Lk ERE . A, S - RENERBEEEATREAR

DOI:10.19344/j.cnki.issn1671-5276.2021.02.001

HAENEMBEBERAREAR

WA, KER, BXE, B #

(M KZEIIH TR 215021)

B B RABCENEDBEEHABELE WAL R ARHREFREDEIANATELAK
A EREG o0, RFRRG TERBORTY A, SRAV B RS EEE
FEREAREO o0 AR TG, L E R E LR @A @iy, LR @E
AL AR SR BT AR Z AT E; ARk F 3 K, i F & a@fe i) & f60 & &
F AR SRR N G B K I B R K R L R @ A 0 AR R R @ ALk R G K it iE
DRAFEERE TR BB, AR @R E A 2.244 pm @R S R
Ik SUE A 16.036 pm, K &R F R4,

FEE LI B H K HER ﬁ%ﬁ,%&@%ﬂ%&fi,i@%%ﬁ

B 4> 2K S . TN249 XERFRERG A XEHES.1671-5276(2021) 02-0001-04

Surface Finish by the Inside—beam Powder Feeding
MEI Youzhu, ZHANG Jinchao, FU Geyan, SHI Tuo
(Soochow University, Suzhou 215021, China)
Abstract ; The influence of laser power, scanning speed and powder feeding rate on the surface finish of single layer were investiga-
ted by applying an inside-beam powder feeding technology to form single layer. The straight-wall thin—walled parts were formed with
preferred process parameters. The results show that the laser power has a significant effect on the surface quality of a single cladding
layer. With the increase of laser power, stickness on both upper and side surfaces and roughness on surface of a cladding layer are
reduced, which improves the surface quality. As the scanning speed increases, the stickiness and roughness decrease initially, and
then followd by an increase. As the feed rate increases, the stickiness and roughness increase. If the feed is too small, the cladding
layer will be overheated, leading to a low ladding efficiency. The thin—walled part has a less sticky powder on the side with the sur-

face roughness of 2.244 ym and the surface waviness of 16.036 um,which indicates good surface quality.
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