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The Recent Trend on Additive Manufacturing Technology: A Review
~Influence of Powder Characteristics on Powder Bed Properties
and Final Products Quality~

Hideki KYOGOKU™, Toshi-Taka IKESHOJI*2, Makiko YONEHARA™

Additive manufacturing (AM) technology has been utilized as promising material process
because of enabling of the integrated manufacture of complex-shaped products with addition of
new functions. In particular, the utilization of laser beam powder bed fusion (PBF-LB) has been
expanded in industrial fields such as the aerospace, medical, and energy fields. The assurance
of the quality of final products requires control of various process parameters in powder
characteristics, powder recoating process, and building process by laser radiation. This paper
reviews the influence of powder characteristics on the powder bed properties such as powder
bed density and surface morphology, also the influence of the powder bed properties on the
quality of final products including our researches.
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