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SRS R R A O E . SR T B AR, T ED S HORE b R ) T — B BBk .
N T AR ] A T A Rl A i B S LA R VR B 2 ST S0 PBF I R OGS BRI b R
B IE AT g T o SEAG AR AL IR , L BR AT 2 S 2 R s O 4R, 22 R IR N 2 (MILP) ¥ 25 ) A5 284 D)
R 5 2 56 R L AR by B SR TR I v RSP A L5, 45 SRR T LR BliE R SF A L 254
AT [0 TR 5 5 ot T 9 A 26 B2 00T 99.9% » ~F- 353 TR HE A 26 5 90.0% 0 b4 , MLP 455 84 1) TR A 26 5
B R R 25 D) AE O, RIVECHE 52 19 ) 2% ) P T (A 2 28 G A B ) o e L RS TR 8 i A
R T 1 3¢ e THUIRS P29 97.3% , T AN A7 FH i 36 5041 4 Ik 7 o3¢ v T DU RS P22 U 68.3% . MILP A5 R ) Tl )
TR AEAR KRR EIR TR S 1o o AP 9 45 SR WS A MILP AT 52 25 A 1 A 0 v T s -0k
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BOCM AR IRIERL (PBF) J& i S E I8 M s (AMD
TEZ—, WRUME ARG —4 (1D) 3| 4
(2D) =4t 3D) BEAFTEIRFE[1]. MEIBRHIERT L-PBF
BRI RO EE R REAT BB, DT e & 5
REFEDR-5]. ERERRE, BRI S EOED) R MHE
T8 SR T2 S HUE VIR [6-7]. B, it R~
AEATRE S PR Z IE AR IA[8-10]. AHR, IR IIE M
AT e T BORAS &8 S /4 S IR 2 AL, o
FE R IERFE LI E SRR, 1K L BRI L 2 75 Pt vt [ i 72

* Corresponding authors.

HHB IR [2]. PR, XHEMRRIE S T2 S 502 8] 1 Bk
PEBEAT s BT, K% PBF 4T EN L 2 & L & B /1
SRR, FRRHE— ST BN B R RS A I [11-12]
WOCK RIRKERL (L-PBF) g N8 i 5 45 5L 2 [ 1 1E
[ R0 [ F & — AN B R [ 13], o T2 AT
B &5 SR T A R 4 1 T B O R ) OB R 2R [ 1] I 1] T
AT T ESHEAE KT B A R MR, 3
I U A B 75 1 22 b 2 R e TR it RS AR St
SRR o 33X 26 X0 ) TR ] DL R oA 8 R4z il T ED S 35 (1) 5
KILH, PA3RAS PBF R 1) 2E AR R0 25 K RO AT bk 8
[14]. JEAEFH MLP 1 IF 8] T O 4 i T 4 8 HL gl R
[15-16]. WOGPBF [171815E M REUTAR (DED) [18-19]H,
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EAT SR Z 5 BT R AM L 226 PRI0 R A T [20-21].

VER—Fi I XS ik, IRFE 2 AT LR T AM 3
RTINS B TR AM B AR LB [22-24]. £
JFRGNEE (MLP) 0] AR TN AM (0 LR RFAE AT B2
A R TR [25-26]. flan, N A2 X 2% Bl R pEA
Ot DED HAIH] AA2024 & & TR T 22 40[18]. MLP #
FH SR TME0E PBF T2 AN [0 Th 22 A 8 % R )L
fAREAE, 78— ANHT I EORE 4E ERS PR HER 2 514 90% [17].
TR IE 2 SRR b AT DU F 3o 2 10 00 K 0 3R A I b A fE [ 27—
30]. fildn, Schmid ZF[3114& H 1 —Fh B 2 I = 47 B0 44
B _E I RS TR . M B IR I X 5 T s
AR WA A B [32]. BAESE (GA) #iRTh
TS, AR5 H bR LA TR B ) H i e
P~ HE R ORI A A [33]. AR, i GA TR AERS
[33-34], 1M H GA = BERO T 0 #:F0 28 S AR #E[35]. AHLL
Z N, MLP o] DR AUl i T, I B 45 78 K & 40l
Wb A2 M 00 R IMBRCRE 1[35]. iS22, IR I
RURT T AM S0 1) 52 2 AH G VPR 1 it 000 AN G 38 Ak 2
IR TFTER It FRARAL A F AL B e d5 i [36]. MAZTE R
&, MLP [ 04 0% 30 4 P R R I 25 1) i S 2 0%
(BB AT I P B[ 13,20] 0 DRI, ol 2 PO VR B 2 ST
RN 75 B UE % 2 05 1 SO0 AN AR A AR [37]

