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1 Abstract 

In comparison to the most widely used mechanical surface treatlnent shot peening, common al- 
ternative metl~ods such as deep rolling and less c o n ~ n ~ o n  methods such as laser shock peening, 
ultrasonic shot peening, water peening or various busnishiiig methods have been introduced into 
practical applications only rarely, or for highly specialized components, or are just on the verge 
from laboratory research into larger scale applications. However, in the future it is expected 
that these so called "alternative" ~neclianjcal surface treatment methods will be morc wi- 
despread owing to superior benefits for materials' behavior, improving process technology and 
dramatically decreasing costs. 

The basic principles of all mechanical surface treatments are well known: In all cases a loca- 
lized elastic-plastic deformation in 17ear-siirface regions leads to the for~nation of compressive 
residual stresses and severe microstructusal alterations (usually associated with intense work 
hardening), enabling the thus strengthened near-surface regions to withstand higher resistance 
against fdtigue crack initiation and propagation. Moreover, in some cases, additional effects 
may give rise to lilrther fatigue lifelstrength ellhallcement such as surface smoothening or defor- 
n~ation-induced phase transformations. At closer looli, near surface properties and thus fatigue 
behavior might be distinctly different for different surface treatment methocls. It is the objective 
of' this contribution to shed some light on these basic effects and to propose some basic guicleli- 
nes for the utilization of 'optimized' treatments f ron~ a materials science perspective. 

2 Introduction 

The prime objective of this paper is to summarize the basic r?~eclzarzic~al crnd r71etallrrrgical ef- 
fects associated with specific mechanical surface treatment methods. It is not the aim of this pa- 
per to give an overview on the teclzrzological aspects of different mechanical surface treatment 
methods. Such studies can be found elsewhere [ I  ,2,3]. Also, even when comparing the metall- 
urgical alterations by different surface treatments, one should always keep in mind that different 
process parameters for a cingle surface treatment method can lead to a broad range of possible 
properties, thus rendering such comparisons very difficult. A systematic comparative study on 
mechanical surface treatments fson~ a technological point of view has been presented, for in- 
stance, in [ 3 ] .  There, surface treatment methods such as shot peening, deep rolling, water pee- 
ning, laser shock peening are also discussed in terms of residual stresses, hardness increase, 
case depth and effect on stress-life behaviour. Other comparative studies on different mechani- 
cal surface treatment methods can be found in [ I  ,2,4-91 with varying thematic emphasis. In this 



chapter, the most important results of former and recent studies on various mechanical surface 
treatments will be sun~marized. Most importantly, recent results on the nature of stability of 
near surface microstruct~~res under severe loading conditions will be discussed. 

Tlie following si~rface treatment metliods can be considered as "mechanical": Shot peening, 
deep rolling and roller burnishing, laser shock peening, ultrasonic shot peening, water peening, 
lianimering, needle peening, tumbling. 

The effects of meclianical surface treatments on near-surface properties can be characterized 
by a multitude of primary and secondary parameters such as case depth, magnitude of residual 
stresses and hardness, roughness, nati~re of near-surface microstr~~ctures, phase contents, poro- 
sity, texture, corrosive properties, cliiasistatic and cyclic yield strength, stability against mecha- 
nical loading under quasistatic and cyclic conditions, stability against tliern~al loading and 
stability against thermomeclianical loading. The effects on fatigue behavio~u are tlie sum of a11 
these near-surfice alterations and therefore even more complex. Firstly, it shall be discussed 
how different surface treatment methods characteristically affect materials' near-s~u-face pro- 
perties. Secondly, the consequencec of different surface treatments on fatigue behaviour will be 
discussed. 

3 Near-Surface Alterations by Various Mechanical Surface Treat- 
ments 

3.1 Roughness 

It is irrefutable that surface topography severely influences fatigue life arid strength of hard and 
notch-sensitive niaterials: Tlie liigher the surface roughness the liigher the stress concentrations 
by notches and the lower the fatigue strength. Therefore it is mandatory to not only optimize re- 
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niechanical surface treatments. Specitlc n~eclianical surface treatments can Iiave q~iite different 
effects 011 surface roughness and of course they give rise to a broad range of surface topogra- 
pliies by varying process parameters. Nevertheless some basic guidelines can be stated: 111 gene- 
ral, for typical as-turned or as-milled surfaces, deep rolling and roller burnishing are the only 
treatnients which diminisli surface roughness of niachiried coniponents significantly. Surface 
rouglinesses R, of 0.5 to I pi1 are quite common Ihr these treatments. In contrast, shot peening 
is typically associated with surface roughnesses between 4 and 8 pnl, depending on tlie exact 
Almen intensity and shot geometry. The surface roughness by laser shock peening and after wa- 
ter peening is Iiardly altered as compared to the untreated state. Whereas water peening scarce- 
ly influences surface soughness, laser shock peening i~sually increases tlie surface roughness of 
tlie as-machined part slightly [ I ] .  

