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Abstract 
There are few papers concerning the prediction of fatigue strength for a finite life of 
shot-peened materials. This reflects the complexity of knowing the effects of the magnitude of 
dent and compressive residual stress distribution on the fatigue strength of shot-peened 
materials. In this study the effects of the hardness of material and SP conditions on fatigue 
strength for finite life are evaluated by rotary bending fatigue tests. Therewith the prediction 
of fatigue strength for finite life is analyzed by the fracture mechanics.  
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1. Introductions 
In the viewpoint of earth environmental safeguards, it has been becoming important to 

develop mechanical parts saved their mass. While the mass saving normally requires the 
improvement of fatigue strength, it has been well-known that shot-peening process be 
inevitable for improving fatigue strength. Many research works in the past make it possible to 
understand the effect of material strength, surface defects and compressive residual stress 
on fatigue strength qualitatively. However, the mechanism of improving fatigue strength by 
shot-peening is extremely complicated, affected by the shape of compressive residual stress 
distributions, defect dimensions, and material hardness (strength). In order to solve this 
problem experimentally, the experimental volume would be too huge to obtain any substantial 
results. Applying fracture mechanics, the quantitative approach where the fatigue limit of 
cracked material and the influence of crack size and residual stress to crack propagation life 
can be formulated, is proposed. In this paper, the results where the validity of this approach is 
verified experimentally, are reported 
 
2. Quantitative expression of residual stress, crack length and hardness  
2.1 Fatigue limit of cracked material [1],[2]  
 The fatigue strength with a small crack length ( a ), RRth =∆ ,σ  under the stress 

ratio, maxmin σσ=R , can be expressed as the equation (1), by a threshold stress intensity 
factor range with a large crack, ( ) RRthLK =∆ ,  and a fatigue strength of smooth material, 

RRw =∆ ,σ . The stress intensity range is aK ⋅∆⋅=∆ πσα . 
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The relationship between ( ) RRthLK =∆ ,  and RRw =∆ ,σ , and hardness, HV and stress ratio, R  
can be obtained by following the equations (2) and (3). 
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Substituting equations (2) and (3) to equation (1), the equation (4) is obtained. The 

equation (4) shows the fatigue strength of cracked material which has a certain crack length 
and hardness under a certain stress ratio. 
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where lower limit of stress intensity factor under a minute crack, ( ) RRthSK =∆ ,  is expressed as 
equation (5). 

( ) aSK RRthRRth ⋅∆⋅=∆ == πσα ,,                                   (5) 
 
2.2 Calculation of crack propagation life 
 With lower limit of stress intensity factor under a minute crack, ( ) RRthSK =∆ , , the 
relationship between crack propagation rate up to medium rate, dNda /  and stress intensity 
factor range can be expressed as equation (6). 
 

( ) [ ]m
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The dependency of C and m on hardness can be expressed the following equation and 
G=0.75. 

59.3139.01086.614 25

195.110018.2 −+×−− −

××= HVHVC  
515.410481.310714.1 326 +⋅×−⋅×= −− HVHVm  

 
The crack propagation life can be obtained by integrating the equation (6) as shown in the 

equation (7). The actual calculation can be carried out by Simpson’s numerical integral. 
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2.3 Evaluation of residual stress distributions 
 The residual stress can act as a mean stress under the fatigue. The compressive residual 
stress formed by shot- peening, can reduce the mean stress to restrain the growth of fatigue 
crack. Hence, the compressive residual stress can make the stress where the crack 
propagation starts higher and make the propagation rate lower to have the fatigue strength 
higher. The K value when a complicated residual stress distribution caused by shot-peening, 
exists around the crack area can be expressed by equation (8), taking the superposition 
principle into consideration. The ( )xam , , so-called the weight function is the K-value when a 

concentrated counterforce of 1 at the location, x  in the cracked surface exists[3]．In recent 
years, for practical applications, the calculation methods of K-value of a  semi-elliptical 
shaped crack when the residual stress distribution approximated as three dimensional 



