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Abstract: Laser shock peening (LSP) is an innovative technique that is used to enhance the fatigue
strength of structural materials via the generation of significant residual stress. The present work
was undertaken to evaluate the degree of plastic strain introduced during LSP and thus improve
the fundamental understanding of the LSP process. To this end, electron backscatter diffraction
(EBSD) and nano-hardness measurements were performed to examine the microstructural response
of laser-shock-peened Ti-6Al-4V alloy. Only minor changes in both the shape of α grains/particles
and hardness were found. Accordingly, it was concluded that the laser-shock-peened material only
experienced a small plastic strain. This surprising result was attributed to a relatively high rate of
strain hardening of Ti-6Al-4V during LSP.

Keywords: Ti-6Al-4V; laser shock peening (LSP); microstructure; electron backscatter
diffraction (EBSD)

1. Introduction

Due to its excellent combination of low density and high strength, Ti-6Al-4V is widely
used in the aerospace industry for the manufacture of the fan and compressor parts of jet
engines. The cyclic nature of loading, which is typical for such applications, also imposes
strict requirements for fatigue resistance. To enhance this property, Ti-6Al-4V products
are, therefore, given a surface treatment prior to being put into service. These operations
include laser shock peening (LSP), which is a relatively recent innovation. LSP comprises
high-energy laser pulsing of the metal surface, which is typically applied to generate
residual compressive stresses. The key advantage of LSP is its ability to produce a relatively
thick (mm-scale) residual stress zone, as compared to conventional shot peening, without
compromising surface quality. The beneficial influence of LSP on fatigue endurance has
been reported in a number of recent works; e.g., [1–14]. A comprehensive review of recent
achievements in this field has been provided by Wang et al. [2].

In particular, an approximately 20 to 40 percent increase in fatigue strength of laser-
shock-peened samples has been reported by Jin et al. [3] and Zhang et al. [4], respectively.
In terms of fatigue life, the enhancement effect has been found to range from ~140 pct. [5]
to ~300 pct. [6]. The beneficial influence of LSP may be further amplified using a double-
sided treatment [7]. By this means, a ~170-pct. increase in fatigue endurance limit has
been found in the work of Yang et al. [8]. Moreover, the combination of LSP with con-
ventional shot peening has been shown to result in a nine-fold increase in the number of
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cycles-to-failure [9]. As shown by Spanrad et al. [10], Lin et al. [11], and Zabeen et al. [12],
the superior fatigue properties of laser-shock-peened Ti-6Al-4V are associated with a retar-
dation of both the nucleation and propagation of fatigue cracks by residual compressive
stresses generated in near-surface areas. Furthermore, the distribution of residual stress
(and thus fatigue resistance) was found to be highly sensitive to the particular LSP pat-
tern/grid applied during the treatment [13]. A pattern consisting of multiple concentric
rings of LSP spots was found to produce the most favorable distribution of residual stresses.
Given the numerous benefits of LSP treatment, it has thus been recommended for use as a
standard practice in damage-tolerant designs [14].

The superior efficiency of LSP treatment is likely associated with local microstructure
and/or substructure changes in the processed material. Hence, microstructure studies in
this area are of significant practical interest. Furthermore, given the extreme processing
conditions associated with LSP, such as GPa-level imposed stresses, ultra-high strain
rates (>106 s−1), and ultrashort durations (~10−8 s), such investigations may broaden our
fundamental understanding of dynamic material behavior.

A review of the scientific literature on the LSP of Ti-6Al-4V reveals a somewhat
contradictory range of experimental observations. For example, the development of a
nanocrystalline grain structure in the surface layer of laser-shock-peened material has
been reported in several works [3,15,16]. This effect has been attributed to the develop-
ment of dynamic recrystallization [3,15–17] enhanced by adiabatic heating [15,16]. On the
other hand, only minor changes in grain shape and size have been observed in a number
of other studies [18–20]. Furthermore, extensive mechanical twinning has often been
noted [3,15–17,21–25]. However, only subtle twinning was detected by Laine et al. [18].
Finally, the dislocation density has been typically reported to be very high [17,21–23,25,26].
Nevertheless, quantitative analysis has shown dislocation densities of only ~1014 m−2 [3] or
even ~1013 m−2 [24]. For the microstructure of Ti-6Al-4V in some heat-treatment conditions
(e.g., mill-annealed), such densities are comparable with those in the material prior to LSP.
In addition, it is interesting to note that planar dislocation structures have been observed
in some works [17–19]; i.e., structures that are typically attributable to the early stages of
plastic flow. A number of microstructural observations have suggested that LSP results in
large (or even severe) plastic deformation [3,15–17,21–24], while others appear to indicate a
small LSP-induced strain [18–20].

In an attempt to shed more light on the structural response of Ti-6Al-4V to LSP, the
present work was undertaken with the purpose of evaluating the degree of the LSP-induced
plastic strain (at least qualitatively). According to recent numerical simulations, this strain
could be as low as ~0.01 [27]. Thus, the present work focused on the careful examination of
LSP-induced microstructure to confirm or disprove this result. To the best of the authors’
knowledge, the present work is one of the first systematic studies in this field. It is believed
that the elucidation of this issue should contribute to our fundamental understanding of
material behavior under the extreme conditions of LSP.

2. Materials and Methods

The material used in the present investigation was commercially produced Ti-6Al-4V
alloy in mill-annealed condition. The nominal impurity content includes 0.25 wt. pct. (max)
of iron and 0.2 wt. pct. (max) of oxygen. Standard mill-processing involves hot rolling
at 900 ◦C followed by annealing at 700 ◦C and final air cooling. This processing route is
commonly used for turbine-blade applications and thus benefits from surface treatment
via the LSP technique. The microstructure of the program material was dominated by fine,
globular, primary α phase with a minor fraction of retained β phase (Figure 1).