3.2 "Case" Thickness 

One of the most important parameters in s~irface treatment is the "casen-thickness which is defi- 
ned as the thickness of the near-surface layer exhibiting compressive residual stresses and strain 
hardening or in other words the affected depth of the surface treatment. 

The "case" thickness depends strongly on the surface treatment method as well as on the pa- 
rameters within one treatment itself such as rolling force, Almen intensity, coverage etc.. The 



lnaxilnum "case" thickness can range between 2-3 mni for laser shock peening and deep rolling 
[3,8] and 0.1-0.2 lnrn for water peening. Usually the typical affected depth is around 
0.3-0.5 mni for shot peening and around I 111111 for laser shock peening anel deep rolling. The 
thickness of the affected layer through water peening rarely exceeds 0.1 1il1-11 [ I ,  101. The right 
choice of an "optimized" case thickness should always consider the material state and the loa- 
ding conditions. For example, a deep "case" is tiluch more essential in push-pull loaded coiii- 
ponents than in parts subjected to bending with high stress gradients. It should be noted that tlie 
deepest "cases" in surface treatment are not caused by mechanical treatnients, but by thermo- 
chemical (case hardening) or thermal (induction hardening) methods 131. 

3.3 Residual Stresses 

The formation of compressive residual stresses in near-si~rface regions by susface treatment is 
considered as one of tlic main causes for fatigue life enhancement. I11 general, the niaxiri~i~m 
possible amoiuit of compressive residual stresses is much more influenced by the niatcrial pro- 
perties than by the procecs parameters, e.g. the siiaximuni possible level of re$idual stress stron- 
gly correlates to the yield strength of the surface treated material 12, I l 1 .  Thel-elhre, it can be 
assumed that all ~i~ccliasiical surface treatments generate very similar levels of surface residual 
stress for the same ~iiaterial if the process parameters are optimized in such a way that maxi- 
11ii11ii colnpressive resiclual stresses are formed. 011 the other hand, it has been shown that diffe- 
rent mechanical si~rface treatments also give rise to different levels of strain hardening [ G I ,  thus 
altering the yield strength cliffcsesitly. Illdeed, it appears that treatnientc with very high clef'orma- 
tion grades such as deep rolling lead to slightly higher residual stressej than "low plasticity" 
s i~rhce  treatments such as laser shock peening 11 21, however, mi~cli more work in this field is 
needed to give a systeinatic assessment. Finally, different mechanical surface treatments are 
also associated with different stress stares (e.g. ciii'i'erenr &glee\ oi '~rl~ri i i i lxi i~ii iyj  Ci~~ritig iiie he- 

atiiient itsself, depending on tlie contact geometries of the utilized tools, and consequently cliffe- 
relit residual stress depth clistrjbutions: For example 'hook'-like residual stress depth 
distributions are quite cotntnoli for shot peening and deep rolling, but are not very typical for la- 
ser shock peening. 

3.4 Work Hardening 

Most metallic materials exhibit work/strain hardening through meclianical surface treatments. 
An exception are severely cold deformed alloys and hardened steels which show near-surface 
softening as indicated by lower FWHM-values in near-surface layers as co~npared to the bulk 
FWHM-values. For the assessmelit of work hardening states it is recomineiided to use x-ray 
peak broadening values (FWHM- or half-width values) as a means of characterization instead 
of simple hardness values, since the latter ones are not as sensitive and can be significantly iii- 
fluelxed by residual stresses 12,131. A difficult issue is the extent of work hardening for diffe- 
rent surface treatment methods. Here, again the exact process parameters significantly influence 
the work hardening state and render a systematic comparison difficult. One possible method of 
characterizing work hardening of mechanically surface-treated near surface layers is the clepth- 
dependent registration of FWHM-values after successive electrolytical removal of material. The 