FENR I A 2 R A 2 P B AR, S SR A R g R o A
AR B RS SRERTK . S2XREN
73+ R JIFIE SRR R S RIS DA 4
PRIAEEA[2,38-39]. TEARIIFTERSRAE R, X eyt 1%
W77 A A A E U AR AR S i Hh[40], PSS
JE TR I = B AR R PR DG R o I RS R T I
RESEIGFNRAEIEAT 1o SR, IR SO0 A A FE 2 I R) R K
A%, T B A R R R 7R SR B G R
T, BT H TR B AL, IR IR
L-PBF [t N AR 5 45 SEEAT T A sl 1k ol 2 B A1

o LS FE LB AR AR AT DR St 7R S 6 4 SR AT S 4 1)
B Ja SR H5 Bh 8 0 Bt 4R [40-41]. HI TN ZRIR 5 2
AR P A v o S T DA ok A S B AN L TV
KAF . Mbh, T SIS T AR B S A
WAL RN EEA PR, 2808 4TI R)
MUERER AN o M, 22 4B I R B A AL 1T LSS Bt s
SARFT BN PR 25 (I 25 A8 Ak, i b 199 v AR N A 7 A R 45
$12,6,24,42] X FPT7, AT LLTE L7 M R AR SR 0 I R
(P EBHLEL, A5 BT o0 A S Se B 42 (1) ] 2% 2] R R 2
IR RTRINPERE . thAh, FEAUTENAT RIS A, v
RSB o 22 (1) Bevh REE

SR, WLERASE RSt A7 7 IS it 250 21 T 2 S 8088 1)
R T R (2] NIk, PRSI (WnMLP) w]
PAAE A — AN 5 B PBF 1 B[ X [ F50I0 (0 985 7 1 58 K 07 v
S8 b A TR, TR 4t RS T DLE R BN T2 B4
R3], XHERITEISRBIR A H . fimE e, Bt
1) = A BRI —— IR B2 S A . L-PBF SE50 AL HRAR
B——MNigE Gk, MR — TN B OCH T2 %S
JEMARERF &, DUoeie1& 3 1R R YE2,6,43].

PEFRATHT R, A A A B H I I Pl IR B2 2 S 1 2
L-PBF SEEG AL B AL 45 5 ok I R G vk, FESClk ik
RERZ . TERTR I IHTAELS N, L-PBF SLEGHEHE T A%
P&, AT T IR R R A )1 SR i 2 SRR, LB A AR
A BT 35I| SRR B 2 ) B SR 4 . BT EE W
IREES IR T L2 S8 5 RS 2 R ER . 8
) FH0 o X TR 9 9 1 P 75 VAR AR IR L 2 2 AR ER A T
BAERISCR, IR REAt AM R R ER (i T — A8
F A R

2. BT %

2.1 WO AR IR K fik S 56

AW R AR N AA2024 50 A 4, EIEE SR
54 (VIGA) &35, FARIEHIZ920~95 pum. 1T
EPHT, SRk K E T 60 CCHMEAR LT 4 h, DLRFRIELE
PE AR KT FE DR R B M . S, A2 2l
Ky JEFE X V€ N 50 wme AR SEIG AR AT ERHLAL 508
Concept Laser M2, Z W& KH 148440 pm 3535006
WOk, HA SHOETE 400 W, B K6 Y 1064~
1100 nm. T EVREFE A, TR A 553 8 i 3 70 e <Ok AT R
P, DA S B 0.1% LR . B2 SR A A
DA A 2 B 118 3L [7,44]

WM 1R, SEE R S AR e L-PBF 41 B HEOE )
B LIRS 2 B RE . B FCN I — R IR
A SR BRI AR I S O D AR B R R TR A
HORAR. MAh, ABFRRALERERE IEOLThEER
DAFE S PR MLP A5 B T30S 3 A AUk . A4 s
5 368 I AT B I 75 TG B SR AT AR | 2 S50 DA FLTE
di,  FEIE I I T TR B S ) ERE R, B I EAR
DN IIEAT A (1 SEE0 45 3

