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Abstract

In this study, components made of titanium alloy Ti-6Al-4V are produced using the selective laser
melting process. Additionally, effects of laser power, laser scanning speed, and the amount of
overlap between adjacent layers on the surface roughness of produced parts are investigated using
design of experiment method based on response surface methodology. The results indicate that
surface roughness of components created by selective laser melting process first decreases with an
increase in laser power and then increases with further increases in laser power. Moreover,
increasing the laser scanning speed leads to an increase in surface roughness of produced
components. Furthermore, as the overlap of adjacent layers increases, the roughness of produced
parts initially decreases and then increases. To achieve components with the least surface
roughness, optimization of the process input parameters was conducted, revealing that with a laser
power of 150 watts, alaser scanning speed of 500 mmys, and an overlap amount of 67.8 microns,
components made from the titanium aloy Ti-6Al-4V can be produced with a minimum surface
roughness of 1.44 microns using the selective laser melting process.

K eywor ds. Sdective laser melting process, Titanium alloy Ti-6AI-4V, Surface roughness.

*Corresponding Author: M. Safari, m.safari@arakut.ac.ir


mailto:m.safari@arakut.ac.ir
http://jwsti.iut.ac.ir/article-1-487-en.html

[ Downloaded from jwsti.iut.ac.ir on 2025-07-17 ]

2676-6787 1 S5 S uls | 2476-583X 1L

1404 5t 5 kg Loyl coms3ly Jlu

ol 91 S92 (5 39US g pols 4y pid

jwsti.iut.ac.ir

u!{! U’/@i U /)C") r}“

SWT 530 Ll ©9d Wl Silw dug 9 SoboT i (2 285 (owi

Ti-6AI-4V p gl

P Slal ¢ (g he s
Ol SHLST grs ozl (SO pwdige 045l

1403/11/16 1l 5, + 1403/10/01 1 dlie =50 ;5

oS>

. %

ULJJ )] oslazal l.: O Ju}JJL;c J\,_J}J )J:j o_;Lxl:] g.)j} Jwb_e )] oslazal l.:T|'6A|'4V (aj:.;t:.? )"L_.ﬂ o )] Solakad ‘UL.A)J“.! d"b;
ol J\,_J}J olalad C}a»' S c)):j u.iwl [N J:"’lj'e‘ L; et Jul.;L;c J:"’lj'e‘ )J:j Qb.? JZ.\L:.; J:"’lj'e‘ l.; o S eJJS U‘:—l uL.ALS
4 Jul.;L;c J"‘ﬁ‘ Bl eJJS U‘:—l UL.ALS ]x.;l )jL?ua 61.;&4;.}} LS’L;'}?“'A )]J\iﬂ u:..;b_el l.; ol J\,_J}J lalas 6))) ejy\; LY Jul-)L;d u:ub_el
b osle o5 015 LS A asila 5ol plnil Aul 3 (03505 o bl iloting b (65 SMEs 0 2eS L Slabad ap plias ) 5lats

S M5 5 bl b ) by 05, VAL ol o (605 Sl (28 LTI-BAI-AV o il 5UT

e 625 TI-BAIAV ¢ sl SUT O3 bl g il b 1 g dlS olads

m.safari@arakut.ac.ir « s e igs | S5 2 Sy ¢ stns skiow 5 )

il 4y WS Bme 30e 90 ans Llsl s L s
O S a ol a5 ele glald iy
Mg gl wdlS 5 ol oo i mlo
ol Slakad W5 gl S eile 5 g S, Ll 2
sl osd Al B Ll sy axlge platas sl b ol
5 St Slalb S S qald ) OSGl cal 5
Con oo adsl Slids s S el w el JSK
05 S35 V5 5 esled LT 5,8 oss L BeeSLM