obtained FWHM-values can be compared to FWHM-values after uniaxial defornlation and thus 
deformation grades can be estimated at least roughly [14]. Another indirect method for estima- 
ting deformation grades in mechanically surface treated niaterials is to conclude the deformati- 
on state by comparing their cyclic deformation behaviour with that of uniaxially predeformed 
non-surface treated samples [GI. Of course, in that case residual stress effects have to be elirni- 
nated (e.g. by hollow-drillingleroding or annealing) without affecting the work hardening state. 
An overview on the induced cold work, microhardness increase, dislocation density as well as 
other factors by different mechanical si~rface treatments is given in table 1. The results are taken 
fi-om references [ l  - 12,14- 191. In spite of being somewhat arbitrary, they give a first hint of what 
magnitudes of work hardening and microhardness increases can be expected for different treat- 
ments. The readers are strongly enco~uaged to coinplete and expand these results by own inve- 
stigations and experiences! 

Table 1: Consequences of various mechanical surface treatments on near-surface properties of 
metallic materials 

Amount of Dislocation Estimated Surlhce Maximum Surface Cold 
residual density Strain rate tnicrohard- "case" depth Rough- work 
stress ness iiicrease ness 

Roller bur- r oyle]d 
nisliing (low 
pressure) 

Water pee- r oyleld 
ning 

Shot pee- r oy,,ld 
ning 

Explosive E ciylclcl 

hardening 

Ultrasonic r oy,,ld 
shot peening 

Gravity pee- E oyleld 
ning 

Laser shock E oyIeld 
peening 

Deep solling E oyle]d 

Low - < IO's-' < 60 % < 0. 1 111 111 r 1  pn1 ? 
niedi L I ~ I  

Low - 7 ? E 0.1 mm 1-2 pni < 10 5% 
medi um 

Very high lo3-] o4 sC1 I50 % AISI 0.3 mm 4-8 pm 5-50 % 
5-8 x 10" 3 04 
em-" 60 % SAE 

1 045 

Very high I? 80 a/o 0.3-0.8mm < 5  ym ? 

Hi gh 10"1 o4 S? ? 0.8 nim >> 5 pni 10 % 

Medi urn 40 % 2024 A1 2 nini 
2,6 x 10" 10"-' 30 % 7075 A1 
cW2 92 % AIST 
6,2 x 1 0 ' O  316 L 
m-2 80 % plain 

carbon steel 
130 % mara- 
ging steel 

< lo2 s-I 60 % 3 mm 



Several authors have observed that shot peening leads to most severe work hardening, where- 
as laser shock peening and water peening lead to significantly lower dislocation densities 
[9,12,14,20]. Surface states after deep rolling are characterized by intermediate dislocation den- 
si ties of 10' ' crii-' or lower [6]. 

The possible microstructures created by mechanical surface treatment can be extremely mani- 
fold and depend strongly on the chosen process paraliieters as ~ ~ l l  as on the material itself. Ty- 
pical near-surface microstructures may involve high dislocation densities (either 
lioniogcneously distributeci in tangles [20,21] or in various stages of cell-formation [22]), slip 
bands 1171, nanocrystallites 123,241, twinning [17.25], martensitic transformations [18,23] or 
stress induced precipitates [26]. In all cases, the observed defect structures are strongly influ- 
enced by the strain rate of the surface treatment and by the specific glide behavior of dislocati- 
ons in the material, especially in bcc-metals. "Wavy slip" materials and low or medium strain 
rates (as for rolling or burnishing treatments) Favor the creation of cell-like dislocation arrange- 
ments, whereas "'Planar slip" materials and high strain rates (as for laser shock peening, explosi- 
ve hardening, shot peening or water peening) typically proch~ce more homogeneous, tangled 
dislocation an.angements. In bcc metals, laser shock peened substructures tend to resemble typi- 
cal low-temperature substruct~~res generated by conventional low strain rate plasticity 1271. UII- 
der cleformation at high strain rates or low temperatures, the edge colnpolierits of dislocations 
can move at higher rates t1ia1-1 the screw components which are unable to cross slip, thus pseven- 
ting the formation of cell structures [28]. Fig. 1 shows typical near-surface dislocatio~i arrange- 
ments as a consequence of a high strain rate (here: conventional &hot peening) and a medium 
strain rate (here: deep rolling) mechanical surface treatment of a ferritic steel SAE 1045. A pre- 
dominant feature of severely surface deformed nietals and alloys can also be the formation of a 
thin nanocrystalli~ie layer. 'Interestingly, high coverage and high deformation grades seem to 
promote near-surface nanocrystallization while high deformation velocities appear to lead to the 
opposite effect. Fig. 2 shows direct near-surface ~nicrostructru-es of' deep rolled, of Iaser shock 
peened and of shot peened airstenitic stainless steel AISI 304 (as prepared by cross-sectional 
transmission electron microscopy 121-231). It can be seen that in deep rolled and in shot peened 
samples nanocrystalline sill-face layers were formed. However, after laser shock peening no 
wch str~cti~res were found; instead, the near-';~rface mici-ostr~~cti~re of laser shock peened AISI 
304 is characterized by a dense highly tangled dislocation arrange~nent similar to near-surface 
microstructures observed after water peening [20]. 

