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Abstract. Dengeling is a new method for mechanical surface treatment of metallic parts to enhance 

fatigue properties. The treatment produces consecutive lines of indents by a spherical indenter, 

resulting in compressive residual stresses in a surface layer. This paper investigated residual stresses, 

surface roughness and near surface deformation, in specimens of AA 7050 T7451 after different 

dengeling treatments. The effect of indent overlap (0%, 25% and 50%) and indenter size (∅3 and ∅8 

mm) were studied. X-Ray diffraction measurements revealed that plastic deformation and 

compressive residual stresses were generated in a surface layer of about 1 mm by treatments using 

the ∅3 mm indenter and about 1.2 mm by treatment using the ∅8 mm indenter. Anisotropic residual 

stress fields were observed with higher compressive residual stresses (-360 MPa for 50% indent 

overlap, independent of indenter size) perpendicular to indent lines and lower (max -270 MPa for all 

the treatments) parallel to indent lines. Increasing the overlap between indents gave higher 

subsurface compressive residual stresses only in the transverse direction of indent lines. It also 

reduced the surface roughness. Best surface finish (Ra below 1 μm) was obtained when using the ∅8 

mm indenter and 50% indent overlap.  

Introduction 
Dengeling is a new method for mechanical surface treatment of metallic parts to enhance fatigue 

properties. The treatment is carried out on a numerically controlled machine using a special indenter 

which moves and strikes the surface of the metal part in a given pattern and at a high frequency, up to 

600 Hz. The transfer of kinetic energy from the indenter upon impact causes in-plane plastic 

deformation, producing consecutive lines of indents in the treated surface. Similar to the widely used 

shot peening process in which the surface is bombarded by hard shots, the dengeling treatment 

induces compressive residual stresses in a surface layer. As a considerable number of publications on 

shot peening have demonstrated [1-3], compressive stresses in near surface regions can greatly 

improve the fatigue resistance of a part. Dengeling has certain benefits over shot peening. The 

process is NC controlled, thus the operator can control exactly the location and magnitude of the 

generated residual stresses. Furthermore, the dengeling treatment is performed on the same machine 

that is used for machining the part; it can therefore be integrated into the machining process of 

metallic parts. That machining and surface mechanical treatment are carried out on the same machine 

means a great reduction of production cycle time and cost.  
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Process parameters, including the diameter of indenter, center-to-center distances between 

neighboring dimples, and stroke distance of the indenter, can be controlled in a dengeling treatment 

to vary the induced surface modification such as surface roughness, depth distributions of residual 

stresses, and near surface hardness. Such surface changes are considered to be important for the 

fatigue performance of the treated part, as researches with respect to shot peening have shown [4,5]. 

However, little knowledge exists, which relates the treatment results to the dengeling process 

parameters used. The purpose of the current work is to characterize depth distribution of residual 

stress, surface roughness, and subsurface deformation in dengeling treated specimens of aluminum 

alloy 7050 in T7451 condition with regard to the effect of overlap between dimples and indenter size.    

Experimental details 
Materials and Dengeling treatment. A 6 cm thick plate of aluminum alloy, AA 7050 in T7451 

condition, was used. Before the dengeling treatment, the plate surfaces were levelled by milling, 

which induced a surface residual stress of 33±21.7 MPa in the cutting direction and -135.9±9.7 MPa 

in the transverse direction. The XRD measurements for residual stresses also revealed plastic 

deformation in a surface layer of about 50 μm.   
The dengeling treatments were performed by producing consecutive lines of indents on the milled 

surfaces. The process parameters were selected to show the influence of coverage rate and indenter 

size while the indenting frequency, 200 Hz, and stroke distance, 0.5 mm, remained unchanged. Two 

indenter sizes, one 3 mm and the other 8 mm in diameter, were used. As can be seen in Table 1, the 

diameter of dimples produced by the smaller indenter was 0.75 mm and for the larger indenter 0.72 

mm. The center-to-center distance between dimples in the moving direction of the indenter was used 

to calculate overlapping rate between dimples. They were 0%, 25% and 50% as given in the last 

column of Table 1. The line feed defining the distance between neighboring lines of dimples was 

approximately equal to the selected dimple distance.        

Table 1 Dengeling process parameters 

Specimen Feed rate 

(mm/min) 

Indenter 

diameter 

(mm) 

Dimple 

diameter 

(mm) 

Line feed 

(mm/line) 

Dimple 

distance 

(mm) 

Dimple 

overlap (%) 

S1 9000 3 0.75 0.760 0.7500 0 

S2 6750 3 0.75 0.559 0.5625 25 

S3 4500 3 0.75 0.380 0.3750 50 

S4 4320 8 0.72 0.369 0.3600 50 

Characterization experiments. Residual stress measurements were performed using the standard 

sin2ψ method [6] with 9 ψ-angles spreading between ±55o. Diffraction peaks from the {311} lattice 

planes of Al were measured using the Cr-Kα radiation and the X-Ray elastic constant for residual 

stress calculation was 
12 𝑆2 = 19.54 𝑀𝑀𝑀−1. Residual stresses parallel to the indent lines (LD) and 

the line feed direction (LFD) were determined. As they showed a significant difference, residual 

stresses in the 45o direction with respect to LD were also investigated. Layer removal by electrolytic 

polishing was employed to facilitate measurements of in-depth residual stresses and thus the desired 

depth profiles could be obtained. No correction was made for possible stress relaxation due to the 

electrolytic polishing. 

