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The Study on Laser Surface Finishing Technology of Metal Parts
Laminated by LOM

CAO Biao WANG Gui-lan ZHANG Hai-ou WANG Liang
(State Key Lab of Plastic Forming Simulation and Die & Mould Technology ,
Huazhong University of Science and Technology, Wuhan 430074)

Abstract Through the systemic experiments, the relationship between laser cutting factors and surface roughness of
metal parts and tool fabricated by LOM (Laminated Object Manufacturing) method and the effect of main laser cutting
process parameters on the surface roughness were investigated. The experimental results show that the roughness (Ra) of
the cut surface would be less than 0.7 pm. This result provides a good practical evidence for the laser surface finishing

technology of LOM method.
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Fig.2 Roughness of cutting surface with different
laser power
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