= IS g T ile lge b Ols 550 bl 3 g S ae

andis -1
M5 s Wty ey S Olge 4 Gl ctle gk
S5 DAd &l b e s Gl 5 ey ekl
B T P P Y
(oI el sl gl B S8 5 e
W5 e bl ol b e ) ol bl
Sy Sl il VU 3 b layn g 31 o5l Ooladas
Cxne Labl o dax 5l iz mbe 3 Gldes o

Sle SLM S sl S S 5 (Sag (siless s


mailto:m.safari@arakut.ac.ir
http://jwsti.iut.ac.ir/article-1-487-en.html

[ Downloaded from jwsti.iut.ac.ir on 2025-07-17 ]

3 1-9amio 404 0Ll 5 Sle dojlad a3l Il Ol a1 ()RS g (55518 5 p ke 4 5 Jgas Dlayl 5 (5 e g

sy i shds sl Lol LS ast Cllas
2Ol BT 5 o3 S wsp 1y ol GUT 5 nsmelS
[6] 0Llen 5 K35 s S Jlow 1) g Jlrle 5 kS
et Sl ol ol g 6 1wl s
G 5 Solle glailesl Lo esls «ILISLM

AU sl Gl L3 i &S Wy 0L Sy S
5 ool JUml 5 cilises gla s, [T] OLer 5 o
U:l)) L' ol J‘.".j}: C)l&b} )3 b g}j)\J} LQLQU,:M: u:,.alS
LSS ol @l &S s S ast 5 o5 S ey p SLM
S5 p Sl ke sl zal 3U [8] OLKan
A;LSLE.A b SLM L' ol J‘.".j}: Ql&b} )3 hJJLA‘;L' LQLQU,:M:
w35 e 3o slagluand 5l eslizal L Lol .k S
La s cpl Odle, Bla= 4 gl Shlgdn 5 03 S )
TES RV LN I O] oL 5 5 k55 wlf
S Vs Shae b 3T 612 SLM a iy slags sl
G ) eslinal &8 sl olzs LOT (gla ) o lis S
St Sluand 5 Esan Aea ety B Gl
old Ay ol Clastiie 055 a5 LU KS
Sidsoge SU 4 [10] oLas 5 opan 35 sl
o3Il 5 Ko a8 Wsls OLES 5 axtls 5 SIM 5 Shas 3 55,
J.u"‘jj &bls 9 Q)\j} GJ}S B LS‘L.‘.'lS U,LEJ BEX] Qb:
Cd Al o welr (glanlis [11] OLKen 5 e il
sl g sl oS b aulp s L bl
Lo atlo 35005 » coles 5 Ll a5 ool ol pgiles
PTG ¥ CRPRNN R PCISPRCI K Sy
o Bl Gl pbass oltles Sl 5 SO
slos 56 e w0 [12] O 5 JlesS . isls &l oilie
@3l L1y (Kot glaiolosl Lol zsls , SLM L o

T ey 3 s LU 2w s el plal il

Ol LA BLAL Ll bl 5 sl e s s e S
5 A e mlo 5o SLM glas )8 5 28 Esl

bard 5 S Slasin L opm Olaks W)y Ol
Mg andas olg e Shs 5 catS 58 alp ) osline
O Sl s 5 O Ale (gadane (gla el a4 sl
33 Uiy ol el ey Sl slas sl aul 5 4Y Sl
s (S Lals wl paeo il slaes e
A ladle (bsls 58 s Ko S mls (sl
sdd plowil 5 bl b )b anes 53 Sl Sl
5 olesS s e elal Lol Sl F bl s &S
slabes 5 (Sl e 3d O 6 o) 2 [1] O
5okt eld Wy aakd gleShy il cole
Soloting e bl ol b (o oS sl )
Oer 5 S 23 8 o e SRS 5 SO ol
Slaksd s e sl il Glap e sz« [2]
G S Sl el bodatls s SIM L eds WS
b Wy (P S S LSS 5 S
JYs 5wl e e 5 LSS e e ol
5ol bl e cdS e Lol s
Oes 5 J s 8 Jow 5 4o 1) oSl slas sl xl
N Mg sl SLM Cilises sl il (s3lesngr 40 [3]
Sl bomlsl b gl i, o Lol st o5 K5
Lol bt a8 eslinal b el S5 oo i alold
Sl S ) S5 e sl S S oL
e Py S 5 eSS Rl Ll e pasile
ol S S sz [A] OLIKes 5 L 5
s wstly e SmIS Ul SLM aul s o s
Sl il b s Sl S S S
S sl ol s S eslial ool sl S
£ls o3l b plasll sbowsl & meie sloasll Jas o S o
Wer 5 S osde e S ol 5 S5 S
w3 5 SEM dl s (6l wlysl s 5 L 3lse b yae « [D]