Fig.1  Relationship between crack propagation rate and 

ΔK, which is the comparison of the calculated values 

with experimental data 
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equation ［4］or four dimensional equation［5］have been reported. In this study, the K-value 
calculation is applied by equation(10) proposed by API, approximating the residual stress 
distribution as four dimensional equation.  
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The stress ratio is represented as equation (9) if there is compressive residual stress by shot- 
peening. 
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Where Kmax is maximum stress intensity factor and Kmin is minimum stress intensity factor on 
fatigue test. To calculate KR, equation (10) was used. The equation (10) is referred from 
API579 (C.3.5 Plate-Surface Cracks, Semi-Elliptical Shape, Through-Wall Fourth Order 
Polynomial Stress Distribution) [5] for the analysis of the stress intensity factor for surface 
cracks subjected to arbitrarily distributed surface stress.  
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Where Ms is surface correction factor, G0 through G4 are influence coefficient, 0 through 4 
are constants which represent stress distribution, t is thickness of specimen, Q is flaw shape 
parameter, fw is finite width correction factor. These parameters are quoted from reference 
[10]. 
 
3. Experimental results and discussions 
 
3.1 Effectiveness of equation (6) for crack propagation life 
The propagation life of cracked material can be calculated by the equation (7). In order to 

verify the applicability of the equation (7), the four point bending fatigue tests of cracked plate 
material were carried out. The fatigue test specimens are SUP9(SAE5160) with 470HV by 
quenching and tempering. The dimension is 27mm width, 7.5mm thickness and 300mm 
length. The crack defects were applied to 
specimens by electrical discharge machining. The 
semi-elliptical shaped defects of which the depth 
is 0.05,0.1,0.2, and 0.3mm, and the width is 
0.03mm are shape enough to be evaluated. The 
crack of which surface face with the perpendicular 
direction to bending stress, was given in the 
center of width and length. Therefore, the crack 
can stay in a constant stress area of 4-point 
bending. First, the relationship between 

dNda / and K∆ was measured and compared 
with the equation (6). The measurement of crack 
length was carried out by the crack gauge. It can 
be seen from Fig.1 that the measured crack 
propagation rates, KdNda ∆−/  show good 
agreements with the calculated values by the 
equation (6). Therefore, it is concluded that the 
prediction of crack propagation life calculated by 
the equation (6) and (7) is applicable for the 
practical use.  
 
 



Fig. 3 Residual stress distribution for 418HV,
523HV and 615HV
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Fig.2 Results of fatigue test
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3.2 Fatigue strength of shot-peened material  
 Comparison between this calculation for crack propagation life of shot-peened material and 
real fatigue data was carried out. The type of fatigue test was rotary bending fatigue test, 
R=-1. The shape of specimen was an hourglass with 8mm of diameter. The material was 
SUP7 0.59%C-1.92%Si-0.81%Mn-0.16%Cr-0.022%P-0.012%S with hardness 416HV, 
523HV and 615HV by oil quench and temper treated. Shot peening conditions were below. 
Shot was conditioned cut wire with 1mm of diameter with hardness 600HV. Shot velocity was 
83m/s and arc-hight was 0.818mm(A) and coverage was 300%. Table 1 and Fig. 2 show the 
results of fatigue test.  
 

              

Hardness Surface roughness (mm) Fatigue limit (MPa) at 3000000
416HV 0.062 625
523HV 0.031 750
615HV 0.019 875

Table 1 The results of fatigue test

 
 
 
The fatigue limit is higher as 
the hardness is higher. 
Furthermore in finite life the 
higher hardness sample 
indicates higher fatigue 
strength.  Fig.3 shows the 
results of residual stress 
distribution due to 
shot-peening. It seems that 
the residual stress near the 
surface is higher as the 
hardness is higher. And the 
surface roughness is smaller 
as the hardness is higher 
according to Table 1. It can 
be realized that these 
phenomena introduces the 
higher fatigue strength as higher hardness. Fig.4 shows the stress intensity factor 
distributions due to residual stress distributions for each hardness samples. These 
calculations are used the equation (10). These value of stress intensity factor are negative. 
Larger negative value of stress intensity factor is introduced as hardness is higher. As the 
negative stress intensity factor makes crack close, the this tendency of fatigue strength can 
be explained.  
   