A cross-section cut in 75o to LD was prepared for each specimen for examination in Optical 

Microscope (OM) and Scanning Electron Microscope (SEM) to investigate changes in surface 

topography and microstructure after the dengeling treatments.    

Results and discussions 
Surface roughness and deformation. Vertical lines of indents with a difference in overlap 

between the indents within the lines and between the lines are clearly identified in the optical 

micrographs in Fig. 1. At 0% dimple overlap, the S1 surface was not fully covered by dimples; a 
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Figure 1 Optical micrographs of 

same magnification showing the 

dengeling treated surfaces (S1 to 

S4) and the milled surface before 

treatments. 

calculation using the geometry values in Table 1 gave a theoretical area coverage of 78.5%. An 

almost full area coverage was observed for S2 which was treated with 25% dimple overlap. When the ∅8 mm indenter was used (S4), the produced indents seem to be much shallower; a comparison to 

the milled surface confirmed that marks from the milling operation were still visible on the surface.  

Results from the profilometer measurements were listed in Table 2. A small difference between 

the measurements along LD (Ra,LD) and LFD (Ra,LFD) was related to the different arrangements of 

indents in the two directions. With a decreased dimple distance from 0% to 50% overlap, Ra,LD was 

reduced almost by half, from 8.6 μm to 4.45 μm, while Ra,LFD was decreased from 6.5 μm to 4.8 μm. 
The use of the large indenter (S4) with an overlap of 50% resulted in very fine surface roughness 

with a Ra below 1 μm. Micrographs of the 75o cross-sections were compared in Fig. 2, which showed 

the evolution of the surface towards a more homogenous profile when the dimple overlap was 

increased. Roughness parameters, Ra and Rz, estimated from 4 micrographs (a total width of about 8 

mm) over the cross-section of each specimen were also shown in Table 2. Except for S1 which had 

too few indents for the OM measurements, the obtained Ra values were similar to those from the 

profilometer measurements. 

 

Table 2 Surface roughness measured on surface (Ra,LD, Ra,LFD) and on cross-sections (Ra, Rz) 

 S1 S2 S3 S4 

Ra,LD (μm) 8.60 6.28 4.45 0.92 

Ra,LFD (μm) 6.50 6.35 4.80 0.73 

Ra (μm)   5.71±1.29   7.12±0.40   4.94±0.38 0.84±0.28 

Rz (μm) 26.82±6.24 30.58±2.47 22.92±3.03 5.87±2.01 

 

 

 

 

Figure 2 Surface roughness 

profile became more 

homogeneous with increased 

dimple overlapping: 0% 

(S1), 25% (S2) and 50% 

(S3). S4 with the ∅8 mm 

indenter and 50% overlap 

gave a very fine surface finishing. 

Plastic deformation in the treated surface layer was studied by electron channeling contrast 

imaging in SEM and some images were shown in Fig. 3 as examples. A direct comparison between 

the specimens was not trivial; the small grains in the material requires examinations under high 
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magnification while the surface profile varies in sub-millimeter scale and the deformation extends to 

a millimeter depth. Nevertheless, it was revealed that plastic deformation occurred not only close to 

the surface under dimples but also in the regions between dimples. It was also shown that the ∅8 mm 

indenter produced a more gentle effect on the surface; the near surface plastic deformation appeared 

to be lower (S4 in Fig. 3) than that in the treatment using the ∅3 mm indenter (S3 in Fig. 3), evident 

by the stronger strain contrast in S3.   

 
 

 

 

 

 

Figure 3 Backscatter electron images of same magnification showing stronger strain contrasts in 

S3 than in S4, indicating that the small indenter induced larger plastic deformation in the near 

surface region.    

Residual stresses. The employed dengeling treatments were found to have induced compressive 

residual stresses in a significant depth, about 1 mm when using the ∅3 mm indenter and 1.2 mm for 

the ∅8 mm indenter. Typical depth-profiles of residual stresses can be seen in Fig. 4. For this 

particular specimen treated using the ∅3 mm indenter and 50% dimple overlap, the surface residual 

stresses were measured to be -198.6±5.8 and -301.8±14.3 for the LD and LFD directions, 

respectively. The residual stresses in the 45o direction were in between the LD and LFD stresses. 