http://jwsti.iut.ac.ir/article-1-487-en.html

[ Downloaded from jwsti.iut.ac.ir on 2025-07-17 ]

Slesl b iy S s el sty ol
Sl ably slie 3l wog 5 bl 3wl Lo s
o TI-BAIAV o les SUT 3 bl Cosd Al b 3503

R

G5 gy 939 -2

s oslizul Ti-BAI-AV o 43l ST jo g 31 rassy ol o
3855550 05,50 A0 eslinal 3550 3 S5 o3l
Al e o33 9918 spu 0T oglx 5 65 S s w3
Jude SLM (s Obr olais Lo 55 SLM syl 3 pcmean
el o el S &Y Gl 5 b oS 5M100P
sle oo K8 a4 TI-BAIFAV 5 51 el A58 olalad
kil e ded Cubs Lo sl s e sl
Soeliad L oes Wy ol 5l lease (1) S
Ti- o5 SISLM 2y plel a4 Sy (550550
el ol o3l OLES BAL-4V

e —— — T ——

Sl $58555 3 ealial bsdd 55 ladas 1 Lle wsi- 1 IS

Ti-6AI-4V ;55 I SLM i, bl 5 (sdes

2ol gl bl a5 Gl e n sk w
SSLM Y iy S eslanad b oedd Ay ladad ‘_;Lavfjw
oslinal mlans el ST sls  aptbesl ~1b s
Qﬁ.w\ Co s i Ol JAL;I 2505 sla zall Lol ol
S5 s b s oslme LY SLsen Jlis 5 5
Sl A3l e LM 2y, b ks 15 ledss ol
slaay JL.::):.Q.A Slde )J-_:j Qﬁ.w\ s s ‘)J',.:J ol g
leas s S s (1)dsdr dilen mla a5 sloes
ol s sl VL ol skl b
aSlae Oemmas 5 oslaial 540 SLM oK Slacos s

SONNEN R PYERCTE

5olb s LB b s S byl
o [13] On 5 S ila Lkl s SLM 3
Mg Sladsd s sl g5 Sl il sla i
Cilitee GLSSS e lawslie 5 antlsy SLM L sds
isls Bl et s Sy s e Sl (S a1
sl glae i gl S5y o LU [1A] O 5 S
03,5 anllas |y a0l S ol 5 SLM Slakad s ol
SokL 5 plosal s i S35 w555 45 sy 0L
o [15] obler 5 L6l ooy esites 36 SO
Gl 53 opdle S5 5 ppman ies las S
Gl il LSS ol wamsls,, SLM b
S LS P bl e ety s gL
Olekd CoiS ssg s M5 laage Jals 4 cudls e
St iy s [16] OLan 5 Bl sps
o Lol amtls y SLM L el s e T sla3UT
WD ) (St e Ay el G L
5 S el e e 6 Lsls OLES 5 als
P (S s Shes 5 5 HB s e s

