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Abstract: In order to investigate the laws of the laser peening forming process and the effects of
laser peening on the surface quality and tensile properties of 5083 aluminum alloy, experiments
were conducted utilizing various laser peening paths, energies, and plate thicknesses. Subsequently,
laser peening forming experiments were performed on S-shaped and different shapes of aluminum
alloy substrates. The impact of different laser peening durations on surface morphology and tensile
properties was then analyzed. Results indicated that the largest bending deformation perpendicular
to the laser peening path reached 12.5 mm. In cases where the laser peening path was inclined
relative to the horizontal direction, torsional deformations were observed in the aluminum alloy plate.
For laser energy levels of 5 J, 6 J, and 7 J, deformation amounts were 3.8 mm, 4.9 mm, and 5.4 mm,
respectively. Plates with thicknesses of 4 mm exhibited convex deformation, while those with 2 mm
thickness showed concave deformation. Furthermore, following one and two laser peening cycles,
the residual stresses in the alloy plates were −80 MPa and −107 MPa, the surface hardness increased
by 16 HV and 31 HV, the roughness increased by 2.495 µm and 3.615 µm, and the tensile strength
increased by 9.5 MPa and 18.5 MPa, respectively.

Keywords: laser peening forming; deformation; aluminum alloy skin; 5083 aluminum alloy

1. Introduction

Alloy 5083 aluminum is extensively utilized in automotive, aircraft, and marine indus-
tries for its high strength-to-weight ratio, excellent resistance, and welding capabilities [1–3].
The growing demand for metal parts in electronic products and microelectromechanical
systems (MEMS) has drawn interest towards forming technologies associated with them.
Nevertheless, conventional forming methods are characterized by high costs, lengthy cycle
times, and limited precision [4].

In recent years, laser-shock-forming technology has emerged as a novel approach to
address the aforementioned issues. Laser Shock Form (LSF) is a process used to shape plates
by generating high strain-rate plastic deformation through the application of a laser shock
wave [5]. Hackel et al. [6] introduced the concept and methodology for plastic deformation
of plates through laser peening. Hammersley et al. [7] proposed a laser peening forming
technique that relies on pre-bending, where the plate undergoes initial elastic bending
before being shaped through laser peening. This approach significantly enhances the level
of plastic deformation in the plate. Ocana et al. [8] studied the deformation of a cantilever
beam made of stainless-steel plate girder with a laser peening of 50 um thickness. They
discovered that the overall deformation was a combination of the local concave surface
at the focal point and the macroscopic bending deformation of the plate girder. Sagisaka
et al. [9] conducted a laser peening forming method on SUS304 stainless steel to experiment
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with a large-angle precise convex bending process in order to obtain various shapes of bent
parts. Pence et al. [10] conducted a study on the bending deformation mechanism and
analyzed the influence of various process parameters on workpiece forming. Nagarajan
et al. [11] conducted experiments in the United States to determine the maximum bending
angle and forming efficiency of laser-shot peening under different process parameters. They
also investigated the impact of laser-shot peening on material properties. Mao et al. [12]
conducted laser peening on a 12.7 mm thick steel plate to induce the formation of micron-
sized microstructures on its surface. This process aimed to enhance the friction properties
of the steel plate. Zhou et al. [13] conducted a theoretical analysis of the plate-deformation
process and developed a theoretical model for the deformation of a single plate subjected to
laser peening. Hu et al. [14] investigated the laser-peening forming process concerning the
direction of laser incidence, distinguishing between convex and concave bending directions.
They proposed a stress-gradient mechanism and an impact-bending mechanism, noting the
coupling effect between the two mechanisms. Yang et al. [15] conducted a study on the laser
peening forming of 7075 alloy sheets with thicknesses of 0.6 mm and 3 mm. They proposed
a laser peening forming system based on a specific strategy. In a separate study, Rao al. [16]
performed experiments on the deformation of 2024 aluminum alloy through laser peening.
They analyzed the impact of various process parameters, such as laser energy, impact area,
spot overlap rate, and specimen thickness, on the deformation of the alloy. The results
indicated that larger laser pulse energy and smaller target material thickness led to concave
deformation in the specimen, whereas smaller energy and larger target material thickness
resulted in convex deformation. Wang et al. [17] selected 2024-T351 aerospace aluminum
alloy thin-walled parts as the subject of their study. They conducted experimental research
on the laser peening strengthening method with bilateral asynchrony. It was observed
that employing bilateral asynchronous laser peening on both sides of the target material
yields a uniform residual stress field. Moreover, the macro-deformation remains within
the required precision range of the shape. Ding et al. [18] used a combined numerical
and experimental approach to determine that plate thickness is a critical factor affecting
laser peening forming. Jian et al. [19] developed a process-based spreading technique that
relies on specific deformation behaviors to determine the initial blank shape for LPF (Laser
Peening Forming). Their findings demonstrate that the process-based method yields a more
precise initial blank than the geometry-based approach, ultimately enhancing the accuracy
of the forming. Although a large number of studies have been carried out on laser-peening
forming, most of them focus on the influence of the relevant impact parameters on forming
and investigate the mechanism of laser-impact forming. There are fewer studies on the
comprehensive analysis of laser-peening forming and the properties of the formed plates.

