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Abstract

:

The abilities to both monitor and control additive manufacturing (AM) processes in real-time are necessary before the routine production of quality AM parts will be possible. Currently, neither ability exist! The major reason is that AM processes are different from traditional manufacturing processes in many ways and so are the sensors and the monitoring data collected from them. In traditional manufacturing, that data is mostly numeric in nature. To that numeric data, AM monitoring data add large volumes of a variety of in situ, high-speed, image data. Collecting, fusing, and analyzing all that AM data and making the necessary control decisions is not possible using traditional, rigid, hierarchical-control architectures. Therefore, researchers are proposing to use real-time, machine-learning algorithms to analyze the data and to execute the other control functions. This paper identifies those control functions and proposes a new architecture to integrate them. This paper also shows an example of using that architecture to analyze the melt-pool, shape analysis using a clustering method.
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1. Introduction


Within the next decade, Additive Manufacturing (AM) is expected to become the primary process for creating complex geometries. Achieving that expectation, however, will still require four new technologies that include (1) AM software for high-complexity product design and engineering, (2) AM machines for high-quality and low-cost product fabrication, (3) AM sensors for in situ monitoring of various AM processes, and (4) controllers that can analyze big data and make optimal decisions in real-time [1].



AM has a major problem, however. Even given optimal process parameters and even under ideal machining conditions, the quality of AM products is still highly variable [2]. There is variability in the powdered material, the build process, the sensor data, and the control functions, among others. To reduce the overall part-quality uncertainty that results from that variability, we believe a new architectural approach to AM process control is needed.



In this paper, we focus on (1) defining a reference functional architecture for monitoring and controlling AM process with an example of powder bed fusion system and (2) giving an example of how to implement that architecture. Section 2 describes our research platforms as well as current, commercially available AM processes, equipment, and sensors. Section 3 provides our view of what AM process control is all about—namely part-quality control. Section 4 provides a high-level, functional view of our proposed, two-loop, control architecture and provides a more detailed description of the functions in those control loops. It also describes the major offline functions, typically executed in the cloud, that interact with those control functions. Section 5 provides a detailed description of our example, control problem, which involves melt-pool, shape analysis, and classification using the clustering method. Section 6 provides a summary and a short description of future work.




2. The Need for AM Research Testbeds


A variety of AM machining systems are now commercially available [3]. In theory, AM systems have two major advantages over traditional manufacturing (TM) systems: they can build any complex geometry and with virtually no tooling cost. Today, however, current AM systems have two major drawbacks. First, they frequently take more time to fabricate those geometries than a qualified TM system. Second, because of all the uncertainties in the AM system, controlling the quality of those parts is still a major problem. Most AM-system vendors, however, attempt to minimize the impacts of those uncertainties by limiting both (1) the kinds of geometries that their systems will produce and (2) the kinds of system modifications that manufacturers can make.



Lots of AM process-related and qualification-related research is being done in universities and research institutions around the world. The research described in this paper was conducted as part of a collaboration between the National Institute of Standards and Technology (NIST) and “Intelligent Manufacturing Research Center” (iMRC) National Cheng Kung University, Tainan, Taiwan. NIST has developed a state-of-the-art facility for AM called Additive Manufacturing Metrology Testbed (AMMT). The research-and-development (R&D) focus of AMMT includes (1) sensors that collect data and monitor and (2) AI-based, analytics algorithms to control laser powder bed fusion (LPBF) process technologies [4].



The iMRC LPBF machine has been instrumented with a fiber laser (with power 500 W and wavelength 1070 ± 10 nm), a pyrometer, and a coaxial CMOS camera. The laser-spot position is provided by the controller via the OPC Unified Architecture (UA) [5] interface to an intelligent system monitoring (ISM) module. The custom-built optical design enables the pyrometer to detect the melt-pool temperature. The image of the melt pool is captured using the CMOS camera by using the interfaces of camera link [6].



Appendix A shows some commercially available monitoring systems [7,8,9,10,11]. This list of commercial systems does not cover the complete lifecycle of additive manufacturing products—from design to finish in term of monitoring. Most commercial systems focus on a specific activity of that lifecycle. In general, no single commercial system discusses the functional and computing requirements for real-time, AM process-monitoring, and control. In the remainder of this paper, we will focus on the functional requirements and a control architecture for meeting those requirements.




