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Alloy 230, a NICr Alloy often experiences detrimental cracking when manufactured using Direct Metal Laser
Sintering (DMLS). Therefore, the goal of this project was to optimize the DMLS parameters to reduce cracking.
Three sample sets, named DOE 1, DOE 2, and DOE 3, were built. DOE 1 was built according to the parameters
used prior to this project and exhibited severe cracking in all samples. DOE 2 was designed with lower power
input and layer thickness and exhibited very little cracking. DOE 3 attempted to decrease production time by
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