This study focuses on investigating the process of laser peening on 5083 aluminum
alloy plates. We adopted a systematic approach to test various laser peening paths, energy
levels, and plate thicknesses. The effects of laser peening on the surface quality and tensile
properties of the aluminum alloy were analyzed. Additionally, experiments were conducted
to evaluate the laser peening process on S-shaped parts and aluminum alloy substrates of
different shapes.

2. Materials and Methods
2.1. Experimental Material

5083 cold-rolled aluminum sheets were used in this study, primarily composed of
aluminum with minor quantities of magnesium, manganese, chromium, and other trace
elements. The chemical composition, expressed in weight percentage (wt%), is as follows:
95.2% Al, 3.5% Mg, 0.5% Mn, 0.3% Si, 0.26% Cr, and 0.24% Fe [20]. Annealing was carried
out to remove internal stresses before conducting the experiments. The surface of the
specimen was ground and polished to remove the oxide film on the surface of the specimen,
and greasy dirt was removed using acetone.
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2.2. LSP Experiments

As shown in Figure 1, a third-generation laser blasting system (LSPT, Dublin, OH,
USA, PROCUDO200) was used for the test. The key technical parameters were as follows:
all laser rods were YLF crystals, pump diode lifetime than 15 years, pulse energy 5 J–10
J, pulse maximum repetition frequency 20 Hz, pulse width 8–16 ns, spot size adjustable
between 2 mm and 8 mm, and laser wavelength 1053 nm.
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Figure 1. PROCUDO200 laser blasting system.

2.3. Experimental Study of Laser Peening Forming Process Rules

To study the law of laser peening forming on 5083 aluminum alloy sheets, we chose a
300 mm × 100 mm × 4 mm sheet of this alloy as our research object. Figure 2 illustrates
the three different laser-peening paths that were designed. To explore their impact on the
forming trend of the aluminum alloy plate, we used a unilateral-bolt fixed constraint with
an impact area of 130 mm × 100 mm. Next, we selected the laser-peening path parallel
to the horizontal direction and conducted forming tests on 5083 aluminum alloy plates of
varying thicknesses: 2 mm, 4 mm, and 5 mm. This allowed us to analyze the influence of
different thicknesses on the bending deformation of the plates. Finally, we focused on the
4 mm thick 5083 aluminum alloy plate and performed laser-peening tests using laser energy
levels of 5 J, 6 J, and 7 J. Our goal was to examine the effect of different laser-energy levels
on the bending deformation of the aluminum alloy plate.

