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Abstract

Despite the powerful capabilities of the Laser Powder Directed Energy Deposition (LP-DED) process, the applications are limited almost to
feasibility analyses of simple case studies. This arises from the knowledge gap in the process parameters identification and optimization of the
deposition quality. A practical approach is to delineate the process parameters window by producing single tracks with different sets of parameter
levels. This paper aims to study, through statistical analysis, the effect of process parameters on the characteristic dimensions of IN718 single
tracks. Results will allow empirical relations to be identified between track geometry and the analysed parameters. These relations will support

process optimization.
© 2021 The Authors. Published by Elsevier B.V.
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1. Introduction

The potentialities of Additive Manufacturing (AM)
technologies are nowadays recognized as the future of
manufacturing in different sectors such as aerospace,
automotive and electronics [1-3]. Considering metal-based
technologies, different AM techniques are available, among
which Directed Energy Deposition (DED) opens up new
perspectives. In Laser Powder-Directed Energy Deposition
(LP-DED) metal powders are fed by means of a deposition
head directly into a melt pool generated by a focused laser
beam. When the laser moves away, the molten material
solidifies, and a raised track is obtained [4]. The main
potentialities of the LP-DED process are the ability to produce
large components, the possibility to change material during the
deposition process, thus producing multi-graded material parts,
and the ability to repair damaged components [4-7].

In the LP-DED process, three fundamental mechanisms can
be highlighted that are the powder stream, the melt pool
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generation and the solidification process [8]. Among them, the
melt pool generation represents the initialization of the track,
and for this reason, its optimization and control are crucial
aspects in process characterization [4,9].

A huge number of process parameters are involved in LP-
DED, however, the parameters that most significantly
influence the temperature distribution, and consequently the
melt pool dimensions and the track geometry, are the powder
feed rate, the travel speed, and the laser power [8]. Several
studies have been performed in order to study the effect of these
process parameters on the dimensions and the shape of the
deposited track [10], that according to Toyserkani et al. [11]
can be described by means of three geometrical parameters that
are track width, track height and penetration depth.

In the literature, the effect of process parameters on the
morphology of the deposited track has been investigated using
both numerical simulations and experimental investigations
[4]. Numerical simulations allow obtaining suitable results in a
relatively short time. However, it should be noted that, in most
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of the cases, numerical simulations use strong assumption and
simplifications and the results obtained from these simulations
suffer from these adjustments. Hence, the experimental
investigation is always necessary to verify the assumptions
used in the simulations. Moreover, it is also possible to
highlight that significant phenomena cannot be observed using
numerical simulations [12].

In the following, the main results obtained from
experimental investigations are summarized. As concerns the
laser power, available studies in the literature confirm that as
the laser power increases, larger track width are obtained as a
consequence of the higher temperature of the melt pool [13-
19]. However, contradictory results are present in the literature
regarding the effect of laser power on the track height.
Pinkerton and Li [20] and Peyre et al. [17], observed that the
values of the laser power did not influence the track height of
steel and titanium alloys, and thus the track height remained
almost constant. Conversely, Srivastava et al. [15], during the
production of titanium alloy tracks, revealed that by increasing
the value of laser power, a reduction of track height was
obtained. Also, Lee et al. [16] and Pinkerton and Li [19]
showed that the height of tool steel tracks increases with laser
power. Sreekanth et al. [21], during the deposition of the IN718
track observed that, before a critical value, the track height
decreases with increasing the laser power; however, after the
critical value, the track height increases with laser power.

As regards the travel speed, there is large evidence that it
strongly influences the geometry of the deposited track.
According to Hua ef al. [13], by increasing the travel speed, the
maximum temperature reached in the melt pool decreases, and
as a consequence, a smaller melt pool width is expected. Yellup
[18], during the deposition of 304 stainless steel, confirmed that
at low laser power values, the track width slightly decreased by
increasing the travel speed. This result was confirmed by Hu et
al. [14], Srivastava et al. [15], Pinkerton and Li [20] and Lee et
al. [16] during the deposition of 1050 steel, Ti48A12Mn2Nb,
316L stainless steel and M4 tool steel, respectively. However,
it was observed that for 304 stainless steel and IN718, at high
levels of laser power, the dimension of track width was not
significantly affected by the travel speed [18,21]. On this point,

Fig. 1. SEM micrograph of IN718 powder particles (500x magnification).