To produce the LSP-induced microstructures, the following procedure was adopted.
A series of workpieces measuring 30 (length) × 14 (width) × 6 (thickness) mm3 was
machined from the original hot-rolled sheet (Supplementary Figure S1). The front surface
of each workpiece was mechanically polished to a mirror finish, cleaned in water, and
degreased in ethanol. Then, the central location of the front surface was subjected to
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one, three, or five successive laser pulses in order to examine the possible sensitivity
of microstructural changes to the number of LSP passes. Importantly, no systematic
peening of the workpieces was applied; rather, all laser pulses were focused on the same
(central) spot.
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Figure 1. Microstructure of the initial material: (a) Low-resolution inverse pole figure map,
(b) high-resolution image quality map with overlaid β phase (in red), and (c) high-resolution kernel
average misorientation map.

In all cases, LSP was conducted using a Q-switched Nd:YAG laser with a wavelength
of 1064 nm, which was operated at 10 Hz and had a pulse duration (full width at half
maximum) of 20 ns. To provide comparatively severe deformation conditions during LSP,
the laser pulse energy and the spot size were set at 5 J and 1 × 1 mm2, thus giving a power
density of 25 GW/cm2. To protect the material surface from ablation effects, 0.1-mm-thick
steel foil was applied as a sacrificial layer. Running water was used as the transparent
confining medium. It is well established that the propagation of a laser pulse across the
interface between two media with distinctly different densities (i.e., the water layer and the
sacrificial steel layer in the present study) should result in a plasma spot, which, in turn,
provides the LSP effect.

The LSP-induced microstructures were characterized using the electron backscatter
diffraction (EBSD) technique. This choice was dictated by the extremely localized character
of microstructure changes during LSP. According to the scientific literature [18,19], the
plastically deformed zone developed during the LSP of Ti-6Al-4V may only be a few grains
deep. Hence, the preparation of an appropriate microstructural sample for transmission-
electron microscopy (TEM) or X-ray diffraction (XRD) analysis is technically challenging.
An additional issue is the inhomogeneous distribution of the microstructure within the
processed zone. Hence, statistical reliability is of particular importance for its examina-
tion. By contrast, the advanced capabilities of EBSD provide in-depth insight into the
microstructure, thus enabling a more or less complete picture of underlying processes.

For microstructural observations, each peened sample was sectioned through its
thickness and prepared using conventional metallographic techniques. The final surface
finish was obtained by 24-h vibratory polishing with a colloidal-silica suspension. EBSD
was performed with an FEI Quanta 600 scanning electron microscope equipped with a TSL
OIM system and operated at an accelerating voltage of 20 kV. The total statistics of EBSD
measurements are given in Table 1.

Two particular EBSD characteristics, viz., the image-quality (IQ) index and kernel
average misorientation (KAM), were used for microstructural analysis. The IQ index
quantifies the sharpness of the Kikuchi bands and thus serves as a metric for lattice defects.
KAM is the average misorientation angle of a given pixel in an EBSD map relative to
all of its neighbors with the proviso that misorientations above a certain threshold are
excluded from consideration. Therefore, KAM reflects the local orientation spread and can
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be used as a measure of the excess density of dislocations of the same sign and local lattice
distortion/curvature. In the present study, the KAM index was calculated for the nearest
six neighbors using a threshold misorientation of 5 degrees. To minimize experimental
error, KAM data were derived from EBSD maps obtained with the same scan step size
of 0.2 µm.

Table 1. Statistics of EBSD measurements.

Material Condition Scan Step Size, µm Acquired Area, µm2 Number of Pixels Average Confidence Index

Initial state
1 1300 × 1300 1,953,350 0.52

0.2 500 × 500 7,218,944 0.61

1 LSP pass

1 3460 × 1000 3,998,033 0.34

0.2

695 × 320 6,436,626 0.57
348 × 287 2,880,695 0.51
1384 × 300 11,996,693 0.49
348 × 211 2,115,755 0.55

3 LSP passes

1 3458 × 1026 4,101,781 0.26

0.2
694 × 207 4,141,389 0.48
695 × 250 5,020,066 0.45
695 × 350 7,023,986 0.47

0.05 174 × 80 6,422,724 0.56

5 passes

1 3461 × 1798 7,189,536 0.37

0.2

695 × 300 6,023,042 0.46
630 × 300 5,459,817 0.50
695 × 300 6,024,775 0.52
695 × 250 5,020,066 0.58

0.1 345 × 100 3,985,328 0.46

To assist in the interpretation of microstructural changes, a nanohardness map was
also measured. For this purpose, Berkovich nanohardness measurements were performed
employing a Rtec SMT-5000 nanohardness tester by applying a 10-g load, a dwell time of
10 s, and a step size of 20 µm.

3. Results

Microstructural examination of the material subjected to a single LSP pass revealed no
significant changes (Figure 1 vs. Figure 2). Hence, any such changes were likely relatively
small and likely beyond the detection limit of EBSD. In the following two sections, therefore,
attention was focused on microstructure evolution only during three or five LSP passes.
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Figure 2. EBSD maps taken after a single LSP pass: (a) Image quality map with overlaid β phase
(in red) and (b) kernel average misorientation (KAM) map. The laser-peened surface is at the top.
In (b), the KAM color code is shown in the bottom right corner.
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3.1. Three LSP Passes
3.1.1. Surface Phenomena

The EBSD IQ map determined for the material subjected to three LSP passes
(Figure 3a,b) revealed the formation of a subtle crater (of ~1 µm depth) on the pulsed
surface. A change in surface topography after the LSP of Ti-6Al-4V has been previously
reported [9,22]. Significantly, α grains/particles beneath the crater exhibited no clear
evidence of compression (Figure 3a). Hence, it may be concluded that the crater likely
originated from the partial ablation of surface material, which is often observed during
high-energy laser pulsing.
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Figure 3. (a) Image quality map taken after three successive LSP pulses from the material beneath
the LSP crater with the selected area shown at higher magnification in (b). The laser-peened surface
is at the top. For illustrative purposes, β phase in (a) is highlighted with red; in α phase, blue lines
indicate {10–12} twin boundaries, and black broken lines show {11–20} plane traces, which are closest
to the orientation of deformation ands. In (b), arrows indicate the presumed amorphous layer, while
the circled area shows a Widmanstatten (or martensitic) alpha microstructure.

In this context, the formation of a narrow dark-contrast layer at the crater surface is
of interest (arrows in Figure 3b). High-resolution EBSD revealed no measurable variation
in contrast (i.e., the presence of internal structure) within this layer, thus suggesting its
amorphous nature. Indeed, the amorphization of surface material during high-energy laser
pulsing has been occasionally reported [28,29]. Although the origin of this phenomenon is
still not completely clear, a plausible explanation is the occurrence of the rapid solidification
of ablated material [29].

