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Abstract

In Direct Energy Deposition (DED), the melt pool temperature is a critical control parameter that
affects deposition rate, porosity formation, residual stress, and microstructure in the final parts. In
this thesis, a data-driven approach using Machine Learning (ML) models is used to predict the melt
pool temperature using experimental data. This thesis presents the integration of the laser-based
DED system using metal powder feedstock, the determination of the process parameter window for
the setup, and the development of an ML pipeline to predict the melt pool temperature based on

its history.

In the system integration for the DED system, a laser generator, powder feeder, deposition
head, and sensors (i.e., an IR camera and a 2-wavelength pyrometer) were integrated into an ex-
isting 3-axis motion stage. Python-based software was developed to control the laser generator
and to read data from the sensors. The software calibrates the IR camera’s temperature, which
is highly dependent on the emissivity, by leveraging the data from the 2-wavelength pyrometer.
To determine the process parameter window, 150 single-layer clads were deposited; clads’ cross-
sections were polished and etched and optical microscopy was used to measure the clad’s height,
melt pool’s depth, and dilution ratio. Analysis was conducted on the correlation of the process
parameters, laser power, scan speed, flow rate, and the measured properties of the clads. The
process parameters with the minimal dilution of (5-25%) were selected to obtain clads with proper

geometry and bonding to the substrate.

Finally, the temperature data of a 6-layer thin wall with the obtained process parameters were
used to train several ML models, including Dense Neural Networks (DNN), 1-Dimensional Convolu-
tional Neural Networks (1D-CNN), Recurrent Neural Networks (RNN), Long Short-Term Memory
(LSTM), and Gated Recurrent Unit (GRU). LSTM shows better performance among these mod-
els; therefore it was implemented in the ML pipeline for temperature prediction. The Model can
predict the trend and fluctuations of the melt pool temperature with higher accuracy compared to

the existing models for melt pool temperature prediction in the DED process.
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Lay Summary

Laser-based Direct Energy Deposition is an additive manufacturing method using a laser beam
to melt metal powders for printing a part. This process gained attention in recent years due to
its ability to produce parts with complex geometries and unique material properties. This thesis
focuses on the integration of a DED system (i.e., laser generator, powder feeder, and deposition
head) and sensors, including an IR camera and a 2-wavelength pyrometer, into an existing 3-axis
motion stage. Subsequently, the process parameter window for the setup is determined based on
the analysis of the cross-section of clads. The DED process is a multi-physics phenomenon in which
melting and solidification are happening very fast and it makes the process hard to model based on
analytical and numerical approaches. Therefore, a machine learning pipeline is developed to predict

the temperature of the melt pool based on its temperature history gathered from the experiment.
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This thesis entitled System Integration, Parametric Study and Temperature Prediction Using Ma-
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Chapter 1

Introduction

In recent years, there have been continuous advancements in the industry and increased demand for
the production of more complex parts, components with functionally graded materials, and waste
reduction across a range of sectors like aerospace, biomedical, automobile, etc. As a result, Addi-
tive Manufacturing (AM) has been increasingly used in the era of Industry 4.0. The AM market
has seen a significant growth rate with a Compound Annual Growth Rate (CAGR) of 19.5% and
is expected to reach $11.8 B. by 2028 [21]; these numbers are indicating a growing trend for the

implementation of AM in various industrial sectors for manufacturing.

The American Society of Testing and Materials (ASTM) standard F2792 defines AM as ”the
process of joining material to make objects from 3D model data, usually layer upon layer” [40].
There are many approaches in AM, and Direct Energy Deposition (DED) is a widely used process
that uses a laser beam (known as Direct Laser Deposition (DLD)), electron beam, or plasma/electric
arc as the energy source to melt feedstock materials, either in powder or wire form, to print a part

layer by layer from the Computer-Aided Design (CAD) model.

Despite the many advantages of metal AM, there are still limitations to its full implementation
in critical sectors such as aerospace and defense, medical devices, automation, and precision manu-
facturing. Defects, including porosity, cracks, incomplete fusion, non-uniform material properties,
and poor surface finish, remain major challenges of AM in these fields. To address these issues,
various control strategies on the process parameters are utilized in DED; among them, laser power,
scan speed, and powder flow rate have the greatest impact on the melt pool size, temperature, and
the quality of the printed clad [5, 24]. Therefore, it is essential to determine the process window

that ensures the accepted quality of the printed parts.

One major challenge in improving the metal AM process and making it more accessible to crit-
ical sectors is the inherent complexity of the process that makes accurate modeling or simulation
difficult because of the multiple physical phenomena, like melting, solidification, etc., occurring
during deposition process [35]. Numerous research studies are currently underway to develop ap-
propriate analytical and numerical models for the metal AM process. Analytical models can provide
quick predictions and can be utilized for optimizations. However, when developing such models,

it is necessary to establish certain assumptions to simplify the modeling, which can introduce dis-



crepancies between the formulation and reality. The Finite Element Method (FEM), Finite Volume
Method (FVM), and Finite Difference Method (FDM) are numerical approaches utilized for mod-
eling the AM process. These models also encounter the issue of discrepancies between the model
and experiment, and in addition, simulations can take up to weeks to complete. Nevertheless,
numerical models provide valuable insights into the entire process for each desired location in the
printed part. Given these challenges, data-driven approaches are increasingly being recognized as
promising solutions to various challenges in AM. These models leverage experimental data collected
during experiments and utilize Machine Learning (ML) techniques to uncover hidden correlations
within the data. While training time for complex models can take from several hours up to sev-
eral days, once trained, they can do predictions immediately over the input data. Furthermore,
since they are trained based on experimental data, the previously mentioned discrepancy issues
can be resolved. Given the current state of artificial intelligence (AI) and ML, these models are

increasingly being utilized for in-process monitoring, defect detection, and other applications in AM.

The focus of this thesis is to identify the process window and train an ML-based temperature
predictor model for the in-house DED system. This system was developed by integrating various
DED components, including the deposition head, powder delivery system, and laser generator, onto

an existing 3-axis motion stage.

Since online monitoring of the melt pool can provide valuable insights into the manufacturing
process and help to detect defects, an IR camera, and a 2-wavelength pyrometer are integrated
into the setup to provide information about the morphology and temperature of the melt pool,
respectively. These melt pool data can be used to optimize the process parameters and develop
process control strategies for improving the overall quality of the process. In order to implement
feedback control in the setup, open-source software was developed in Python that can control the
laser generator and gather data from the IR camera and the pyrometer. This software leverages
the temperature readings from the pyrometer to calibrate the IR camera data, which is highly
dependent on the emissivity of the object. As the software is open-source, it allows for the imple-

mentation of more advanced control algorithms and processing techniques in the future.

In order to achieve high-quality single-layer clads, 150 experiments were conducted with vari-
ations in the main process parameters, including laser power, scan speed, and powder flow rate.
Following the etching of the cross-section of each clad, the proper process parameters were deter-
mined based on the factors such as minimal dilution, strong bonding, and proper clad geometry.

The proposed process parameters were utilized to print a part consisting of multiple layers.

As previously mentioned, AM is limited by the challenge of accurately modeling and predicting

the morphology and temperature of the melt pool. This is due to the high computational cost of



simulations and the difficulty of developing precise analytical models. Current research is exploring
the use of vision systems to monitor the morphology and temperature distribution of the melt pool,
as a means to ensure high-quality parts. However, while these studies are ongoing, there are few
investigations focused specifically on online prediction of melt pool temperature using data-driven
approaches. This represents an area of potential growth and innovation in the field of AM. Due to
the latency between changes in laser power and variations in melt pool temperature, it is beneficial
to predict the future temperature and adjust the power accordingly in advance to obtain a more
uniform deposition and microstructure in the clads. This strategy can compensate for the latency
and minimize delays in controlling DED processes, leading to improved efficiency and quality in the
manufacturing process. To address this challenge, an ML pipeline that leverages the melt pool’s
temperature history to predict future temperature changes is developed in this thesis. Several ML
models, including Dense Neural Networks (DNN), 1D Convolution Neural Networks (1D-CNN)
model, Recurrent Neural Networks (RNN), Long Short-Term Memory (LSTM), and Gated Re-
current Unit (GRU) were tested to determine the best model to be integrated into the pipeline.
The performance of the ML model in this thesis has demonstrated significantly better performance

compared to the existing models in the literature.

The thesis is organized as follows; chapter 2 of the thesis provides a comprehensive literature
review on the challenges of the DED process, DED process window, post-process characterization,
and online monitoring, as well as the data-driven approaches used in the DED process for process
monitoring and prediction. Chapter 3 includes the integration of the DED components and sensors
into the motion stage and the development of control software. Chapter 4 presents the process
of determining the process parameter window that results in optimal dilution and clad geometry.
Chapter 5 provides the ML pipeline and approaches utilized for melt pool temperature prediction.
In conclusion, Chapter 6 provides an overview of the findings and presents possible future directions

for the research. Figure 1.1 shows the flowchart of the thesis in detail.
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Chapter 2

Literature Review

This section provides a literature review on the laser-based DED process that is covering research
on the challenges and defects associated with DED, process monitoring, determining the process

parameter window, and data-driven modeling.

2.1 Powder DED

The powder-based DED process was first patented by Jeantette et al. in 1996 [15]. As a subcategory
of AM, this technique involves delivering feedstock material in the form of powder to a melt pool
created by a laser beam, electron beam, or plasma/electric arc. In 1998, Atwood et al. demonstrated
that Laser Engineering Net Shaping (LENS™) can produce parts with an accuracy of 0.05 mm
[3]. In the laser-based DED process using powder feedstock, the metal powder is conveyed to the
melt pool via the carrier gas, and the laser melts the metal powder; meanwhile, shield gas that
is the same type as the carrier gas is used to protect the melt pool from oxidation. The melted
metal powder is subsequently deposited onto the substrate when the deposition head is moving
and it cools down rapidly and solidifies. This layer-by-layer process continues until the part is
printed. This technique is promising in terms of accuracy, and a wide range of materials are used
in AM, including low-alloy steel, stainless steel [45], nickel-based alloys [22], and titanium alloys
[17]. Figure 2.1 shows the configuration of the deposition head and the deposition process.