 
3.2 Prediction for a crack propagation 

life of shot-peened material 
The crack propagation life can be 

predicted by applying fracture mechanics, 
equation (7). In this paper, the crack 
propagation life of fatigue data of the Fig.2 
was predicted by using conditions; the 
hardness, the applied stress ratio, the 
residual stress distribution and the initial 
crack size. Where, the hardness is used 
from Table 1. The applied stress ratio is -1. 
The residual stress distributions are 
indicated in Fig.3. But the initial crack sizes 



Fig.6  Comparison between predicted fatigue limit
and real fatigue limit
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Fig. 4  Stress intensity factor distribution due to
residual stress for 416Hv, 523HV and 615HV
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are not known in the case of shot-peened 
smooth materials. Therefore, as the initial 
crack size, the maximum surface roughness 
(a) in Table 1 was applied. Moreover while 
the shape of crack has to be decided, the 
half of surface crack length (c) was assumed 
as (c) = 3.3x(a). Since the maximum surface 
roughness is introduced from dent by shot- 
impact. This assumption had been adopted 
in reference [6]. Besides the assumption is 
applied that this relation (c)=3.3X(a) is kept 
while the crack is propagating. Fig.5 and 
Fig.6 show the comparison between the 
predicted crack propagation life and the real 
S-N curve from Fig.2. In the fatigue limit it 
can be seem that the difference between the predicted value and the real one is small in each 
hardness data. On the other hand, it can be seem that the predicted crack propagation life of 
the finite life range is shorter than the real life. In general a finite life consists a sum of a crack 
generation life and a crack propagation life. Therefore it can be explained that the predicted 
crack propagation life is shorter than the real life in Fig.5.   
    

            
Fig.5 Comparison between real faitigue data

and predicted data
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4. Conclusions 
Conclusions are summarized as below.  

(a) Fatigue limit of cracked material is calculated 
by using equation (4). 
(b) Propagation life of cracked material is decided 
by the equation (6) and the equation (7).  
(c) The relationship between the residual stress 
distribution by shot peening and fatigue life is also 
decided by the equation (6), the equation (7), the 
equation (9) and the equation (10). 
 
 
 



References 
[1] A.Tange, T.Akutsu and N.Takamura, Transactions of JSSR, 36,(1991),47. 
[2] T.Takahashi, A.Tange, Y.Ono and K.Ando, Transactions of JSSR, 51,(2006),9. 
[3] kobayashi Hideo, Fracture Mechanics, Kyouritu Shuppan co.ltd, 1993, p77. 
[4] M.Shiratori, T.Miyoshi, K.Tanigawa, JSME(in Japanese),vol.52,no.474,390.   
[5] API579, (Recommended Practice for Fitness For Service and Continued Operation of 
Equipment), 2000, C2.2. 
[6] A.Tange and H.Okada, Shot peeing, 8th International Conference of shot Peening, 
Garmish-Partenkirchen Germany, September 16-20, 516-522 (2002). 
  
 
 
 
 
 
 
 
 
 
 
 
 
 
 
 
 