To measure the degree of deformation of the plate, we considered the following
dimensions: the thickness of the aluminum alloy plate is h, the thickness of the substrate is
H, the length of the substrate is L (300 mm), the radius of curvature of the bent plate is R,
the arc height for bending the plate is d, and the maximum distance between the bent plate
and the substrate is D. We used the arc height to gauge the extent of deformation in the
plate post-bending. In order to obtain the arc bow height, a coordinate measuring machine
(CMM) was used to measure the coordinates of the plate after deformation and calculate
the arc bow height. The CMM is shown in Figure 3a. The schematic diagram of the arc bow
height is shown in Figure 3b.
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2.4. Effect of Laser Peening on Surface Quality and Tensile Properties of Aluminum Alloy Materials

A plate with a size of 300 mm × 100 mm × 4 mm was used for double-sided laser
peening treatment. The laser pulse frequency was set at 5 Hz, with a spot size of 3 mm and
a flat-top distribution beam. The remaining process parameters are specified in Table 1.
X-ray testing was used to measure the residual stress of the aluminum alloy plate after
laser-peening treatment. Specific measurements were made by the side-dipping fixed Ψ
method, with the fixed-peak method being the mutual correlation method; the radiation
was CuKα and the diffracted crystal plane (213). Microhardness and surface roughness
were observed using a microhardness tester and a white light interferometer, respectively.
Additionally, the surface morphology of the specimen was examined.

Table 1. Laser peening process parameters.

Specimen Number of Shocks Laser Energy (J) Overlap Ratio (%) Pulse Width (ns)

1 0 0 0 0
2 1 5 30 16
3 2 5 30 16

The aluminum alloy plate was used to create the tensile specimen pieces, which were
cut using wire cutting. The dimensions of these specimens are illustrated in Figure 4b.
The tensile experiment was conducted utilizing an electronic universal testing machine
(Bairoe, Shanghai, China, WDW-200), depicted in Figure 4a. The tensile speed was set at
2 mm/min, with a gauge length of 30 mm for the tensile specimen. Following tensile frac-
ture, the fracture morphology was observed using a TM3030 benchtop microscope(Hitachi
High-Tech, Schaumburg, IL, USA, TM3030).
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2.5. Laser Peening Forming of Aluminum Alloy Plates for S-Shaped Profiles

A laser with an energy of 5 J, a pulse width of 16 ns, and a frequency of 5 Hz, focused on
a 3 mm spot, was applied to the aluminum alloy plate; the resulting S-shaped laser-peening
effect is shown in Figure 5. The measured arc bow height is 5.1 mm.
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2.6. Laser Peening Forming of Aluminum Alloys with Different-Shaped Substrates

The same laser-peening parameters were used to perform tests on plates with dif-
ferent initial shapes, as shown in Figure 6a–c. The results of the laser peening forming
are presented in Figure 6d–f. As illustrated in Figure 6d, the aluminum alloy substrate
predominantly underwent bending deformation, whereas in Figure 6e,f, the substrate
primarily underwent torsional deformation. The maximum displacement of the highest
point of the torsion-formed plate with respect to the horizontal plane was 11 mm.
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3. Results and Discussion
3.1. Influence Law and Analysis of Process Parameters
3.1.1. Effect of Laser Peening Path on the Bending Deformation of Aluminum Alloy Plates
and Its Analysis

