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Fig. 1 Position of trailing peening
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Fig. 2 Specimen for moif experiment
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Table 1 Welding parameters

Welding current Welding velocity Filler velocity Arc voltage Rate of argon fw
I1/A v/ (mm°min~ ") vy/ (mm*min~ 1) U/ v /(L'min V)
120 300 40 16 5.8
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Table 2 Parameters of trailing peening

Peening force  Peening travel D, D, 2D, 2D, ,
1 2 1 2
/MPa /mm /mm / mm / mm / mm
’
0.5 1 18 54 10 6 ’
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