2.2, WOy AR R NA R I LR AR Y
T EEOER R R VAR AR A ok AR I A6 4
LG, AWFFRA T T OpenFOAM JT K& [ G 245 7Y



K1 BOCHARKIEESIG L2245
Sample No. Laser power (W) Scanning speed (mm-s™")
1 220 300
2 270 300
3 300 300
4 220 600
5 270 600
6 300 600
7 350 600
8 220 900
9 270 900
10 300 900
11 350 900
12 220 1100
13 270 1100
14 300 1100
15 350 1100
16 220 1500

DA SR AR T & 2 A R & 5715 7 #2 BL 2% VOF (volume
of fluid) /7 F£[8]. 12 AR AL ¥ E 4015 S 15 1 LA [ BA 2 HiT 1)
N E([8,38-39]. AWFFTIL TR REOR TR MR TRE IR )L
AR 2284 . TR e e E T 2 S5 2k 13
MR T RENBESTSRE, BT R R SR
HENUWERS S JG A REAf 2 (381 LAk, HLERARE AL S48k 1)
Ko T8 E N 1000 pm. 400 pm. 500 wm, fHKE
JE50 wmeo FTERM R AL a2 2 [T
SIS SR F B BOG D 2 1) X A 2 100~350 W, LL25 W
Jy (81 R K 4 45 4 R 1 X DE] 2 300~1500 mm s~ LA
150 mm - s Ay E B &I 4 o PR AH T2 S 40m itk 4 A 15 F
99 HEHE, WNBEIITHI. FEEZMLZ, FrikmT
SSHUHES TSGR P, LAy ik B BTGV

3

B oL BRAh, i iR B o IR )l 2552 BT (1
T, K3 ELISEAGER 120 EE LR,
VRIS 87 HS . AW TUILKLI: 1R B >R TN v
Bk A B, PR, LR R L D
£ LS B it RS X T«

R2 AT AA2024 & &R V7]

Property Value

Solidus temperature (K) 811

Liquidus temperature (K) 905

Evaporation temperature (K) 2743

Density of metal (kg-m™) 2780

Thermal conductivity of liquid metal (W-m™-K™) 85.5

Thermal conductivity of solid metal (W-m™-K™") 188

Specific heat of liquid metal (J-kg™'-K™") 1140

Specific heat of solid metal (J-kg™'-K™) 768.8 + 0.37-2 x
10747°

Viscosity of liquid metal (Pa-s) 0.0015

Temperature coefficient of surface tension (N-m™-K™") -0.155 x 10

Gas constant (J-K™'+mol™) 8.314

Stefan—Boltzmann constant (W-m™2-K™) 5.67x10°

Latent heat of fusion (J-kg™) 2.97 x 10°

Latent heat of evaporation (J-kg™") 1.12 x 10°

T: temperature.

AP 5T T8 R AL A T B TR 5 L ) S e AR
ITEL BRI e . 1 (a) X TAE T E2%
THEM TR, ISR TR EE 4% AN . XHEL
(b) AIHl, SEIANTHESERER, BEES T35
A AR M. B (o) BT IR R EE, H
s 25 S A B AL 25 R TR IR~ F 38R 22 8.98% . 1
T BT R PEE AR o R P A R AR 2 T REVR T 4T ED Ik A R
FUAR s b % 35 1 JR B8 By, 3O T B S ) B YT AP R AT R

®"3  BOCHARABRNIE ISR AN T ESH

Laser power (W)
Scanning speed (mm-s™")

100 125 150 175 200 225 250 275 300 325 350
300 S, S, S, S, S S, S, Sq S, Sy Si
450 S, S5 S Sis Si6 S, Sis Sy Sy S, S,,
600 Sy S, S5 Sy S,, S Sy Sy S, S5, S
750 Si4 Sis Si6 S5, Sy S5 Sy Sy Sy, Si Sy
900 Sys Sy S, Sus Sy S4, S, S, Sy Sy Sss
1050 Ss6 Sy, Sse Sso Seo Se; S Se S S¢s Ses
1200 S¢, Ses Seo Soo S, S, Sy S, Ss So6 S,
1350 S S. Seo S Se, Ses Squ Ses S S, Ses
1500 S S S S S S S S S S S