3. AM Process Control Architecture


Most powder-based AM fabrication processes use two monitoring cameras. The first continuously monitors the chosen characteristics of the melt-pool. The second produces global images of the build surface before and after exposure of each layer. Pyrometers are used frequently to measure the temperature of the melt-pool. Actual laser-power levels and scan-speed rates can also be collected during the fabrication process. These two parameters directly affect the quality of the final product.



To utilize the capabilities of the monitoring systems in Appendix A, we propose a multi-loop, time-based approach to AM-process control. Our proposed control architecture is shown in Figure 1. It has two internal temporal loops: a real-time loop and a near-real-time loop. The major input to this multi-loop controller is a build plan, which involves process-specific and machine-specific tasks. Process-specific tasks include choosing the required support lattices and build orientation. Machine-specific tasks include converting the build plan into the formats required by (1) the controller of the AM machine that will build the product and (2) the monitoring systems that come with that machine. Today, that conversion is usually done by machine-specific, software tools.



The real-time loop uses individual samples of in situ, melt-pool data to monitor and control the process parameters. Changes in those parameters will be needed if the analysis of that sample data indicates an unstable process. The “sample-based” feedback data includes melt-pool temperatures and sizes, sampled at up to 20 kHz. The sample-based, process-control parameters include energy power and material-feed rates. As of today, only a few AM machines have the capabilities to execute this real-time, control loop. The near-real-time, layer-wise loop determines the scan path and process parameters for the next layer based on the entire collection of sample-based monitoring data.



Process monitoring includes functions to curate, fuse, and communicate in situ sensor/measurement data for both control loops. These functions are computationally rigorous outside the competence of the traditional, edge-computing nodes, such as PLCs or embedded controllers. Today, physics-based predictive models are rarely used in AM. Therefore, the predictive models used for both inner- and outer-loop control are previously trained, offline, data-driven AI/ML models. The major output of the loop-based monitoring functions, therefore, are the information models needed as inputs to those AI/ML models [12,13,14,15,16,17].



In the following sections, we provide more details about the functions inside each control loop and the some of the offline functions needed to provide the models used in those functions.




4. A Closer Look at the Time-Based Functions


Figure 2 shows the internal, real-time, near-real-time, and offline control functions. Real-time, internal-loop, control functions include (1) acquiring sensor data from the various in situ monitoring sensors, (2) cleaning and tagging that data, (3) analyzing that data to estimate the current characterization of the melt-pool, and (4) deciding what to do with that analysis. Common, data-driven, control decisions include keeping the current settings or changing them. A less common but more drastic control decision would be to stop the build process entirely (see Section 4.1).



Near-real-time functions use layer-wise, monitoring data as input to data-analytics and AI tools to control both the process stability and the part quality. Before creating that input, all process-monitoring data from previous layers must be fused. Before using that fused data, it must be transformed into the syntax and semantics required by the chosen analysis tool. The two, near-real-time control decisions are the scan-path and energy-intensity settings. If the data analysis shows no problem, then the scan path remains the same. If a problem is detected and the decision is to continue the build, then a new scan strategy must be selected based on its predicted impact on the part quality. New process parameters might be needed as well. Section 4.2 provides more detail [18].



4.1. Real-Time Function Loop


The real-time functions include data acquisition, preprocessing, process-parameter selection, melt-pool feature extraction, and anomaly detection. Data includes melt-pool temperature measurements, melt-pool images, process settings, and actual laser-power measurements. The preprocessing function is necessary to remove noise from data samples, noise that will result in the uncertainty in the final measurements. Since process parameters play an important role in part quality, their selection is critical. Their selection is also not an easy task due to the dynamic and uncertain natures of both the AM materials and the AM process. Those natures mean that parameters controlling AM processes cannot be fixed during the process. If parameters such as laser power levels and scan speed are fixed, overheating and underheating occurs during fabrication, for example, for the nonconventional continuous scan strategy [19]. Therefore, most process parameters must be set initially and then adjusted based on those real-time measurements. Adjustments can be made manually or by using esoteric optimization techniques such genetic algorithms and self-organizing maps [20].