2.2 Powder DED Applications
The DED process finds applications in a wide range of sectors, including:

e Manufacturing of complex parts: Layer-by-layer printing of the parts gives the freedom
to produce parts with complex geometries with a wide range of materials. DED provides the
opportunity to produce lattice structures, molds, and parts with complex geometries that can

be used in various sectors, like medical devices, aerospace, etc. [32, 43]

e Repair: DED can be a useful method for repairing large and expensive components that have
been damaged or worn. This technology can repair the part in its original location without

the need for remanufacturing, resulting in more sustainable solutions and cost reduction [28]
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Figure 2.1: Deposition head’s configuration showing the flow of the powder, shield gas, and carrier
gas [27].

¢ Functionally graded materials: In certain applications, it is necessary for a part to have
a smooth transition between different materials from one end to the other to have unique
mechanical and metallurgical properties. With DED technology, parts are produced layer by
layer, allowing for a gradual transition in feedstock material and the printing of parts with

unique material properties [34]

e Prototyping: As DED processes build parts layer by layer from CAD models; therefore, it
is enabling designers and engineers to create various metallic parts with different geometries
for prototyping with a single setup. It will help to expedite the testing and design process
[29]

e Art and Architecture: The DED process can be used to create metallic sculptures and

architectural features with complex geometries and unique material combinations

e Coating: The DED process can be used to apply coatings of different materials over compo-
nents. It will increase the corrosion resistance, wear resistance, etc. of the part and increase
their life span [31]

Figure 2.2 shows the application of laser-based DED in manufacturing of complex parts, coating,

and printing functionally graded materials.
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Figure 2.2: Applications of DED process in repair, manufacturing of complex part, and coating (a,
b) [44], and manufacturing functionally graded materials (c) [20].

2.3 Powder DED Defects and Challenges

Despite the demonstrated advantages in industry, the DED process still faces challenges in produc-
ing high-quality parts that can be used in critical sectors, such as engine blades in aerospace. The
quality of the final part depends on several factors, including (i) the built environment temperature;
(ii) the interaction between the energy beam and material; (iii) deposition parameters (like laser
power, scan speed, flow rate, scanning strategy, hatch spacing); and (iv) the feedstock material and

its properties. Variations in the inputs of the DED process may result in defects such as:

e Porosity: During the DED process, the carrier gas or shield gas may be entrapped in the
melt pool and result in pores in the printed layer. This defect lowers the strength and fatigue
life of the parts [18]

e Cracks: The high thermal gradient between the melt pool and the solidified material in DED

can cause stress to build up in the part, leading to the formation of cracks during the process.



These cracks can negatively impact the quality and fatigue life of the parts, reducing their

overall performance [13]

e Incomplete fusion: During the DED process, if the input energy is insufficient to fully melt
the powders in the melt pool, some powders may remain unmelted. This can result in poor

adhesion between the layers and can degrade the mechanical properties of the final part [13]

e Undesired residual stress: Due to the rapid cooling and solidification during DED, parts

can have residual stress that may lead to cracks and deformation [26]

e Non-uniform layer thickness: Due to variations in the main process parameters, such as
power, flow rate, and scan speed, the deposition rate may vary and it can negatively affect

the dimensional accuracy of the final product [54]

e Poor surface finish: Due to sintering of the remaining metal powder over the printed clad,
surface quality will degrade; consequently, it can lower the quality of the final part by affecting

its surface smoothness and texture [11]

Figure 2.3 shows formation of pores and cracks in the DED process.
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Figure 2.3: Defects in the DED process; formation of pores (a), and cracks (b) [6].



2.4 Post-Process Characterization and Process Monitoring

Post-process characterization and in-situ/online monitoring are two approaches for assessing the
quality of parts and addressing the defects in the process. This section reviews the state of art on

post-process characterization and in-situ/online monitoring.

2.4.1 Post-Process Characterization

Post-process characterization is essential for ensuring that 3D printed parts meet the desired specifi-
cations and quality standards, particularly in critical sectors such as aerospace and medical devices.
To assess the quality of the parts, optical microscopy and Scanning Electron Microscopy (SEM)
are commonly used to examine the geometry and microstructure of the deposited clads. X-Ray
Diffraction (XRD) is a non-destructive technique commonly used to analyze the crystal structure
and phase composition of the deposited material. It works by bombarding the material with X-rays
and measuring the diffraction pattern, which can reveal information about the atomic arrangement
and crystallographic orientation of the material. Dinda et al. [8] investigated the microstructure
of the Al-Si thin walls using XRD. Their investigation shows the variations in the morphology and
length scale of the microstructures at different locations of the thin wall resulting from different
thermal histories at various locations. Energy-Dispersive X-Ray Spectroscopy (EDS) is a technique
used to obtain the elemental composition of parts, including functionally graded material parts. It
works by detecting and analyzing the X-rays emitted from a sample when it is bombarded by an
electron beam. Yan et al. [49] used the DED process to manufacture functionally graded material
parts by joining titanium aluminide Ti-48A1-2Cr-2Nb and commercially pure titanium with an in-
novative transition path. The EDS analysis over the part revealed the final composition was very
close to the design composition. In the macro scale, the mechanical properties of the deposited
material, such as hardness and tensile strength, etc., are measured to evaluate the performance of
the parts[35, 49]. These tests help ensure that the part meets the desired specifications and quality

standards in different sectors.

Post-process characterization methods can significantly improve quality control and assess the
quality of the parts with high certainty and low relative error compared to in-situ monitoring.
However, post-processing methods are often complex and expensive, and they cannot be used
during the deposition process to immediately modify the process conditions if defects occur during

the DED process resulting in the waste of energy and materials.

2.4.2 In-situ/Online Monitoring

In contrast to post-process characterization, in-situ/online monitoring is performed while the part

is being printed, and in case of an error, the process can be stopped or modified to repair the defect.



It will result in less waste of energy and material and improves the efficiency of the process. Dur-
ing the DED process, the melt pool provides valuable information about the process. IR cameras
and CCD/CMOS cameras are commonly used to capture the morphology of the melt pool, and
pyrometers are used to measure the temperature of it in real-time. Song et al. [38] utilized three
high-speed CCD cameras in a triangulation setup, along with a two-color pyrometer, to monitor
and control the temperature of the melt pool and the building height during the DED process.
Lijun et al. [39] utilized a feedback control system based on the melt pool temperature to stabilize

the DED process, using a two-wavelength pyrometer.

Literature also focuses on the melt pool’s morphological features, like size, length, area, etc.
Schwerdtfeger et al. [33] investigated the possibility of in-situ anomaly detection by taking IR im-
ages of parts during the fabrication process and comparing them to metallographic images. They
found a correlation between the patterns visible in IR images and metallographic images. Khan-
zadeh et al. [18, 19] utilized IR images of the melt pool and they were labeled as either pore or
normal by X-ray tomography of the printed part. A supervised ML model was trained over the

data to classify normal and defective melt pools during the process with high accuracy.

During online monitoring, visual sensors and pyrometers can only observe the surface of the
melt pool, which limits their ability to accurately infer what is happening inside the melt pool.
This can lead to uncertainties in decision-making. Additionally, the deposition process is a fast
multi-physics phenomenon, which increases the signal-to-noise ratio in the data and decreases the

certainty of the results.

2.5 Process Window of Powder DED

While subtractive manufacturing has established standards and highly formalized processes, DED
is still an immature process with room for improvement. To ensure acceptable part quality with
minimal defects, a process window must be identified for each DED setup, operating condition,
and material. Abioye et al. [1] optimized the process parameters for the wire deposition of Inconel
628 and evaluated the quality of the clad based on criteria such as dilution ratio, good surface
finish, and contact angle of less than 80° degrees. Jhavar et al. [16] determined the best process
parameter for the wire deposition in u-PTA process of AISI P20 tool steel by measuring the width
and height of the cross-section of the tracks, and determining the quality of the track through visual
examination. In another study, Bax et al. [5] systematically investigated the correlation between
process parameters such as power, scan speed, flow rate, and the quality of clads for laser deposi-
tion of Inconel 718 using powder feedstock. Forend et al. [10] claimed that within the optimized
process parameters range, it is possible to control the geometric shape, dilution, and aspect ratio

of the deposited layers in a systematic way. They determined the process parameter window for
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the wire cladding of aluminum alloys using the DED process based on the surface quality of the
clads, their cross-section geometry, and possible defects within them. Sun et al. [41] investigated
the correlation between process parameters and the height, width, and dilution of layers in the
powder deposition of Ti-6A1-4V. They found that the depth of the melt pool is highly correlated

with scan speed in the process.

There have been numerous studies on identifying the process parameter window of the DED
process for different setups and materials. Choosing the optimal process parameters can signifi-
cantly minimize geometric errors, porosity, lack of fusion, and other defects that can impact the
final quality of the printed parts; however, finding the proper process parameter requires sam-
ple preparation, iterations over different parameters, and inspections; but when selected, it would

ensure printing parts with better quality.

2.6 Modeling and Control of Melt Pool Temperature

The temperature of the melt pool is a critical factor that influences the microstructural and mechan-
ical properties of clads during the DED process. The temperature distribution is determined by the
multi-scale thermal aspects of the process and is influenced by factors such as material properties,
processing parameters, dwell time, scanning pattern, and so on. Understanding and controlling the
temperature distribution in the melt pool is essential for achieving the desired properties in the
final product[5, 35].