It is also worth noting that the microstructure within the circled area in Figure 3b
exhibited what appears to be either a Widmanstatten or a martensitic alpha microstructure.
In titanium alloys, such microstructures are usually associated with high cooling rates;
e.g., [30,31]. It is also interesting to note that the morphology of the Widmanstatten structure
is somewhat similar to microstructural patterns sometimes ascribed to multiple twinning
in several previous studies of laser-shock-peened Ti-6Al-4V (Supplementary Figure S2).

From the above considerations, it is possible that the development of the nanocrys-
talline structure as well as extensive multiple twinning, which are sometimes reported
in the scientific literature, e.g., [3,15–17], are actually artifacts associated with the rapid
solidification of ablated material. On the other hand, it should be noted that the program
material used in most prior efforts had a transformed-β microstructure [3,15,17], in contrast
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to the mill-annealed material employed in the present study. Hence, the possibility exists
that differences in structural response to LSP are related to the initial microstructure.

3.1.2. Subsurface Processes

The key microstructural characteristics of the material beneath the surface layer in-
cluded mechanical twins (given the fine-grain nature of mechanical twins, particular care
was taken to confirm the activation of the twinning mechanism, as exemplified in Supple-
mentary Figure S3.) and deformation bands in α phase (Figure 3a). On the other hand, no
significant changes in either grain shape or grain size (Figure 3a) were found.

In agreement with previous work [19], the misorientations across the twin boundaries
were typically close to 85o < 1120 > (highlighted in blue in Figure 3a), thus suggesting the
activation of

{
1012

}
< 1011 > twinning. However, twinning was a sporadic in nature.

Deformation bands appeared as a series of nearly parallel dark-contrast bands within
α grains (Figure 3a). Compared to twinning, deformation bands were observed in most of
the grains beneath the LSP crater (Figure 3a), and thus represented a typical phenomenon.
The band traces were typically close to the traces of

{
1120

}
prism planes, as indicated

by the broken lines in Figure 3a. To obtain further insight into the origin of the bands,
orientation gradients within α grains were measured (Figure 4). The local orientation
spreads associated with the bands were usually below 2◦, thus being lower than the angular
resolution of EBSD. The deformation bands were thus interpreted as poorly developed
dislocation boundaries, which were mainly produced by prism slip.
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Figure 4. (a) Kernel average misorientation (KAM) map with overlaid IQ map taken after three
successive LSP pulses from the material beneath the LSP crater, and (b–d), misorientation profiles
measured along the arrows labeled in (a). The color code for KAM angles is shown in the bottom
right corner of (a). The circled area in (a) shows the presumed Widmanstatten (or martensitic)
alpha structure.
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From the KAM map (Figure 4a), it was also noted that the largest orientation spreads
(and thus the highest dislocation densities) were observed within the Widmanstatten
structure (circled area) as well as near phase and grain boundaries. At the scale of α grains,
however, the cumulative orientation gradients were typically below ~0.5◦/µm (blue lines
in Figure 4b–d), thus being relatively low.

3.2. Five LSP Passes

EBSD maps obtained after five LSP passes (Figures 5 and 6) revealed a significant
broadening of the deformation zone, as shown by a comparison of Figures 3a and 6a. This
effect was primarily due to the formation of three LSP craters on the material surface
(Figure 6a) rather than one (Figure 3a). On the other hand, the depth of the deformation
zone did not significantly change, still being ~50 µm (Figure 5a).
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boundaries, and black broken lines show {11–20} plane traces, which are closest to the orientation of
deformation bands.

After five LSP passes, a significant degradation of IQ contrast was also found
(Figures 3a and 5b). This effect was obviously associated with an increase in disloca-
tion density, and is discussed in greater detail in Section 4.1. Furthermore, a marked
increase in

{
1012

}
twinning was found (Figure 5b). The twinning was most pronounced

in proximity to LSP craters, and thus led to significant grain refinement in these areas
(Figures 4 and 5b). Nevertheless, except for the twinning, the α grains/particles exhibited
no significant change in morphology (Figure 5b). That is to say, no grain compression (or
any other regular change in grain shape) was observed. As for the material subjected to
three LSP passes, the substructure within the α grains after five passes was still dominated
by poorly developed dislocation boundaries (Figure 5b). In some cases, several intersecting
sets of the boundaries were found.

Compared to the results for three LSP passes, an increase in the orientation spread
within α grains/particles was found for material subjected to five LSP passes (Figure 4a vs.
Figure 6a). On the other hand, the magnitude of local orientation fluctuations (red lines
in Figure 6b–d) was still close to the resolution limit of EBSD (i.e., 2◦). Although poorly
defined deformation-induced boundaries were observed, no evidence of extensive grain
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subdivision was found. Within the entire deformation zone, the highest orientation spread
was associated with twinned areas as well as with phase and grain boundaries (Figure 6a).
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Considering the GPa level of stress applied during LSP, the pulsed material was also
examined for the presence of omega phase. However, no reliable evidence of this phase was
found. Moreover, no sample-scale deformation/shear bands or signs of adiabatic heating
were observed.

4. Discussion
4.1. Evaluation of the Degree of the LSP-Induced Strain

One of the most striking characteristics of the LSP-induced microstructure was the min-
imal (if any) change in the shape of the α grains/particles (it should be noted that no quan-
titative analysis of grain shape was applied in the present study, and the derived conclusion
was solely based on a qualitative assessment of microstructures.) (Figures 3a and 6b). An-
other important issue was the poorly developed dislocation substructure within the α

phase; i.e., a characteristic usually attributable to relatively early stages of plastic flow. Both
of these results provided evidence that the plastic deformation experienced during LSP was
very small. To validate this result, the dislocation density within the deformation zone
was estimated.

