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ane new methods for residual stress i.rnpr’(}vement were developed

r powor plants. The so-called Heat Sink Welding(HSW) (Kirihara(1979))

g At Sink Welding (LPHSW) (Rybicki(1979)) are the methods which
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zand 5CC should be removed and leaving orly clean surface.

3) Metallurgical changes like s¢ dization and martensitic transformation
should be avoided.

1w authors developed a new method of shot peening, named ' Wet Shot Peerdng
which made it possible to peen ‘towc" and vessel contineously wi t ebove
problems. In the present paper, the effect of WSP on residual stresses of
bt we lded pipes were inbtroduc Od in detail. Two examples of applications
of WP to chemical equipment were also introduced.

VETHOD OF WET SHOT PERNTNG

Wet Shot Peening is an improved method of conventional hydro-blasting or
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WoP was applied to butt welding of 100 mm diameter pipgs using the equipment
shown in Fig. 2. The welding sequence was like this: first pass was made by
e Are Welding, and the second pass and the subseqguents by sShield
siding from outer sur WP was applied to the welds fron
weld,  Specimens wi ted utilizing a positioner whose

=3 20 degree downward To mm&* the shot recovery easy. s shot nozzle
upward to peen the reverse gide of welding part.
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Fig. 2 Iguipment for Wet Shot Peening during
1O0 mr pipe welding
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>t Shell Daring Welding

L opass submerped arc welding of a 900 w dismeter
tarl. - The method and equipment’ used were




the same as shown in Fig, 1. LPHSW was tried in order to compare iis effect
with WSP. Residual stresses were nondestructively measured with X=ray by
Gsing a portable goniometer, The

result is shown in Fig, 4. Residual
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