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Laser powder ped fusion (LPBF) is a digital and additive manufacturing
technology for producing high-performance metal components for the
automotive, aerospace, and medical sectors.

To guantitatively articulate the implications of part
/ and production design decisions on throughput,
cost and environmental burden for LPBF
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Computing Build Time and Energy Consumption for LPBF Hybrid Factory Simulation Framework

The simulation framework, shown
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