At the macro-scale, non-uniform temperature distribution can result in thermal-induced resid-
ual stress, distortion, uneven deposition, and cracks in the final part [50]. At the micro-scale, the
uniform temperature distribution within the melt pool can improve the resulting microstructure of
the part [52]. Thus, controlling the temperature distribution across scales is essential for achieving
high-quality parts with desirable properties. Research has demonstrated the critical role of melt
pool temperature in determining the quality of the final part. As a result, there have been many
studies focused on controlling the temperature during the DED process to achieve desirable prop-
erties and ensure high-quality parts. Tang et al. [42] developed a controller for the melt pool based
on an empirical formula that governs the melt pool temperature. They argued that process models
available in the literature [9, 14] are too complex for online temperature control. Gibson et al. [12]
measured the top-view size of the melt pool and designed a controller to keep the melt pool at the
same size during deposition by adjusting the power. Smoqi et al. [37] developed a closed-loop con-
trol system to maintain a consistent temperature during the DED process. When the temperature
deviates from the reference temperature, the system lowers or increases the power to the laser to
maintain a constant temperature in the melt pool. Their results show improvement in the volume
percentage of porosity and more consistent homogeneous dendritic microstructure. The majority

of the approaches used in the control of the melt pool used a simplified version of the modeling for
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the melt pool or use real-time data of the melt pool from the experimental measurement during
the deposition process.

Because modeling the melt pool’s temperature and morphology is challenging, data-driven ap-
proaches can be effective for predicting the temperature based on the history of the melt pool. By
training models on past data, these models can learn patterns and relationships in the data that
can be used to predict future temperature behavior, without relying on detailed physical models of
the DED process. Zhang et al. [53] utilized data-driven approaches to forecast temperature during
the DED process. Time series analysis models such as LSTM were used to make predictions about
future temperatures. Forecasting temperature in advance can be advantageous as it can provide
early feedback to the controller for adjusting power, thereby compensating for process latency.
The model used by Zhang et al. can only obtain the general trend of the temperature. On the
other hand, this thesis focuses on training a data-driven model that can achieve a more accurate

prediction of the temperature which can later be used for designing a controller.
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Chapter 3

System Integration and DED

Experiments

This chapter discusses the integration of the laser-based DED setup developed in our lab. The
functionality of each of the components used in the DED machine is described. In addition, the
sensors that are used in the machine, including an IR camera and a pyrometer, and how they
are integrated into the system to measure the temperature and geometry of the melt pool are
explained. Next, the software used to control the laser setup and the sensors, as well as the
calibration procedures used to ensure accurate temperature measurements are discussed. Finally,

the chapter ends with the results and discussions over the printed thin wall with the setup.

3.1 Integration of the DED System

The integration of the DED system includes establishing the connection of the hardware system
and the development of the setup control software. The hardware consists of four main components:
a motion stage, laser generator, deposition head, and powder feeder. This section provides some

information about each component, including its functionality and mechanism of operation.

Motion Stage

In 3D printing, parts are fabricated layer by layer, hence a motion stage with at least 3 degrees
of freedom is required. The motions in X and Y axes are utilized for printing in each layer, while
the Z-axis motion is used for incrementing the deposition head after printing each layer. The ATS
machine, which is a product of Dover Motion, is used as the motion stage for laser cladding. This
machine is surrounded by opaque walls to block radiation from the laser and enable safe operation
during the laser cladding process. The controller of the machine is using an open-source code
written in MATLAB. The motion commands from the MATLAB script are interpreted into binary
commands in the dSPACE and sent to the motion stage. The motion stage and its controller are

shown in figure 3.1.
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Figure 3.1: The 3-axis motion stage and its controller.

Laser Generator

To melt the metal powder during DED operation, the IPG YLR series fiber laser with a nominal
power of 500 W and wavelength of 1070 nm are being used. The laser delivered to the surface has

a Gaussian distribution. Also, it can generate a laser in continuous and pulsed modes.

Powder Feeder

The powder feeder is responsible for delivering the metal powder from the powder storage to the
deposition head. The powder is carried by Argon gas, which also acts as the shield gas during
the process. During the powder deposition process, metal powder is fed from the powder storage
onto a rotating disc. The carrier gas, which is Argon, picks up the powder from the rotary disc by
suction and delivers it to the deposition head. The flow rate of powder to the deposition head is

determined by the rotating speed of the powder feeder’s disc in RPM.
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The relationship between the flow rate and the RPM of the rotating disc must be experimentally
determined for each setup. To determine the flow rate, the shield gas was turned off and a plastic
cup was placed under the deposition head nozzle to store the powder. The weight of the powder
was measured for each RPM. The results and the fitted line are shown in figure 3.2. Eq 3.1 shows

the relation between the RPM and the flow rate in grams.

flow rate = 5.151 x RPM — 0.364 (3.1)
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Figure 3.2: Change of mass flow (g) with respect to RPM in the powder feeder.

The powder feeder also delivers the Argon as the shielding gas to the deposition head. The

shield gas is responsible for

e protecting the melt pool from oxidation

e protecting the deposition head optics from the metal powder
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Deposition Head

The deposition head is one of the major components of the DED process. It is responsible for
focusing the laser beam through its optics and co-axially delivering the metal powders and laser to
the melt pool. An adaption plate was designed to integrate the deposition in the 3-axis machine.

Figure 3.3 shows the deposition head installed on the motion stage.

Figure 3.3: The deposition head of the DED machine.

3.2 Sensors

The main process parameters, i.e., laser power, scan speed, and flow rate, in the DED process
directly affect the melt pool’s morphology and temperature during the deposition. To obtain infor-
mation about the temperature and morphology of the melt pool, a pyrometer, and an IR camera
are installed, respectively. This section provides a brief background on infrared measurement tech-

nology and the sensors used in the setup.
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3.2.1 Infrared Measurement

Michalski et al. [25] explain that when a heat flux ® reaches the surface of a body, heat divides into
3 portions. A portion of it is being absorbed by the body, ®,; some portion is reflected. ®,; and the
last portion is transmitted through the body, ®,. Based on this observation, 3 physical properties
can be defined: absorptivity a = ®,\®, reflectivity p = ®,\®, and transmissivity 7 = ®,\®. Based

on the principle of energy conservation, equation 3.2

at+tpt+T=1 (3.2)

Based on equation 3.2, when a = 1, p = 0, and 7 = 0, the body is defined as a black body and
it absorbs and emits all the radiation. If « =0, p = 1, and 7 = 0, the body is defined as a white
body and it reflects all the radiation. Lastly, when oo = 0, p = 0, and 7 = 1, the body is defined as
a transparent body, and all the radiation is completely transmitted through it. These properties
depend on the object’s material, its surface, and temperature of it, and the radiation wavelength
(\) [25]. The basic idea in pyrometry is based on emissivity that is the ratio of the energy radi-
ated from a material’s surface to that radiated from a perfect emitter, a black body, at the same
temperature and wavelength and under the same viewing conditions. Emissivity is a dimensionless
number between 0 (for a perfect reflector) and 1 (for a perfect emitter). The emissivity of a surface
depends not only on the material but also on the nature of the surface. For example, a clean and
polished metal surface will have a low emissivity, whereas a roughened and oxidized metal surface
will have a high emissivity. The emissivity also depends on the temperature of the surface as well

as wavelength and angle.

One of the main advantages of using pyrometry to measure temperature is its capability for non-
contact measurement. This provides the freedom to monitor hard-to-access surfaces and features,
regardless of their location and orientation, while minimizing potential damage to sensors. One
obstacle to using pyrometers and IR cameras is their relatively higher cost compared to thermo-
couples. Another limitation of pyrometry is the difficulty in calibrating these devices. The working
principle of pyrometers and IR cameras is based on the emitted radiation of the body compared
to the black body, and the accuracy of the temperature reading depends on the emissivity of the
monitored object. However, in the DED process, the emissivity of the melt pool continuously
varies due to its dynamic nature, making it relatively difficult to measure and achieve accurate
readings. Considering all the benefits and challenges, pyrometers and IR cameras are the domi-
nant techniques for monitoring temperature compared to thermocouples, due to their non-contact

measurement features.
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3.2.2 2-Wavelength Pyrometer

Pyrometers are used to measure temperature without contact, based on the emissivity and radiation
from the object. However, a challenge in using pyrometers is emissivity-based measurement. To
overcome this limitation, 2-wavelength pyrometers are used. 2-wavelength pyrometers utilize two
distinct wavelengths to measure the hottest temperature in their field of view and read 2 different
temperatures. As the phase difference between the 2 wavelengths is known, the pyrometer calibrates
the temperature reading based on the wavelength values and the captured temperature values.
Table 3.1 lists some specifications of the 2-wavelength pyrometer used in the setup, which is shown

in figure 3.4.

Table 3.1: Specifications of the pyrometer

Model CTRM-2H1SF100-C3
Temperature Ranges 550 to 3000°C
Focal distance > 300 mm
System accuracy + (0.5 % Tof reading + 2°C)
Temperature resolution (> 900°C) 0.1°C
Response time 1 ms

Figure 3.4: 2-wavelength pyrometer used for measuring melt pool temperature.

3.2.3 IR Camera

The morphology of the melt pool contains useful information, such as stability, shape, and tem-
perature distribution. However, one of the main challenges in using an IR camera is the reliability
of temperature readings. IR cameras use single-wavelength detectors to obtain radiation data, and
temperature readings heavily rely on emissivity. In the melt pool, multi-physics phenomena, such
as melting and solidification, occur, and the melt pool is also surrounded by an extreme amount of

light and smoke that can hinder infrared detectors from obtaining information. Therefore, the IR
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camera is used to provide information about the morphology of the melt pool, not the melt pool
temperature in the setup. Table 3.2 shows some specifications of the IR camera, which is shown in

Figure 3.5.