According to He et al. [32], the density of geometrically necessary dislocations ρ can
be derived from EBSD measurements as ρ ≈ θ/xb, in which θ is the mean KAM angle,
x is EBSD scan step size, and b is the Burgers vector. To minimize the measurement error,
KAM data for all examined material conditions were derived from EBSD maps, which were
obtained using a relatively coarse scan step size of 0.2 µm. Given the presumed prevalence
of the prism slip in the α phase, the Burgers vector was taken to be 0.295 nm. For the
β phase, the Burgers vector was taken to be 0.2837 nm.

From the calculations, it was found that the dislocation density in both phases was
~1014 m−2 (Figure 7c). These results were consistent with the literature data [3,24]. From
the KAM maps, it was expected that dislocation density greatly varied within the laser-
shock-peened material. Specifically, it was presumed to be highest within the solidified
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(Widmanstatten/martensitic) structure, as well as in twinned areas, but it was compara-
tively low in the α grains lying between the LSP craters. However, the average density of
geometrically necessary dislocations was not excessively high.

Materials 2023, 16, x FOR PEER REVIEW 10 of 15 
 

 

 
Figure 7. Effect of LSP passes on the distribution of kernel average misorientations in (a) α phase, 
(b) β phase, and (c) evolution of the density of geometrically necessary dislocations. 

It should be emphasized that EBSD cannot be used to quantify dislocations that pro-
duce no orientation spread (i.e., so-called statistically-stored dislocations). Hence, the above 
estimates were not conclusive in establishing the effect of LSP on the total dislocation den-
sity. Thus, to obtain insight into this issue, nanohardness measurements were conducted 
in the material subjected to five successive LSP passes (i.e., the presumably most heavily 
deformed LSP condition). The resulting nanohardness map, which included both the LSP-
induced deformation region as well as the unaffected (surrounding) material, is shown in 
Figure 8. Inasmuch as the size of each nanohardness indent was comparable to the typical 
dimensions of α and β particles, the measurements were “contaminated” by unavoidable 
experimental scatter. Nevertheless, it was still clear that LSP provided no significant 
strengthening effect. In this context, it is important to emphasize that the laser-shock-
peened material is typically characterized by significant residual stresses, which may be 
as high as ~800 MPa; e.g., [19]. Thus, it is unclear why such stresses would appear to exert 
no distinct influence on hardness. 

 
Figure 8. Effect of five LSP passes on hardness: (a) nanohardness map measured near the LSP-in-
duced deformation zone and (b) EBSD image quality map taken from the same area before the hard-
ness measurements. In (a), the numbers near hardness indents show the measured hardness mag-
nitude in GPa. In both figures, the selected area approximates the LSP-induced deformation zone. 

  

Figure 7. Effect of LSP passes on the distribution of kernel average misorientations in (a) α phase,
(b) β phase, and (c) evolution of the density of geometrically necessary dislocations.

It should be emphasized that EBSD cannot be used to quantify dislocations that
produce no orientation spread (i.e., so-called statistically-stored dislocations). Hence, the
above estimates were not conclusive in establishing the effect of LSP on the total dislocation
density. Thus, to obtain insight into this issue, nanohardness measurements were conducted
in the material subjected to five successive LSP passes (i.e., the presumably most heavily
deformed LSP condition). The resulting nanohardness map, which included both the LSP-
induced deformation region as well as the unaffected (surrounding) material, is shown in
Figure 8. Inasmuch as the size of each nanohardness indent was comparable to the typical
dimensions of α and β particles, the measurements were “contaminated” by unavoidable
experimental scatter. Nevertheless, it was still clear that LSP provided no significant
strengthening effect. In this context, it is important to emphasize that the laser-shock-
peened material is typically characterized by significant residual stresses, which may be as
high as ~800 MPa; e.g., [19]. Thus, it is unclear why such stresses would appear to exert no
distinct influence on hardness.
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Figure 8. Effect of five LSP passes on hardness: (a) nanohardness map measured near the LSP-
induced deformation zone and (b) EBSD image quality map taken from the same area before
the hardness measurements. In (a), the numbers near hardness indents show the measured
hardness magnitude in GPa. In both figures, the selected area approximates the LSP-induced
deformation zone.
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The entire set of experimental results thus suggested that the magnitude of the LSP-
induced plastic strain was low. This conclusion is consistent with numerical simulations
of LSP [27], according to which the true plastic strains generated during LSP of Ti-6Al-4V
were as low as 0.01. In turn, the comparability of these results is perhaps indicative of the
feasibility of numerical approaches for an analysis of the behavior of Ti-6Al-4V under laser
treatment, as highlighted by Jin et al. [33].

In the context of the above conclusion, it is worth noting that the LSP conditions in
the present study were selected to provide severe deformation (i.e., a power density of
25 GW/cm2 and five successive LSP pulses to nearly the same location). Nevertheless,
the generated plastic strain was found to be low. Therefore, it is likely that a typical LSP
condition, which involves much fewer severe deformation conditions, should result in an
even smaller strain. Hence, the conclusions derived in this work are likely applicable to the
LSP of Ti-6Al-4V in general.

4.2. Magnitude of LSP-Induced Stress

As shown above, comparatively low plastic strain is likely an intrinsic characteristic of
the LSP of Ti-6Al-4V. The possible origin of this phenomenon is considered in the following
two sections.

One of the simplest explanations for the low LSP strain is the relatively high dy-
namic yield strength of Ti-6Al-4V. Indeed, this material exhibits a relatively high strength
under static loading conditions (~1 GPa). Therefore, the possibility exists that the dy-
namic strength of this alloy at typical LSP strain rates (≥106 s−1) may become compara-
ble to the magnitude of the imposed shock stress. This hypothesis is considered in the
present section.

First, it is important to emphasize that experimental measurements of dynamic
strength (and strain) are limited by the highest strain rate achievable using the split Hop-
kinson bar tests; i.e., 104 s−1. This is two orders lower than the typical LSP strain rate.
Hence, the so-called Hugoniot elastic limit is typically used to evaluate the dynamic yield
strength of materials during LSP. This measure characterizes the highest elastic stress in the
direction of the shock wave propagation, often considered to be independent of strain rate.
In Ti-6Al-4V, the Hugoniot elastic limit has been reported to be ~2.9 GPa; e.g., [34].