For the laser peening forming experiments on 300 mm × 100 mm × 4 mm 5083
aluminum alloy plates, a laser energy of 5 J, a pulse width of 16 ns, a frequency of 5 Hz, and
a spot size of 3 mm were selected. The effects of different laser peening paths are shown in
Figure 7, and the impact of the laser peening path on the height of the arc bow is illustrated
in Figure 8.
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As shown in Figures 7 and 8, under the same laser process parameters, a 4 mm alu-
minum alloy plate exhibited convex deformation relative to the direction of laser incidence.
Shock path 2 resulted in greater deformation of the plate, with an arc height of 12.5 mm,
compared to impact paths 1 and 3. This difference is primarily due to the formation of
residual stresses and bending moments around the X and Y axes in the region of a single
small spot. In Figure 9a, when laser peening was carried out along path 1, the impact path
was parallel to the X-axis (the length direction of the plate), resulting in opposite bending
moments around the Y-axis between neighboring spots, which reduced the bending defor-
mation around the Y-axis. Conversely, in Figure 9b, when laser peening was performed
along path 2, the bending moments around the Y-axis between neighboring spots were
in the same direction, thereby enhancing the bending deformation around the Y-axis [14].
Comparing impact paths 1 and 2, it is evident that the bending deformation was larger
in the direction perpendicular to the impact path. As shown in Figure 9c, for the laser
peening path inclined in the horizontal direction (path 3), a torsionally deformed part was
obtained due to one-sided constraints on the plate, resulting in a larger superposition of
bending moments perpendicular to the impact path. As shown in Figure 7c, the bending
and twisting parts did not coincide with the flat plate at one vertex, with the measured
distance being 2.9 mm.
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3.1.2. Effect of Different Laser Energies on the Bending Deformation of Aluminum
Alloy Plate

The effect of different laser energies on the amount of bending deformation of the
aluminum alloy plate is shown in Figure 10. As the laser energy increases, the bending
deformation also increases. According to Fabbro’s research [21], this is primarily due to the
increase in shock-wave force and residual stress within the material, which strengthens the
bending moment perpendicular to the laser peening path. The bending moments in other
directions are limited or canceled out, leading to increased bending deformation perpen-
dicular to the impact path as laser energy increases. Unlike the effect of the laser peening
path on the amount of deformation, the impact path has a more significant influence on the
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amount of deformation. After laser peening, the black tape on the surface was removed,
and the forming effect with 7 J laser energy is shown in Figure 11. On the surface, some
micro-pits can be observed, indicating the impact of laser peening forming.
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3.1.3. Effect of Thickness on Laser Peening Forming of Aluminum Alloy Plates

The effect of different thicknesses on the laser peening deformation of aluminum
alloy plates is shown in Figure 12. Under the same laser process parameters, the arc
bow height is 4.1 mm, 3.8 mm, and 3 mm for plate thicknesses of 2 mm, 4 mm, and 5 mm,
respectively. The value of the arc height decreases as the thickness of the plate increases. For
the 2 mm-thick aluminum alloy plate, concave deformation occurs relative to the direction
of laser incidence, as shown in Figure 13. According to Yang et al. [22], the deformation
pattern of the plates is consistent. This is mainly due to the fact that when the aluminum
alloy plate is thin, a certain amount of laser energy results in minimal attenuation of the
laser-induced shock wave through the entire thickness. Consequently, the bottom surface
of the aluminum alloy plate also undergoes plastic deformation, generating a positive
bending moment that causes concave deformation. When the thickness of the plate is 4 mm
and 5 mm, residual stresses are formed in the laser shock area, a steep stress gradient is
formed inside the plate due to the limitation of the surrounding material, and the amplitude
gradually decreases, leading to the formation of convex deformation.
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3.2. Effect of the Number of Laser Shocks on the Surface Quality of Aluminum Alloy Materials
3.2.1. Surface Topography of the Material after Treatment with Different Laser Shock Times

The surface morphology of different specimens after laser peening is shown in Figure 14,
and the contour lines are presented in Figure 15. The surface morphology fluctuations were
22 µm, 68 µm, and 96 µm for specimens 1, 2, and 3, respectively. The surface roughness
values were 0.245 µm, 2.74 µm, and 3.86 µm for specimens 1, 2, and 3, respectively, as shown
in Figure 16. Figure 15b,c shows the contour plots after 1 or 2 laser shock treatments. The
periodicity in the graphs is mainly related to the overlapping ratio, with a concave deformation
in the center of the spot and a convex deformation in the rest of the area. It can be seen that with
the increase in the number of laser shock treatments, the surface morphology fluctuation of the
specimen increases, and the surface roughness increases, which is consistent with the pattern
obtained by Qiao et al. [23]. In their study, roughness increased with the increase in the number
of laser shock peening; the roughness of the specimen increased from 0.05 µm to 0.37 µm after
laser shock peening with 9 J laser pulse energy three times. The increase in surface roughness
and morphology fluctuation after laser peening is primarily due to the plastic deformation
of the material surface caused by the shock-wave pressure exceeding the material’s dynamic
yield strength.