About 100 to 400 μm below the surface, all the three stress components showed a maximum stress 
level with the highest compressive stress values, -273 MPa in the LD and -356 MPa in the LFD 

direction. At the 1 mm depth, the residual stress profiles changed to low tensile values. The 

thicknesses of the surface compression layers from the dengeling treatments studied here appear to 

be large, about two to four times of that commonly found for shot peened high strength aluminum 

alloys, see for example [3-5]. The large penetration depth of the dengeling treatment could partly be 

explained by a more efficient transfer of kinetic energy from the indenter to the part surface, in 

comparison with shot peening in which free bouncing of the shots are allowed. Another feature 

distinct from shot peening is a significant difference between the in-plane stress components; higher 

compressive residual stresses appeared in the LFD than in the LD direction. The largest difference, 

about 100 MPa, was in the surface, which sustained up to the 400 μm depth. The same trend existed 

for the other specimens, see Fig. 5 and Fig. 6, the difference between the LD and LFD stresses was 

however smaller for the S1 and S2 specimens with a lower overlapping rate of dimples. This stress 

anisotropy can be related to an anisotropic in-plane plastic deformation as the dengeling treatment 

was carried out by producing lines of indents.   

Broadening of the diffraction peaks is related to the amount of plastic strain in the measured 

volume. As the peak width profile (PW) in Fig. 4 indicated, the plastic deformation penetrated to 

almost the same depth as the compressive stresses. It should be noted that the subsurface residual 

stress plateau corresponds to a small plastic deformation gradient in the region and the 

compressive residual stresses dropped as the plastic deformation decreased more rapidly at the 

larger depth.   

S3 S4 
20 μm Undeformed 
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Figure 5 Influence of dimple overlapping with 0% (S1), 25% (S2) and 50% (S3) on residual 

stresses. (a) Residual stresses parallel to the LD direction and (b) residual stresses in the LFD 

direction. The lines are guide to the eye.    

   

 

 

 

 

 

 

 

      

 

 

Figure 6 Influence of indenter size, ∅3 mm (S3) and ∅8 mm (S4), on residual stresses. (a) 

Residual stresses parallel to indent lines, (b) perpendicular to indent lines. The lines are guide to 

the eye. 

The influence of overlap between dimples was illustrated in Fig. 5 where residual stress profiles 

were compared for specimens treated using different dimple distances while the indenter diameter 

(∅3 mm) and stroke distance (0.5 mm) were the same. As Fig. 5(a) showed, the residual stresses 

parallel to the LD direction was essentially the same independent of dimple overlap. In the LFD 

direction, however, an increase of dimple overlap from 0% (S1) to 25% (S2) resulted in higher 
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Figure 4 Depth profiles of residual stresses 

measured in S3 treated using a ∅3 mm 

indenter, 0.5 mm stroke distance and 50% 

overlapping. LD: line direction; LFD: line 

feed direction; 45: 45
o
 to LD; PW: peak 

width as FWHM. The lines are guide to the 

eye. 
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surface and subsurface compressive residual stresses although a further increase from 25% to 50% 

(S3) overlap produced a smaller effect. As a result of increased LFD stress, the stress anisotropy 

increased with increased dimple overlap as aforementioned. The surface and subsurface plastic 

deformations were also increased slightly for a higher overlapping rate, which might be the cause of 

higher compressive residual stresses in the LFD direction. However, the dimple overlap had little 

effect on the depth of plastic deformation and compressive residual stresses; it was approximately 1 

mm for all the three specimens shown in Fig. 5. 

In terms of the influence of indenter size, Fig. 6 revealed that a larger depth of compressive 

residual stresses was induced by treatment using the ∅8 mm indenter (S4) while the surface and 

subsurface compressive residual stresses did not seem to vary much with the indenter size. The effect 

on the plastic deformation was obvious: the ∅8 mm indenter gave a larger deformation depth but 

somewhat less surface and subsurface deformation which agrees with the lower subsurface 

deformation observed in SEM (Fig. 3).    

Summary 
Dengeling treatments with different dimple overlap and indenter size were performed on an 

aluminium alloy, AA 7050 T7451. The treatments were observed to induce compressive residual 

stresses to a significant depth, 1 mm or larger, which is two to four time of that for conventional shot 

peening of high strength aluminum alloys. This large thickness of compression could give a great 

increase in fatigue resistance. Other main results with respect to the employed process parameters are 

given below.  

The affected depth was increased with the indenter size increasing from ∅3 to ∅8 mm but was 

almost independent of the overlap between dimples which varied from 0% to 50%.    

The induced residual stress fields were anisotropic, characterized by a larger compressive residual 

stress transverse to indent lines (maximum -360 MPa) and a lower compressive stresses parallel to 

indent lines (max -270 MPa). This could result in a variation of fatigue properties with sample 

direction. The stress anisotropy was hardly affected by the indenter size but increased with increased 

dimple overlap.      

Reducing the distance between dimples improved the surface roughness. The best surface finish, 

Ra < 1 μm, was found with the treatment using the ∅8 mm indenter with 50% dimple overlap. 
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