Melt-pool-geometry measurements are used to control the process and to predict the quality of the AM part. The following steps are taken to measure the geometry of melt-pool: (1) remove the noise from images using a either a 3 × 3 or 5 × 5 Gaussian filter, (2) find the edge of melt-pool using Canny [21] or any other method for edge detection, and finally (3) calculate the area of melt-pool by fitting ellipses or rectangles or otherwise measuring size of the pool. The melt-pool geometry can be used to predict when the process is outside its normal operating range. Based on a defined threshold, the geometry can also detect anomalies during the AM process. Some researchers use other methods, such as bag-of-words, k-means unsupervised clustering, and convolutional neural networks for anomaly detection and classification in LPBF processes [22,23].



The real-time control functions continuously reoptimize the process parameters based on the measurement-data analysis. For this type of optimization, different machine learning algorithms, such as genetic algorithms and artificial neural network (ANN), are commonly used [20].




4.2. Near-Real-Time Function Loop


Near-real-time functions include sensor-data fusion, residual-stress estimation, 3D Optical coherence tomography (OCT) model reconstruction, defect detection, process-parameter selection, and part-quality prediction. Today’s AM machines are instrumented with a myriad of sensors often from third party vendors. Those sensors collect and communicate a large variety of high-dimensional data over extremely short periods of time. Typically, tens of thousands of images are collected using high-speed cameras. Large, field-of-view, staring cameras produce several high-definition, global images of each layer. All this sensor data must be fused before the other functions can be executed. Sensor-data fusion is still a major area of research [24,25]. Fused images, machine-control commands and other sensor measurements are necessary for this control loop. Consequently, the computational requirements to perform near-real-time functions are very high.



One of those requirements includes making an accurate, residual stress estimation, which is used to obtain the maximum dimensional accuracy and to avoid early fatigue failure [26]. Many process parameters affect the residual stress in AM [27]. Estimation results are used as inputs to optimize the scan-path and process parameters for the next build layer.



Another requirement is defect detection, which is based on both 3D Optical coherence tomography (OCT) and dimension analysis at all layers of the part. Due to its high resolution and nondestructive nature, OCT is also useful for surface-void detection, loose-powder detection, and subsurface-feature detection. OCT is also used to find cracks and areas of un-melted powder [28,29].



Finding defects on layer-wise images is critical so that we can choose more appropriate process parameters for the next build layer. Many existing methods can be used to find defects such as ANN, Bayesian classifier, support vector machines (SVM), and Convolutional Neural Networks (CNN). CNNs got attention due to its accuracy and fast execution time as compared to other approaches. The execution speed of a CNN is improved by using high-performance computing resources such as an advanced GPU. The productivity of these techniques can be used for (layer-wise) process control, supplementary process decisions, or remedial actions [30,31,32]. Some investigators use an acoustic signal for in situ quality estimation in AM using deep learning [32,33].



Automatic virtual metrology (AVM) is a relatively new technique in which the quality of the manufactured part can be estimated by using earlier acquired in-process measurements. For AM quality estimation, AVM is based on in situ data detected during previous manufacturing [6,34].




4.3. Offline Modeling Functions


There are two offline functions: data management and model management. Much of the software needed to execute these functions are morphing to service in the cloud. Those services can perform big-data analysis, knowledge mining, decision support, regular maintenance, and long-term data storage. In addition to services, cloud computing provides some tremendous benefits such as virtualization, scalability, on-demand self-service resource pooling, and location freedom. Due to the massive amount of data generated in the AM process, latency and bandwidth considerations make it impossible to use the cloud for real-time system monitoring and control. In our purposed architecture, AM systems use the results of high-performance cloud computing for training purposes based on long-term, stored data [35].



4.3.1. Data Management


Data management focuses on an effective and efficient way to ensure that AM data are captured, stored, and used appropriately. The Senvol Database [36] provides researchers and manufacturers with open access to data related to industrial AM machines and materials. Granta, a material information management technology provider, offers the product GRANTA MI:Additive Manufacturing, specifically customized for AM data capturing and use [37].