<<
  /ASCII85EncodePages false
  /AllowTransparency false
  /AutoPositionEPSFiles true
  /AutoRotatePages /None
  /Binding /Left
  /CalGrayProfile (Dot Gain 20%)
  /CalRGBProfile (sRGB IEC61966-2.1)
  /CalCMYKProfile (U.S. Web Coated \050SWOP\051 v2)
  /sRGBProfile (sRGB IEC61966-2.1)
  /CannotEmbedFontPolicy /Error
  /CompatibilityLevel 1.7
  /CompressObjects /Tags
  /CompressPages true
  /ConvertImagesToIndexed true
  /PassThroughJPEGImages true
  /CreateJobTicket false
  /DefaultRenderingIntent /Default
  /DetectBlends true
  /DetectCurves 0.0000
  /ColorConversionStrategy /CMYK
  /DoThumbnails false
  /EmbedAllFonts true
  /EmbedOpenType false
  /ParseICCProfilesInComments true
  /EmbedJobOptions true
  /DSCReportingLevel 0
  /EmitDSCWarnings false
  /EndPage -1
  /ImageMemory 1048576
  /LockDistillerParams false
  /MaxSubsetPct 100
  /Optimize true
  /OPM 1
  /ParseDSCComments true
  /ParseDSCCommentsForDocInfo true
  /PreserveCopyPage true
  /PreserveDICMYKValues true
  /PreserveEPSInfo true
  /PreserveFlatness true
  /PreserveHalftoneInfo false
  /PreserveOPIComments true
  /PreserveOverprintSettings true
  /StartPage 1
  /SubsetFonts true
  /TransferFunctionInfo /Apply
  /UCRandBGInfo /Preserve
  /UsePrologue false
  /ColorSettingsFile ()
  /AlwaysEmbed [ true
    /Arial-Black
    /Arial-BoldMT
    /ArialMT
  ]
  /NeverEmbed [ true
  ]
  /AntiAliasColorImages false
  /CropColorImages true
  /ColorImageMinResolution 300
  /ColorImageMinResolutionPolicy /OK
  /DownsampleColorImages true
  /ColorImageDownsampleType /Bicubic
  /ColorImageResolution 300
  /ColorImageDepth -1
  /ColorImageMinDownsampleDepth 1
  /ColorImageDownsampleThreshold 1.50000
  /EncodeColorImages true
  /ColorImageFilter /DCTEncode
  /AutoFilterColorImages true
  /ColorImageAutoFilterStrategy /JPEG
  /ColorACSImageDict <<
    /QFactor 0.40
    /HSamples [1 1 1 1] /VSamples [1 1 1 1]
  >>
  /ColorImageDict <<
    /QFactor 0.15
    /HSamples [1 1 1 1] /VSamples [1 1 1 1]
  >>
  /JPEG2000ColorACSImageDict <<
    /TileWidth 256
    /TileHeight 256
    /Quality 30
  >>
  /JPEG2000ColorImageDict <<
    /TileWidth 256
    /TileHeight 256
    /Quality 30
  >>
  /AntiAliasGrayImages false
  /CropGrayImages true
  /GrayImageMinResolution 300
  /GrayImageMinResolutionPolicy /OK
  /DownsampleGrayImages true
  /GrayImageDownsampleType /Bicubic
  /GrayImageResolution 300
  /GrayImageDepth -1
  /GrayImageMinDownsampleDepth 2
  /GrayImageDownsampleThreshold 1.50000
  /EncodeGrayImages true
  /GrayImageFilter /DCTEncode
  /AutoFilterGrayImages true
  /GrayImageAutoFilterStrategy /JPEG
  /GrayACSImageDict <<
    /QFactor 0.15
    /HSamples [1 1 1 1] /VSamples [1 1 1 1]
  >>
  /GrayImageDict <<
    /QFactor 0.15
    /HSamples [1 1 1 1] /VSamples [1 1 1 1]
  >>
  /JPEG2000GrayACSImageDict <<
    /TileWidth 256
    /TileHeight 256
    /Quality 30
  >>
  /JPEG2000GrayImageDict <<
    /TileWidth 256
    /TileHeight 256
    /Quality 30
  >>
  /AntiAliasMonoImages false
  /CropMonoImages true
  /MonoImageMinResolution 1200
  /MonoImageMinResolutionPolicy /OK
  /DownsampleMonoImages true
  /MonoImageDownsampleType /Bicubic
  /MonoImageResolution 1200
  /MonoImageDepth -1
  /MonoImageDownsampleThreshold 1.50000
  /EncodeMonoImages true
  /MonoImageFilter /CCITTFaxEncode
  /MonoImageDict <<
    /K -1
  >>
  /AllowPSXObjects false
  /CheckCompliance [
    /None
  ]
  /PDFX1aCheck false
  /PDFX3Check false
  /PDFXCompliantPDFOnly false
  /PDFXNoTrimBoxError true
  /PDFXTrimBoxToMediaBoxOffset [
    0.00000
    0.00000
    0.00000
    0.00000
  ]
  /PDFXSetBleedBoxToMediaBox true
  /PDFXBleedBoxToTrimBoxOffset [
    0.00000
    0.00000
    0.00000
    0.00000
  ]
  /PDFXOutputIntentProfile (None)
  /PDFXOutputConditionIdentifier ()
  /PDFXOutputCondition ()
  /PDFXRegistryName ()
  /PDFXTrapped /False

  /CreateJDFFile false
  /Description <<

    /BGR <>
    /CHS <FEFF4f7f75288fd94e9b8bbe5b9a521b5efa7684002000410064006f006200650020005000440046002065876863900275284e8e9ad88d2891cf76845370524d53705237300260a853ef4ee54f7f75280020004100630072006f0062006100740020548c002000410064006f00620065002000520065006100640065007200200035002e003000204ee553ca66f49ad87248672c676562535f00521b5efa768400200050004400460020658768633002>
    /CHT <FEFF4f7f752890194e9b8a2d7f6e5efa7acb7684002000410064006f006200650020005000440046002065874ef69069752865bc9ad854c18cea76845370524d5370523786557406300260a853ef4ee54f7f75280020004100630072006f0062006100740020548c002000410064006f00620065002000520065006100640065007200200035002e003000204ee553ca66f49ad87248672c4f86958b555f5df25efa7acb76840020005000440046002065874ef63002>
    /CZE <>
    /DAN <>
    /DEU <>
    /ESP <>
    /ETI <>
    /FRA <>
    /GRE <>

