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Application of a Laser-aided Direct Metal Manufacturing
Techmque to Key Parts Materials in NFPPs
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Abstract

Laser—aided direct metal manufacturing technology is one that combines
laser cladding technologies with the advanced methodologies of rapid
tooling  to  manufacture complex  3-dimensional geometries  directly  in
functional metals, the design data of which are supplied by CAD/CAM,
Thiz technology does not need intermediate process  stages  during
manufacturing the 3-D parts. So the time, man power and money for
manufacturing the parts can ke reduced tremendously comparing to the

existing conventional methods,  [n this paper. the technology and its



characteristics are described and it is shown that this technology can be

used for the kev parts in nuclear power plants,
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® Direct Metal Deposition(DMD)™™
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# Direct Light Fabrication(DLF)™
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Fig, 1 Dies manufactured using the Laser—aided Direct Metal
Manufacturing Technology
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Fig, 2 Schematic diagram of laser classinf svstem
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Fig. 3 (a) Laser-aided direct metal deposition process and (b) Process

showing manufacturing process using CAD data,

Fig, 4 Parts manufactured with Ti allovs using the Lasform



Fig, 5 photograph showing the LENS 750
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Fig, 6, Schematic diagram showing a Lasform svstem



	분과별 논제 및 발표자