3.2.2. Material Hardness after Different Laser Shock Times

The depth-direction microhardness distribution of the laser-shocked and untreated
specimens is shown in Figure 17. The hardness of the untreated 5083 aluminum alloy
matrix was 89 HV. After one and two laser double-sided impacts, the hardness increased to
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105 HV and 120 HV, respectively, representing increases of 16 HV and 31 HV. In the depth
direction, the hardness of the laser-shocked specimens gradually decreased with increasing
distance from the surface. Therefore, while laser peening strengthening has a diminishing
effect with depth, the impact extends to a depth greater than 1.2 mm. This is due to the
fact that a gradual work-hardening layer can easily be formed by the plastic deformation
produced under the pressure of the laser shock wave. The intense plastic deformation of
the specimen leads to high dislocation density and grain refinement, and the increase of
grain boundaries after grain refinement enhances the intergranular bonding [24,25].
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3.2.3. Residual Stresses in Materials after Laser Shock Peening

The depth-wise distribution of residual stresses in both laser-peened and untreated
specimens is depicted in Figure 18. The 5083-aluminum-alloy matrix surface exhibited
an initial tensile stress of 58 MPa. Following double-sided laser impacts for one and
two cycles, the surface residual stresses shifted to −80 MPa and −107 MPa, respectively,
transitioning from tensile to compressive stress states. This transition primarily arose from
material plastic deformation induced by laser peening. Plastic deformation was confined
to a localized region, counteracted by the surrounding material, resulting in residual
compressive stresses. Residual stresses gradually diminished in the depth direction away
from the surface in laser-treated specimens [26,27]. Consequently, the reinforcing effect of
laser peening attenuated with increasing depth.
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3.3. Effect of Different Laser Shock Times on the Properties of Aluminum Alloy Materials
3.3.1. Tensile Properties

The Force-Displacement curves of the laser-peening-treated specimens are illustrated
in Figure 19. Specimens 1, 2, and 3 are the specimens after 1, 2, and 3 laser impacts,
respectively. The tensile test results are presented in Table 2. The tensile strengths of
specimens 1, 2, and 3 were 208.5 MPa, 218 MPa, and 236.5 MPa, respectively. As can be
seen from Table 2, the tensile strength of the specimen increased with the increase in the
number of laser shocks. Laser peening treatment demonstrated a significant enhancement
in the tensile strength of aluminum alloy materials.
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Table 2. Tensile test results.

Specimen Tensile Strength/MPa Maximum Force/KN Maximum Displacement/mm

1 208.5 8.34 7.495
2 218 8.75 5.207
3 235.5 9.46 5.424

3.3.2. Fracture Morphology

The fracture morphology of the 5083 aluminum alloy specimen is depicted in Figure 20.
The tensile fracture exhibited numerous equiaxial dimples, with the dimple in unshocked
specimen 1 being larger and unevenly distributed. In contrast, the dimples in the fracture
of the laser-shocked specimen were smaller and exhibited a more uniform distribution,
indicating refinement post-laser shock. This refinement of the dimple was mainly due to
the large number of dislocations during laser shock peening. For specimen 3, the dimples
increased and became finer and more pronounced; this is because each impact caused
further plastic deformation, and the cumulative effect led to deeper dimples. In addition to
this, the dimples of specimen 3 were more evenly distributed on the material surface.
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4. Conclusions

Firstly, the effects of the laser peening path, laser energy, and plate thickness on
the deformation trend and deformation amount of 5083 aluminum alloy plates were
investigated. Secondly, the effects of different impact times on the surface quality and
tensile properties of 5083 aluminum alloy were examined. In addition, laser peening
forming experiments were conducted on aluminum alloy substrates of different shapes.
Finally, the effects of various laser peening durations on the surface morphology and tensile
properties of the plates were analyzed. The main conclusions are as follows:

(1) The bending moment perpendicular to the direction of the laser peening path is
substantial, with the bending deformation reaching up to 12.5 mm. When the laser
peening path is inclined horizontally, the aluminum alloy plate is more susceptible to
torsional deformation.

