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A Study on the Fatigue Strength Improvement of Welded Parts of SS400
Using the Shot Peening and PWHT Technique for Subway Cars

AR d AT T ek R RTRR
Kim, Jin-Hem Kim, Hyun-Gyu Goo, Byeong-Choon Cheong, Seong-Kyun
ABSTRACT

Welding is the most commonly used method to produce bogie and carbody of Electrical Multiple
Units(EMU), because it increases the strength and lowers the weight of EMU. Since bogies are
constantly exposed to repeated reacting load during acceleration and deceleration, it i1s also true
that crack normally occurs at welding parts.

In this study, we have investigated the fatigue strength of SS400 on welded parts in order to find
efficiency of treatment after welding by shot peening and Post—Weld heat treatment(PWHT) with
butt welded specimens

The results of fatigue test indicate that the measurement of base material specimen is 236MPa,
welded specimen is 132MPa and the specimen of PWHT is 107MPa approximately. We concluded
that the measurement of welded specimen and PWHT is approximately 44 and 54 percents lower
than the base material specimen, respectively. Another finding is that the peened specimen is

approximately 23 and 61 percents higher than the base material specimen in terms of the fatigue
in strength of specimens.
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Table 3. The condition of welding
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Table 4. Chemical composition of cut wire(wt%)
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Fig. 3. Optimal shot peening condition of SS400 steel
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