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attenuation between laser and powders
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Fig. 2 Effect of the air knives on the powder flow state.
(a) original powder stream; (b) powder stream
irradiated by laser beam
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Fig. 3 Effect of powder feed rate on the interaction betw-

een laser and powders. (a) 3.3 g/min; (b) 6.5 g/min;

(c) 16.5 g/min
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Fig. 4 Effect of the powder feed rate on the bright areas
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Fig. 5 Effect of the powder feed rate on the loss of laser
power
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Fig. 6 Effect of the distance between laser and powders
on the loss of laser power
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Fig. 7 Effect of carrier gas flow rate on the interaction
between laserand powders. (a) 2 L/min; (b) 5 L/min;

(c)10 L/min
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Fig. 8 Effect of the carrier gas flow rate on the bright
areas
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Fig. 9 Effect of the carrier gas flow rate on the loss of
laser power
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Fig. 10 Effect of powder size on the interaction between
laser and powders. (a) 45 ~ 75 ym; (b) 75 ~
100 ym; (c) 45 ~ 100 ym
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