89 90

o

92

95

°
3
)
°

Bold font refers to the mechanistic model data deleted for MLP model training.
S: Sample.
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e gbAh, BT (D) 8RN T AR L ZESH TR
I o X LSO R ASE IR f) 45 RO S e SRR P 2 ST
REUIZRIR L 7 78 R IBRSE . EART I, HUEBRER
T AR LIS, R FR s AU a3 3
A, BE— 5 AR M MLP AR UG 152 P 98 72 B BRI 8] o

2.3, QLI TR (R I 5 2 ST A

2.3.1. 1[5 3 A T

B2 F7s, MLPIRFES: ST BERN T 7 T &2
B RASS Z R A ARG e, IR A P
ANLZSH, A MLP RS A5 RT3 fi Fan
AT TZSH0HENT, U5 2L DU b i B AR RSN
[IE=

WP 3 s, TSN AT LA o NIRRT S AR
T, B RSHE S MLP A [ NG ,  ITRO6Th
R B 38 P A D MLP B R (1 Ayt dE . AR T 5 2,
MLP B I A I RS I — I T E S MM S 4%,
AR 7 T ESH. B, FHOLED =& E

320 7
300 - Average error: 4% P
280 - [ 34

260 - °,”

240 ’
220 t ®
200
180 - .2
160 [ 3
140L -
120} ,7

100 f, 1 | I 1 I 1 I | L | 1
100120 140160 180200220240260280300320

Molten pool width (experimental) (um)
(a)

Molten pool width (computed ) (um)
~
°
Molten pool width (pm)

220 ) .
Average error: 8.98% ,

200

180

160

Molten pool (computed) (WM )

140

120
120 140 160 180 200 220

Molten pool depth (experimental) (um)
(c)

@ Molten pool width from
mechanistic model

MLP A fy N AR TE L« PREEANTE S . 5 & BN
FRIOE Th R 1 5 (A 2H 45 mT REAS B4R [R] A it R
ASCHR TR TTFE 2.

FESE BRI, R AR X AN T7 28 R 5 MLP A
RTINS R, EFTR 1B K2R LT ES 5. N
Tl PR LI 1) NI ) U0 45 SR — Bk, AT S R K
FEMMLP RS HOE —HH . FEEZRZ, LRI
BRI A Bt A R BT 1A BRECE I R BIWE . 28
M, 203 RAFIIZRI MLP A7 L2 H 4% 1 f i i o 22 A
WTCRGERIIRE ST, R0 T IE [ A3 [ B0, A = A T
A UAREAT R Ak 2 DA RSO L A A 1 5 2R

2.3.2. AT IC

TS HOM g R (U H00E & MLP B JR fE 2 5
Iy Bty i A5 2 1 23 TE 2 52 I A 2% 1 T0 4 e
[45]. AHF 7048 F A0 0 48 >k B 4T BRI AL R AR A 1)
103 41 T ESHMEI R, P s 16 415230 3
87 AL BRI B . R 4 o, BOE Ak 2 BRI

Molten pool width from
experiment

304.5
2859
267.2
248.5
2299
211.3
1926
173.9
155.3
136.7
118.0

.P270 V1100

(d)

B 1 PUEBRERAESE R . (2 RAARLZSE05 2R85B I X (b) AR LZSHTEmBERE CREIZET 16 AR
M, R RO R B PRI TEED) . (o) SRR SHIER B FTAHRIL IR EEXT L . (d) L-PBF 4T E AA2024 FF it (R B AT
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B 3. s il s B () BB Gl TZSHmim R,
(b) WFFHTT %1 GRS BN L2540 (o SRy %
2 (NI =4, A=A T2 MmAMEIL R &),

. USRS RS =8, = HHEI N 70 1 208
13, X =ANEEES, NGB T I8 MLP B3,
6 UFE B 4 T E AR AL A 3 2 Hp A 75 MILP ASE 2R (7% 00 A
JE o EEERRRE, IGERMBGIEEARITRE PR E
. M, BOrMERESF e R, R TR AR
287 I B B B I MILP RS ARY F) TS 2

N T 3 G MILP AR 1) 5 8 H s AR SR A0 T AR 22, A
I O Th S RN R R 2 50 o BB = ANl AR b .

