 X 10° times
in the 350-MPa  range. .
Therefore, the fatigue limit of
the laser—peened specimen is : I
300 MPa. Further, cracks did ¢
not initiate from the toe but from 1.0l . . . . :
the  back side in  the 200 200 400 500 E00
350-400MPa  stress  range, Stressrange 4o (MPa)
illustrating the possibility that Fig.12 Comparison between NP and LP
the  fatigue limit of a
laser—peened toe is 350 MPa or more.

Thus, the fatigue limit of the boxing toe in the high—strength steel increased from
a stress range of 200 MPa to at least 300 MPa, i.e., by at least 1.5 times, as a result of

@ Toe
& Backside

LPIMP e
R

laser peening.

4.2.3 Fatigue life

Figure 12 shows a comparison between the fatigue lives of NPs and LPs in each
stress range. The vertical axis represents how many times the fatigue life of each LP is
longer when the average fatigue life of two NPs in each stress range NP,y is set to 1.
The arrows in the figure show that the fatigue life exceeded 107 times. The fatigue life
was 1-1.5 times greater in the extremely high stress range of 600 MPa, indicating the
reduced effect of laser peening. However, the fatigue life improved by more than 2.5
times in the 550-500 MPa range. In addition, the smaller the stress range is, the more
significant is the improvement in the fatigue life, indicating that a fatigue life is at least
50 times greater in the 300 MPa stress range.

These results confirmed that laser peening of the boxing toe in high—strength steel
does not improve the fatigue life in the 600 MPa stress range while it prolonged the
fatigue life by approximately 2.5-50 times or more in the 300-550 MPa stress range.
This remarkably extended the fatigue life of the boxing toe. It was further revealed that
the smaller the stress range, the greater was the improvement in the fatigue life.

5. Conclusions

(1) Large compressive residual stress was generated on the base metal surface of the
high—strength steel (HT780) under the peening conditions employed for SM490.

(2) Laser peening generated significant compressive residual stress at the boxing toe of
the high—strength steel, where fatigue cracking is initiated.

(3) In the laser—peened boxing toe specimen of the high—strength steel, the initiated
cracks varied depended on the stress range. For small stress ranges, cracks were
initiated from the back side of the toe where no stress concentration was observed.

(4) The fatigue limit of the boxing toe of the high—strength steel was improved by at
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least 1.5 times as a result of laser peening.

(5) The smaller the stress range, the greater was the improvement of the fatigue life of
the high—strength steel boxing by laser peening. The fatigue life in the stress range
between 300 and 550 MPa was prolonged by approximately 2.5— 50 times or more
compared to the unpeened specimen.

Taking these points into consideration, it was concluded that laser peening of the
boxing toe of the high—strength steel (HT780) generated significant compressive residual
stress, which remarkably extended the fatigue life of this part'®
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