Hu et al. [14] identified a threshold value of the travel speed at
which the layer width is almost unaffected by the variation of
process conditions and was equal to laser beam diameter.
Similarly, Yellup [18] and Srivastava et al. [15] found that
before a critical value, the layer height increased by increasing
the travel speed. After this critical value, a decreasing trend was
observed, increasing the travel speed. The critical value
depends on the feedstock material, laser power and deposition
head z-increment. Accordingly, Hu ef al. [14] and Pinkerton
and Li [20] reported that the track height was inversely
proportional to the travel speed.

From the literature emerges that most of the studies have
been implemented on the steel or titanium alloys, and only few
studies analysed the effect of process parameters on the
geometry of the melt pool in the nickel-based superalloys.

In this work, IN718 single tracks were produced by means
of the LP-DED process by varying process parameters
following a Design of Experiments (DoE) approach. The
statistical analysis allowed us to investigate the effect of laser
power and travel speed on the geometry of the deposited single
tracks. Regression analysis was performed to relate process
parameters and deposited track geometry.

2. Materials and methods

In the following sections, the equipment and the procedures
used to carry out the experimental investigation are described.

2.1. Material

Single tracks 20 mm long were deposited using a Prima
Additive Laserdyne 430 system. The system is characterized
by a working area of 585 x 400 x 500 mm?* and it is equipped
with a 1 kW fiber laser. In this work, single tracks of IN718
were deposited on a substrate of the same material. The
substrate was a disk with a diameter of 100 mm and a thickness
of 10 mm. Gas atomized IN718 powders with a spherical shape
and with a diameter ranging between 44 pm and 106 um were
used as feedstock material. From the micrograph of powder
particles at 500x magnification, which is reported in Fig. 1, it
was possible to observe that on the powder particles surface,
satellites and partially melted small particles can be embedded.

2.2. Single tracks production

Single tracks were deposited with different combinations of
laser power, P, and travel speed, v, according to a full factorial
DoE plan. The DoE included two factors, three levels each and
two replicates, for a total of 18 tests. The factors and the
corresponding levels are reported in Table 1. In this study, the
powder feed rate was taken constant to exclude the effect of the
flow inertia. As a matter of fact, this is a preliminary study on
IN718 by LP-DED with the main focus of analysing the effect
of the input energy density on the deposited track.

Table 1. Process parameters and their values used in DoE.

Factors Levels

Laser power, P (W) 300 — 500 — 700

Travel speed, v (mm/min) 450 —-900 — 1350
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2.3. Characterization and analysis

The substrates with the deposited single tracks were cut
using TR 100S (Remet S.a.s, Italy) cutting machine in order to
obtain the cross-sections of the single tracks. Subsequently, the
cross-section of each single track was ground and polished
using a Minitech 233 (PRESI Sarl, Switzerland) polishing
machine. In fact, the metallography of the single track started
with the grinding using different SiC abrasive paper, with a
grain between #180 and #4000, followed by final polishing
with diamond pastes 3 pm and | um. Thereafter, the as-
polished surface was chemically etched using Kaling No.2
etchant to facilitate the measurement of the dimensional
features of the melt pool. Afterwards, an optical microscope
was used to acquire the optical micrographs of the melt pools.
The dimensions of the deposited tracks were measured, namely
the track width, w, the track height, 4, and penetration depth, d.

Analysis of variance (ANOVA) was also applied to the DoE
in order to evaluate if the variation on the track dimensions,
selected as the responses, is explained by the variation of
process parameters selected in this study, and to evaluate which
parameters are statistically significant. Lastly, a regression
analysis was performed to model the relationship between the
track dimensions and the process parameters. The full factorial

DoE definition and the experimental analysis were performed
using Minitab® 20 Statistical Software (Minitab LLC, USA).

3. Results and discussion

In this paragraph, the main results obtained in the present
paper will be illustrated. Firstly, the results of ANOVA for the
dimensions of the tracks are described. Then, the analytical
relationships between track dimensions and the selected
process parameters are presented.

3.1. Single tracks production

All the single tracks were successfully deposited using the
process parameters reported in Table 1. From the visual
analysis performed on the top view, the single tracks looked
stable and showed a good regularity. In fact, it was observed
that all the tracks were characterized by an almost constant
value of track width, and no macro defects such as particle
agglomerates were observed. Therefore, to avoid the influence
of the edge effects, it was decided to cut and analyse the single
tracks from the middle of their length. Top views and cross-
sections after the chemical attack of the single tracks, obtained
from the two replicates, are reported in Fig. 2. From cross-
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Fig. 2. Top view and cross-section of IN718 single tracks obtained from the two replicates.
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Table 2. Results of the analysis of variance for the track width, w.