5

S, HEEBIEN, TEBEMBR R, HUEEE
SERUA— L5 PR MLP SR [46]. [RIUL, S ABOR4E
HIE O~ B, brdEZE N 1. BAREEAEWT
5= M Elxd (1)
Var[x, ]
odr, x RIA—ALHIRR x REIGHR: Elx, R0
(3948 s/ Varlx, ] A& B0 48 045 o0 250 i BB B

.

R4 ARFEEAREMLRL

Dataset Amount of data

Training dataset 70 groups (7:63)
20 groups (4:16)

13 groups (5:8)

Validation dataset

Independent test dataset

The numbers in the brackets refer to the data obtained via the experiment and
the mechanistic model, respectively.

2.3.3. MLP %!

AW KRR 27 IR, 3@ e £E Python 3.7 145
™ I H TensorFlow Fl Keras 15 5 4 5 [ MLP 532 52 3L
[47]. MLP 5 A & A 22 38 1 Keras P &8 A FEHL AT 46
WITE AT RGN . AW FIE R 718 R4 1 5ot ik 4L
(ReLU PR #, [m] = £ 00 2 o f 5 FH AR BT R Bl 2 —)
PLEE G2 Sigmoid 3 B EURN XU IE VI B8 %0 (Tanh)  Hh ) 4F:
JE£ 3 2K 1] /48]

MLP 5 2Y [) Fi0il 4 8 2 ZEEL R T = AN 3 IR
25 25 I FEASREAE (IR BE[49] #P AN Z8 IEA SEV DL I
ey = A& T e « FEARDEIUH, FEARFHER AR T
ZSHAEI R . FEH A EE T (B ITiRAE
#% (RMSprop) « B HLESBE T F& (SGD) [ id& BB B2
(AdaGrad) 1 H &R AT (Adam) [50]), AHFFERH
7 RMSprop 5%, KIAE g & MLP #5844 26t 5%
o RTRGRZRNM A TR E:, A RRE RS 72
PG, SHEWNESFIR6 R, Mok, BHTEEE DY
I 25 A REGEUZ , LA SR PR Re AR B TR
. EENEBI R AAEERES1]. MLP R 2% S B8 A4k i
LW E 4 Fr7R . o BUE AR T MILP ALY (1) m] 2 ) v ]
DAIE I MLP 5228 () PO 4 B AT VP A

FE MLP B2 (il Zrod A5 e, K37 538 IR AIE 7 V4% H
KPP LA FIEBEVE R 22 (48], AR KEH BT NS
ENZRE e, MLP [T &5 R iz ik 73 #r, a2k
IR A D BRI A S 5t 33079k % (MSE) 13 2k B HUE
TSGR 3577 1 ZE AR A B b 3845 45 -5 S bR
B M m B FEE . Rk, AWFFCRH 40 H 7 bR 2z
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RS FABATGUZ K MLP B R h 22 e 44

Model number

Neurons of the hidden layers

Model 1 10
Model 2 32
Model 3 48
Model 4 64
Model 5 80

R6 HALAKUZ A MLP A2 o4

Model num-  The number of neurons in the hidden layer

ber Istlayer  2ndlayer 3rdlayer 4thlayer 5th layer
Model 6 48 32 — — —
Model 7 48 32 16 — —
Model 8 64 48 32 16 —
Model 9 64 48 32 16 8

[APE, AR () JFHERZE[AR, A (3) PRERHEA
FITRIPERE . eAh, ASCIEHHE TSI ER R (R2).
HFER AR 4R

APE:‘b%ny‘xloo% (2)
AR= (1-APE) (3)
R2=1__;Z£XL:XJ, (4)

z,(i —yi)2

A,y BN MLP TN y, 2 ShRfE sy M.
3. ZRMITIE

ARTATE SN TR BE 2 2] MLP A (¥ 1E [a) A0 ] T
Metrett, FrE 7 AR I BSR= M 2. B i
TR MLP R AE A SR 2% R R B R, AP O B )
PEEARASN R BRI R A &)a, PP T SRR
] 27 S PR AT MLP AR F 25 TS 2 O BIL AR o

3.1 IR 2R IR Al

3.1.1. 1E [ F

B 5 Sy MLP A5 B AR Aot i w5 5 R 928 52 1 o 0
gER, IR 4 BN B ZRANBAE AR 453471k . MLP
B S HOLR S IR 6. IS el A (3 i
HAE. ES5 (@ AR Z T R — R Z RS i
TR TGS B, SRR 1~5, (ERLEFHT, 1A
JE P11 24 e 6 B A A 4 B IR T 3 . A 6~9
R, TR R P HER 2059 95%,  HX = H0h
BERMRETE. W TES @) Frafpia =60, e
DUDKS B2 200 100%, IR TRMIKS 2 7E 80% LA b . 3%
B TRIAE FEANF- 35 TRONRS B, W 1 by B8 3 0 F e A
MLP 1A #A 6.