On the other hand, the peak stress generated during LSP is often evaluated using a
simple one-dimension model of laser ablation in a confined environment, as proposed by
Fabbro et al. [35] (from theoretical considerations, it was determined that thermal effects
induced during LSP were mainly confined within the sacrificial layer and were small in
the bulk of the Ti-6Al-4V workpiece; see details in the Supplementary Microsoft Word
File “Supplementary material_Evaluation of thermal effect of LSP”; hence, thermal effects
were neglected during the evaluation of the LSP stress). According to this approach, the
propagation of a laser pulse through the interface between two media with distinctly
different densities (i.e., the water layer and the sacrificial steel layer in the present study)
results in a plasma spot with a size of

L(τ) =
∫ τ

0
(u1 + u2)∂τ, (1)

in which u1 and u2 denote the extension rates of the plasma spot in water and steel,
respectively, and τ is the duration of laser pulsing. This gives rise to a pressure of

Pi = ρiDiui = Ziui, (2)

where ρi is density, Di is the propagation rate of a longitudinal elastic wave, Zi is an acoustic
impedance, and i is the index denoting the particular medium (i = {1, 2}). Hence,

P(τ)
Z1 + Z2

Z1Z2
= P(τ)Z =

∂L
∂τ

, (3)
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where Z1 is the acoustic impedance of water (=0.15 × 106 g/(cm2 × s)) and Z2 is the
acoustic impedance of steel (=4.5 × 106 g/(cm2 × s)).

The density of the surface energy of the plasma spot can be expressed as

J(τ) = P(τ)
∂L
∂τ

+
∂(E(τ)L(τ))

∂τ
, (4)

in which E(τ) is the plasma internal energy.
The total energy of plasma can be defined as the sum of the thermal energy ET(τ) and

ionization energy EI(τ):
E(τ) = ET(τ) + EI(τ), (5)

The fraction of thermal energy can be defined as ET(τ) = αTE(τ), where αT is often
taken as 0.25 [36–41].

Considering the plasma as an ideal gas, its peak pressure should be directly related to
the thermal energy, and thus can be expressed as

P(τ) =
2
3

ET(τ) =
2
3

αTE(τ), (6)

Taking into account Equations (3) and (6), Equation (4) can be rearranged as

ZJ(τ) = ZP(τ) ∂L(τ)
∂τ + ∂(ZE(τ)L(τ))

∂(τ)
= ∂L

∂τ
∂L
∂τ + 3

2αT

∂
(

∂L(τ)
∂τ L(τ)

)
∂τ =

∂L2

∂τ + 3
2αT

∂(L(τ) ∂L
∂τ )

∂τ = ∂L2

∂τ + 3
2αT

(
∂L2

∂τ + L(τ) ∂2L(τ)
∂τ2

)
,

(7)

Equation (7) can be numerically solved. Assuming that J = const = J0, the characteris-
tic size of the plasma spot can be approximated as

L(τ) =

√
ZJ0

2αT
3 + 2αT

τ, (8)

Hence, the peak stress generated by the shock wave can be found as

Ppeak =
∂L
∂τ

Z
=

√
J0

Z
2αT

3 + 2αT
, (9)

Taking the laser power density J0 to be 25 GW/cm2, Equation (9) gives a peak imposed
pressure of 7.2 GPa.

It is important to emphasize that the interaction of the laser beam with the water layer
may also give rise to a plasma. It is opaque to the laser beam, and thus it may absorb
a portion of the laser energy that exceeds a certain threshold. This situation has been
considered in a number of works, which show that the threshold energy lies in the range
of 8–10 GW/cm2 [42,43]. Accordingly, the magnitude of the pulse-induced pressure was
predicted to saturate at ~4 GPa and shows only subtle changes with a further increase in
laser power density above 8–10 GW/cm2 [42].

Despite the saturation of the LSP-generated pressure, its peak magnitude (~4 GPa)
significantly exceeded the Hugoniot elastic limit of Ti-6Al-4V (~2.9 GPa). Hence, the
relatively small plastic strain observed in the laser-shock-peened material was unlikely
due to its high dynamic strength. Nevertheless, it is important to emphasize that both the
shock stress and dynamic strength of Ti-6Al-4V were not experimentally measured in the
present study but were derived from theoretical considerations or numerical simulations.
Therefore, the initial hypothesis proposed in this section cannot be completely ruled out.
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4.3. Strain Hardening Rate of LSP

Assuming that the above stress estimates are correct, the most plausible explanation
for the low LSP strain appears to be a relatively high strain hardening rate during the
propagation of the shock wave. Considering a linear relationship between stress and strain
and assuming the accumulated strain to be ~0.1, the strain hardening rate in the present
work should be as high as ~10 GPa. This magnitude is comparable to the strain hardening
rate of ~3 to 5 GPa, which was recently measured for split Hopkinson-bar tests of Ti-6Al-4V
at strain rates of ~103 s−1 [44].

Such a high strain hardening rate is likely associated with the ultrashort duration of
the LSP process (~10−8 s), which is perhaps consistent with an absence of thermal-assisted
mechanisms of dislocation slip (e.g., dynamic recovery). Hence, plastic flow is likely solely
governed by stress.

5. Conclusions

The present work was undertaken to fill the gap in the current scientific literature
regarding the degree of plastic strain induced during LSP. It was believed that an elucidation
of this issue would provide fundamental insight into the behavior of structural materials
under the extreme conditions of LSP.

To achieve the above purpose, the structural response of Ti-6Al-4V to LSP was inves-
tigated using extensive EBSD and nanohardness measurements. Considering the minor
changes in both grain shape and hardness, it can be concluded that laser-shock-peened
material experiences only small plastic strains. This surprising result is attributed to the
relatively high strain hardening rate during LSP and the absence of dynamic recovery.

Supplementary Materials: The following supporting information can be downloaded at:
https://drive.google.com/drive/folders/1eE6DSZfUeY7hsrJn3E08oyPA1BDvjYfa?usp=drive_link
(accessed on 29 July 2023).

Author Contributions: Conceptualization, G.S., O.P. and S.Z.; methodology, S.M., M.O., A.K. and
O.P.; validation, S.M. and M.O.; formal analysis, S.M., M.O. and A.K.; investigation, S.M., M.O. and
A.K.; resources, S.Z. and O.P.; data curation, S.Z., M.O. and S.M.; writing—original draft preparation,
S.M.; writing—review and editing, S.Z., N.S., M.O., I.Z., L.S., G.S. and O.P.; visualization, S.M. and
M.O.; supervision, S.Z. and S.M.; project administration, S.Z. and O.P.; funding acquisition, S.Z.
All authors have read and agreed to the published version of the manuscript.

