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[0001] This invention relates to a method of refining (peening) metal part surfaces, such as for gears, springs, and
molds, and to a device in which such method is implemented. More specifically, it relates to a metal part surface
modification and cleaning method and the device using this method which is especially-suitable for the machining industry
where shot peening is typically used to improve metal part surfaces (e.g., to form compressive residual stresses, enhance
fatigue strength, harden the workpiece) and for use in fields where parts need to be cleaned.
[0002] Conventionally, shot peening has been used to improve a variety of metal part surfaces to form compressive
residual stresses, enhance fatigue strength, harden the workpiece, etc.
[0003] JP 07-328857 A discloses a conical jet cover with a blow-out hole on the tip of a nozzle body. Low pressure
ambient water is introduced by a system separate to a high pressure water supply. When the high pressure water is
directed into the ambient water from the blow-out hole, a water jet causing violent cavitation is produced.
[0004] More recently, to impede stress corrosion cracking and protect materials in critical applications, such as a
nuclear reactor vessel, against such cracking, there is also a technique available to suppress the residual stresses on
the surface of a workpiece using cavitation generated by injecting water into water via a nozzle comprising two or more
throats.
[0005] This technique to improve metal part surfaces, however, has been disclosed as if it utilized the collapsing impact
force of cavitation. Nevertheless, it has been used practically while being confused with a "general water jet", which has
a "cavitating jet" that is injected into the air.
[0006] In other words, the use of the "general water jet" has assumed that the surface peening level (introduced
residual stress value, improved fatigue strength level, surface hardening grade, etc.) is dependent upon the pressure
of the water injected. On such an assumption, an expensive high-pressure pump is employed to increase the pump
discharge pressure. Nevertheless, satisfactory treatment capability has remained unattainable from the viewpoint of
surface treatment. Furthermore, there have been some other problems awaiting solution. The factors which may govern
a cavitation collapsing impact force in the surface modification process are not yet fully understood. And neither the
collapsing impact force of the cavitation bubble nor the cavitation jet’s surface treatment effect have been effectively
utilized.
[0007] The inventor of the disclosure specified herein has therefore proceeded with studies on the collapsing impact
force of the cavitation bubble and on the cavitating jet’s surface modification phenomenon. As a result, it has been
verified that the collapsing impact force of the cavitation bubble and the cavitating jet’s surface modification effect
(improving residual stresses, hardening the workpiece and enhancing fatigue strength) are dependent upon not only
the pressure of the pressurized water but also on the pressure of the water tank in which the workpiece is placed, that
for the ratio of pressurized water pressure to water tank pressure an optimum value exists, that the cavitation collapsing
impact force increases and decreases according to the temperature of the fluid, and that the cavitation collapsing impact
force could be increased if the conditions referred to above were satisfied.
[0008] The present invention has been made, based on such knowledge referred to above.
[0009] A pressurizing section is formed in a pipe to inject a cavitation jet. Thus, the present invention provides a method
and device for peening and cleaning the surfaces of metal and other parts, which would allow the internal surface of the
pipe to be treated and cleaned while moving the section along the internal surface of the pipe.
[0010] And the present invention aims to use the above-mentioned cleaning method and device to resolve the problems
mentioned above.
[0011] Viewed from a first aspect, the present invention provides a metal part and other surface modification and
cleaning method, in which the part to be treated, being a pipe-shaped part or conduit, has a fluid-pressurizing chamber
formed in the pipe or conduit to inject a cavitating jet into such pressurized fluid and to increase the collapsing impact
force of the cavitation bubble so that the internal surface of the pipe may be strengthened and cleaned by using such
impact force to apply a peening effect to the internal surface of the pipe.
[0012] Viewed from a second aspect the present invention provides a metal part and other surface modification and
