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Fig. 4 Effect of laser power on the bright area of powder
particles

HOLAAE R A 1 SR e iy A R, Bl L
JEUARIEIN, SEAALHE T AT B i AT X 3

Image processing of the interaction between laser beam and powder particles
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Fig. 5 Effect of laser power on the number of light
powder particles
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Fig. 6 Effect of the laser power on the average light
area of single particle

22 FRREXEHMERL RN

BB AIURL ) SRR Z D 3, IR i
T ABORL BB ORI X 3 . 300 i
M 2 L/min $2& %] 10 L/min i, B AR ADERERH
DA T s S RS Y T AR RDRY AU K 44 52 e
s, S AR AR (o an i 7, 151 8 Firzm.

3.5

12 L/min 3£/ 2 5 L/min 3EAF 3 10 L/min S5}
11’2 L/min ¥{& 2’5 L/min {8 3’ 10 L/min $){&

X TR s/mm?
— [3S] (3] w
wn o wn o

1Ry
-
IS

o
W

iYW
i

0 10 20 30 40 50 60 70 80 90 100 110
I ] #/ms

[=]

7 HRBRENIHREAL T X AR
Fig. 7 Effect of carrier gas flow rate on the bright area
of powder particles
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Fig. 8 Effect of carrier gas flow rate on the number of
light powder particles
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Fig. 9 Effect of the carrier gas flow rate on the average
light area of single particle
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Fig. 10 Effect of coaxial protect gas flow rate on the
bright area of powder particles
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Fig. 11 Effect of coaxial protect gas flow rate on the
number of light powder particles
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