Funding: This research was funded by the Ministry of Science and Higher Education of the Russian
Federation, project No. 20180167 “Development of high-entropy alloys for biomedical applications”
within the program “Priority—2030”.

Institutional Review Board Statement: Not applicable.

Informed Consent Statement: Not applicable.

Data Availability Statement: Data available on request.

Acknowledgments: This work was performed under the framework of the Development Program
of Belgorod State University for 2021–2030 (“Priority 2030”). Microstructural observations were
carried out using the equipment of the Joint Research Center of Belgorod State National Research
University «Technology and Materials». The authors are grateful to V. Novikov for nanohardness
measurements. LSP treatment was carried out under financial support from the Programs for the
creation and development of the world-class scientific center “Supersound” for 2020–2025 with the
financial support of the Ministry of Education and Science of Russia (Agreement No. 075-15-2022-329
dated 21 April).

Conflicts of Interest: The authors declare no conflict of interest.

https://drive.google.com/drive/folders/1eE6DSZfUeY7hsrJn3E08oyPA1BDvjYfa?usp=drive_link


Materials 2023, 16, 5365 13 of 14

References
1. King, A.; Steuwer, A.; Woodward, C.; Withers, P.J. Effects of Fatigue and Fretting on Residual Stresses Introduced by Laser Shock

Peening. Mater. Sci. Eng. A 2006, 12–18, 435–436. [CrossRef]
2. Wang, Z.-M.; Jia, Y.-F.; Zhang, X.-C.; Fu, Y.; Zhang, C.-C.; Tu, S.-T. Effects of Different Mechanical Surface Enhancement Techniques

on Surface Integrity and Fatigue Properties of Ti-6Al-4V: A Review. Crit. Rev. Sol. Stat. Mater. Sci. 2019, 44, 445–469. [CrossRef]
3. Jin, X.; Lan, L.; Gao, S.; He, B.; Rong, Y. Effects of Laser Shock Peening on Microstructure and Fatigue Behavior of Ti-6Al-4V Alloy

Fabricated via Electron Beam Melting. Mater. Sci. Eng. A 2020, 780, 139–199. [CrossRef]
4. Zhang, X.C.; Zhang, Y.K.; Lu, J.Z.; Xuan, F.Z.; Wang, Z.D.; Tu, S.T. Improvement of Fatigue Life of Ti-6Al-4V Alloy by Laser Shock

Peening. Mater. Sci. Eng. A 2010, 527, 3411–3415. [CrossRef]
5. Zhang, H.; Cai, Z.; Guo, W.; Zhang, H.; Yan, J.; He, G.; Zhang, Y.; Sun, R.; Che, Z. Experimental and Numerical Studies of Fatigue

Behavior of Ti6Al4V Alloy Treated by Laser Shock Peening. Surf. Coat. Technol. 2022, 441, 128524. [CrossRef]
6. Praveenkumar, K.; Mylavarapu, P.; Sarkar, A.; Isaac Samuel, E.; Nagesha, A.; Swaroop, S. Residual Stress Distribution and

Elevated Temperature Fatigue Behaviour of Laser Peened Ti-6Al-4V with a Curved Surface. Int. J. Fatig. 2022, 156, 106641.
[CrossRef]

7. Ren, X.; Chen, B.; Jiao, J.; Yang, Y.; Zhou, W.; Tong, Z. Fatigue Behavior of Double-Sided Laser Shock Peened Ti-6Al-4V Thin
Blade Subjected to Foreign Object Damage. Optic. Laser Technol. 2020, 121, 105784. [CrossRef]

8. Yang, Y.; Zhou, W.; Chen, B.; Tong, Z.; Chen, L.; Ren, X. Fatigue Behaviors of Foreign Object Damaged Ti-6Al-4V Alloys Under
Laser Shock Peening. Int. J. Fatig. 2020, 136, 105596. [CrossRef]

9. Luo, X.; Dang, N.; Wang, X. The Effect of Laser Shock Peening, Shot peening and Their Combination on the Microstructure and
Fatigue Properties of Ti-6Al-4V Titanium Alloy. Int. J. Fatig. 2021, 153, 106465. [CrossRef]

10. Spanrad, S.; Tong, J. Characterisation of Foreign Object Damage (FOD) and Early Fatigue Crack Growth in Laser Shock Peened
Ti-6Al-4V Aerofoil Specimens. Mater. Sci. Eng. A 2011, 528, 2128–2136. [CrossRef]

11. Lin, B.; Lupton, C.; Spanrad, S.; Schofield, J.; Tong, J. Fatigue Crack Growth in Laser-Shock-Peened Ti-6Al-4V Aerofoil Specimens
due to Foreign Object Damage. Int. J. Fatig. 2014, 59, 23–33. [CrossRef]

12. Zabeen, S.; Preuss, M.; Withers, P.J. Evolution of a Laser Shock Peened Residual Stress Field Locally with Foreign Object Damage
and Subsequent Fatigue Crack Growth. Acta Mater. 2015, 83, 216–226. [CrossRef]

13. Cuellar, S.D.; Hill, M.R.; DeWald, A.T.; Rankin, J.E. Residual Stress and Fatigue Life in Laser Shock Peened Open Hole Samples.
Int. J. Fatig. 2012, 44, 8–13. [CrossRef]

14. Shepard, M.J. Laser Shock Processing Induced Residual Compression: Impact on Predicted Crack Growth Threshold Performance.
J. Mater. Eng. Perform. 2005, 14, 495–502. [CrossRef]

15. Lan, L.; Jin, X.; Gao, S.; He, B.; Rong, Y. Microstructural Evolution and Stress State Related to Mechanical Properties of Electron
Beam Melted Ti-6Al-4V alloy Modified by Laser Shock Peening. J. Mater. Sci. Technol. 2020, 50, 153–161. [CrossRef]