cleaning device equipped with first and second members to form a fluid-pressurizing chamber in a pipe or conduit, with
a nozzle to pour a pressurized fluid between said first and second members, and with a nozzle to inject a cavitating jet
into said fluid pressurizing chamber, to strengthen and clean the surface of the treated part by using the collapsing
impact force of the cavitation bubble to apply a peening effect to the surface of the part.
[0013] A preferred embodiment provides a metal part and other surface modification and cleaning device, in which
either the first member or the second member is provided with a fluid pressure regulator means to regulate the fluid
pressure in the fluid-pressurizing chamber.
[0014] Preferred embodiments of the invention will now be described by way of example only and with reference to
the accompanying drawings in which:
Figure 1 shows the pressurization data relating to the present invention.
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Figure 2 is a block diagram of the surface modification device involved in an embodiment of the present invention.
Figure 3 shows the compressive residual stresses that have arisen from treating a steel using the present invention.
Figure 4 shows the compressive residual stresses that have arisen from treating a carburised gear material using
the present invention.
Figure 5 depicts an example of workpiece hardening.
[0015] Figure 1 shows the pressurization data. In the figure, A shows the case with pressurization and B without
pressurization while X stands for the depth at which residual stresses may be improved. Compared with the case without
pressurization, the depth in which compressive residual stresses penetrate the surface of the workpiece is increased
twice thru 10 times or more with pressurization while the treatment time requirement is decreased by half thru one-tenth.
(This value is attainable when the jet has a discharge pressure of 20 MPa, with a nozzle bore ranging from 0.4 to 0.8
millimeters. The larger the nozzle and the greater the discharge pressure, the more conspicuously effective the pressurization will be.)
[0016] The internal surface of conduit formed into a pipe or a member is treated. A first Member (1st plug) and a
second Member (2nd plug) are provided inside a pipe (conduit) to treat the surface of the conduit between these two
members.
[0017] In Figure 2, 41 is the pipe as a workpiece. Inside this Pipe 41, the first Plug 42 and the second Plug 43 are
arranged at specified intervals by means of Connecting Rod 44.
[0018] The first Plug 42 is sealed tightly with liquid on the internal surface of the pipe and arranged to be freely sliceable.
On this first Plug 42, Fluid Drain Port 45 is formed and provided with Valve 46 capable of blocking the port. Valve 46 is
pressed against Port 45 by the bracing force of spring 47 or the like as illustrated. Once the fluid pressure in the interior
has exceeded a specified level, the high-pressure fluid is discharged through Port 45. For valve formation, the valve of
another form is usable as far as it is functioning identically.
[0019] The second Plug 43, furthermore, holds Pipe 48 to pour a pressurized fluid into the piping, and Pipe 49 to pour
a high-pressure fluid for Cavitating Jet C. And the second Plug 43 is arranged to have a slight Clearance 50 against the
internal surface of the pipe in the surroundings. Pipes 48 and 49, are provided with pressure and flow control valves
similarly to the embodiment forms referred to above so that the fluid pressure supplied from each pipe can be regulated.
In the figure, 51 is the stain attached to the pipe on the internal surface.
[0020] In this embodiment, the first Plug 42 and the second Plug 43, coupled by means of a connecting rod in the
pipe, are arranged as illustrated to pour an intra-pipe pressurization fluid between Plugs 42 and 43. While keeping both
plugs at a specified fluid pressure, the high-pressure fluid for Cavitating Jet C is poured in to clean the interior of the
pipe. With the cavitating jet striking the pipe on the internal surface, it is possible to treat the surface on the internal
surface of the pipe. In the treatment process, the fluid between the first Plug 42 and the second Plug 43 is discharged
together with stains through Gap 50 between the second Plug 43 and Pipe 41. Thus, the first Plug 42 and the second
Plug 43 have their positions gradually moved by an appropriate means so that the pipe can be cleaned and surfacetreated on the entire internal surface of the pipe. The fluid pressure between the first Plug 42 and the second Plug 43,
may be controlled by opening and closing those valves which are provided in either plug.