ol
Osan ) a5 SGe ol s 4 Ti-6AI-4V 35U
S A s sl 5 VL O3y 4 pomal Cos
mho 52 xSk 4l poedle ol sld wlis
sdalive oS glailen 3y o eslinal Sip 5 el (Lablea
SLM oy b ladad A5 aiey 5o dlisis Sl 55 o
S 3l el | o Sl sy ol el plon]
ol W5 ladas sl Sy o1y dul b gls sz, 31 gl
Ti-6Al-4V 35U o pasdl Je 1S vy 2 SLM 25, L
Al o Sl o i Glemo 4 0L a3 s S5l S5
L tlesl b oy 5leslimal b iass cnl 53 o) cnl Sl
Sl ebly s s o ol By ST (6,5
Mis 5 55 (Sl Ce s 3 0I5 el SLM gl
e A5 Dl o (655 slaee GlaeY Sl ses
8 8 13 o 5 s 3,50 TI-BAIRAV o iles SUT 5


http://jwsti.iut.ac.ir/article-1-487-en.html

[ Downloaded from jwsti.iut.ac.ir on 2025-07-17 ]

5 1-9umis 1404 0Ll 5 5le dojlad (ol b Ol p) ()RS g (55518 5 p ke 4 3 Jss Dlayl 5 (5 oo (g

L ialosl oledie 5 o 55 Lwlad 48 5 A5 e S8
OV P N AT R gon: P PR IS PR PSR VP P
e S p WOD Odls 5 sy slaysst ol

das e QL) g

Lok Sy sla 500 o 25 8 u,;w,)gm@udd,b,

o5 AR s

3555 S el (gl eds 4 8 b s slie— 10

Yoghw | Sloghw | omb g sles s
Folaby
0. Ve [ Power { (S, 2 o5
24 ,S-*‘ e
v Pt s Speed
(b s faden)
vo Ve P Hatch aale sl a¥ L s i
spacing [;',',Sv_ﬁ‘

o3 edd bl sla el cnd (2) s L3 ppen

Source DF Seq SS AdjSS AdjMS F-Value P-Value
Model [ 1.73083 1.73083 0.288472 673 0.008
iincar 065622 0.65622 0218742 5. 0.029 L) ol 0aly OLES =l cﬁw b Ll b b
:‘ilwur : 031601 031601 lJ.}:(:Z]I‘] 7'13“ 0.026 e o313 d c‘ﬂ N g_)’“j) L)’M j-.' Mjﬁ
‘\puunl 1 0.01620 0.01620 0016200 0.38 0.556
S T o7msi 070l §55 0010 ol i s bl e sl e =2 J s
|’=lwu1*|’n\1ju| — 1 034607 039838 0398380 930 0016 — -
S e Oy U3 790033 e oSl 2 e FETE
i R T YT A sl sla Y 55 i i
Lack-of-Fit & 032810  0.32810 0.054683 749 0.122
.II’.ln"cIl.nm ]21 t’m;‘:m: 001460 0.007300 70 500 100 1
B 70 500 150 2
Shis oss 90 Slabl sl b pwdige glahales] L = = 10 3
Jdeo glaadlse U slubs ) 0/05 51 zs P-value 70 700 150 4
ctalis B) sk 1 & iles 5,5 e S5 4 5 B ey 10 g
by L L jJ y o el L ) 65 600 150 6
LY W I Oy Olg x S g
GERT et S S Ok O GRS 2t 75 600 100 7
G b edd A g Dladad e (605 (olslan U sl 75 600 150 8
S 3 o5 Ol slazall AiSas  piames .U SLM 65 500 125 9
N 65 700 125 10
@ (1) asles L3ls chw S 2 olsbas S5 ‘;S.w\
_ 75 500 125 11
&‘}3 J'“L“:’ S2903 6"“)':‘\)[1 “ ']’}-.'J‘ &}2"""}5) s g 75 700 125 12
:)\:ﬁ&SLM ul))l_ja.k.i J.sjjj Ql&lﬂﬁcﬁwdfu 70 600 125 14
Roughness  [um] = 639 -00529PowerW] (1) 0 600 125 15
+ 0.01507 Speed[mmv/s] - 1.766 Hatch Spacing[pm]
+0.000524 Power[W]* Power[W]