16. Zhou, W.; Ren, X.; Liu, F.; Ren, Y.; Li, L. Nanocrystallization in the Duplex Ti-6Al-4V Alloy Processed by Multiple Laser Shock
Peening. Metals 2016, 6, 297. [CrossRef]

17. Lv, J.; Luo, K.; Lu, H.; Wang, Z.; Liu, J.; Lu, J. Achieving High Strength and Ductility in Selective Laser Melting Ti-6Al-4V Alloy by
Laser Shock Peening. J. Alloys Compd. 2022, 899, 163335. [CrossRef]

18. Laine, S.J.; Knowles, K.M.; Doorbar, P.J.; Cutts, R.D.; Rugg, D. Microstructural Characterisation of Metallic Shot Peened and Laser
Shock Peened Ti-6Al-4V. Acta Mater. 2017, 123, 350–361. [CrossRef]

19. Mironov, S.; Ozerov, M.; Kalinenko, A.; Stepanov, N.; Plekhov, O.; Sikhamov, R.; Ventzke, V.; Kashaev, N.; Salishchev, G.; Semiatin,
L.; et al. On the Relationship between Microstructure and Residual Stress in Laser-Shock-Peened Ti-6Al-4V. J. Alloys Compd. 2022,
900, 163383. [CrossRef]

20. Gujba, A.K.; Hackel, L.; Medraj, M. Water Droplet Erosion Performance of Laser Shock Peened Ti-6Al-4V. Metals 2016, 6, 262.
[CrossRef]

21. Lu, J.; Lu, H.; Xu, X.; Yao, J.; Cai, J.; Luo, K. High-Performance Integrated Additive Manufacturing with Laser Shock Peening–
Induced Microstructural Evolution and Improvement in Mechanical Properties of Ti6Al4V Alloy Components. Int. J. Mach. Tool.
Manuf. 2020, 148, 103475. [CrossRef]

22. Lu, H.; Wang, Z.; Cai, J.; Xu, X.; Luo, K.; Wu, L.; Lu, J. Effects of Laser Shock Peening on the Hot Corrosion Behaviour of the
Selective Laser Melted Ti6Al4V Titanium Alloy. Corr. Sci. 2021, 188, 109558. [CrossRef]

23. Lan, L.; Xin, R.; Jin, X.; Gao, S.; He, B.; Rong, Y.; Min, N. Effects of Laser Shock Peening on Microstructure and Properties of
Ti-6Al-4V Titanium Alloy Fabricated via Selective Laser Melting. Materials 2020, 23, 3261. [CrossRef]

24. Zhang, H.; Cai, Z.; Chi, J.; Sun, R.; Che, Z.; Lin, L.; Peng, P.; Zhang, H.; Guo, W. Gradient Microstructure Evolution in Laser Shock
Peened Ti6Al4V Titanium Alloy. Surf. Coat. Technol. 2022, 437, 128378. [CrossRef]

25. Ge, M.Z.; Tang, Y.; Zhang, Y.K.; Wang, Y. Enhancement in Fatigue Property of Ti-6Al-4V Alloy Remanufactured by Combined
Laser Cladding and Laser Shock Peening Processes. Surf. Coat. Technol. 2022, 444, 128671. [CrossRef]

26. Altenberger, I.; Nalla, R.K.; Sano, Y.; Wagner, L.; Ritchie, R.O. On the Effect of Deep-Rolling and Laser-Peening on the Stress-
Controlled Low- and High-Cycle Fatigue Behavior of Ti-6Al-4V at Elevated Temperatures up to 550 ◦C. Int. J. Fatigue 2012,
44, 292–302. [CrossRef]

27. Brockman, R.A.; Braisted, W.R.; Olson, S.E.; Tenaglia, R.D.; Clauer, A.H.; Langer, K.; Shepard, M.J. Prediction and Characterization
of Residual Stresses from Laser Shock Peening. Int. J. Fatigue 2012, 36, 96–108. [CrossRef]

https://doi.org/10.1016/j.msea.2006.07.020
https://doi.org/10.1080/10408436.2018.1492368
https://doi.org/10.1016/j.msea.2020.139199
https://doi.org/10.1016/j.msea.2010.01.076
https://doi.org/10.1016/j.surfcoat.2022.128524
https://doi.org/10.1016/j.ijfatigue.2021.106641
https://doi.org/10.1016/j.optlastec.2019.105784
https://doi.org/10.1016/j.ijfatigue.2020.105596
https://doi.org/10.1016/j.ijfatigue.2021.106465
https://doi.org/10.1016/j.msea.2010.11.045
https://doi.org/10.1016/j.ijfatigue.2013.10.001
https://doi.org/10.1016/j.actamat.2014.09.032
https://doi.org/10.1016/j.ijfatigue.2012.06.011
https://doi.org/10.1361/105994905X56214
https://doi.org/10.1016/j.jmst.2019.11.039
https://doi.org/10.3390/met6120297
https://doi.org/10.1016/j.jallcom.2021.163335
https://doi.org/10.1016/j.actamat.2016.10.044
https://doi.org/10.1016/j.jallcom.2021.163383
https://doi.org/10.3390/met6110262
https://doi.org/10.1016/j.ijmachtools.2019.103475
https://doi.org/10.1016/j.corsci.2021.109558
https://doi.org/10.3390/ma13153261
https://doi.org/10.1016/j.surfcoat.2022.128378
https://doi.org/10.1016/j.surfcoat.2022.128671
https://doi.org/10.1016/j.ijfatigue.2012.03.008
https://doi.org/10.1016/j.ijfatigue.2011.08.011


Materials 2023, 16, 5365 14 of 14

28. Pan, X.; He, W.; Huang, X.; Wang, X.; Shi, X.; Jia, W.; Zhou, L. Plastic Deformation Behavior of Titanium Alloy by Warm Laser
Shock Peening: Microstructure Evolution and Mechanical Properties. Surf. Coat. Technol. 2021, 405, 126670. [CrossRef]

29. Zhang, X.; Zhang, L.; Mironov, S.; Xiao, R.; Liang, G.; Ting, H. Effect of Crystallographic Orientation on Structural Response of
Silicon to Femtosecond Laser Irradiation. Appl. Phys. A 2021, 127, 196. [CrossRef]

