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Numerical simulationsand experiments of the sintered densification
in selective laser sintering
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Abgract : In the sdlective laser Sntering(S.S) process,the low intendty and high porosity of the Sntered part are
ill the key factors that restrict the industriad progress of the 9 S technique. The interaction between the laser and the
materias and the distribution of the three-dimenson temperature fied are important factors that affect the densfication of
the dntered part. They are o the esentia bads for choosng the gppropriate I S process parameters. The interaction
between the infrared laser and the polymer materiads had been discussed in this paper. A numerica Smulation mode for
9 Sprocess is presented ,which has been used to andyze the densfication of the dntered part. The smulation results
acoord with those of the experiments. The results show that the S S modd can be used to estimate the densfication of the
dntered part efectivey.
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Fig. 3 Specific heat-temperature curve for polystyrene
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