(2) Under laser energy conditions of 5 J, 6 J, and 7 J, the deformations were 3.8 mm,
4.9 mm, and 5.4 mm, respectively. As the laser energy increased, the deformation of
the plate also increased, with a maximum deformation of 5.4 mm.

(3) For a 4 mm-thick aluminum alloy plate, convex deformation occurred in the direction
of laser incidence, and the deformation magnitude increased with higher laser energy.
Compared to the impact of laser energy on bending deformation, the impact path had
a more significant effect. In the case of a 2 mm-thick aluminum alloy plate, concave
bending deformation was observed relative to the laser incidence direction.

(4) After 0, 1, and 2 laser peenings, the surface morphology fluctuations were 22 µm,
68 µm, and 96 µm, respectively, and the roughness was 0.245 µm, 2.74 µm, and
3.86 µm. The surface hardness of the specimens was 89 HV, 105 HV, and 120 HV, with
hardness decreasing along the depth direction. The residual stresses on the sample
surfaces were 58 MPa, −80 MPa, and −107 MPa, indicating a change from tensile to
compressive stresses, with residual compressive stresses diminishing with depth.

(5) After 0, 1, and 2 laser peenings, the tensile strength increased to 208.5 MPa, 218 MPa,
and 236.5 MPa, respectively. The tensile fracture surface exhibited finer and more
uniformly distributed dimples, demonstrating enhanced plasticity and strength of the
material post-laser peening.

Author Contributions: Conceptualization, C.K., X.Z., and R.Z.; methodology, R.Z.; software, X.Y.;
validation, X.Y., C.K., and G.C.; formal analysis, C.K. and X.Z.; investigation, C.K. and X.Z.; resources,
R.Z. and B.L.; data curation, B.L., X.Y., and X.Z.; writing—original draft preparation, C.K., R.Z., and
X.Z.; writing—review and editing, B.L., X.Y., and C.K.; visualization, G.C.; supervision, R.Z.; project
administration, G.C. and X.Z.; funding acquisition, R.Z. All authors have read and agreed to the
published version of the manuscript.

Funding: This research was funded by the Natural Science Foundation of Shandong Province
of China (No. ZR2022ME150, ZR2022ME129), Opening Foundation of Key Laboratory of Urban
Rail Transit Intelligent Operation and Maintenance Technology & Equipment of Zhejiang Province
(ZSDRTKF2021002), and Project of Shandong Province Higher Educational Young Innovative Tal-
ent Introduction and Cultivation Team 01010410118 (Intelligent Transportation Team of Offshore
Products).

Data Availability Statement: The original contributions presented in the study are included in the
article; further inquiries can be directed to the corresponding author.

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

References
1. Nieh, T.G.; Wadsworth, J.; Sherby, O.D. Superplasticity in Metals and Ceramics; Cambridge University Press: Cambridge, UK, 1996;

p. 210.
2. Kaibyshev, R.; Musin, F.; Lesuer, D.R. Superplastic behaviour of an Al-Mg alloy at elevated temperatures. Mater. Sci. Eng. A 2003,

342, 169. [CrossRef]
3. Lin, S.; Nie, Z.; Huang, H.; Li, B. Annealing behaviour of a modified 5083 aluminum alloy. Mater. Des. 2010, 31, 1607–1612.