Table 3. Results of the analysis of variance for the track height, 4.

Source DF  AdjSS AdjMS  F-value P-value Source DF  AdjSS AdjMS  F-value P-value
Model 8 556019 69502 22.67 0.000 Model 8 35933 4492 39.65 0.000
Linear 4 435118 108780  35.48 0.000 Linear 4 35378 8844 78.08 0.000
P 2 279571 139786  45.60 0.000 P 2 8977 4489 39.63 0.000
v 2 155547 77773 25.37 0.000 v 2 8977 13200 116.53 0.000
2-Way interactions 4 120901 30225 9.86 0.002 2-Way interactions 4 555 139 1.23 0.366
Py 4 120901 30225 9.86 0.002 Py 4 555 139 1.23 0.366
Error 9 27590 3066 Error 9 1020 113
Total 17 583609 Total 17 36952
S R-sq R-sq(adj) R-sq(pred) S R-sq R-sq(adj) R-sq(pred)
55.3675 95.27% 91.07% 81.09% 10.6432 97.24% 94.79% 88.96%

section analysis, it was observed that all the tracks had a good
adhesion with the substrate. Thus, the selected process
parameters are suitable for the deposition of the single tracks.

3.2. Analysis of variance on the track width

Table 2 reports the outcome of ANOVA on track width, and
it was observed that the DoE was able to explain over 91% of
the width variation. Results showed that both laser power and
travel speed significantly influenced the variation of the track
width, being both factors characterized by a p-value lower than
0.05. Moreover, the interaction between the two selected
factors was statistically significant in the analysis.

From the main effect plot represented in Fig. 3 it is possible
to see that the track width continuously increased with
increasing the laser power. Moreover, it could be observed that
a sharp variation of track width was obtained when the laser
power varied from 500 W to 700 W.

Considering the travel speed, it was revealed that the mean
value of the track width sharply decreased when the speed
value varied from 450 mm/min to 900 mm/min. A further
increase of the travel speed to 1350 mm/min did not induce a
significant track width variation. This can be attributed to the
fact that through the variation of the travel speed from
900 mm/min to 1350 mm/min, the Marangoni thermocapillary
force increased significantly and consequently enlarged the
melt pool dimension.

P (W) v (mm/min)

Mean of track width (u

T T T T T T
300 500 700 450 900 1350

Fig. 3. Main effect plot for the track width, w.

3.3. Analysis of variance on the track height

The results of ANOVA obtained for the track height are
summarized in Table 3. Results showed that the present DoE
explained approximately 89% of the variation of the track
height. From these results, it can be seen that both the laser
power and the travel speed were statistically significant.
However, the interaction between the selected factors, from a
statistical point of view, did not significantly influence the
variation of the analysed response. This means that the overall
effect of a factor is completely independent from another one,
and as a result, it is possible to study each factor, i.e. laser
power or travel speed, individually.

The main effect plot in Fig. 4 illustrates the effect of laser
power and travel speed on the main value of the track height.
Results showed that the highest values of the track height were
obtained when the high values of the laser power and low
values of the travel speed were adopted. From the graph, it was
also possible to observe that the track height increased with
laser power almost linearly.

The travel speed had an opposite effect, and by increasing
the travel speed, the track height decreased with an almost
linear trend. From a physical point of view, as the laser power
increased or as the travel speed decreased, a higher level of
thermal energy density was available to melt the material.
Consequently, a larger amount of powder was melted, and a
higher track height was obtained.

v (mm/min)

150+

125

100+

75+

Mean of track height (um)

50 -

T T T T T T
300 500 700 450 900 1350

Fig. 4. Main effect plot for the track height, 4.
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Table 4. Results of the analysis of variance for the penetration depth, d.

Source DF  AdjSS AdjMS  F-value  P-value
Model 8 716720 89590 20.93 0.000
Linear 4 684529 171132 39.99 0.000
P 2 482482 241241  56.37 0.000
v 2 202047 101024  23.60 0.000
2-Way interactions 4 32191 8048 1.88 0.198
Py 4 32191 8048 1.88 0.198
Error 9 38519 4280
Total 17 755239
S R-sq R-sq(adj) R-sq(pred)
65.4204 94.90% 90.37% 79.60%

3.4. Analysis of variance on the penetration depth

Finally, the outcomes of ANOVA related to penetration
depth are reported in Table 4. Analogously to track height, the
penetration depth was highly influenced by laser power and
travel speed, and their interaction was not statistically
significant. The DoE explained about 90% of the variation of
the penetration depth.