+0.01290 Hatch Spacing[um]*Hatch Spacing{um

-0.000117 Power[W]* Speed[ mnvs]

lize SAS|y imans R-SO= 83.47% lis & ax 5 L

35 St U5 e (2) S8 bl baetiladl Lo
wl a5 L s S sddpladl (s5led e S

Ol Jals 3555 bzl ol I3 s 5ed () S 55

2 oslee g Sl s i 5 5 Sl s )

ok o313 0L SLM g, b ok A5 Sl g0l o 5 105

Slabd (5 25 55 e edalie (3) S5 55 45 lailen Ll

My Srals il D5d Ol SRl L SLM 2 b et 5

L Rl OO0 i RIIL e 03 S

Oolakas chw S GS bl gl S el S5 w p’\}
Tesa Rugosurf-10 =l (525 5,5 o3l s 5l & ges
cﬁw S 6‘;4 ol LSJ.‘; aj‘.ﬁ\ j;'.A\)Li NGIUOH IS WP V-3

d«au.}@\.ﬁ—e)
J.S.S}S Colalad cﬁw SR Ls‘j" a.L::cl:u‘ L;Lﬁd:.l:rj g_)’“’L"""j"
Jelse Gl 5l bl BIUT s SLM 2, L el
STl ol s S B)dstr 3 o 525 2 Sse ob

Osee S5 abslas 53 spmse Glajmell 56 Ol pund @


http://jwsti.iut.ac.ir/article-1-487-en.html

[ Downloaded from jwsti.iut.ac.ir on 2025-07-17 ]

1'94:55.& c1404 C}MU})L@ ‘19)\».-3 crﬁé}\g ‘JL-I cb‘ﬁ‘ ‘5)&.:5‘,?.- ‘5);&5; c‘,l.ﬁ Aij'x cé":th} bL«i‘} ‘5)5.4 ‘5.\@

33 Gln PGB ol S apd e Sl pl b e Sl
b e o g ol Ol axU plat s asy old LS
Lol 15 bl 4 Lo gy ge cnl T gz s 4 adls
ol 4 adas Ll e (5 &S 550 e el
T P = PR [ JC A PO
IS ol s ol 4 sd las 4 53 5l
OB &g s A s lS el Olde 4l el
Sl oankd mlaw 3 eldsd oy Sl AN HlE
slalen Lsd (5,5 4 e Al e s ol &S dile s
Lootd Wy Slalad (55 35 00 sdalie (3) JSs 55 S
ol pslme gla &Y Sl san Hldde 13l L SLM 2y
oy ol 2 b SR e 5 038 Iy Al
sl slaaY o Glises GBI L dunl S cl
o S e 3 RS L eles o g pe Sl g
5 X Jeae KUK 0 o 4 D3 &S apd e sl
gl s Al Sl (55058 s e (Sausn
s Mgy KA 4 ekiosd s ke
Sel i SGlisen Gromen 305 s (S Sl
B N VIS (TS T R TRC P e
s ol Kl cotl Sy ol JUEl ol sss Jima
0351 S IS s s S e s e i S
O iy aalsl D3 Nipd oo S eSS 5 osd oS sk«
ol st e Sl OLL @ LlS e S sen
e Gl b M5 4 o5 By 8l ol b
Csd 15 88 550 sl Wl e Ll Sl Al A
Sl Ll ) s kB, cxlps s sk 4
e Glaslseal 5 Clle gladil; LSS 4 L5 e
(PHismer A>3 o (RIBL s Sole 4 0pd e
St JLEs 5 Ol 3l o Ol sl o Sae
e Bl ALl g et 2l Dbl e 5 XS 3
03 255 s Sl e 5o 5 sl lag ] seal sl 4
o 3 Ol sl S (66 4) sl
e S ool S Slisea e 5 5 (Sl

