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FEM Analysis for Reducing Residual Stress in Welding Joint

using Shot Peening Process
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Abstract

After welding process, a kind of tensile stress remains in welding joint. This residual stress can reduce the
strength of joint and increase the possibility of crack initiation. Shot peening is the one of processes that used to
reduce residual stress after welding or manufacturing. In the shot peening process, particles are shot to material
surface to generate compressive stress that make residual tensile stress reduces. This study uses finite element
method (FEM) to analyze the reduction of residual tensile stress in welding joint by compressive stress that
generated by shot peening. The welding joint is composed of copper and low alloy steel. The effect of shot peening

process is analyzed by taking two distances of shot peening.

Keywords: Shot peening; Welding joint; Residual stress; FEM
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