[CrossRef]

https://doi.org/10.1016/S0921-5093(02)00276-9
https://doi.org/10.1016/j.matdes.2009.09.004


Micromachines 2024, 15, 949 16 of 16

4. Wang, X.; Zhang, D.; Gu, C.X.; Shen, Z.; Ma, Y.; Gu, Y.; Qiu, T.; Liu, H. Micro scale laser shock forming of pure copper and
titanium sheet with forming/blanking compound die. Opt. Laser Eng. 2015, 67, 83–93. [CrossRef]

5. Zhang, X.Q.; Zhu, R.; Fang, J.X.; Guo, L.; Wang, Z.; Zuo, L.; Duan, S. Microstructure evolution of 2024 aluminium alloy subjected
to two stage laser shock sheet forming. Mater. Charact. 2024, 209, 1044–5803. [CrossRef]

6. Hackel, L.; Harris, F. Contour Forming of Metals by Laser Peening. U.S. Patent 6410884B1, 25 June 2002.
7. Hammersley, G.; Hackel, L.; Harris, F. Surface prestressing to improve fatigue strength of components by laser shot peening. Opt.

Laser Eng. 2000, 34, 327–337. [CrossRef]
8. Ocana, J.L.; Morales, M.; García-Ballesteros, J.J.; Porro, J.A.; García, O.; Molpeceres, C. Laser shock microforming of thin metal

sheets. Appl. Surf. Sci. 2009, 255, 5633–5636. [CrossRef]
9. Sagisaka, Y. Application of Femtosecond Laser Peen Forming to Sheet Metal Bending. J. Laser Micro 2012, 7, 158–163. [CrossRef]
10. Pence, C.; Ding, H.; Shen, N.; Ding, H. Experimental analysis of sheet metal micro-bending using a nanosecond-pulsed laser. Int.

J. Adv. Manuf. Technol. 2013, 69, 319–327.
11. Nagarajan, B.; Castagne, S.; Wang, Z.; Zheng, H.Y.; Nadarajan, K. Influence of plastic deformation in flexible pad laser shock

forming-experimental and numerical analysis. Int. J. Mater. 2017, 10, 109–123. [CrossRef]
12. Mao, B.; Siddaiah, A.; Menezes, P.L.; Liao, Y. Surface texturing by indirect laser shock surface patterning for manipulated friction

coefficient. J. Mater. Process. Technol. 2018, 257, 227–233. [CrossRef]
13. Zhou, J.Z.; Zhang, Y.K.; Zhou, M.; Yin, S.M.; Guo, D.H. Theoretical analysis of sheet deformation under single laser peening.

China Laser 2005, 32, 135–138.
14. Hu, Y.X.; Xu, X.X.; Yao, Z.Q.; Hu, J. Laser peen forming induced two way bending of thin sheet metals and its mechanisms.

J. Appl. Phys. 2010, 108, 235–359. [CrossRef]
15. Yang, Y.Q.; Qiao, H.G.; Lu, Y.; Sun, B. The plastic flow mechanism and precise forming method of 7075 aluminium plate in laser

shock forming. Opt Laser Technol. 2023, 167, 0030–3992. [CrossRef]
16. Rao, X.; Ye, Y.; Zhao, L.; Ren, X.; Li, L. Experimental study on nanosecond laser shot peening of 2024 aluminium alloy shaped

parts. Adv. Optoelectron. 2018, 55, 301–308.
17. Wang, D.G.; Hu, Y.X.; Yao, Z.Q. Experimental study of bilaterally asynchronous laser shot peening of thin-walled structures.

Aviat. Manuf. Technol. 2017, 60, 59–63.
18. Ding, H.; Wang, Y.; Cai, L. Laser shock forming of aluminium sheet: Finite element analysis and experimental study. Appl. Surf.

Sci. 2010, 6, 256.
19. Jiang, J.C.; Hu, Y.X.; He, X.T. Process-based surface flattening method for laser peen forming of complex geometry. J. Manuf.