Residual Plots for Roughness[um]
Normal Probability Plot Versus Fits
9 — o
02 ° S
90 .,/ o ®
- > ‘o TE 'Y
é 50 o s % e® o
5 o g . o e
A “ o2 @
10 o
. N
A
1 — 0.4
-04 -02 00 02 04 55 60 65
Residual Fitted Value
Histogram Versus Order
B
> 3 —
E ]
5. 2 N
g é
, :
-03 -02 -01 00 01 02 03 1 2 3 4 56 7 8 9 101 12131415
Residual Observation Order
Lol Ay lad 5ol Ch.wéﬁ) & okile U (glajls 503 — 2 s
SLM s,

Main Effects Plot for Roughness[pm]
Data Means

Power[W] Speed[mm/s] Hatch Spacing[um]

6.1 . .

6.0

59
c
©
o
b

58 P

e
e
.
o«
571 o .
5.6 \" o
100 125 150 500 600 700 65 70 75

o O3 Ol Jels (63955 e al b y‘@‘;‘;‘)ﬁ'sw
Sladisad o (525 2 ol laeY Sl san e 5 5] S

SLM s, bedd A 55

S S3A O U5 Al L &S sl padse nl s
3 e s e S spdie Jime B sy w
T Y v I TS U SUU T DY B FIES L)
Jol sl s 5 Lpipe fan S 4 ot
Sl JUEL 5 255 Ol 3 Ols i Rl Lo s e
ol nsd e el >l s ol s L5 o iy
G5 38 e Gl sl ol pazs
spbp 4 S am (3) UK 1 mmen Ll 0 253 el
Lootd Wy Oladad (603 55 Sl Co e Jiul5dl LS
RPN L Sl sk e RIS SIME
sos O Al e b gl oY Ol Opd Sl e


http://jwsti.iut.ac.ir/article-1-487-en.html

[ Downloaded from jwsti.iut.ac.ir on 2025-07-17 ]

7 1-9425-& c1404 QMU})L@ cla)w crA:}\i JL.-: ‘bbi‘ 6)&.’33’: 6)‘9&5‘9 c"lﬁ Aij..b' ‘J‘,&A: QL«&‘} 6)5.4 6.\.@&

Surface Plot of Roughness[pum] vs Hatch Spacing[pum], Power[W]

Hold Values
Speed[mm/s] 600

65

Roughness[jm]
9 [ IW

75

Power[W] 1w Hatch Spacing[um]

"6

Contour Plot of Roughness[pum] vs Hatch Spacing[um], Power[W]

75.0

F Roughness[um]

] < 54

B s54- 55

MW 55- 56

W 56- 57

W 57- 58

58 - 59

T 59 - 6.0

= 60 - 6.1

o B 61- 62

‘S W 62- 63

I W 63 - 64

& u > 64

S

H Hold Values

T Speed[mm/s] 600

aQ
=)

“100 110 120 130 140 1
Power[W]

2 osbre sla oY UJL.Z}?Q.AJU.EAJJ):J Ol sl el ULSV.AJJ-SJK.J
SIM ooy kel W 5 gl sos mlas (6 5

Surface Plot of Roughness[pum] vs Hatch Spacing[pum], Speed[mm/s]

Hold Values
Power[W] 125

58

Roughnessfum} ¢

Speed[mm/sF00

pa »
Hatch Spacing[um]

Contour Plot of Roughness[um] vs Hatch Spacing[pm], Speed[mm/s]

75.0

Roughness[um]

M 534 - 540

\ W 540 - 546

\ W 546 - 552

725 \ | 552 - 558

558 - 5.64

T 564 - 570

= 570 - 5.76

@ M 576 - 5.82

S W 582 - 588

g M 588 - 594

7 | > 594
=
S

< Hold Values
T Power[W] 125

550 600 650 700
Speed[mm/s]

Sl sran e 5 55 (Sl s e gls il S s = 6 IS
SLM G, Lol a5 sla &5l Clﬂﬁ" S g oslme slaaY