Figure 3.5: FLIR IR camera used for getting the shape of the melt pool.

Table 3.2: Specifications of the IR camera

Model FLIR A6750
Image resolution 640 x 512
Temperature range without filter up to 100°C

Temperature range with filter ND1 | 45 °C to 600°C
Temperature range with filter ND2 | 250 °C to 2000°C
Data acquisition frequency up to 120 Hz
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3.3 Software Development for the Setup

In the DED setup, the following components have their own software and data acquisition system:
e Laser generator
¢ IR camera
e Pyrometer

To control the process, the laser power needs to be adjusted based on the feedback received from
the sensors. However, when each component uses its own software system, their work is mutually
exclusive, making connection difficult between devices. To overcome this obstacle, open-source
software has been developed to integrate the control of all components and enable coordinated

control of the process.

3.3.1 Software’s Functionality

The software has been written in Python, utilizing the PyQt5 library to develop a Graphical User
Interface (GUI) that enables users to initialize and set power for the laser generator and retrieve
data from the pyrometer and IR camera. The software stores the data captured by the IR camera
and pyrometer in a database, using time as the primary key. To ensure smooth communication
with multiple components, multi-thread software has been designed, allowing it to send and receive

signals without freezing. The software is connected to the following components:

e Laser generator
e Pyrometer

e IR camera

Laser Generator

The laser generator is connected to the server via an Ethernet connection; the hardware inside the
laser communicates through serial commands with the server. The manual for the laser generator
provides a list of all the serial commands for the laser generator and their functionality. The
designed Graphical User Interface (GUI) includes a section that is specifically for the laser, allowing
users to send commands for turning on the laser generator, setting the power, and turning the guide
beam on and off. The software also sends a command to retrieve information from the laser box,

such as the delivered laser power and the temperature of the laser box.
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IR Camera

The IR camera comes with commercial software that offers advanced processing and data acquisition
capabilities. However, it does not have an accessible API that can be used to communicate with
other software via HTTP commands. To obtain data from the IR camera, the Python code provided
by the company is used. The code reads the data from the IR camera and does all the processing
to convert it to temperature values. The provided code was integrated into the backend of the
software to read the temperature data into the designed software. The data is plotted in real-time

and stored in the database.

Pyrometer

The final component is the 2-wavelength pyrometer. The pyrometer is connected to the server
via USB. There are some predefined serial commands by the manufacturer that can be used to
access the pyrometer’s data from the software. The software sends the serial command specified
for reading the temperature and the pyrometer sends the temperature value in real-time as the

response.

Temperature Calibration

After collecting data from both the IR camera and the pyrometer, the data from the pyrometer is
used to calibrate temperature readings. As mentioned earlier, the temperature readings from the
IR camera are heavily dependent on the emissivity of the object being measured. Therefore, they
need to be calibrated by the data from the 2-wavelength pyrometer, which is not dependent on
emissivity. To calibrate the temperature readings from the IR camera, the temperature measured
by the 2-wavelength pyrometer is used to scale the maximum temperature reading of the IR camera

and set the rest accordingly.

3.4 Printing a thin wall

Once the setup was integrated, a thin wall was printed to test the performance of the setup and
gain further insights into the process. The specifications of the thin wall are listed in Table 3.3.
Two thin walls, each including 20 and 40 layers, were printed using the bi-directional scanning
pattern, shown in figure 3.6. Based on figure 3.7, although one of the thin walls has twice the
number of layers compared to the other, their heights are not necessarily following the same ratio.
This is because the deposition height may vary for the same process parameters in different layers

during the printing process.
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Both ends of the thin wall have a lower wall height compared to the middle section. When the
bi-directional pattern is used for printing a thin wall, heat accumulates on both ends, causing the
wall to slowly creep downwards before solidification. This downward creeping results in a lower
height on both ends of the wall.

Table 3.3: Thin wall’s parameters

Power 450 W

Scan speed 2 mm/s

Powder Flow rate 1 g/min
Scanning pattern | bi-directional

Layer 5 >
Layer 4 =
Layer 3 >
Layer 2 2
Layer 1 »

Figure 3.6: Schematic of the bi-directional printing pattern.

— : nat S

Figure 3.7: Thin wall with 20 and 40 layers.
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3.5 Conclusions

In summary, this chapter illustrates the integration of the components and sensors into the 3-
axis motion stage to make the DED setup. After integration, software and the GUI for the laser
generator, 2-wavelength pyrometer, and IR camera were developed to facilitate the control of the
laser based on the feedback of the sensors in future studies, also the software uses the temperature
data from the 2-wavelength pyrometer to calibrate the measurement by the IR camera, which is
highly dependent on the emissivity of the object. Finally, to test the performance of the DED
setup, a thin wall with multiple layers was printed and the possible reasons for deformations on

both ends of the thin wall were analyzed.
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Chapter 4

Determining the Process Window

Metal 3D printing involves building parts layer by layer. To achieve satisfactory dimensional ac-
curacy, good bonding, and improved surface finish, among other desired outcomes, it is important
to study the process layer by layer to ensure the quality of the deposited layer before the addition
of the next layer over it. Figure 4.1a shows a printed square with several layers, using parameters,
including the power of 500 W, the flow rate of 4 g/min, the scan speed of 4 mm/s, and z-axis
increment of 0.5 mm, that were taken from the literature [4]; but the final result is not satisfactory
due to the high variation across process parameters of different DED machines; therefore those
process parameters can’t be used for the setup used in this thesis. In order to print high-quality
parts using the DED process, it is necessary to carefully study and optimize the process parameters
for the experimental setup to print a part like figure 4.1b, which has better quality compared to
the other one. This square is printed with the power of 350 W, the flow rate of 2 g/min, the scan
speed of 2 mm/s, and the z-axis increment of 0.3 mm, that are determined as the proper process
parameter for this setup. This chapter focuses on the determination of the process parameters for

the first layer, in order to achieve high-quality tracks with consistent and repeatable results.

(a) Improper process parameters (b) proper process parameters

Figure 4.1: Printed square with multiple layers using improper (power=500 W, scan speed=4
mm/s, flow rate=4 g/min, and z-axis increment=0.5 mm) (a) and proper (power=350 W, scan
speed=2 mm/s, flow rate=2 g/min, and z-axis increment=0.3 mm) (b) parameters.
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4.1 Materials of Powder and Substrate

A mild steel plate with a thickness of 7 mm is used as the substrate, and its composition can be
found in Table 4.1. In order to improve laser absorptivity and ensure uniform deposition with good
bonding of the clads to the substrate, the top surface of the metal plates was sanded to achieve
a smooth and flattened surface. The plates were cleaned with water and soap to ensure that no
grease remained on the surface. Figure 4.2 shows the clads that were deposited on an unprepared
substrate; it resulted in clads without good bonding and a constant deposition rate. Stainless
Steel (SS) 316 was used as the powder for the metal deposition process. The composition of the
powder can be found in table 4.2, reported by the suppliers. The powder was produced through gas
atomization, and additional specifications such as particle size, shape, density, etc. can be found
in table 4.3.

s BN

P F s s AT IR ed

Figure 4.2: Depositing clads over the unprepared substrate resulting in nonuniform clads without
good bonding to the substrate.

Table 4.1: Substrate’s composition (mild steel)

Carbon Silicon | Manganese | Sulphur | Phosphorus
0.16-0.18% | 0.4% Max 0.7-0.9% 0.04% Max | 0.04% Max

Table 4.2: Metal powder composition (SS 316)

Cr Ni Mo C
16-18% | 10-14% | 2-3% | 0.03%
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Table 4.3: Metal powder specifications

Average powder size 25 uym
Powder shape Spherical
Tap density 5g/cm?

Appearance Gray

4.2 Experimental Plan

Although there are many possible combinations of process parameters in which the setup is capable
of printing, only a few of these combinations are of sufficient quality to be used. Table 4.4 displays
the range of output values for each component in the setup, which can result in a wide range of
process parameters. As a result, it is crucial to identify a range for each of the process parameters,
including power, scan speed, and flow rate, resulting in tracks with good quality, geometry, and
bonding to the substrate; This certain range for the process parameters is known as the process

window.

Table 4.4: Range of the outputs for each component

Parameters Range
Laser power 0 to 500 W
Powder feeder | 0 to 30 g/min
Motion speed | 0 to 200 mm/s

4.2.1 Process Parameter Selection

To determine the appropriate process parameters for the experiment, preliminary experiments
were conducted, and literature was studied to obtain an idea of the approximate range of process
parameters. The selected range for printing a single clad is shown in Table 4.5. There are six
parameters for power, five for flow rate, and five for motion speeds, which when combined, result

in 150 clads with different process parameters, each with a track length of 7 cm.

Table 4.5: Selected values of power, flow rate and scan speed to conduct the experiment

Parameters Input parameter
Laser power 250, 300, 350, 400, 450, 500 W

Powder flow rate 0.5, 1, 2, 3, 4 g/min

Scan speed 2,4, 6,8, 10 mm/s
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4.3 Sample Preparation

After depositing the clads onto the substrate, samples were cut using a water jet to examine the
cross-section of the sample. Figure 4.3 presents the cross-section of the samples. Based on this
image, only a rough estimate of the clad height and width can be obtained. To improve measurement
accuracy and gain more insight into the melt pool, samples need to be ground, polished, and etched.

This section provides a detailed sample preparation procedure.

Figure 4.3: Unprepared cross section of the samples.

4.3.1 Grinding Step

To prepare the samples, a manual polishing wheel was used. Samples were mounted and ground
with grinding papers of 400, 600, 800, and 1200 grits. After each step of grinding, the samples were
analyzed under a microscope to ensure the quality of the grinding. Next, the sample was rotated

by 90°, and the finer grinding paper was used for the next step of grinding.