At the same time, multiple database and data-management systems must be built to organize and manage the data generated from research and industry projects. The DMSAM (Data Management System for Additive Manufacturing) was developed by researchers at Penn State university to store and track all the data and information related to an AM part. NIST’s Additive Manufacturing Materials Database (AMMD) is a data management system built with NoSQL (Not Only Structured Query Language) database technology and provides a Representational State Transfer (REST) interface for application integration. The database captures rich, research datasets generated by the NIST AM program based on an open Extensible Markup Language (XML) schema [38].



In addition, as an open data management platform, the AMMD data management system is set to evolve through codevelopment of the AM schema and contributions of data from the AM community. To leverage the strength of all these database tools, a multi-tier AM collaborative data management system is needed with (1) distributed data storage facilitated by using common data terms and definitions, (2) collaborative linked data based on neutral data formats, (3) continuous knowledge management by extracting AM material process–structure–property relationships automatically from AM data, (4) lifecycle and value chain-based decision support, and (5) an adaptive data-generation system that helps the AM community to design experiments more efficiently. A collaborative, data management system is set to identify, generate, curate, and analyze AM data throughout the entire AM product lifecycle and can significantly reduce the cost and time associated with AM product deployment.




4.3.2. Model Management


Model management is essentially a model training process done in the cloud layer in the training and update function. Based on the recommendation from optimization and design functions, the training process for models can be done. All trained models are deployed to subsequent layers as per the control architecture. Based on both real- and near-real-time monitoring and analysis of sensor data, training functions can be used for training at an initial level to deploy the model in sublayers. If the predicted result does not match the current standards, the retraining function starts again to improve modeling accuracy.



Model management focuses on using data analytics to improve control decisions. In situ monitoring and control data from multiple builds as well as part development lifecycle data are aggregated for analysis. The data can be used for training to correlate process settings with process signatures, microstructure properties, and mechanical properties. The resulting models are used for build-plan generation. Machine learning can also be used to train models, which are used in real- or near-real-time process monitoring and control.





4.4. Interfaces


Figure 3 shows the data exchanged between function blocks and the applicable data-connection standards. For real-time control, sampled data or images are used to adjust the energy-input intensity which helps to control melt-pool formation and cooling. Real-time functions usually perform preprocessing, anomaly detection, and feature extraction on a per sample basis. Only extracted feature data is transferred to near-real-time functions. For the connections between control loops and IT systems, including the cloud, communication protocols are adopted by the AM machine vendors including OPC UA, MTConnect [39], and other Internet of Things standards.



OPC Unified Architecture (OPC UA) is a new generation standard from the OPC foundation with a wide, install base in traditional manufacturing plants. Some AM system vendors have already adopted OPC UA to monitor the operational status of their machines. MTConnect is a manufacturing technical standard for communicating process data from numerically controlled machine tools to shop-floor control systems. AM system vendors are investigating MTConnect for process monitoring; but currently, it is a read-only protocol control. Emerging internet of things (IoT) standards are playing an important role to communicate in situ monitoring data. Many standardized session layer protocols, like Message Queue Telemetry Transport (MQTT), Constrained Application Protocol (CoAP), and Data Distribution Service (DDS), can be applied in the AM domain to get measurements from monitoring devices. The Real Time Streaming Protocol (RTSP) is a network-layer protocol designed to control streaming media servers which are used to establish and control exposure surface or melt-pool image recording.





5. Case Study: In-Process Melt-Pool Monitoring


5.1. The AM System


The case study dataset was generated at the Additive Manufacturing Metrology Testbed (AMMT) at the National Institute of Standards and Technology (NIST) [4]. The AMMT is a fully custom-made metrology instrument that permits flexible control and measurement of the LPBF process. An internally developed AM software (SAM) program [40] was used to evaluate different scan strategies. In this study, an altered scan strategy was selected.



Wrought nickel alloy 625 powder and substrate, with a dimension of 4” × 4” × 0.5”, was used in this case study. Twelve rectangular parts (with chamfered corners) of dimensions 10 mm × 10 mm × 5 mm were laid on the substrate, with a minimum spacing of 10 mm between parts. In-process monitoring was based on two cameras: one high-resolution camera for layer-wise images and a high-speed camera to get the melt-pool images. The Galvo mirror system and the beam splitter permit the high-speed camera to focus on the current, laser-melting spot. Emitted light from the melt pool, through an 850-nm bandpass filter (40 nm bandwidth), was imaged on the camera sensor. The trigged time of the melt-pool camera was 500 μs.




