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Abstract

The purpose of this research was to study the properties of hot forging die material after shot
peening process. The specimens used were hot work tool steel JIS-SKD61 grade. Prior to the shot
peening process, the specimens were prepared as non-treated and treated surface conditions
including hardening and hardening+nitriding. For the shot peening process, cast iron balls of 0.4
millimeter in diameter, shooting nozzle of 6 millimeter, air pressure of 10 bar, standoff distance of 150
millimeter, and impingement angle of 90° were used. The result has shown that, after shot peening
process, different surface treatments resulted in different residual stress quantity and fatigue
resistance. The shot peened specimen after hardening+nitriding provided the maximum residual
compressive stress at -1222 MPa leading to the highest fatigue resistance found in this studly.
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