4.3.2 Polishing Step

After grinding up to 1200 grits, the samples are polished using water-based diamond suspensions
with the size of 6, 3, and 1 um. Like grinding, after each polishing step, samples were analyzed
under a microscope to ensure the quality of polishing and then rotated 90 degrees for the next

polishing step with the finer diamond sizes.

27



4.3.3 Etching

Materials have different chemical compositions and properties, which results in different reactions
to acids that have corrosive behavior. In this thesis, the substrate is made of mild steel and the
powder is made of SS 316. During deposition, the final clad material is a combination of both mild
steel and SS 316. As the etchant has different corrosion rates on the clad and the substrate, it will
reveal the melt pool shape inside the substrate and further analysis of the depth of the melt pool
and the quality of the clad can be done.

Determining the appropriate etchant and etching time is an iterative process. Firstly, it is nec-
essary to identify the appropriate etchant that can effectively etch the surface. Then, an iterative
approach is used to determine the best etching method and time that can reveal the melt pool

shape inside the substrate without causing under-etching or over-etching of the surface.

In order to find the proper etchant for SS 316 and mild steel, literature [2, 37, 47, 51| was
studied and the following etchants were selected for trials on the clads and the substrate in order

to determine the best etchant.

e Adler’s etchant (figure 4.4a)
e Villela’s etchant (figure 4.4b)
e Nital 5% etchant(figure 4.4c)

e Marble’s etchant (figure 4.4d)

Based on the results in figure 4.4, it can be observed that Adler’s and Marble’s etchants are not
suitable because they cause burning of the parts. Nital 5% does not reveal the difference between
the two materials. Lastly, Villela’s etchant is much more effective than the rest. The composition
of Villela’s etchant is shown in table 4.6. After finding the proper etchant for the clads and the
substrate, the suitable etching time and method need to be found iteratively to obtain a surface

that is neither under nor over-etched.

Table 4.6: Villela’s etchant composition in percentage

Picric Acid | Hydrochloric acid | Ethanol
1% 10% 89%

Once a suitable etchant has been identified, it is necessary to perform iterations to determine

the proper etching method and time. There are 2 common etching methods:
e Immersion (the result is shown in figure 4.5a)
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(a) Adler’s etchant

(c) Nital etchant (d) Marble’s etchant

Figure 4.4: Effect of different etchants over the clads and the substrate.

e Scrubbing (the result is shown in figure 4.5b)

In immersion, the part can be immersed fully in the etchant, or droplets are used to place the
etchant’s drops over the desired location. In the other method, a scrub, that was previously soaked
into the etchant, is used to scrub and etch the surface. In scrubbing, there is the possibility of
not applying force evenly over the surface or because of the motion of the scrub, a part of the sur-
face can be more exposed to the etchant compare to the other locations; therefore, the immersion

method produces better and more uniform results compared to scrubbing as shown figure 4.5.

After finding the best etchant and etching method, an iteration should be done on the etching
time to find the proper timing. Based on the documentation for Vilella’s etchant, an etching time
of 1 to 5 minutes was suggested. After conducting several iterations, the etching time of 4 minutes

is selected to produce the desired results.

4.4 Analysis on the Geometry of Clads

After printing 25 clads for each laser power (a combination of 5 flow rates and 5 scan speeds), it

was noticed that among all the 5 speeds, only the scan speed of 2 mm/s provided enough time for
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(a) Scrubbing method (b) Immersion method

Figure 4.5: Effect of scrubbing and immersion methods for apply the etchant over the surface.

the laser to melt the substrate and powder. It was observed that at higher scan speeds, a very
small amount of powder was deposited, and there was minimal difference between the height of the
deposited clads. For instance, varying the powder flow rate at scan speeds of more than 2 mm/s
resulted in a very subtle change in the height of the deposited clad. The scan speed of 4 mm/s
and 500 W power yield relatively good results compared to the rest of the powers in scan speed of
4 mm/s, but it was not considered in the results for the sake of consistency with the rest of the
power’s scan speed. Therefore, all the analyses are conducted for the scan speed of 2 mm/s, which

includes 30 tracks.

4.4.1 Height Analysis over Clads

Maximizing the height of the clad is important as more height per clad results in faster printing
and time and energy savings. However, there must be a trade-off between the height of the clads

and their quality, i.e., good clad geometry and proper bonding to the substrate.

Height variation at different powers

During the DED process, the amount of metal powder supplied to the melt pool is typically greater
than what is required, and not all of it can be captured by the melt pool. When the laser power is
increased at a constant flow rate, it results in melting more metal powder on the fly and creation
of a larger melt pool that together results in capturing more metal powder and more deposition
rate. This leads to an increase in the clad’s height for the same flow rate and higher laser powers.
The maximum height of the clads with respect to the power is shown in figure 4.6; based on the
figure, in some flow rates, the clad’s height is higher in the power of 450 W compared to the power
of 500 W. When the laser power increases from 450 to 500 W, a melt pool with a larger diameter is
formed over the surface and results in clads that have a larger width and lowers height compared

to the power of 450 W as shown in figure 4.7. This increase in the width of the clads also exists in
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the lower flow rate but because the flow rate is lower, it is not magnified like the higher ones.
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Figure 4.6: Height of the clads at different powers and constant flow rate.

g

(a) Power 450 W (b) Power 500 W

Figure 4.7: Variation in the height and width of the clads and melt pool in power 450 W (a) and
power 500 W (b) in the flow rate of 4 g/min.
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Height variation at different flow rates

The outlet size of the nozzle used in the DED process remains constant, so increasing the flow rate
results in an increase in the area density of the powder being sent from the nozzle. Consequently, at
the same power level, increasing the flow rate enhances the likelihood of melting more powder due
to the increased area density, which ultimately results in an increase in clad heights. The maximum
height of the clads is measured and the height variations at different flow rates and constant powers

are shown in figure 4.8.
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Figure 4.8: Height of the clads at different flow rates and constant power.

4.4.2 Melt Pool Depth Analysis over Clads

One of the challenges in metal 3D printing is the formation of pores in the DED process that will
degrade the part quality and lower its fatigue life. The metal powder is carried to the melt pool
with the Argon gas and there is the possibility of entrapment of the gas within the melt pool before

solidification, resulting in the formation of pores. When the laser melts deeper in the previous layer
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and forms a larger melt pool, the possibility of entrapment of the gas and pore formation increases.
Therefore, it is necessary to set the process parameters to minimize the depth of the melt pool

while ensuring proper bonding to the substrate or the previous layer.

Melt pool depth variation at different powers

During the DED process, the laser emitted from the nozzle first encounters a cloud of metal powder
and melts a portion of the powder on the fly. After penetrating the powder cloud, the laser gets to
the substrate and forms a melt pool. The higher the power of the laser, the more energy reaches
the substrate that results in a deeper melt pool on the substrate. The variation of the melt pool
depth with respect to power at a constant flow rate is shown in figure 4.9. Based on the figure, with
the increase of the laser power, a deeper melt pool is formed. Also, as the melting temperature of
the mild steel, the substrate, is higher than the melting temperature of SS 316 by around 75°C, in
the laser powers of 350 W and lower, the laser can’t provide enough energy to fully create the melt
pool inside the substrate and the depth of the melt pool remains around the same range, but for
the powers larger than 350 W, the laser can provide sufficient power to melt the mild steel and the

more increase in the power would result in deeper melt pool inside the substrate.

Melt pool depth variation at different flow rates

When the flow rate increases at the same laser power, the area density of the powder in front of
the nozzle increases. This cloud of powder acts as a barrier for the laser to penetrate and reach the
substrate, resulting in a decrease in the depth of the melt pool. Results are shown in figure 4.10.

Based on the figure, with an increase in the flow rate, the depth of the melt pool decreases.

4.5 Dilution

One of the primary characteristics to evaluate the quality of a clad is its dilution, which determines
whether the clad is properly bonded to the surface of the substrate while having a good deposition
rate. The dilution is calculated by equation 4.1, where A1 and A2 are the area of the clad over and
under the surface of the substrate, respectively, shown in figure 4.11. The areas are measured by
counting the pixels of each section and scaling them based on the microscope’s scale bar. Based on

this approach, dilution for all the clad printed with the scan speed of 2 mm/s was computed.

Az

- 4.1
K A+ Ay (4.1)
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Figure 4.9: Depth of the melt pool at different powers and constant flow rate.

4.5.1 Variation of Dilution at Different Flow Rates and Constant Power

Figure 4.12 displays the relationship between dilution and flow rate at constant laser power levels.
The figure indicates that increasing the flow rate results in a reduction in dilution. Increasing the
flow rate results in an increase in the area density of the metal powder. With higher density in the
powder cloud, more energy is absorbed by the cloud and more metal powder is melted; therefore,
less energy is available to melt the substrate, and a decrease in the size of the melt pool in the

substrate results in lower dilution values at higher flow rates.