[0021] In this embodiment form, moreover, the first and second plugs are coupled by means of Connecting Rod 44.
Nevertheless, a connecting string or the like may be also employed in the place of such connecting rod. In some
circumstances, the first and second plugs may not need to be coupled by means of a rod or string. In this case, it is
necessary to fasten first and second plugs inside the pipe by some appropriate fastening means, such as friction for or
the like so that either plug will not move over the internal surface of the pipe due to the action of the high-pressure fluid
during the treatment.
[0022] Figure 3 shows the compressive residual stresses that have arisen from treating with compressive residual
stresses introduced into the tool (forging die material) employed in the present invention. In Figure 3, the material is
SKD61, nozzle diameter 2 millimeters and injection pressure 30 MPa. With the interior of the pipe pressurized (K in the
figure), an enhancing treatment can be completed in 10 minutes. Without pressurizing the interior (J in the figure), 150
minutes are required while compressive residual stresses remain at a level of approximately 60%.
[0023] Figure 4 depicts the compressive residual stresses that have arisen from treating with compressive residual
stresses introduced to carburised gear material employed in the present invention. In Fig. 4, the nozzle has a diameter
of 2 millimeters, with injection pressure 3 0 MPa and pressurizing pressure 0.32 MPa.
[0024] Figure 5 shows an example comparing the workpiece hardening, with nozzle diameter 2 millimeters, injection
pressure 3 0 MPa and treatment pressure 0.32 MPa.
[0025] It is possible to readily treat and clean the internal surface of a pipe, with a pressurizing section formed inside
the pipe.
[0026] Flow control valves, pressure valves and the like are available in either automatic or manual control types. For
fluid, either water or oil and the like are applicable. In the embodiment form referred to above, the fluid may have its
temperature rise excessively because the motor power may change into heat through a cavitating jet when it is poured
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into the interior of the pipe. In this case, the pressure in the interior of the pipe is utilized to cool down the fluid by sending
the fluid to various cooling means known to the public. Later, it is possible to re-supply the pump with the fluid again. If
such a technique of feeding the fluid pressure in the first vessel to another cooling means is employed, it is unnecessary
to provide a new pump to send the fluid in the interior of the pipe to the cooling means so that the fluid can be readily
cooled down in reality.
[0027] To pour the cavitating jet and pressurizing fluid into the interior of the pipe, it is possible to arrange both cavitating
jet nozzle and pressurizing water nozzle adjacently in the embodiment form referred to above. In addition, a cavitating
jet nozzle may be located at the center of the pipe and the pressurizing water pouring nozzles may be arranged to
surround the former so that the cavitating jet can strike the workpiece as if it were surrounded by the pressurizing water.
[0028] In addition, it is possible to change the positional relations between cavitating jet nozzle and pressuring water
pouring nozzle to another form as required. It is possible, as might be required, to freely set the arrangement of the
workpiece, based on its shape.
[0029] The present invention may be also embodied in any other forms without departing from its principal features.
In this sense, the embodiment form referred to above is given for the purpose of example and must by no means be
interpreted in any restrictive sense.
Industrial Applicability
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[0030] With the prevent invention as described in detail above, a high-pressure fluid is injected from a nozzle to
generate the cavitation around the jet to strike cavitation bubble against the workpiece. Consequently, the collapsing
impact force of the cavitation bubble acts on the workpiece, thereby bringing about the surface modification and cleaning
effects, such as workpiece hardening, residual stress improvement, fatigue strength enhancement and so on. Forming
a pressurizing section in a pipe or conduct, will permit the internal surface of the pipe to be treated and cleaned. If the
poured water to pressurize the pipe is provided apart from the cavitating jet pressurizing water, it is also possible to set
up the equipment at a lower cost without the necessity of a large-flow plunger pump. Such excellent effects as referred
to above could be brought about by the present invention.

