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Fig.1 Schematic representation of the process principle

of conventional laser material deposition and extreme

high—speed laser material deposition
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Fig.3 Extreme high—speed laser material deposition sys—

tem and processing
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Fig.7 Cross—sectional morphologies of conventional laser

material deposition and extreme high—speed laser material

deposition

P AT L, b 5 1 o ) TR J2 2 R BRI R
fLAFBRE, HIRZHEMIER T RIFIR &2 5.
JFC Rl e O G B TR R R R TR GOt
T BRI AT BT ) EA 2 A E R NP, X2
Dhy g RO G B UKL/ A AR B AR T
AU R ) B R = A T ST AR AT
TEMRAETS 0 T A5 R 08 195 I B ST 8% Y
TR PG L R FE RO SN, 1 i $A B R B



ERXxiE

K R

550 %

— I A Y DI HOR N A TR |
P 7d iz o PRI B i) A A\ g 8 2l , AT 3
FRAR /IS FRGE i [X A /N SR b i IR RE AR UE
R SR RING 456 o MAEGEHOCRE e
WA AR —FB AT T R4, 3l 3 SO BT 32 1Y
PR RO, AR K — 3870 FL 1A b ik A J
ith, 15 BLIRZ RO, QNI Te TR o DR G ko't
VR B KR R 2R 5% , G X 175 FEl 29 R
20~50 pum; MHEGEHOCIEE IR BERTE 10%~20%,
PEZIR XL FE 170~300 wm',

T g T PR AR SRR B 3 AR X BRI/ 1 R
AR RO E R R H R = TR S

d fEGELIETE SEM AR
B8 ERHNRESBEERYNIBE SEM AL S5TEHH™

Fig.8 Micrograph and elements distribution of conventional laser material deposition coating and extreme high—speed laser

material deposition coating
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Fig.10 Numerical simulation of extreme high—speed laser

material deposition processes at powder scale
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