The main effect plot represented in Fig. 5 shows how the
selected factors influenced the penetration depth. It was
possible to observe that the maximum value of penetration
depth was associated with the maximum laser power and the
minimum travel speed corresponding to the highest value of
specific energy. In particular, from the graph, it was possible to
observe that the penetration depth decreased linearly when
increasing the travel speed. The laser power strongly
influenced the value of the penetration depth by varying the
value from 300 W to 500 W. Then, from 500 W to 700 W, only
a slight increase was observed. This behaviour confirmed the
thermal mechanisms described above. In fact, in the range of
laser power between 300 W and 500 W, the main phenomenon
was the thermal conduction, and the heat was transferred
downwards to the substrate, increasing the penetration depth.
Varying the laser power from 500 W to 700 W, the thermal
behaviour was governed by the convective flows caused by
Marangoni forces, and the heat was transferred laterally acting
on the track width. In other words, the surplus of energy

v (mm/min)

600

500+

400 +

300 +

Mean of penetration depth (um)

200

T T T T T T
300 500 700 450 900 1350

Fig. 5. Main effect plot for the penetration depth, d.

introduced in the system from 500 W to 700 W does not
significantly change the depth of penetration but acts on the
width of the molten pool, allowing for larger tracks.

3.5. Regression equations

Considering the evidence from the ANOVA analysis, a
linear regression analysis was performed in order to model the
mathematical relations between the process parameters and the
analysed responses. The regression analysis performed on the
selected data sets led to the following equations:

w=2932.0+0.716 -P—-0.2044-v 1)
h=1259+0.135-P—-0.1020-v 2)
d=282.8+0.923-P—0.2883 v 3)

Results of regression analysis showed that the obtained
equation allows predicting the value of the track height, Eq. (2),
and the penetration depth, Eq. (3), with a good approximation.
In fact, the R-sq of these equations was 90% and 78%,
respectively. On the contrary, the regression equation of the
track width, Eq. (1), was characterized by a R-sq of 54%. This
means almost half of the variation of the track width was
explained by the variation of the selected parameters P and v.

4. Conclusion

In this work, the effect of laser power and travel speed on
the characteristic dimensions of IN718 single tracks were
analysed. Several tracks were deposited on an IN718 substrate
according to the design of experiment, and the track sections
were observed to extract dimensional data. All the tracks were
successfully produced, characterized and then statistically
analysed. All in all, the following conclusions can be drawn:

e Both laser power and travel speed statistically had a
significant influence on the values of the track width, the
track height, and the penetration depth. The interaction
between the two factors was statistically relevant only for
the variation of the track width

o A threshold value of the laser power of 500 W was defined
at which a change in thermal behaviour was observed.
Before the threshold, the thermal behaviour was mainly
influenced by conduction. After the threshold, the thermal
behaviour was mainly governed by Marangoni flows

e Regression equations were identified in order to identify
analytical relations between the track dimensions and the
process parameters. The equations were able to describe
with a good fit the trend of track dimensions, namely the
track width, w, the track height, /4, and penetration depth, d.
In the range of process parameters analysed in this work,
regression equations could be used to estimate the effect of
process parameters on track dimensions in order to reduce
expenses in experiments for process optimization

Future works should include the effect of powder feed rate
on the geometry of the deposited tracks. Moreover, other
variables that it is necessary to investigate are the standoff
distance, the shielding gas flow and the powders average size.



G. Piscopo et al. / Procedia CIRP 00 (2021) 000-000

Acknowledgements

The authors would like to acknowledge the European Horizon
2020 research and innovation programme; grant agreement No.
723795 / 4D Hybrid—Novel ALL-IN-ONE machines, robots and
systems for affordable, worldwide and lifetime distributed 3D
hybrid manufacturing and repair operations. We gratefully
acknowledge the support and generosity of the Interdepartmental
Centre for Integrated Additive Manufacturing (IAM@PoliTo) at
the Politecnico di Torino, Torino, Italy for the resources to
perform the research activities.