4.5.2 Variation of Dilution at Different Powers and Constant Flow Rate

Based on figure 4.14, increasing the laser power results in an increase in dilution. The cloud of metal
powder first absorbs the laser power and the laser melts the powder on the fly and the remaining
power reaches the substrate and creates a melt pool. When the laser power is increased, the power

reaching the substrate becomes proportionally larger, resulting in a larger melt pool under the
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Figure 4.12: Variation of dilution at different flow rates and constant power.

surface of the substrate; consequently, the dilution increases. Based on figure 4.14, there is a local
minimum in value of dilution in each flow rate at the laser power of 350 W. This local minimum is
because of the physical properties of the metal powder and the substrate. Metal powder, SS 316,
melts around 1375° C while mild steel has an average melt point around 1450° C that is higher than
the powder’s melt point. When the laser power goes beyond 350 W, it will provide more power
for melting the substrate and will make a deeper melt pool, as shown in figure 4.13; consequently,
results in an increase of dilution. For the laser powers below 350 W, laser power is not able to do
the deposition as high as laser power of 350 W; therefore the clad’s area on top of the surface is
relatively smaller. In the power of 350 W, the laser power gets to an optimum point where it can
melt more metal powder compared to powers below 350 W to deposit a clad with more height, and
also it is not providing enough energy for the substrate to create a melt pool inside it. Therefore,
it will result in a drop in the dilution value at the power of 350 W compared to the other powers,

which is desirable.
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Figure 4.13: Change in the shape of the melt pool in laser powers of 350 and 400 W and same flow

rates.
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Figure 4.14: Variation of dilution at different powers and constant flow rate.
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4.5.3 Variation of Dilution at Different Power Densities

To make the interpretations universal between different DED setups, some generic terms like power
density or corrected power density are used [46]. Using these terms will provide better insight into
the process parameters of different DED setups that have different ranges for power, flow rate, and
scan speed. Equation4.2 is used for the calculation of the power density. In this equation, laser
power is divided by the scan speed and laser diameter. In order to include the flow rate inside
the energy density term, energy density is divided by the flow rate forming equation 4.3 called
corrected energy density. Figure 4.15 shows the correlation between dilution and corrected power
density. Based on the figure, increasing the corrected power density value results in an increase in
the dilution in the clads.

laser power

power density = (4.2)

laser diameter X scan speed

laser power

corrected power density = (4.3)

laser diameter x scan speed X flow rate

4.5.4 Selection of the Parameters Based on Dilutions

The overall goal of obtaining the dilution values of the samples was to identify the process parameter

window for the setup that would result in a clad with the desired specifications, including;:

e good geometry
e minimum dilution with enough bonding to the substrate

e maximizing the size of the clad on top of the substrate’s surface

As shown before, there is a local minimum in the dilution value at the power of 350 W that
candidates it as proper laser power that provides enough bonding to the substrate while having a
relatively good deposition rate. In the laser power of 350 W, flow rates of 0.5 and 1 g/min result
in a relatively low deposition rate and dilution over 25%. The flow rate of 4 g/min, shown in figure
4.16b is not depositing good clad in terms of geometry and bonding compared to the flow rate of
3 g/min as presented in figure 4.16; the flow rate of 4 g/min at the laser power of 350 W is not
letting the laser to pass the cloud of the metal powder and provide enough bonding to the substrate
compared to the flow rate of 3 g/min. It is evident that the track at the flow rate of 4 g/min 4.16b
is not having a uniform surface compared to the flow rate of 3 g/min as presented in figure 4.16a.
This non-uniformity results in lower quality of the part when multiple layers are printed on top
of each other. In summary, the flow rates of 2 and 3 g/min have accepted deposition rates while
keeping good bonding to the substrate, with the dilution value of 21% and 5%, respectively. The

dilution range of 5% to 25% is depositing clads that can satisfy the mentioned criteria and this
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Figure 4.15: Variation of dilution at different corrected power densities.

range is chosen to be the proper dilution range of this setup. Therefore, the recommended process
parameters can be used as the proper process parameters for the setup. Figure 4.17 shows the

shape of the clads in all powers and flow rates.
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Figure 4.16: Differene between the tracks deposited with flow rate of 3 g/min (a) and 4 g/min (b)
in the laser power of 350 W.
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Figure 4.17: Variation of the dilution with respect to power for the flow rate of 2 g/min.



4.6 Conclusions

In summary, this chapter focuses on finding the proper process parameters for the experimental
setup. The results of printing 150 tracks with different process parameters over the substrate were
analyzed and among them, 30 tracks with more promising results were chosen. The cross-section
of the selected tracks was ground, polished, and etched to visualize the melt pool and clad’s height.
A complete discussion over the variation of maximum heights of the clads, maximum depth of the
melt pool, and dilution is done and based on them a proper dilution range (5% to 25%) and process
window for the setup is determined. The process window recommends using the laser power of 350
W, the scan speed of 2 mm/s, and the flow rate of 2 or 3 g/min for this setup; these parameters
deposit clads with a dilution ratio between 5 to 25%, which ensures good bonding while maximizing

the deposition rate in the process.
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Chapter 5

Predicting Melt Pool Temperature in
DED Process Using Machine Learning

To predict the melt pool temperature in the laser-based DED process, physics-based models, includ-
ing analytical and numerical methods, and data-driven models are developed. The determination
of a closed-form analytical equation for the prediction of the melt pool temperature in the DED
process is challenging. Analytical methods have been developed based on closed-form equations
by solving welding boundary value problems to model temperature field in the DED process [30].
Because of the variations in the volume of the melt pool and mass of the metal powder during the
process, as well as the uncertainties to the thermo-physical process, analytical models can’t make
reliable predictions and there will be discrepancies between analytical modeling and experiment
[19, 43]. The other approach is using numerical models; these models are not accurate due to the
lack of knowledge on the melt pool formation process, and simplifying assumptions established
for the simulations [48]. Also, the accuracy of the model is highly dependent on the boundary
conditions and meshing scheme [23]. Opposed to the analytical and numerical models, data-driven
models can do the prediction based on experimental data with limited knowledge of the underlying
physics. This chapter is focused on finding the best sequence models to be used in the ML pipeline

for the prediction of the melt pool temperature in the DED process.

5.1 Temperature Data Acquisition, Processing, and Analysis

As mentioned in chapter 3, 2 sensors, including the IR camera and 2-wavelength pyrometer, were
integrated into the DED setup. The IR camera captures the morphology of the melt pool and the
2-wavelength pyrometer read the top surface temperature of the melt pool. The focus of this thesis
is on the prediction of the temperature of the melt pool and only the 2-wavelength pyrometer was
used for data acquisition. The melt pool temperature was measured during the deposition process
using the 2-wavelength pyrometer with a sampling rate of 0.01 seconds (100 Hz). At each sampling
time, the pyrometer measures the maximum temperature over the surface of the melt pool. As a
2-wavelength pyrometer is used, the concern regarding the emissivity-based temperature reading
will be resolved. The raw data of the melt pool temperature for the deposition of 6 layers of a thin

wall is presented in Figure 5.1. The raw data contains high-frequency noise that is resulted from the
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data acquisition hardware in the pyrometer, blockage of the pyrometer’s view by smoke and sparks
coming out of the melt pool, etc. To remove the noise a moving average window with a length of
50 is applied to the data. Filtered data is shown in figure 5.2. There are some variations in the
temperature of the melt pool that resulted from variations in the flow rate of the powder, variations
in the delivered laser power to the melt pool, etc. Uni-directional printing pattern was used to print
the thin wall; when the setup prints one layer, it stays for a bit longer (less than a second) at the
end of the path until the laser turns off, resulting in accumulation of heat at that location and
a spike in the melt pool temperature value at that position. In printing the first layer, the main
heat transfer mode is conduction through the substrate that acts as the heat sink. But when the
wall gets taller the conduction through the substrate will be less efficient because the melt pool is
getting further from the substrate’s surface, and heat transfer mode will shift toward convection
over the surface of the thin wall, and radiation, that has lower efficiency compared to conduction
from the substrate. Furthermore, as the idling time, which is the time between 2 consecutive layers
to let the part cool down, is not enough to let the part get to the ambient temperature, when

printing a thin wall, there will be a gradual increase in the temperature of the melt pool.
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Figure 5.1: Raw temperature data for 6 layers.

5.2 Data Preparation

Using the raw data for training an ML model could decrease its performance, increase training
time, and make the convergence unstable. Therefore, it is necessary to do data preparation before

training, which involves normalizing the data, conversion to tensor data type, and windowing the
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Figure 5.2: Temperature data after applying moving average filter.

data, with details explained in this section.

5.2.1 Normalizing the Data

It is important to normalize the melt pool temperature data before training an ML model as it
helps the model to be more stable and converges sooner. Equation 5.1 shows the normalization
formula, where p is mean and o is the standard deviation of the temperature. The mean value of
the temperature data is 1777 °C, and the standard deviation is 47.6 °C.

data —
normalized data = % (5.1)

5.2.2 Converting the Data to Tensor

The data is currently in the form of a Python array, but it needs to be converted into a tensor format
to make the training faster. As GPUs have better performance in parallel computing compared

to CPUs, converting the data to tensor and training over GPU will make the training of the ML
model faster.

5.2.3 Splitting the Data

To assess the performance of the model, the data is split into 3 parts, including the training set,
validation set, and the test set with the portion provided in table 5.1. The model is trained over

the training data and evaluated at the end of each epoch on the validation data. Finally, after
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the training, the model is evaluated based on the test set. Figure 5.3 shows the ratios over the

temperature data.

Table 5.1: Portions for the training, validation and test set.

Training set | 70% of the temperature data
Validation set | 20% of the temperature data

Test set 10% of the temperature data
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Figure 5.3: The training set, validation set, and test set of the temperature data used for training
and testing the model.

5.2.4 Windowing the Data

In contrast to many ML applications where the model makes decisions solely based on the data
at each time step, in sequence models, the ML model makes predictions based on the data that
precedes the current time step. As a result, the data must be passed to the model in a window of

data with a certain length at each time step.

The window size is one of the hyper-parameters in the training of a sequence model. It deter-
mines if the model is going to predict one step ahead, how many data points it needs from the
previous time steps. Like all the hyper-parameters that are determined by trial and error for ML
models, the size of the window is determined by trial and error. When the window size gets large,

like 100 for this scenario, it will have a delay in predictions because it will have more focus on the
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long-term history, on the other hand, when it gets small, the model will do predictions similar to
the baseline model as it can’t consider the recent history in the input data. By doing iteration
over the size of the window, the window size of 30 was selected. The first 29 data points are input
data and the 30" entry is the label data, that will be predicted. Figure 5.4 shows an example of
creating windowed data. In this figure, the first 3 entries are chosen as input data and the 4*" entry

is chosen as the label for them.