Process. 2023, 92, 371–383. [CrossRef]
20. Panagopoulos, C.N.; Georgiou, E.P. The Effect of Cold Rolling on the Corrosion Behaviour of 5083 Aluminium Alloys. Metals

2024, 14, 159. [CrossRef]
21. 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]
22. Yang, J.R.; Zhang, T.L.; Kong, C.J.; Sun, B.; Zhu, R. Application of Python-Based Abaqus Secondary Development in Laser Shock

Forming of Aluminum Alloy 6082-T6. Micromachines 2024, 15, 439. [CrossRef] [PubMed]
23. Qiao, H.C.; Zhao, J.B.; Gao, Y. Experimental investigation of laser peening on TiAl alloy microstructure and properties. Chin. J.

Aeronaut. 2015, 28, 609–616. [CrossRef]
24. Wang, H.B.; Song, G.L.; Tang, G.Y. Enhanced surface properties of austenitic stainless steel by electropulsing-assisted ultrasonic

surface rolling process. Surf. Technol. 2015, 282, 149–154. [CrossRef]
25. Li, H.M.; Liu, Y.G.; Li, B.Q.; Liu, H. The gradient crystalline structure and microhardness in the treated layer of TC17 via high

energy shot peening. Appl. Surf. Sci. 2015, 357, 197–203. [CrossRef]
26. Tian, L.; Nie, X.F.; Luo, S.H.; Wang, Y.Q.; He, W.F.; Li, Y.M.; Li, X. Dynamic response and residual tensile stress formation

mechanism of laser impacted titanium alloy thin-walled parts. J. Air Force. Eng. Univ. 2018, 19, 3.
27. Yang, J.R.; Xu, H.; Wang, G.J.; Zhu, R.; Deng, D.-X.; Wu, Q.-Y. Application of Python-based Abaqus Redevelopment in Laser

Shock Peening of Superalloy GH3039. Surf. Technol. 2023, 52, 435–443.

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.optlaseng.2014.09.019
https://doi.org/10.1016/j.matchar.2024.113753
https://doi.org/10.1016/S0143-8166(00)00083-X
https://doi.org/10.1016/j.apsusc.2008.10.084
https://doi.org/10.2961/jlmn.2012.02.0006
https://doi.org/10.1007/s12289-015-1264-5
https://doi.org/10.1016/j.jmatprotec.2018.02.041
https://doi.org/10.1063/1.3486218
https://doi.org/10.1016/j.optlastec.2023.109823
https://doi.org/10.1016/j.jmapro.2023.02.056
https://doi.org/10.3390/met14020159
https://doi.org/10.1063/1.346783
https://doi.org/10.3390/mi15040439
https://www.ncbi.nlm.nih.gov/pubmed/38675251
https://doi.org/10.1016/j.cja.2015.01.006
https://doi.org/10.1016/j.surfcoat.2015.10.026
https://doi.org/10.1016/j.apsusc.2015.09.013

	Introduction 
	Materials and Methods 
	Experimental Material 
	LSP Experiments 
	Experimental Study of Laser Peening Forming Process Rules 
	Effect of Laser Peening on Surface Quality and Tensile Properties of Aluminum Alloy Materials 
	Laser Peening Forming of Aluminum Alloy Plates for S-Shaped Profiles 
	Laser Peening Forming of Aluminum Alloys With Different-Shaped Substrates 

	Results and Discussion 
	Influence Law and Analysis of Process Parameters 
	Effect of Laser Peening Path on the Bending Deformation of Aluminum Alloy Plates and Its Analysis 
	Effect of Different Laser Energies on the Bending Deformation of Aluminum Alloy Plate 
	Effect of Thickness on Laser Peening Forming of Aluminum Alloy Plates 

	Effect of the Number of Laser Shocks on the Surface Quality of Aluminum Alloy Materials 
	Surface Topography of the Material after Treatment with Different Laser Shock Times 
	Material Hardness after Different Laser Shock Times 
	Residual Stresses in Materials after Laser Shock Peening 

	Effect of Different Laser Shock Times on the Properties of Aluminum Alloy Materials 
	Tensile Properties 
	Fracture Morphology 


	Conclusions 
	References