( Optimization of MLP )

Data analysis
and
preprocessing

! Model training

I |

A

Mean error =
minimum value

l Yes

Predicted Modity NL:mber of
: results et | aye‘;s

{ parameters || 2"

: ' neurons

1 I

Framework route

Laser power

Scanning speed

! Hidden |
| layers |

Output
layer |

i Optimal | i
i model ]

Predict molten
pool dimensions

B4 MLP RS ST IR L. ay, ay: SMFHIN: by, b, d,, d,: BIRIGE M ETLHICEIN E— BRI o, ¢, ep e, BBUEMZIEEL MR

BOCH LRt f: B AR



KIS (b B, it I B i) e 1K ToUDAS 2 i 25 4 22
TR BN e G S s, B2 B TR A 5 AH )
(s . TIIAE R R I = o8 100%, N 80%. e AT
S, VAR E TR A S MLP AR AR R 8, &5 (a) A
(b)) BT~ 11 25 FOUM i P A0 e LA 8 2 o o o b 9
{1 FROMUN b AR b R F5E ) U B e o R ALK AR 5 3.3 7
R

3.1.2. e f

Bl 6 iR 1 AN [ MLP A5 8 R 0\ Dy 38 F043 4 3 B2 (1)
PR R I8 ) TN 7 SR ) A5 S o A R A S AR 4 BT )
AR RS, APEstHAI (2) HE. MWE6H R L
i, TwBOLThR MR T, 7 1 TRz
T TR 2. KA U7 5 LR 2 2 1 R £ R
ATERAR, AT DA T A 380 1) Tt R 205 i T2 54
AR . PRI, 3 m T VA R AR E A T
%2,

B 7 BB T R[] MILP A5 78 06 125 2 $50k 47 3 v Ll

7

I TS FE (A1, S5 6 T 2 Xt M. fEEIH,
BERY 1~5 [ TRIRE B 43 ) o 1A A R 2 o0 1 B — B
JE IO Th RN B TR FE . XS B LR, W
LI A8 ANl B 1) V- 2 SO 5 0 i 5+ 2 o e 1) 1
s n. XA 6~9, A FEE MREZE RN T
BOLTh R AR E R TNE R WNE7 (b FrTLLE
AT 6 FIARE AL 7 [ 141 35 1) S AR TOU IR 5 B e ik
JEE TG . AR, A 8 FIARAL O FX TN RS BE R
W, iXT]fE T L-PBF $diid Bl & i 1

W 7 FoR, WO Th A3 R 38 R (V1 2 T RS 52 3
ZIN90%. —MERUL, T2 I T LA 45 5 1 Fo
W . EET (@ FR9AMLP AN, LR
F4) O 7R B 2 B i N 99.9%, IR AKCN 41.0%. 75 FE Bl R AIK
K FERT- G BE, WOG T3 10 () s RSB AL 8 X
19 P ) A TS BN 99.9%, R AKN 17.0%, Nl
B7 (b) Fias. % REE9 A MLP R R ) £ RS FE AT 14
FEEE, 000 P T 1) fge A 2 B 8 o

1 1
—&- Highest accuracy
g 8 700% 2 O Mean accuracy 9 < 7000/0
> s, & O Lowest accuracy P o] % O
o ]
O o 80q, O o a oo, DO
209 } 705
8O o 6‘0.:/0 O o3 SOOD 6‘00/0 a 003
\ 09, S0y, J
| o o
2 <P X, 7@_ % s <,
] O > o
L & o
6 5 6 5

(a)

(b)

5. PR B MLP VR J5 2 ST RO I RO IO TR B o () IR BEE: (o) MIRIRIE . H05 1~9 248K 5 Ik 6 T n i MLP B . i fili F B4
BRI R 4 IR BRI IE B S . T S e AR SRS T TR A
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A Molten pool width for interpolation dataset
B Molten pool width for extrapolation dataset
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