3.6 Stability under Mechanical and Thermal Loading 

A necessary prerequisite for the effectiveness of mechanical surface treatn~ents to enhance fati- 
gue behaviour is the mechanical and thermal stability of near-surface residual stresses or 
microstructures. Only stable resiclual stresses influence fatigue strength/life and are usually re- 
garded as local mean stresses, and only stable near surface microstruct~lres (e.g. increased dislo- 
cation density) are able to serve as effective dislocation obstacles impeding localized slip and 
thus crack formation. 



Figure 1 : TEM ctoss-sectional m ~ c ~  ograph of near-iu~ face 1111crostr~tct~11 e\ 111 \hot peened (lei t) and deep rolled 
(tight) nonnali;.ed itecl SAE 1045 (Almen ~ntenvty 0 175 mmA, r o l l q  pressure 75 bar) 

Figure 2: Closs-iectional TEM nl~crogr aphs of n~echanically s u ~  face tteated austen~tic stannlesi 5teel AISI 304 
Left figure shot peened (Almen ~ntensity 0 175 mmA, 100 % coverage), M~cldle f i g ~ ~ s e  deep lolled (tolling ptei- 
sure 150 bar), R~gllt f igu~c laser \hock peened (power density 7 GW/cm2, 200 % cove~age) 

The stability of macro- and micro residual stresses in mechanically surface treated materials 
against mechanical (e.g. quasi-static or cyclic) loading is determined by the amount of plasticity 



dirring mechanical loading. It has been shown that residual stress relaxation can be directly cor- 
related to the plastic strain amplitude during fatigue. Consequently, it is important to induce 
high work hardening and deep "cases" by  mechanical surface treatments since both increase the 
cyclic compoiuid yield strength of the surface treated co~vponent [6]. 

Several investigations have been focused on the thermal stability of macro- and micro resiclu- 
al stresses of differently mechanically surface treated materials [2,29,30]. The most notable fin- 
ding is the observation, that thermal stress relaxation depends strongly on the material state, 
especially 011 the surface treatment induced dislocation density. Surface layers with medium dis- 
location clei~sities (as created by water peening or laser shock peening, for example) showed en- 
hanced therim1 stability of residual stresses, whereas surface layers with extremely high 
dislocation densities (as induced by shot peening) exhibited poor stability against thertnal loa- 
ding [29,301. This observations can be explained by talting into account the n~icrostructural me- 
chanisms for (macro) stress relaxation: Since stress relaxation is caused by thermally activated 
climb of edge ciislocations, surface layers with severe work hardening are prone to easier stress 
relaxation by so called pipe-diffusion (with lower activation energies than in bulk diffusioi~) 
[3 I ] .  

The thersllal stability of near-surfxe microstructures can be studied in a direct inanner by 
In-Situ-l~eating of cross-sectional TEM foils. Fig. 3 depicts the direct near-surface inicrostruc- 
ture of deep rolled Ti-6AI-4V for different heating temperatures (holding time for each tempera- 
ture: 5 min, heating rate: 100 K/10 inin). After deep rolling a nanocrystalline grain structure was 
observed. Successive heating of this TEM-foil yielded vital information about the thermal stabi- 
lity of this surface treatinent induced microstructure. It was found that these near-surface nano- 
structi~res were thers~~ally quite stable and that -apart froin some minor recovery- 1-10 visible 
recrystallization took place below temperatures of approx. 800-900 "C.  This implies, that from 
a fatigue-point of view, nea r - s i~ f - .~~e  ~nicrostrirctures in deep rolled Ti-6AI-4V are suitable for 
high temperature applicatio~is and serve to iinprove the fatigue behaviour of this alloy even at 
elevated temperatures way above the usirai service ternperatuse for this aiioy in aircraft tur'oine 
applications. 

