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A Study on optimization of SLS process by using Polyamide-6 powders
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Fig. 5 Schematic diagram of Industrial SFF system

Table. 1 Specification of sample powder

Particle size average(um)| Melting point(C)

PA-6 80+5 223
PA-12 58 184
PA-6:PA-12=1:1 705 184

Table. 2 Sintering condition of an experimental

. PA-6:PA-12
Variable PA-6 PA-12
(1:1)

Temp.(C) 190~215 178~190 170~184
Scan speed(m/s) 2~7 2~7 2~7
Scan space(mm) 0.3 0.3 0.3
Laser power(W) 18~25 18~25 15~20

Layer thickness(mm) 100~150 100~150 100~150
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Table.3 Sintering condition of samples

. PA-6:PA-12
Variable PA-6 PA-12
1:1)

Temp.(C) 195 185 178
Scan speed(m/s) 6 6 6
Scan space(mm) 0.3 0.3 0.3
Laser power(W) 18 23 18

Layer thickness(mm) 150 100 100

Fig. 6 Fabricated sample of PA-6, 5:5, PA-12
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