S el ol ol 0L SIM iy, b edd A5 slad sl
Olojon Il 5 Az (3) S EE e b S
Slisped Sl 5 5 Sl e 3 Ol sla sl
oo bedd g ladised e (605 p sl glaaY

das e oS 1, SLM

Surface Plot of Roughness[um] vs Speed[mm/s], Power[W]

Hold Values
Hatch Spacing[um] 70

63

60 |
Roughness[um] 1

120 “ &0
Power[W] 140 500 Speed[mm/s]

Contour Plot of Roughness[pm] vs Speed[mm/s], Power[W]

700

Roughness[um]

] <52

W s52- 53

W 53- 54

W 54-55

| 55- 56

56 - 5.7

57 - 58

> 58 - 59

I M 59- 60

£ B 60- 61

5 B 61- 62

9 | > 62

Q.

v Hold Values

Hatch Spacing[um] 70

120 130
Power[W]

Csmd o S5 o5 Sl s 5 5 U8 b el S e p— 4 IS

CTVRCTIRNERTEPN

ol 55 Dladad mlas (655 JoS a5 b s Sl e
O Gl Ll oleane S opl o> SLM 55 L
e Pl a4 g oo bl sl w505
A rmen 5 LaphlT b lls sladis 53 mhaw 625
53 bonlesl das elaly (letingr gy slasbas (85
S oS Ao 0L sl el 3ls e (7) )
WS VAR Ll o (55 e 2eS w ol
Mis 5 o5 (Sl Ce s Opd Ol gzl Ll
2 ek 500 (2l 150 C5 5w sslee sl Sl sen

g e 05 ,8Ca 6718 5 4t


http://jwsti.iut.ac.ir/article-1-487-en.html

[ Downloaded from jwsti.iut.ac.ir on 2025-07-17 ]

1-9umip 1404 Hlsls 5 Hlg dojles “..A:}lg Jh Ol gl 6,Ks 0 (5,58 5 NJ.:« a5 Jeans Olayl g (5 4w (sage 8

Loosd sl oud o) bw s odd Ay Slalad (6 5 -
035 1y oS 1) sl slaY Lo san ks iyl
Ll o il gn ol W AL o I e
St e g b GaaY o Jla s )55l
D3 oS spde el S e 5 UG L e s
i e LAY S 5 Lpd e KUK 4 ot 4
ol bl 4 WS e Sl ses S mig sl s
Lol a5 85 S cul ) bt 4 ) s e
ol Kl Sl Sl Al dm i S e
ol Sl CH RS e b 4 s Al s sl
5 Pl sladl;y S5 @ Llg e SOl sbslubl

g e b slas )l seals
S a glaes Gy 8 Wb 0L il e @Lﬁ—
U5 sla el b 0o A4 Ll e 605 ks
o osbre S Slhgen Sl 5 55 (Sl Co e 3
s 05,50 6718 5 a3t jee 500 ol 150 5 5

.JJ.}.\.«:

@\;.a
1-Kumar, A., P. Singh, R. Sharma and H. R. Gupta
2022. Enhancing mechanical properties of SLM
fabricated titanium aloys. Journal of Materials Science
57 (5): 2357-2373.
2-Singh, H., S. Gupta and T. Rao. 2021. Formation
mechanisms of defects in selective laser melted parts.
Materias Characterization 180: 111-123.

3-Li, J, T. Zhang and K. Wang. 2023. Optimization of
process parameters for SLM of stainless steel. Additive
Manufacturing 58: 102475.

4-Pated, D., S. Mehta and N. Desai. 2022
Microstructural evolution during SLM of cobalt-
chromium alloys. International Journal of Advanced
Manufacturing Technology 119 (7): 1234-1245.

5-Gupta, S., R. Kumar and D. Sharma. 2023. Innovations
in material selection for SLM processes. Materias
Today: Proceedings 70: 134-140.

6-Zhang, Y., X. Liu and T. Chen. 2022. Effect of build
orientation on mechanical propertiesin SLM. Journal of
Manufacturing Science and Engineering 144 (6):
061012.

