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Shot Peening Process Design Intensity
Xin Lizheng

Abstract: The purpose of this paper is to study the key technical parameter in the design of shot peening process. The

hardware facilities and technical parameters for peening intensity measurement are analyzed. The method of drawing satura-

tion curve is described in detail. The meaning of peening intensity, the extraction of arc heightvalue and the factors influen-

cing the intensity are analyzed. And some solutions of the problems related to peening intensity are put forward.
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Design Method of Spur Face Gear Mold Structure by Additive Manufacturing
Yang Fenglin,Bai Yu,Huang Liang, Wang Yongming,Zhang Hao,Zhou Yuan
Abstract: Aiming at the difficulties of processing complicated surface parts, this paper proposes using additional
material manufacturing method of spur face gear mold base master pattern. The innovation of this method is to solve the

problem of traditional long processing cycle and low accuracy. Compared with the traditional method, the new method has

the fast processing,high precision,short period and other advantage. It meets the requirement of accuracy can be verified by

experiments.

Keywords: spur face gear;tooth surface model ; additional material manufacturing ;investment casting
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