























PLASTIC WORKING OF METALS
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PEENING SPECIFICATIONS 20-49

Shape. The shape of the shot is important from the standpoint of uniformity of peen-
ing. However, it is not conunercinlly possible to obtuin only true spherieal shot,

Soundness, A considoruble porcentage of normal chilled-iron shot is hollow, This
usually fractures more readily than sound shot and is quickly eliminated when an ndequate
separator is used.

Size Range, The range of size of commercial Bereened shot has beon spocified by the
Society of Automotive linginoers,

Mass. Shot for peening purposes may be made from material other than chilled iron
or steel.  For example, aluminum may be peened with glass shot, granules of plastic mate-
rial, or walnut shell granules. These alternnte materials avoid electrolytic corrosion,
especially in mugnesium, and the walnut shell and plastic granules also avoid abrasive
contamination. The softer peening materials are not capable of inducing residual stress
in steel; heice the stundard peening intensity strip ecannot be used to measure peening
intensity. Aluminum or other soft metul strips, not yet standardized, will serve, however,

It is not possible to generalize with regnrd to peening intensity specificetions becnuse
of the wide variety of machine parts made from many kinds of metals variously loaded and
heat treated. As in specifying heat treatments, each case presents problems peculinr to
itself. It will perhaps be helpful to indicate peening intensity specificutions that have
been reusonably successful when applied to typical machine parts, Such data are pre-
sented in Table 2.