5.2. Our Chosen Control Problem


In this study, we focus on near-real-time, sometimes called layer-wise, control of the melt-pool size (see Section 5.3). The time constraint for layer-wise control is defined in the equation below.


  L _ M  P  c l a s s i f y   =  T  R _ M P   +  T  F _ M P   +  T  C l u s t e r   ≤  T  R e c o a t i n g    








where



	
  L _ M  P  c l a s s i f y     : layer-wise melt-pool classification;



	
   T  R _ M P     : time to record the coaxial camera melt-pool video;



	
   T  F _ M P     : time to extract the features of melt-pool;



	
   T  C l u s t e r     : time to perform clustering on melt-pool area; and



	
   T  R e c o a t i n g     : recoating powder time for next layer.






For layer-wise monitoring of melt-pool size, the data must be collected and analyzed before the next layer of printing begins. Since the inter-layer, powder-recoating time takes approximately 10 s [41], both must be completed within the recoating time frame. In the melt-pool size analysis case study, collecting melt-pool data from one layer takes 1 s. It is likely to extract the features within 3 s by using a parallel-computing technique, and our clustering method takes round about 0.80 s. All of this is described in the following sections.



Therefore, the total time cost is less than 5 s, which is plenty of time for a decision to be made based on that analysis. It means that there is 5 s left to make control decisions based on that analysis. Those decisions include (1) doing nothing or (2) changing the laser power and/or the scan speed, which are known to impact melt-pool size estimated using the melt-pool area. If the area is too big or too small, it means that the AM process is not stable. This is turn indicates a part-quality problem.




5.3. Melt-Pool Size: A Near-Real-Time Control Problem


The current case study focuses on controlling the size of the melt pool, which as noted, is a part of real-time loop in our architecture. We collected data from two different layers during the build, called layer1 and layer2. The total number of real-time, melt-pool samples consists of 2269 and 2215, respectively. Control decisions are based the results of melt-pool size monitoring and defect detection. If the process is stable, we assume that the part quality, which is determined from the specifications provided by the user, is acceptable. In the remainder of this section, we discuss our proposed, automatic, two-staged detection method to estimate the melt-pool size using that data automatically.



The defect detection process is shown in Figure 4. After capturing the melt-pool images, the first step is to remove any noise in the images. We chose the Gaussian filter, which is a well-known noise- removal process. The next step is to find the structural boundary of the melt pool, which we used the canny edge detection method [21]. After the boundary of the melt-pool is known, the width, length, and area of the melt-pool can be calculated.


  M e l t   P o o l   A r e a = W × L  











Based on the area, we use a K-means clustering techniques to find any defects.




5.4. Analyzing Data


We used a K-means clustering algorithm to find the possible geometric-shape and defect patterns that can arise in the melt pools created during the build on which this study is based. K-means clustering is one of the famous algorithms for finding such patterns. K-means algorithm divides the dataset into predefined “clusters”, with the property that each data point belongs to one, and only one, cluster. The algorithm attempts to make each cluster have approximately the same number of data points [42]. It allocates the data points to a cluster by minimizing their Sum-of-Square distance (SSD). We chose to minimize SSD based on the idea that, the more similarity among the data points (the lower the SSD, the likelier it is that they belong in the same cluster.



These clusters become the basis for creating the two previously mentioned patterns: shape or defect. The next step is to identify which cluster belongs to which pattern, but first, we provide the algorithm.



5.4.1. K-Clustering Algorithm


The k-means algorithm works as follows Algorithm 1 [43].






	Algorithm 1 K-Means



	
	⮚

	
Define the number of clusters K.




	⮚

	
Randomly select K data points as the initial centroids




	⮚

	
Keep repeating until there is no change to the centroids.




	⮚

	
Calculate the SSD distance among data points and all centroids.




	⮚

	
Allocate individually data point to the closest cluster (centroid).














We calculate the centroids for the clusters by taking the average distance between all cluster data points. We used random initializations of the algorithm to minimize its effects by choosing the initialization that has the least SSD distance as the centroid. We chose K-means clustering because it is repetitive in nature and can handle random start initializations. There is one potential drawback. The specific, software implementations of that algorithm may get stuck in a local optimum and, therefore, will not converge to the global optimum [43].