References

[1] Bhattacharjya J, Tripathi S, Taylor A, Taylor M, Walters D. Additive
manufacturing: current status and future prospects. Working Conference
on Virtual Enterprises: Springer; 2014. p. 365-72.

[2] Pilagatti AN, Piscopo G, Atzeni E, Iuliano L, Salmi A. Design of additive
manufactured passive heat sinks for electronics. Journal of Manufacturing
Processes. 2021;64:878-88.

[3] Piscopo G, Atzeni E, Calignano F, Galati M, Tuliano L, Minetola P, Salmi
A. Machining induced residual stresses in AlSilOMg component
produced by Laser Powder Bed Fusion (L-PBF). Procedia CIRP.
2019;79:101-6.

[4] Piscopo G, Atzeni E, Salmi A. A hybrid modeling of the physics-driven
evolution of material addition and track generation in laser powder
directed energy deposition. 2019.

[5] Saboori A, Piscopo G, Lai M, Salmi A, Biamino S. An investigation on
the effect of deposition pattern on the microstructure, mechanical
properties and residual stress of 316L produced by Directed Energy
Deposition. Materials Science and Engineering a-Structural Materials
Properties Microstructure and Processing. 2020;780.

[6] Aversa A, Piscopo G, Salmi A, Lombardi M. Effect of Heat Treatments
on Residual Stress and Properties of AISI 316L Steel Processed by
Directed Energy Deposition. Journal of Materials Engineering and
Performance. 2020;29:6002-13.

[7] Saboori A, Aversa A, Marchese G, Biamino S, Lombardi M, Fino P.
Application of Directed Energy Deposition-Based Additive
Manufacturing in Repair. Applied Sciences. 2019;9.

[8] Pinkerton AJ. Advances in the modeling of laser direct metal deposition.
Journal of laser applications. 2015;27:S15001.

[9] Thompson SM, Bian L, Shamsaei N, Yadollahi A. An overview of Direct
Laser Deposition for additive manufacturing; Part 1. Transport
phenomena, modeling and diagnostics. Additive Manufacturing.
2015;8:36-62.

[10] Saboori A, Tusacciu S, Busatto M, Lai M, Biamino S, Fino P, Lombardi
M. Production of Single Tracks of Ti-6Al-4V by Directed Energy
Deposition to Determine the Layer Thickness for Multilayer Deposition.
Journal of Visualized Experiments. 2018.

[11] Toyserkani E, Khajepour A, Corbin SF. Laser cladding: CRC press; 2004.

[12] Bandyopadhyay A, Traxel KD. Invited review article: Metal-additive
manufacturing—Modeling strategies for application-optimized designs.
Additive Manufacturing. 2018;22:758-74.

[13] Hua T, Jing C, Xin L, Fengying Z, Weidong H. Research on molten pool
temperature in the process of laser rapid forming. Journal of Materials
Processing Technology. 2008;198:454-62.

[14] Hu Y, Chen C, Mukherjee K. Innovative laser-aided manufacturing of
patterned stamping and cutting dies: Processing parameters. Material And
Manufacturing Process. 1998;13:369-87.

[15] Srivastava D, Chang I, Loretto M. The optimisation of processing
parameters and characterisation of microstructure of direct laser fabricated
TiAl alloy components. Materials & Design. 2000;21:425-33.

[16] Lee EM, Shin GY, Yoon HS, Shim DS. Study of the effects of process
parameters on deposited single track of M4 powder based direct energy
deposition. Journal of Mechanical Science and Technology.
2017;31:3411-8.

[17] Peyre P, Aubry P, Fabbro R, Neveu R, Longuet A. Analytical and
numerical modelling of the direct metal deposition laser process. Journal
of Physics D: Applied Physics. 2008;41:025403.

[18] Yellup J. Laser cladding using the powder blowing technique. Surface and
Coatings Technology. 1995;71:121-8.

[19] Pinkerton AJ, Li L. Modelling the geometry of a moving laser melt pool
and deposition track via energy and mass balances. Journal of Physics D:
Applied Physics. 2004;37:1885.

[20] Pinkerton AJ, Li L. Multiple-layer cladding of stainless steel using a high-
powered diode laser: an experimental investigation of the process
characteristics and material properties. Thin Solid Films. 2004;453:471-6.

[21] Sreekanth S, Ghassemali E, Hurtig K, Joshi S, Andersson J. Effect of
Direct Energy Deposition Process Parameters on Single-Track Deposits
of Alloy 718. Metals. 2020;10.