[1,2,3,4] [2,3,4,5] [3,4,5,6]

Figure 5.4: Sample of the windowed data with the window length of 4.

5.3 Machine Learning Models for Sequence Modeling

Many ML models are being used across various fields of research, including language modeling,
object detection, image recognition, etc. All of these models are following the same approach for
training; they are trained by feeding the input data into them, and they attempt to minimize the
error by using cost functions and optimization methods such as stochastic gradient descent. These
techniques allow the models to iteratively adjust their parameters to better fit the data, resulting

in more accurate predictions.

In this thesis, the dataset consists of a sequence of melt pool temperature data that are correlated
to each other. In other words, the value of the current data point is dependent on its history. This
is the case in various examples such as the stock market and language models, where the data point
at time ¢ depends on the previous data points. Therefore, models with the ability to remember the
history of the input data must be used. The list of models used for sequence modeling in the thesis

is listed below.

e Baseline model

e Dense Neural Networks (DNN)
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e 1D Convolutional Neural Networks (CNN)
e Recurrent Neural Networks (RNN)
e Gated Recurrent Unit (GRU)

e Long Short-Term Memory (LSTM)

There are many models available for each ML task and finding the best model is done through
iteration. A baseline model is set and the performance of the rest of the models is compared to the
baseline model. A detailed explanation of all the models used for iteration is provided in the rest

of the section.

5.3.1 Baseline Model

The baseline model assumes that the melt pool temperature changes slowly and its variations
are negligible. Thus, based on equation 5.2, the temperature prediction at time ¢ + 1, g(¢t + 1),
is considered equal to the true temperature value at time ¢, y(¢), which was measured by the 2-
wavelength pyrometer at each time step. In other words, the measured temperature from the sensor
is shifted one time step ahead to serve as the prediction of the temperature in the process. This
baseline model will serve as a benchmark, against which the performance of other models will be

compared.

gt +1) = y(?) (5:2)

5.3.2 DNN Model

Dense models are one the most commonly used networks in different fields of ML like regression,
image classification, pose estimation, object detection, etc. In these models sets of nodes, known
as neurons, are stacked together and form a layer, all nodes of each layer are connected to all the
nodes all the next layer, through parameters known as weights, to form dense neural networks. In
the thesis, a dense model with 2 hidden layers, each containing 32 neurons, and an output layer
with a single unit are used. The weights of the model are first randomly initialized and when the
input model is fed, the model does the prediction and compares the result with the true value.
Based on the difference between the prediction and the true value, the cost function, which is Mean
Absolute Error (MAE) in this case, is calculated. Stochastic Gradient Descent (SGD) is used as
the optimization approach to minimize the cost function and update the weights until the model
converges to a desired performance. Figure 5.5 shows 3 different sections of the input temperature

data at different time frames of the data. The model is using 29 data points to predict the label.
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Figure 5.5: Prediction of the dense model at 3 different frames of the melt pool temperature data
in the middle of layers.

5.3.3 CNN Model

CNN models are mainly used in ML applications related to computer vision. In CNN models,
filters of a certain size are passed over the model to encode the data. Using the filters will decrease
the size of the data and trainable parameters; also, they extract the features in the data which
makes the training more efficient and faster. For the temperature data, the data is 1 dimensional;
therefore, a 1-dimensional convolutional layer must be used. When a convolutional filter with the
size of 29 passes over the data, it will encode all the 29 values into a single value and that single
value is passed to a dense layer with 32 neurons and then a dense layer with a single neuron to do
the prediction of the temperature. In training this model, the weights in the convolutional filters
and the dense layers are initialized randomly. When the model is trained, the weights are updated
until the model converges and predicts the results with the desired accuracy. The prediction results
on the CNN model over 3 different time frames of the input data are shown in figure 5.6. As shown
in the figure, the model is using the first 29 data to do the prediction for the 30" input. The
convolutional filter takes one stride ahead in time does the prediction for the next time step, and

SO OIl.
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Figure 5.6: Prediction of the CNN model at 3 different frames of the melt pool temperature data
in the middle of layers.

5.3.4 RNN Model

One of the weaknesses of using the dense and CNN models for the prediction of the sequential data
is that they can’t consider the history of the input data in their prediction and their prediction
is only based on the fed data at each time step. To solve this weakness, models with additional
parameters to remember the history of data are introduced to be used. One of the basic models
used for the prediction of time series is RNN. The architecture of the model is shown in figure 5.7.
The left side of the figure shows the compacted design of the model while the right-hand side shows
its expansion over time. The window of the temperature data (X(<*>)) is fed to the model at each
time step and the model is returning an output for each, which is the prediction of the next time
step. This RNN model is called many-to-many, where the number of inputs is equal to the number

of outputs. The parameters used in the RNN model are listed below [36]:

e ¢~'”: This is the hidden state parameter. Contains information from the previous cell (history

of temperature)
e X <t>: This is the windowed temperature data fed into the model at each time step

e {<t>: This is the temperature prediction for the next time step
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be: The bias term for the hidden state

by: The bias term for the output

Wizt The weight matrix for the inputs (shared across the sequence)
e Wya: The weight matrix for the states (shared across the sequence)

e W,,: The weight matrix for the output (shared across the sequence)

The governing equation in the RNN model is shown in equations 5.3 and 5.4. In equation 5.3,
W, is the combination of W,, and W, which are stacked horizontally beside each other. The

activation function, g, is tanh. At each step of the iteration, a<'> <t>

and y are computed in the
forward direction to make a prediction and then the prediction is compared to the actual value to
evaluate the cost function for each output based on equation 5.5. Based on the sum of the cost
function in equation 5.6, the backpropagation is done over the model to minimize the cost function
by the SGD optimization technique. After each backpropagation, the weights, that were initialized
randomly in the beginning, are updated. This process takes place over and over until an acceptable

value for accuracy is obtained and the cost function is minimized.

at = g(W,lat™t, Xt + b,) (5.3)

g = Q(Wyaat +by) (5.4)

£<t> (Q<t>, y<t>) — _y<t> log(g)<t>) _ (1 _ y<t>) log(l _ (Z)<t>) (5'5)
Ty

L= LG y<) (5.6)
t=1

The advantage of using RNN is its simplicity which results in lower computation cost compared
to the more complex sequence models, like GRU and LSTM, but its disadvantage is that it can only
consider the state from the previous cell and has a short-term memory; thus, it is not expected from
RNN to remember events from a long time ago. The prediction results of a model with 2 hidden
layers, each with 32 RNN units, followed by a dense layer with a single neuron over 3 different
frames of the temperature data is shown in figure 5.8. Based on the figure, it is evident that the

model is able to estimate the temperature at each time step that is close to the true value.

5.3.5 GRU Model

One of the weaknesses of RNN models is their short-term memory that results in vanishing gradient

because of their simple structure compared to GRU and LSTM that is not able to remember the
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Figure 5.8: Prediction results of RNN model at 3 different frames of the melt pool temperature
data in the middle of layers.

data from a long time ago. In the vanishing gradient, the gradient of the weights gets smaller and
close to zero; consequently, it will not be able to update the weights of the model and improve the
prediction accuracy. To overcome this weakness, more complex models like GRU and LSTM are
developed. Both the GRU and LSTM models have some additional gates to remember the data for
a longer time. The gates in the GRU model are [7]:
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e Relevance Gate (I';)

e Update Gate (')

The other parameters used in the GRU model are
o C<t>: The cell state at each time step

e C<': The possible candidate for C<t>

e b.: The bias term for the cell state

e b.: The bias term for the relelance gate

e b,: The bias term for the update gate

e W, : The weight matrix for cell state

e W,: The weight matrix for relevance gate
e W,: The weight matrix for update gate

e {<!>: The prediction of the cell

In the RNN architecture shown in figure 5.7, each RNN gets the state variable from the previous
cell and therefore, in long sequences, it will not remember the information from the beginning of
the sequence. Unlike the RNN model, in GRU architecture shown in figure 5.9, there is some
additional gate that controls the flow of the information from the previous cells; these gates help to
remember the information from the beginning of the sequence for future predictions. At each time
step in the GRU model, a possible candidate for the cell state C<t> is computed that contains the
most recent information about the sequence by equation 5.7 containing the value of the relevance
gate, previous step cell’s memory content C'<!~1> current input, and the bias term. The gates in
the GRU model decide whether to keep the previous cell memory or update the cell memory to the

candidate cell memory. These gates and their functionality are explained in the following.
C< = tanh(W,[[, x C<I71> X <1>] 4 b,) (5.7)

Update Gate

In the GRU model, the information from the previous cells is stored in cell memory C<>. At each
time step, the update gate decides whether to update the cell memory to the possible candidate
cell memory (C<t>). The decision for the update gate is done by equation 5.8 that is computed
based on the previous cell memory, the current input, and the bias term inside the sigmoid function

shown in equation 5.9. The value of the sigmoid function is close to 0 or 1.
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[y = o(W,[C<1> X<P] +b,) (5.8)

1

sigmoid function = —————
gmoid | T+ oxp(—2)

Relevance Gate

This gate is used to consider the relevance between the previous cell memory C'<!~1> and the
possible candidate cell memory (C~'<t>). The relevance gate I';. is computed by equation 5.10 based

on the previous cell memory, the current input, and the bias term.

L, =oc(W,[C1> X<>] +b,) (5.10)

Finally, after calculation of the update gate, relevance gate, and the candidate cell memory, the
cell’s memory content is updated based on equation 5.11, which is equal to the prediction. Next,
like the RNN model, the loss function is calculated and minimized through optimization to update
the weight of the model.

