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5.2

References

Applicable Publications—The following publications form a part of this specification to the extent specified
herein. Unless otherwise indicated, the latest version of SAE publications shall apply.

SAE PusLIcATIONS—Available from SAE, 400 Commonwealth Drive, Warrendale, PA 15096-0001.

SAE J442—Test Strip, Holder and Gage for Shot Peening
SAE J2277—Shot Peening Coverage

Peening Intensity—Intensity is expressed as the arc height of a shot peened test strip at saturation. The
intensity is a function of the mass of the shot, its hardness, its velocity and its angle of impingement on the
peened surfgce of the strip to the shot stream.

Saturation—A plot of peening time versus arc height is used to define saturation. By.p€ening a series of test
strips, using |ncreasingly longer peening times, with all other conditions maintained ‘eonstant, and plotting the
series of points on a graph of exposure time versus arc height, a curve will develop. These points define a
curve with a general shape as shown in Figure 1.

I:’eening ___.___:____‘T_
ntensity
\ INCREASE BY

Saturation 10% ORLESS

ARC HEIGHT

T 2T
EXPOSURE TIME
FIGURE 1—SATURATION CURVE

Saturation has been-attained when the “knee” of the curve is passed and increasingly lpnger periods of
peening timg are“réquired for a measurable increase in test strip arc height. The location of the knee,

saturation paint.shown in Figure 1, can be defined as the first point on the curve beyond which the arc height
increases by 1004 arloce whon tha nannina +iman 1o Annihind
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Procedure Based on Arc Height Versus Exposure Time Relationship

General—Prior to use, the zero position of the gage shall be checked with a flat calibration block (see SAE
J442) and, if necessary, adjusted. Test strips should also be checked for flatness prior to use, in accordance
with SAE J442. Pre-peen out of flathess measurements may be used to compensate raw arc height readings.

Fasten the test strip tightly and centrally to the test strip holder, avoiding entrapment of any foreign material -
such as media.

Expose surface “X” (SAE J442) of the test strip to the peening stream to be measured. Record the time of
exposure or its equivalent.
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Remove the test strip from the holder and measure the arc height on the Almen gage, ensuring that the
indicator stem contacts the unpeened face of the test strip.

Using different exposure times, repeat steps 1, 2, and 3 sufficiently (minimum of 4 test strips) to determine a

curve similar

Peening intensity is determined by interpreting the curve.

to Figure 1.

Intensity is the value of the arc

height at time T,

which increases by no more than 10% when the exposure time is doubled - time 2T. The graph shall be
constructed by using a minimum of four points other than zero.
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Notes

Marginal Indicia—The change bar (I) located in the left margin is for the convenience of the user in locating
areas where technical revisions have been made to the previous issue of the report. An (R) symbol to the left

of the docum

ent title indicates a complete revision of the report.
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