    /HRV (Za stvaranje Adobe PDF dokumenata najpogodnijih za visokokvalitetni ispis prije tiskanja koristite ove postavke.  Stvoreni PDF dokumenti mogu se otvoriti Acrobat i Adobe Reader 5.0 i kasnijim verzijama.)
    /HUN <>
    /ITA <>
    /JPN <FEFF9ad854c18cea306a30d730ea30d730ec30b951fa529b7528002000410064006f0062006500200050004400460020658766f8306e4f5c6210306b4f7f75283057307e305930023053306e8a2d5b9a30674f5c62103055308c305f0020005000440046002030d530a130a430eb306f3001004100630072006f0062006100740020304a30883073002000410064006f00620065002000520065006100640065007200200035002e003000204ee5964d3067958b304f30533068304c3067304d307e305930023053306e8a2d5b9a306b306f30d530a930f330c8306e57cb30818fbc307f304c5fc59808306730593002>
    /KOR <FEFFc7740020c124c815c7440020c0acc6a9d558c5ec0020ace0d488c9c80020c2dcd5d80020c778c1c4c5d00020ac00c7a50020c801d569d55c002000410064006f0062006500200050004400460020bb38c11cb97c0020c791c131d569b2c8b2e4002e0020c774b807ac8c0020c791c131b41c00200050004400460020bb38c11cb2940020004100630072006f0062006100740020bc0f002000410064006f00620065002000520065006100640065007200200035002e00300020c774c0c1c5d0c11c0020c5f40020c2180020c788c2b5b2c8b2e4002e>
    /LTH <>
    /LVI <>
    /NLD (Gebruik deze instellingen om Adobe PDF-documenten te maken die zijn geoptimaliseerd voor prepress-afdrukken van hoge kwaliteit. De gemaakte PDF-documenten kunnen worden geopend met Acrobat en Adobe Reader 5.0 en hoger.)
    /NOR <>
    /POL <>
    /PTB <>
    /RUM <>
    /RUS <>
    /SKY <>
    /SLV <>
    /SUO <>
    /SVE <>
    /TUR <>
    /UKR <>
    /ENU (Use these settings to create Adobe PDF documents best suited for high-quality prepress printing.  Created PDF documents can be opened with Acrobat and Adobe Reader 5.0 and later.)
  >>
  /Namespace [
    (Adobe)
    (Common)
    (1.0)
  ]
  /OtherNamespaces [
    <<
      /AsReaderSpreads false
      /CropImagesToFrames true
      /ErrorControl /WarnAndContinue
      /FlattenerIgnoreSpreadOverrides false
      /IncludeGuidesGrids false
      /IncludeNonPrinting false
      /IncludeSlug false
      /Namespace [
        (Adobe)
        (InDesign)
        (4.0)
      ]
      /OmitPlacedBitmaps false
      /OmitPlacedEPS false
      /OmitPlacedPDF false
      /SimulateOverprint /Legacy
    >>
    <<
      /AddBleedMarks false
      /AddColorBars false
      /AddCropMarks false
      /AddPageInfo false
      /AddRegMarks false
      /ConvertColors /ConvertToCMYK
      /DestinationProfileName ()
      /DestinationProfileSelector /DocumentCMYK
      /Downsample16BitImages true
      /FlattenerPreset <<
        /PresetSelector /MediumResolution
      >>
      /FormElements false
      /GenerateStructure false
      /IncludeBookmarks false
      /IncludeHyperlinks false
      /IncludeInteractive false
      /IncludeLayers false
      /IncludeProfiles false
      /MultimediaHandling /UseObjectSettings
      /Namespace [
        (Adobe)
        (CreativeSuite)
        (2.0)
      ]
      /PDFXOutputIntentProfileSelector /DocumentCMYK
      /PreserveEditing true
      /UntaggedCMYKHandling /LeaveUntagged
      /UntaggedRGBHandling /UseDocumentProfile
      /UseDocumentBleed false
    >>
  ]
>> setdistillerparams
<<
  /HWResolution [2400 2400]
  /PageSize [612.000 792.000]
>> setpagedevice