The objective function is as follows:


  J =   ∑   i = 0  m    ∑   k = 1  K   W  i k   ǁ  x i  −  µ k   ǁ 2   








where wik = 1 for data point xi if it belongs to cluster k; otherwise, wik = 0. Also, μk is the centroid of xi’s cluster.




5.4.2. Find the Number of Clusters Automatically in the Dataset


There are two well-known methods to find the appropriate number of clusters automatically: the elbow method and silhouette-analysis method [44]. In this study, we used the elbow method. The elbow method gives us a suitable (k) number of clusters based on the SSD between individual data points and the proposed centroid of the cluster. Algorithm (1) runs several times over the loop by increasing the number clusters and then (2) plots each proposed cluster’s score as a function of the number of clusters. Elbow method can be articulated by SSD in the equation below [44].


  S S E =   ∑   k = 0  k    ∑    x i  ∈  S k    ǁ X − C  ǁ 2 2   








with k = many clusters formed, Ci = the ith cluster, and x = the data present in each cluster. The elbow method is used to find the value of (k) number of clusters in the given data set.





5.5. Applying Clustering to our Melt-Pool Monitoring Problem


There are still many challenges that exist for monitoring and controlling the AM process. Melt-pool-shape monitoring is one of the key features used for quality estimation in AM. In-situ-based, monitoring systems are reliable approaches used by different researchers for real-time melt-pool monitoring. A high-speed camera is used to monitor the melt-pool in real-time during the AM manufacturing process.



After capturing the melt-pool images during manufacturing, the next step is to remove the noise and to extract the key features from the melt-pool. Completing these two functions in a timely manner is another challenge for real-time feedback control. In our case, in the next step, we needed to find the boundary of the melt-pool to estimate its area. After estimating the area, we used the elbow method to find the number of and members of clusters automatically within that area. The k-means methods clusters nearby points to find defects in the melt-pool.



In addition to the part quality, the melt-pool provides important information about the stability of the AM process. Based on the melt-pool shape, we can predict whether the AM process is functioning normally. Two principal parameters that affect the shape of the melt-pool are laser power and scan speed. It is possible to readjust these parameters based on the melt-pool-shape analysis. It means that, by monitoring the melt-pool size and shape, we can make control decisions that will positively impact the quality of the fabricated AM part.



As noted above, since our focus in this study is near-real-time control, we use the K-means Cluster algorithm on two different build layers called layer1 and layer2, with 2269 and 2215 data points, respectively. We used each layer’s data points and their associated melt pool area as inputs to the elbow method. We used this method to find the appropriate number of clusters (see Figure 5). For layer1, the optimal number of clusters is shown in the left top Figure 5. By observing each cluster’s shown histogram, we find that, in clusters C2, C3, and C4, the shapes and sizes of the corresponding melt-pool shapes are very different from the other histograms.



Therefore, these clusters are considered abnormal and represent two patterns of defects. Based on the very high values of C2 and C4 (drawn in blue and cyan color in the left bottom figure), their likelihood of being real defects is quite high. Given the value for C3, its likelihood is much lower. From the perspective of near-real-time control, these patterns must be identified and their quality impact must be assessed before any decision can be made.




5.6. Example Results


The right side of Figure 5 shows the result on the layer 2 dataset of the melt pool. The number of MPs in clusters C1 and C3 is fairly less compared to other clusters. It can be understood that these melt-pools are very different in size and shape from other MPs. The area of these MP (C1 and C3) is either very high or low as compared to other MPs, as shown in the right bottom figure of the cluster of MPs. The guess estimation of this clustering-based, defect-detection method is that these melt-pools belong to be anomalies, splashes, etc.



To check the accuracy of the proposed approach, we observe the bottom left of Figure 5 for clustering and we find that the (C4) cluster color cyan shows that this cluster has only a very few number of melt pools as compared to other melt pool. When we cross-check the C4 cluster in their original image dataset, we find that this melt pool is abnormal and its melt pool shape is a fairly big area as compared to other clusters, as shown in Figure 6. Similarly, the bottom right figure of the clustering shows that C1 and C3 has a few number of melt pools, which means that these melt pool also belongs to defects.





