
����������
�������

Citation: Staub, A.; Scherer, M.;

Zehnder, P.; Spierings, A.B.; Wegener,

K. Residual Stresses Measurements in

Laser Powder Bed Fusion Using

Barkhausen Noise Analysis. Materials

2022, 15, 2676. https://doi.org/

10.3390/ma15072676

Academic Editors: Dermot Brabazon,

Antonino Recca and Diego Manfredi

Received: 25 February 2022

Accepted: 3 April 2022

Published: 5 April 2022

Publisher’s Note: MDPI stays neutral

with regard to jurisdictional claims in

published maps and institutional affil-

iations.

Copyright: © 2022 by the authors.

Licensee MDPI, Basel, Switzerland.

This article is an open access article

distributed under the terms and

conditions of the Creative Commons

Attribution (CC BY) license (https://

creativecommons.org/licenses/by/

4.0/).

materials

Article

Residual Stresses Measurements in Laser Powder Bed Fusion
Using Barkhausen Noise Analysis
Alexandre Staub 1,2,* , Muriel Scherer 1 , Pascal Zehnder 1 , Adriaan Bernardus Spierings 2

and Konrad Wegener 1

1 Institute of Machine Tools and Manufacturing, ETH Zurich, 8092 Zurich, Switzerland;
scheremu@student.ethz.ch (M.S.); pazehnde@ethz.ch (P.Z.); wegener@iwf.mavt.ethz.ch (K.W.)

2 Inspire, Innovation Center for Additive Manufacturing Switzerland (Icams), 9014 St Gallen, Switzerland;
spierings@inspire.ethz.ch

* Correspondence: staub@inspire.ethz.ch

Abstract: In recent years, the advancement of technology brought the laser powder bed fusion process
to its industrialisation step. Despite all the advancements in process repeatability and general quality
control, many challenges remain unsolved due to the intrinsic difficulties of the process, notably
the residual stresses issue. This work aimed to assess the usability of Barkhausen noise analysis
(BNA) for the residual stress in situ monitoring of laser powder bed fusion on Maraging steel 300
(18Ni-300/1.2709). After measuring the evolution of grain size distribution over process parameter
changes, two series of experiments were designed. First, a setup with an external force allows to
validate the working principle of BNA on the chosen material processed using LPBF. The second
experiment uses on-plates samples with different residual stress states. The results show a good
stability in microstructure, a prerequisite for BNA. In addition, the external load setup acknowledges
that signal variation correlates with the induced stress state. Finally, the on-plate measurement shows
a similar signal variation to what has been observed in the literature for residual stress variation.
It is shown that BNA is a suitable method for qualitative residual stresses variation monitoring
developed during the LPBF process and underlines that BNA is a promising candidate as an in situ
measurement method.

Keywords: LPBF; residual stresses; Barkhausen noise; monitoring; MS300; 1.2709

1. Introduction

Laser powder bed fusion (LPBF; according to ISO/ASTM 52900) allows for the manu-
facturing of products with a complex design, not achievable with conventional manufactur-
ing. Examples are tooling parts with cooling channels or complex-shaped lightweight com-
ponents for aerospace and space applications. As noted by Bourell et al. [1], Schmidt et al. [2]
and Patterson et al. [3], the residual stresses remaining in the parts are a major bottleneck for
further industrial acceptance of the technology. Leading to in-process deformation, build
job interruption and critical part distortion after removal from the build plate, residual
stresses are an inherent characteristic of the process due to the high-temperature gradient
induced by the laser beam. Many works have been performed to characterise residual
stresses induced by the LPBF process. Withers and Bhadeshia [4] defined nomenclature for
residual stresses depending on their scale in the part. The vast majority of the works on
residual stresses in the LPBF process are from type I, as these stresses are the most relevant
in terms of part deformation. A fast and efficient method to measure residual stresses
occurring after the LPBF process is the quantification of geometrical deformation. This
destructive method is commonly realised using a beam curvature after cut-off from the
build plate, as used by Safronov et al. [5], while Ghasri-Khouzani et al. [6] used the overall
deformation of the disc. Very few contributions have reported on the in situ monitoring
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of residual stresses; the most advanced is proposed by Bartlett et al. [7], who used digital
image correlation to establish stress maps for simple geometries such as discs.

Residual stresses can appear in all metallic materials from external solicitation during
the manufacture or use of a metallic product. One nondestructive technique used to monitor
stresses is Barkhausen noise analysis (BNA), as described by Ilker Yelbay et al. [8], as well as
per Ju et al. [9]. Barkhausen noise is a phenomenon that appears during the magnetisation of
a ferromagnetic material. The domain walls start to move—those with the same magnetic
orientation as the external field grow, and all the others shrink. The domain walls do
not move continuously but are held up by different obstacles: microstructural changes,
as shown by Buttle et al. [10]; defects in microstructure (e.g., dislocations) identified by
Santa-aho [11]; and stresses, as discussed by Buttle et al. [12]. During BNA, the sample is
magnetised using a changing positive and negative current. For each magnetisation, three
bursts can be identified.

