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Fig. 1 Snapshot of powder bed during spreading
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Fig.2 Top views of the powder bed morphologies

obtained from. (a) different blade moving
velocities; (b) different blade angles; (c) different
gap heights; (d) different powder sizes
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Fig. 3 Density of powder bed under different simulation
conditions. (a) different blade moving velocities;
(b) differentblade angles; (c) different gap
heights; (d) different powder sizes
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Fig. 4

Changes of density and uniformity of powder bed under different simulation conditions. (a) density and

uniformity of powder bed at different spreading speeds; (b) density and uniformity of powder bed at different
spreading angles; (c) density and uniformity of powder bed at different scraper gap heights; (d) density and

uniformity of powder bed at different particle sizes
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Fig. 5 Schematic illustration of wall effect and force
arch. (a) schematic diagram of wall effect; (b)
schematic diagram of force arch
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