7-Chen, L., J Yang and S. Zhao. 2021. Thermal
management strategies in SLM. Additive Manufacturing
Technologies 29: 307-320.

Optimal Power{W] Speed[mm Hatch Sp

D 1000 High 1500 700.0 750

14 Cur [148.4848) 500.0] 167.8283)
Low 1000 500.0 650

Uni rRo

Minimum

y=14423

d = 1.0000

e 5 3 oKl e 3 O sl sl 3l g T IS
Slakad s o (55 S 4 olaws S sl glaaY Jlisan

SLM s, bedd A 55

S S o -4
eslis SUT 3 bl Cosd o Jhasn cals
5330 o pshie 4SS B e 3550 TI-6AI-AV
Lol g olabad sla S5y » ol b la il i wel
b Gy S eslial bosd plsl Csd ) Sl eslinad
Ao sl e SSS SIS 5 bl
s Sl 5 5 Sl e G Ol sla sl
o 2ose odd A5 Dlalad s (65 5 slme laaY

1S Lol OLES s 8 S 1B

GBSl s s kg eld A5 Dldad sl (655 -
b 5 038 My el Il 53d Ol (Rl b5
grer ol M b GBI L Ol e Rl
S sos 4 S SOA o Ol I L S el
P ol FIHES 5 e b e e S 050 e Ji
Jae SaSe @ o a3 LS el 333 8
D ool (g Sl a5 Ll s

ol W55 Dladad mlas (6505 5 Rl S 0 L -
b oS ol ol sl SR 5 Al s Ao b
Shamb n csd Gl 3 Ol Oz (Sl e )5
Sl S ol oS spd e ol pl b e Sl 3y
e 5o 5 AL Clde 4L Ll s jo gy Dl S i
bl Wl e g b e pl bl 3y a3l Ol

s il 5l \)cbﬂdﬁjéaﬁﬁgﬁj\jmujmbf


http://jwsti.iut.ac.ir/article-1-487-en.html

[ Downloaded from jwsti.iut.ac.ir on 2025-07-17 ]

9 1-9amio 404 0Ll 5 Sle dojlad a3l Il Ol a1 ()RS g (55518 5 p ke 4 5 Jgas Dlayl 5 (5 e g

Science Forum 1018: 361-366.

13-Haferkamp, H., J Weber and F. Krause. 2023.
Measurement techniques for surface roughness in SLM.
Journal of Manufacturing Processes 78 143-
153.

14-Singh, A., P. Vama and R. Sharma. 2021
Understanding the relation between pore morphology
and mechanical properties in SLM. Materials Letters
293: 129677.

15-Rathi, R., J. Singh and L. Prasad. 2022. Use of
artificia intelligence for process optimization in SLM.
Al & Society 37 (4): 964-975.

16-Patel, R., D. Ghosh and V. Bhatia. 2023. Fatigue
behavior of SLM fabricated aluminum alloys. Journal of
Alloys and Compounds 914: 165256.

8-Khan, F., A. Singh and R. Patel. 2023. Impact of
scanning drategy on residua stress in SLM. Journd of
Materials Research 38 (10): 2236-2245.

9-Liu, X., Y. Zhang and H. Wang. 2022. Devel opment of
advanced SLM technologies for high-performance
alloys. Materials Science and Engineering: A 840:
143084.

10-Mansouri, H., A. Rathi and K. Khanna. 2021. Role of
powder morphology in SLM performance. Powder
Technology 379: 187-197.

11-Niemeyer, J, P. Weiss and M. J Miller. 2023.
Comparative study of SLM and EBM processes for
titanium. Rapid Prototyping Journal 29 (2): 289-305.
12-Kumar, R., M. Singh and D. Choudhury. 2022.
Investigation of thermad fatiguein SLM parts. Materials


http://jwsti.iut.ac.ir/article-1-487-en.html
http://www.tcpdf.org