O =Ty x C<P” 4 (1-T,) x C<*> (5.11)

The prediction results of a model with 2 hidden layers, each with 32 GRU units, followed by a
dense layer with a single neuron over 3 different frames of the temperature data is shown in figure
5.10. The prediction results closely follow the true values that make this model a good candidate

for data-driven modeling.

5.3.6 LSTM Model

One of the other sequence models with the ability to remember the history of the data when
doing the prediction is the LSTM model. LSTM models are frequently used in natural language
processing that any sentence can be given to the model, and the model understands and return a
response to it like ChatGPT. The LSTM model is similar to the GRU model with more gates and
added computational complexity. Figure 5.11 shows the architecture and flow of the data in the
LSTM model. The parameters used in the LSTM model are listed below [36]:

o C<t>: the cell state at each time step

<t>.

e q hidden state vector known as the output vector of the LSTM unit, computed by

equation 5.17

o O<t>: the possible candidate for C'<t>
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Figure 5.9: GRU architecture.

e W,: the weight matrix for the cell state

o W;: the weight matrix for forget gate

e W,: the weight matrix for the update gate
e W,: the weight matrix for the output gate

e =~'>: the prediction of the cell

In the LSTM model, the possible candidate for the cell state is computed at each time step by
equation 5.12 by the hidden state vector and the current input. Unlike the GRU model, the LSTM
model has an additional gate called forget gate (I'f) computed by equation 5.14. The forget gate
and the update gate decide on updating the cell state based on the candidate cell state by equation
5.16. The LSTM unit outputs the prediction which is equal to the computed cell state.

C<t> = tanh(W, [a<!"1>, X <] 4 b,) (5.12)
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Figure 5.10: Prediction results of GRU model at 3 different frames of the melt pool temperature
data in the middle of layers.

Iy =o(Wy[a=t"1>, X<] +b,) (5.13)

Iy =o(WiC<17, X< 4 by) (5.14)
L, =oc(W,[C<t1>, X<>] +b,) (5.15)

O<P” =Ty, C<> 4 TpxC<t71> (5.16)
a<"” =T, * tanh(C<") (5.17)

The prediction results of a model with 2 hidden layers, each with 32 LSTM units, followed by a
dense layer with a single neuron over 3 different frames of the temperature data is shown in figure
5.12. Based on the figure, the predicted values can closely follow the variations in the temperature

that make this model a proper candidate for data-driven modeling of the temperature.
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5.3.7 Comparison on the Prediction among Different Models

To check the performance of models, the Mean Absolute Error (MAE) between the predicted
and the true value of the temperature was calculated based on equation 5.18 on the test set
and the validation set, together around 6000 data points and results are shown in figure 5.13.
Based on the figure, all of the ML methods are performing better than the baseline model, that
makes ML approaches a good candidate for temperature prediction and data-driven modeling in
the DED process. By comparing the MAE of the baseline model and the sequence models with
better memory, like LSTM and GRU, it is evident that these sequence models are having about
20 times better performance based on the MAE values on the validation and test set. This better
performance makes them good candidates to be used inside the ML pipeline for prediction of the

melt pool temperature.

<t> _ y<t> |

-
MAE = 2=t (5.18)

n

5.4 Prediction Results

Up to this point, the working principle of different ML models that are commonly being used for

sequential model predictions was discussed and various ML models, like the dense model, 1D CNN,
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Figure 5.12: Prediction results of LSTM model at 3 different frames of the melt pool temperature
data in the middle of layers.

RNN, GRU, and LSTM were trained over the model to check their performance. Among them,
GRU and LSTM models were shown that are working better over the temperature data compared
to the rest of the models. Between these 2 models, the LSTM model that has more gates for re-

membering the history of the data is chosen to be implemented into the ML pipeline for prediction

of the temperature.

The ML pipeline uses the LSTM model tested in section 5.3.6. This model is trained over the
data for 50 epochs and the prediction results of the model over the validation and test set, which
was not seen by the model during the training, are shown in figure 5.14. Figure 5.15 shows the
prediction results from Zhang et al. [53]. They did the implementation of XGBoost and LSTM
models for the prediction of the temperature in the DED process and concluded that the LSTM
model is having better performance compared to the XGBoost model. In their model, as they are
only using one unit of LSTM and not choosing the proper hyper-parameters for the model, their
prediction results are not as accurate as the model developed in this thesis. The implemented model
in this thesis not only is able to predict the melt pool temperature trend, but also can estimate
the fluctuation in the temperature that is resulted due to the variation of the delivered laser power

and the flow rate to the melt pool. Comparison between figure 5.14 and figure 5.15 is shown the
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superiority of the model developed in this thesis.

5.5 Conclusions

Due to the challenges and discrepancies in the prediction of the melt pool temperature between
the physics-based models, i.e., analytical and numerical models, and the experiments in the DED
process, an ML-based approach was chosen for the prediction of temperature in the DED process.
As the current temperature of the melt pool is dependent on its history, ML models with the
ability to consider the history of the data were chosen to do trials and determine the best model
with proper hyper-parameters among them. Several models, including the dense model, 1D-CNN,
RNN, GRU, and LSTM were trained over the melt pool temperature data and their performance on
the validation set and the test set were analyzed. Among these models, GRU and LSTM did better

performance in the prediction of temperature compared to the others because of the additional gates
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Figure 5.15: Performance of the model proposed by Zhang et al. [53] to predict the melt pool
temperature in DED process.

used inside these models for remembering the sequence of the data. Between LSTM and GRU,

LSTM has more gates for remembering the sequence in data and is widely used for different ML

applications related to sequences; therefore, the LSTM model was chosen to be implemented into

the ML pipeline for the prediction of the temperature. After training the model, it was evaluated

over the test set and results were compared to the existing studies in the data-driven prediction of

the melt pool. The trained model shows better performance in the prediction of the temperature

and can predict the trend and fluctuations in the melt pool temperature data during the printing

of a 6-layer thin wall.
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Chapter 6

Conclusions and Future Works

AM is opening new opportunities in the manufacturing industry due to its unique capabilities in
manufacturing complex parts, building parts with unique material properties, repairing existing
parts, etc. Despite all the advantages, this process is suffering from a lack of repeatability and

defects that hinders it from entering critical industries such as aerospace.

In this thesis, a laser generator, deposition head, and powder feeder were integrated into an
existing 3-axis motion stage to make an in-house laser-based DED setup. Proper sensors, including
an IR camera and a 2-wavelength pyrometer, were purchased and integrated into the setup to mon-
itor the morphology and temperature of the melt pool during the DED process. Next, open-source
software was developed with the ability to control the laser generator and sensors to facilitate
controlling the process by the feedback received from the sensors for future studies. Moreover, as
temperature measurement with the IR camera is highly dependent on the emissivity of the mate-
rial, the software uses the temperature reading from the 2-wavelength pyrometer to calibrate the
IR camera’s temperature. Finally, to test the setup, a thin wall with multiple layers was printed

and possible reasons for the geometrical defects in the thin wall were discussed.

After integrating the setup and making it ready to use, a set of experiments was designed to
determine the proper process window for the machine that results in clads with good bonding to
the substrate and proper geometry. In the experiment, 150 single-layer clads were printed over the
substrate and after polishing and etching the cross-section of the selected ones, they were analyzed
under an optical microscope. The purpose of this study was to find the correlation between the
main process parameters, like laser power, scan speed, and flow rate, with the clad’s geometrical
properties including height, depth, and dilution. Next, based on the assessments on the clads, the
laser power of 350 W, the scan speed of 2 mm/s, and flow rates of 2 and 3 g/min were chosen as
the process window of the DED setup that results in the deposition of clads with good bonding,
geometry, and dilution ratios between of 5% to 25%, which is determined as the proper range for

this setup and used materials.

The DED process has a hard-to-model nature because of the multi-physics phenomena, like
melting and solidification, happening during the process. Analytical and numerical models have

low accuracy in estimating the melt pool temperature during the DED process because of the sim-
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plifying assumptions established for their development which results in discrepancies between the
model and experiment; therefore, an ML-based data-driven model for the prediction of temperature
in the DED process is developed to do the prediction based on the experimental temperature data.
The temperature data in printing a 6-layer thin wall was captured from a 2-wavelength pyrometer
and after preprocessing over the data it was fed as the input to various ML models, including dense
neural networks, 1D-CNN model, RNN, GRU, and LSTM. Among these models, LSTM and GRU
show superior performance compared to the rest of the models in remembering the history of the
data and doing predictions. As the LSTM model can more effectively store and access the long-
term dependencies using a special type of memory cell and gates compared to the GRU model, the
LSTM model was selected for the development of the ML pipeline in the prediction of the melt pool
temperature. The developed model shows better performance compared to the existing data-driven

models for the prediction of melt pool temperature.

This work set the basis for future studies and experiments conducted in our lab. The following

topics can be explored further as the continuation of this thesis:

e In data-driven approaches having more data always leads to creating more complex models
with more capabilities. By having more data, instead of predicting one time step ahead in
the future, more time steps ahead, like 5 or 10, can be predicted, and later this model can be
integrated into the software for controlling the temperature. As the ML model can predict
the temperature sooner in the future, it will be an aid for the inherent latency in the DED
process and the laser power can be set accordingly to keep the melt pool temperature in a

certain range

e The microstructure of the clads can be investigated to find the correlation of the process

parameters with the microstructure of the printed clads

e The IR camera can capture the morphology and temperature distribution of the melt pool;
based on the IR images, a data-driven model can be developed to monitor the temperature
distribution and melt pool shape in the process and do defect detection based on the melt

pool morphology and temperature distribution
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