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MILITARY SPECIFICATION 

PEENING Of METALS 

MIL-P-8198SCAS> 
AM£NOMENT l 
5 November 1984 

This amend�nt forms a part of Mi litary Specification Mll-P-819SSCAS>. 
dated 18 October 1974, and Is approved for use bY the Na�al Air Systems 
Com111and, Department of the Navy and Is available i'or· use by all 
Departments and Agencies of the Department of Defense. 
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3,2_.3, Del ete third sentence which begins with "Hhen so s'peclf.led, • 

Add: 
. "3.2.5 Hardnes$ of shot. Hardness of the shot shall be In accordance 

vlth MIL-S-851. Parts to be shot peened having a hardness above Rc so should 
be shot peened with shot havl ng a hardness of ltc 52 t.o_ Rc 62." 
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3.4.4, Add as new sentence: 
"For aluminum only, use as large a shot size as pos.s l ble , taking Into 

consideration· surface finish and smallest fillet radll because the larger the 
shot size on aluminum for any gi ven Intensity, the"ae�B�r will be the depth of 
tOfllpres·s ton." 
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3.4.5, Delete last $entente and substltut� : 

"Nozzle angles 45 degrees or t ower do not produce effective 
compressive residual stresses and should be avoided." 

3.5.1, Delete second sentence and substitute the �oilow\ng : 

"Manufacturing operations , such as straightening·, machining and 
heat treating, grinding, or etching, vMch rel i eve st_r�sses d.�veloped by . 
peening or which develop detrimental residual stresses shall not be permi tted 
after pe!!nlng." 

!AREA Mf.� 
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. : 3.�.3, D�lete first se�tence and substitute : 
"It shaii be permls.sibie to improve the surface finish after peeni ng 

b� pollshtng, lapping, honing or vapor blasting provided such operations do 
not generate temperatures In excess of the applicable' 1\mltatlons <see 3.5.1) 
and do not remove material layers In e�cess of 10 percent of the Induced 
i:OIIIp'reulire layer. • · · 

3.6,4, Delete subparagraph <a> and substitute the following : 
· "<a> Air pressure ·or wheel. speed, no�zle size and type, nozzle 

placement and direction , wheel angle and di rection of hot .. s.jlot'. • 
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· 4.�.2 • .  Delete table V� and substltu�e: 

Specimen TyPe A 

Dimensional-length, inch 3.000 + 0.015 
width, Inch 0.745 to 0.750 

thl cknes s , inch o.osr ± o.oo1 
Arc he\ght as measured on 

giluge (inch> 0.000 + 0.0015 
�ockwell h�rdness C44 to-cso 
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Type c 

3.000 + 0.015 
0.745 to 0.750 
0.094 !. 0.001 

o.ooo + 0.0015 
C44 to-C50 ' . 

. . 

Type N 

3.000 + .015 
o. 745 to o. 750 
0.031 t. 0.001 

0.000 + 0.0015 
A72..5 to A76 

. 4.2,5, subparagraph (e), line 3, &fter "direction,". a�d. the following: 
"wheel angle and angle of hot spot,•. · · 
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4.3.2, Une 4, Delete •square lnch" and substl�ute "inch square" 
: ' . . 

4.11,3, line 2, Delete •at a Rlilgnlflcatton of SX to lOX·;, and 
substitute "<see 4.4.3.1)" 

line .s. Delete f\rst qof� 
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MIL-P-Bl98S<AS> 
AMENDMENT 1 

04.4.3.1 VIsual coverage. Complete vlsuil coverage Is defined as uniform 
denting or obliterating of the orlglnil surface of the part or work piece as 
determined by either of the following methods: 

4.4.3.1.1 VIsual examination us ing a ten power magnifyi ng glass. 

4.4.3.1.2 Peens can process described as follows: 

Prepare a control specimen of the same material as the actual work 
piece. Colt this control specimen with tracer llqufd <Dyescan 1220 and/or #226 
or equal) by dipping, spraying or painting and allow th� tracer liquid to dry. 
Check coating under a black light to Insure complete coverage of the coated 
area to be shot peened has been accomplished. Shot peen the control specimen 
under proper shot peening conditions for the required lnte'n�Hy and coverage 
as prescribed. Re-examine under the black light In order to determine If the 
tracer liquid has been completely removed. Full coverage IS indicated by 
t�plete removal of the tracer liquid. 

Areas whi ch do not produce full coverage Will show a white color 
1,1,nder the black light whereas full coverage will give off a dark color. 

Cover�ge of actual production pieces can be established by using 
the s�e procedure used for control specimens. Thls can be done by utilizing 
the tracer liquid for each part or on a statistical sampling basis.• 

4.4.4, llne 4, Delete •exposure time etc, per unit area• •. After first 
sentence, add new sentence: "Since shape of a part or Utlcle to be shot 
peened wnt differ from Almen test stri p , exposure t·tme will .dapend on time 
required to achieve full coverage on part. See para?raph 3'.4.'2-crnd 4.4.3." 
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Add: 

"6.16 Dyescan. Dyescan liquid can be obtained from Mi!l:al Improvement 
Company, Int., 472 Bar1111 Avenue, Carlstadt, NJ 07072.1' 

Preoar1ng activity: 
Navy".r AS 

<Project No. HFFP-N285) 
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