Figure 3: In-s~tu  TEM 1111~10grnph of deep rolled (roll~ng pressuie 150 b a ~ )  Ti-6A14V surface regions before (left) 
and after (nght) heatmg to 900 "C (holding t m e  5m1n). Here, the observed nanocrystallme su~face layel 15 ther- 
~nally stable. 



Figure 4: In-Sttu TEM m~crographs ol deep sollcd AISI 304 s~~sface  seglom (rollmg prcssure 150 bar) heated to 
500 "C, 600 "C and 700 "C (holdlng t m e  5 1i111i) showmg a nanocsystall~ne layer and reclystalli~at~on between 
600 "C and 700 "C 

Figure 5:  In-S~tu TEM mlcsographs of laser shock peened AISI 304 (power denr~ty: 7 GW/cm2. cove1 age. 
200 %) heated to 700 "C, 800 "C and 900 "C (holdmg tlme 5 mm) Th15 near-surface nxcsostructu1e exh~btts h ~ g -  
her theltnal stab111ty than the deep tolled rusface cond~t~on.  



In a second case the thermal stability of direct near-surface microstructures of deep rolled 
and of laser shock peened steel AISI 304 was investigated by the aid of In-Situ-TEM (Fig. 4 and 
5). It was found that near-surface nanocrystals in deep rolled AISI 304 are thermally stable until 
approx. 600-650 "C when recrystallization sets in. As mentionend above, laser shock peening 
did not not induce any nanocrystals, but resulted in highly tangled and dense dislocation arran- 
gements. These near-surface dislocation tangles were stable until even higher temperatures of 
about 800 "C. Both findings correlate with the excellent and enhanced fatigue behaviour of me- 
chanically surface treated AISI 304 at test temperat~rres of 600 "C or lower 1321. 

4 Effects on Fatigue Behaviour 

It is known that mechanical surface treatments affect all fatigue stages - from the first dislocati- 
on movements irntil macro crack propagation and final failure. Although a multitude of factors 
are known to influence the fatigue strengthllife of mechanically surface treated metallic materi- 
als, three of these factors have been identified as especially influential: the residual stress state, 
the microstructure and the roughness 121. More specifically, compressive resid~ral stresses and 
work hardening improve the fatigue behaviour of smi'ace treated materials significantly, howe- 
ver their effects are assuined to be different fos crack initiation nncl crack propagation. Accor- 
ding to [33], for shot peened and room temperature fatigued Ti-6Al-4V, it appears that residual 
stresses only influence crack propagation, but have little effect on crack initiation. Secondly, 
work hardening enhances the resistance against fatigue crack initiation, whereas it seems to fa- 
cilitate crack propagation (table 2). Other investigations on the high temperature fatigue beha- 
viour of deep rolled Ti-6A1-4V indicate, however, that work hardening retards crack initiation 
as well as crack propagation ( Fig. 6 and [32]). 

'Table 2: Effects of mechanical surface treatment on crack nucleation and crack propagation 
according to [33] 

Crack nucleation Crack propagation 

Surface roughness Accelerates No effect 

Cold work Retards Accelerates 

Residual compressive stress Minor or no effect Retards 

The fatigue mechanism in smooth mechanically surface treated samples (e.g. by deep 
rolling) is mostly initiation controlled, whereas it can be considered crack propagation control- 
led (damage-tolerant approach) in components with notches or rough surfaces such as in shot 
peened parts without subsequent polishing. In addition, it has been shown that residual stresses 
affect the fatigue behaviour of hard materials much more than of soft materials: Hard materials 
are much more serz,rijive to residual stresses than soft materials. Therefore, it can be summari- 
zed, that compressive residual stresses are the main influential factor on the fatigue strengthllife 
for notched hard materials, whereas work hardening dominates the fatigue strength of smooth 
soft materials 1341. The following discussion shall confine itself to smooth-bar fatigue conditi- 
ons and to materials with low and medium yield strength, therefore the effect of worklstrain har- 
dening will be treated more closely. 