30. Etesami, S.A.; Fotovvati, B.; Asadi, E. Heat Treatment of Ti-6Al-4V Alloy Manufactured by Laser-Based Powder-Bed Fusion:
Process, Microstructures, and Mechanical Properties Correlations. J. Alloys Compd. 2022, 895, 162618. [CrossRef]

31. Carrozza, A.; Marchese, G.; Saboori, A.; Bassini, E.; Aversa, A.; Bondioli, F.; Ugues, D.; Biamino, S.; Fino, P. Effect of Aging and
Cooling Path on the Super β-transus Heat-Treated Ti-6Al-4V Alloy Produced via Electron Beam Melting (EBM). Materials 2022,
15, 4067. [CrossRef] [PubMed]

32. He, W.; Ma, W.; Pantleon, W. Microstructure of Individual Grains in Cold-Rolled Aluminium from Orientation Inhomogeneities
Resolved by Electron Backscattering Diffraction. Mater. Sci. Eng. A 2008, 494, 21–27. [CrossRef]

33. Jin, P.; Tang, Q.; Li, K.; Feng, Q.; Ren, Z.; Song, J.; Nie, Y.; Ma, S. The Relationship between the Macro- and Microstructure and the
Mechanical Properties of Selective-Laser-Melted Ti6Al4V Samples under Low Energy Inputs: Simulation and Experiment. Optic.
Laser Technol. 2022, 148, 107713. [CrossRef]

34. Bovid, S.; Clauer, A.; Kattoura, M.; Vivek, A.; Daehn, G.; Niezgoda, S.S. Measurement and Characterization of Nanosecond Laser
Driven Shockwaves Utilizing Photon Doppler Velocimetry. J. Appl. Phys. 2021, 129, 205101. [CrossRef]

35. Fabbro, R.; Fournier, J.; Ballard, P.; Devaux, D.; Virmont, J. Physical Study of Laser-Produced Plasma in Confined Geometry. J.
Appl. Phys. 1990, 68, 775–784. [CrossRef]

36. Berthe, L.; Fabbro, R.; Peyre, P.; Tollier, L.; Bartnicki, E. Shock Waves from a Water-Confined Laser-Generated Plasma. J. Appl.
Phys. 1997, 85, 2826–2832. [CrossRef]

37. Bovid, S.; Kattoura, M.; Clauer, A.; Vivek, A.; Daehn, G.; Niezgoda, S. Pressure Amplification and Modelization in Laser Shock
Peening of Ti-6Al-4V and AA7085 with Adhesive-Backed Opaque Overlays. J. Mater. Proc. Technol. 2022, 299, 117381. [CrossRef]

38. Bikdeloo, R.; Farrahi, G.H.; Mehmanparast, A.; Mahdavi, S.M. Multiple Laser Shock Peening Effects on Residual Stress Distribu-
tion and Fatigue Crack Growth Behaviour of 316L Stainless Steel. Theor. Appl. Fract. Mech. 2020, 105, 102429. [CrossRef]

39. Wang, H.; Keller, S.; Chang, Y.; Kashaev, N.; Yan, K.; Gurevich, E.L.; Ostendorf, A. Effect of Laser Shock Peening without
Protective Coating on the Surface Mechanical Properties of NiTi alloy. J. Alloys Compd. 2022, 896, 163011. [CrossRef]

40. Ballard, P.; Fournier, J.; Fabbro, R.; Frelat, J. Residual Stresses Induced by Laser-Shocks. J. Phys. 1991, 1, 487–494. [CrossRef]
41. Wu, X.; Huang, C.; Wang, X.; Song, H. A New Effective Method to Estimate the Effect of Laser Shock Peening. Int. J. Impact Eng.

2011, 38, 322–329. [CrossRef]
42. Wu, B.; Shin, Y.C. Laser Pulse Transmission through the Water Breakdown Plasma in Laser Shock Peening. Appl. Phys. Letter.

2006, 88, 041116. [CrossRef]
43. Berthe, L.; Fabbro, R.; Peyre, P.; Bartnick, E. Wavelength Dependent of Laser Shock-Wave Generation in the Water-Confinement

Regime. J. Appl. Phys. 1999, 85, 7552–7555. [CrossRef]
44. Kostina, A.; Zhelnin, M.; Gachegova, E.; Prokhorov, A.; Vshivkov, A.; Plekhov, O.; Swaroop, S. Finite-Element Study of Residual

Stress Distribution in Ti-6Al-4V Alloy Treated by Laser Shock Peening with Varying Parameters. Frat. Ed. Integrità Strutt. 2022,
16, 419–436. [CrossRef]

Disclaimer/Publisher’s Note: The statements, opinions and data contained in all publications are solely those of the individual
author(s) and contributor(s) and not of MDPI and/or the editor(s). MDPI and/or the editor(s) disclaim responsibility for any injury to
people or property resulting from any ideas, methods, instructions or products referred to in the content.

https://doi.org/10.1016/j.surfcoat.2020.126670
https://doi.org/10.1007/s00339-021-04341-y
https://doi.org/10.1016/j.jallcom.2021.162618
https://doi.org/10.3390/ma15124067
https://www.ncbi.nlm.nih.gov/pubmed/35744126
https://doi.org/10.1016/j.msea.2007.10.092
https://doi.org/10.1016/j.optlastec.2021.107713
https://doi.org/10.1063/5.0048610
https://doi.org/10.1063/1.346783
https://doi.org/10.1063/1.366113
https://doi.org/10.1016/j.jmatprotec.2021.117381
https://doi.org/10.1016/j.tafmec.2019.102429
https://doi.org/10.1016/j.jallcom.2021.163011
https://doi.org/10.1051/jp4:1991369
https://doi.org/10.1016/j.ijimpeng.2010.11.008
https://doi.org/10.1063/1.2168022
https://doi.org/10.1063/1.370553
https://doi.org/10.3221/IGF-ESIS.61.28

	Introduction 
	Materials and Methods 
	Results 
	Three LSP Passes 
	Surface Phenomena 
	Subsurface Processes 

	Five LSP Passes 

	Discussion 
	Evaluation of the Degree of the LSP-Induced Strain 
	Magnitude of LSP-Induced Stress 
	Strain Hardening Rate of LSP 

	Conclusions 
	References