Claims
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1.

A metal part and other surface modification and cleaning method, in which the part to be treated, being a pipeshaped part or conduit or the like (41), has a fluid-pressurizing chamber formed within the pipe or conduit (41) to
inject a cavitating jet (C) into such pressurized fluid and to increase the collapsing impact force of the cavitation
bubble so that the internal surface of the pipe or conduit (41) may be strengthened and cleaned by using such impact
force to apply a peening effect to the internal surface of the pipe or conduit (41).

2.

A metal part and other surface modification and cleaning device equipped with a first member (42) and a second
member (43) to form a fluid-pressurizing chamber in a pipe or conduit (41), with a nozzle (48) to inject a pressurized
fluid between said first (42) and second members (43), and with a nozzle (49) to inject a cavitating jet (C) into said
fluid pressurizing chamber, to strengthen and clean the surface of the treated part by using the collapsing impact
force of the cavitation bubble to apply a peening effect to the surface of the part.

3.

A metal part and other surface modification and cleaning device according to claim 2 above, in which either the first
(42) or second member (43) is provided with a fluid pressure regulator means (45, 46) to regulate the fluid pressure
in the fluid-pressurizing chamber.
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1.

Oberflächenmodifikations- und Reinigungsverfahren für ein Metall- und anderes Teil, bei dem das zu behandelnde
Teil, das ein rohrförmiges Teil oder Leitung oder dergleichen (41) ist, eine Fluiddruckbeaufschlagungskammer
aufweist, die in dem Rohr oder der Leitung (41) gebildet ist, um einen kavitierenden Strahl (C) in ein solches Druckfluid
einzuspritzen und um die Kollabierschlagkraft der Kavitationsblase zu erhöhen, so dass die innere Oberfläche des
Rohrs oder der Leitung (41) gehärtet und gereinigt werden kann, indem eine solche Schlagkraft verwendet wird,
um einen Hämmereffekt auf die innere Oberfläche des Rohrs oder der Leitung (41) anzuwenden.

2.

Oberflächenmodifikations- und Reinigungsvorrichtung für ein Metall- und anderes Teil, die mit einem ersten Element
(42) und einem zweiten Element (43), um eine Fluiddruckbeaufschlagungskammer in einem Rohr oder einer Leitung
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(41) zu bilden, mit einer Düse (48), um ein Druckfluid zwischen dem ersten (42) und zweiten Element (43) einzuspritzen, und mit einer Düse (49) ausgerüstet ist, um einen kavitierenden Strahl (C) in die Fluiddruckbeaufschlagungskammer einzuspritzen, um die Oberfläche des behandelten Teils zu härten und zu reinigen, indem die Kollabierschlagkraft der Kavitationsblase verwendet wird, um einen Hämmereffekt auf die Oberfläche des Teils anzuwenden.

5

3.

Oberflächenmodifikations- und Reinigungsvorrichtung für ein Metall- und anderes Teil nach Anspruch 2 oben, bei
der entweder das erste (42) oder zweite Element (43) mit einer Fluiddruckreglereinrichtung (45, 46) versehen ist,
um den Fluiddruck in der Fluiddruckbeaufschlagungskammer zu regeln.
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Revendications
1.

Procédé de modification et de nettoyage de partie métallique et d’autre surface, dans lequel la partie devant être
traitée, étant une partie en forme de tuyau ou un conduit ou similaire (41), comporte une chambre de mise sous
pression de fluide formée à l’intérieur du tuyau ou conduit (41) afin d’injecter un jet de cavitation (C) dans un tel
fluide sous pression et d’augmenter la force d’impact d’écrasement de la bulle de cavitation de telle sorte que la
surface interne du tuyau ou conduit (41) peut être renforcée et nettoyée en utilisant une telle force d’impact pour
appliquer un effet de martelage sur la surface interne du tuyau ou conduit (41).

2.

Dispositif de modification et de nettoyage de partie métallique et d’autre surface équipé avec un premier élément
(42) et un second élément (43) afin de former une chambre de mise sous pression de fluide dans un tuyau ou
conduit (41), avec une buse (48) destinée à injecter un fluide sous pression entre lesdits premier (42) et second
(43) éléments et avec une buse (49) destinée à injecter un jet de cavitation (C) dans ladite chambre de mise sous
pression de fluide, afin de renforcer et de nettoyer la surface de la partie traitée en utilisant la force d’impact
d’écrasement de la bulle de cavitation pour appliquer un effet de martelage sur la surface de la partie.

3.

Dispositif de modification et de nettoyage de partie métallique et d’autre surface selon la revendication 2 ci-dessus,
dans lequel le premier (42) ou le second (43) élément est muni d’un moyen de régulation de pression de fluide (45,
46) afin de réguler la pression du fluide dans la chambre de mise sous pression de fluide.
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