Figure 6: Clack growth late5 from itria 
11011 spacings measurements on fracture 
st11 laces of untrcatecl nncl deep I ollecl TI- 
6A1-4V by different sollrng p rcsw cs 

- - _ 
rs, = 400 MPa 

30ba1 \ i 

Figure 7: Cycl~c ciefolmat~on curves of deep rolled stcel 
SAE 1045 for cl~fl'erent "caw" depths obta~nect 

According to Coffin-Manson's law the fatigue life in the finite life region is controlled by the 
extent of cyclic plasticity during fatigue: 111 a clouble-logarithlnic plot the number of cycles to 
failure is inversely proportional to the plastic strain amplitude after half the number of cycles to 
failure. The higher the cyclic compound yield strength of a mechanically surfax treated ~nateri- 
al, the lower the plastic strilin amplitude. The cyclic compound yield strength depends 011 a) the 
volunie fraction of the strain hardened regions as compared to soft core regions b) the cyclic 
yield strength of the work hardened surface layer (which can be determined by methocis descri- 
bed in 135 I ) ,  the cyclic yield strength of the untreated soft core material. Factors a) and b) can be 
influenced by the choice of mechanical surface treatment and by variation of process parameters 
(e.g. rolling force, Alilleii intensity etc.). 

Fig. 7 shows cyclic deformation curves of deep rolled SAE 1045 with different "case" depths 
of work hardened material but identical residual stresses and FWHM-values at the surface. It 
can be seen that the plastic strain strain ainplitiKle is systematically lowerecl and lifetime is sy- 
stematically increased with increasing volume fractions of work hardened material. 

Fig. 8 shows cyclic deformation curves of deep rolled and shot peened SAE1045 with identi- 
cal "case" depths, but different FWHM-values and therefore different levels of work hardening. 
The shot peened material condition exhibited much higher dislocation densities than the deep 
rollecl state [6,22] and shows superior cyclic deformation behaviour (lower plastic strain ampli- 
tudes) and a longer fatigue life as compared to the deep rolled condition. 

The fatigue stsengtl~llife can thesefore be increased by surface treatments which cause high 
work hardening (e.g. by high dislocation densities or by ~nartensitic transformation) or by sur- 
face treatments which induce deep work hardened "cases". It could be shown that, for push-pull 
loading, deep rolled SAE 1045 specimens have to have at least 50 % greater "case" depths than 
shot peened SAE 1045 specimens in order to compensate for the lower near-surface work har- 
dening. These implications are illustrated schen~atically in Fig. 9. It should be noted that Fig. 9 
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Figure 8: Cycl~c clelo~mat~on culve4 (4, = 400 MPa, R = -1) of shot pccned m d  of deep lolled SAE 1045 
pu\li-pull ipecltmens w ~ t h  ~cient~cal "ca\e"deprli\ and rei~clual strc\ie,, but  ct~ffe~ent level\ of colcl work 

cold work 

explosive hardening 

0 
0 
shot peening 

0 gravity peening fatigue strength 
ultrasonic shot peening 0 

laser shock peening 

r 
"case" depth 

Figure 9: Cold worh, "case" depths and f a t ~ g ~ ~ e  \trength fol cl~ffelent mcchantcal surface treatments 
(schemnt~cally) 

is expected to be only valid for push-pull loading of smooth samples with identical or very simi- 
lar surface roughneases. 

Unfort~~nately, i t  does not seem to be possible to create "cases" with both maximum work 
hardening and maximum "case" depth. A good compromise, however, is deep rolling, since it 



delivers deepest cases and still quite high dislocation densitieslwork hardening (see also table 
1).  A practical example can be seen in Fig. 10. The superior high temperature fatigue behaviom 
of deep rolled Ti-6-4 as compared to laser shock peened Ti-6-4 could be con-elated to signifi- 
cantly increased cold work in the deep rolled condition, since the stable residual stresses and the 
case depth were practically identical for both material states after half the number of cycles to 
failure [I 21. 

Figure 10: Fatigue 11let1111e enhancement of TI-6Al-4V by decp rollmg and by l a w  \hock peemng tor test 
temperatures of 25 "C and 450 "C and stress amplttudes ol 750 MPa and 400 MPa, re4pectively 1321. 

Alternative mechanical surface treatments offer several advantages as compared to shot 
peening. Main advantages are better surface topography, deeper affected layers and higher 
therinal stability of surface layers. 
Since the strengthening mechanisms are quite similar tl~an for shot peening the same funda- 
mental principles for optimized fatigue lifelstrength improveinent apply. 
A major difficulty in comparing different mechanical surface treatments is certainly the 
vast range of process parameters. Therefore, f~lrther standardization is needed also for alter- 
native treatments. 
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