6. Summary


This paper proposes a functional architecture for controlling AM processes. That architecture has two internal control loops: real-time and near-real-time. Real-time functions include data acquisition, preprocessing, curating, and tagging from in situ sensors. Data analysis focuses on using individual samples to characterize the melt pool for small collections of that data. Near-real-time functions focus on individual layers. Those functions include data fusion, residual stress estimation, 3D opaque model reconstruction, defect detection, and part quality prediction. The outer-most, layer-wise loop is for near-real-time control. This loop makes adjustment of scan path and process parameters for the next layer based on the monitoring information from the previous layers.



In addition to these internal, control-loop functions, the paper discusses some of the offline functions associated with training and retraining the AI/ML models used by those analysis functions. The paper includes an example of a near-real-time, control function: melt-pool size. It describes both the collection method and the analysis methods. There are two methods: the K-means clustering method and the elbow method. The elbow method determines the optimal number of clusters, and the clustering method identifies which data points go in which cluster. The melt-pool area for each cluster is the control metric. The area of each cluster is calculated; based on the area (too big or too small), defects are determined. Control decisions, such as changing the laser power and scan speed, can be made based of the area.
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Appendix A


In Appendix A, Table A1 shows some commercially available monitoring systems. SLM solutions provide an on-axis monitoring system by using two diodes, but the Concept Laser systems use one diode and one camera integrated using the on-axis technique. Sigma Labs developed the system based on on-axis and off-axis photodiode joints with an off-axis pyrometer incorporated straight into the building chamber. Stratonics Inc. uses a CMOS-based 2-gamma-pyrometer camera that covers only the building platform and can incorporate either on-axis or off-axis. Renishaw developed the InfiniAM Spectral system, which is an on-axis system of an “Infrared thermal sensor (1090 nm to 1700 nm)” and a “near infrared plasma sensor (700 nm to 1049 nm)”. The Renishaw camera, which covers only the building platform, can be used either on-axis or off-axis. EOS developed the EOSTATE monitoring system which is a combination of EOSTATE MeltPool as on-axis and photodiode-based system that is an off-axis camera-based system [45].
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Table A1. Commercial monitoring systems.






Table A1. Commercial monitoring systems.















	Vendor
	Product
	Features
	Sensors
	FPS
	Pixel Size
	Filter
	Real-Time





	Concept Laser
	QM meltpool 3D
	melt pool

(area and intensity)
	Co-axial camera and photodiode
	Camera 10 kHz & photodiode-50 kHz
	35 µm
	1070 nm
	Data available after the build process (offline)

(No Feedback)



	Concept Laser
	QM coating
	powder bed surface
	Off-axis camera
	
	
	
	



	EOS
	EOSTATE meltpool
	melt pool
	Co-axial and off-axial photodiode
	Sampling 60 kHz
	50 µm/pixel
	1064 nm
	Real-time only melt-pool analysis (No Feedback)



	EOS
	EOSTATE powder bed
	powder bed
	Off-axial camera
	
	
	
	



	EOS
	EOSTATE OT
	Quality issues
	Off-axial camera
	10 fps
	125 µm/pixel
	
	Real-time

(layer by layer) (No Feedback)



	Renishaw
	InfiniAM
	Energy input & melt-pool emissions monitoring
	Infrared thermal sensor & near infrared plasma sensor on-axis
	100 kHz
	
	300–700 nm & 700–1700
	Real-time analysis (layer-by-layer) (no feedback)



	Stratonics Inc
	ThermaViz
	Meltpool sensor
	CMOS base 2-gamma-pyrometer-camera
	25 fps
	10 µm/pixel
	
	near real-time analysis



	Sigma Lab
	PrintRite3D
	Melt pool area Thermal intensity
	Pyrometer
	200 kHz
	100 µm/pixel
	
	layer wise monitoring
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Figure 1. Multi-loop control architecture. 
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Figure 2. Integrated functional models. 
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Figure 3. Interfaces linking function blocks. 
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Figure 4. Defect detection schema. 
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Figure 5. Clustering result. 
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Figure 6. Defected melt-pool images. 
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