BNA is already used in various applications such as grinding burn and residual
stress detection for gears, as shown by Santa-aho [11], and surface analysis of thermally
affected surfaces after machining and grinding, as presented by Rosipal et al. [13]. Ilker
Yelbay et al. [8] and Ju et al. [9] showed that residual stress measurements are possible
for welded components. Vaidhianathasamy and Shaw [14] noted the different voltages
required to magnetise regions with different hardness levels, showing that soft regions
are magnetised at lower applied voltages than harder regions. The detection depth for
Barkhausen noise has also been studied, and Moorthy et al. [15] found that lower fre-
quencies (~0.2 Hz) are estimated to penetrate up to 635 µm into En36 steel used for the
manufacturing of gears. Higher frequencies (70 kHz) are estimated only to penetrate
76 µm deep into the material. However, in their study, these values differed significantly
depending on other parameters that affect the Barkhausen noise signal. An important
material characteristic affecting Barkhausen noise is the microstructure of the sample. The
microstructure of the sample directly affects the shape of the signal output, as it will define
the domain configuration in the crystals. Characteristics of the Barkhausen noise signal
affected by the microstructure of the sample and applied magnetising field are amplitude,
peak width and shape. However, conclusions from Grum et al. [16] showed that residual
stresses or induced stresses have a significantly higher impact on the Barkhausen noise
signal, as they showed residual stresses variations in different microstructures (induced by
different quenching temperatures) of carbon steel 1.0503 (C45E). While de Oliveira et al. [17]
underlined the lack of literature on the application of Barkhausen noise analysis in AM,
they produced first results showing the correlation between the Barkhausen noise root main
square signal and residual stresses measured by XRD on 1.2709. The authors concluded
that the analysis of this magnetic phenomenon can be used as a nondestructive method for
residual stress monitoring.

This study intends to advance the understanding of BNA as a potential candidate for in
situ stress monitoring in LPBF by performing microstructural assessment as a prerequisite
to BNA. By measuring residual stresses in various conditions and near in situ conditions, it
shows the suitability of such techniques for qualitative measurement on larger LPBF parts
subject to in-process stress accumulation.

2. Materials and Methods

The first prerequisite for BNA is the use of a ferromagnetic material. For the sake
of this study and according to its common use in AM, 1.2709 (Maraging steel 300, gas
atomized, Concept Laser GmbH, Lichenfels, Germany) was selected. Another common
material in AM that could be a good candidate for this study would be 1.4542 steel (17-4PH,
gas atomized, Carpenter Technology Corporation, Philadelphia, PA, USA). However, pre-
study trials showed that the microstructure of this material is not stable enough for use in
BNA over varying process parameters. In addition, 1.4542 is mostly used for lightweight
applications and, consequently, smaller parts. On the contrary, 1.2709 is often used for
larger parts with much more material volume, such as dies and molds, which are more
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prone to the buildup of residual stresses. In addition, Bajaj et al. [18], in a recent review,
reported a mix of cellular and dendritic microstructures after solidification, which is a
good indicator for a reasonably low anisotropy. Microstructure analysis was performed
using a scanning electron microscope (SEM) FERA Tescan (TESCAN, Brno, Czech Republic)
equipped with an electron backscatter diffraction (EBSD) sensor. Acquired data from SEM
were handled in the OIM software (v8, EDAX, Mahwah, NJ, USA) using the following
procedure: grain confidence index standardisation with a grain tolerance angle of 5◦ and
a minimum grain to anti grain ratio of 2 and neighbour orientation correlation with a
grain tolerance angle of 5◦. Pixels with a confidence index lower than 0.1 were removed.
Microstructure investigations were on 10 mm-sided cubes and over the xz plane (view
from the side of the sample in the build direction). All samples presented similar grain size
distributions individually, well-fitting a power function [19] in the form

y = a xb , (1)

where y represents the fraction area and x the fitted grain diameter.
To compare different grain size distributions, a power function was fit to a data set

composed of all the distributions to be compared. The indicator for the fit of the function to
the data set (i.e., how comparable are all points of a data set composed of several grain size
distributions) is the coefficient of determination of the power function [20],

R2 = 1 − Sres

Stotal
, (2)

where Sres and Stotal represent the residual sum of squares of the distribution and sum of
squares proportional to the variance of the distribution, respectively.

Barkhausen noise analysis was performed using a magnetising yoke and a pickup coil
isolated from each other and arranged in a sensor head. An alternating current was used to
create a changing magnetic field in the sample. The pickup coil will record the changes in
magnetic flux in the sample. In general, the main data being analysed to evaluate residual
stresses is the root mean square (RMS) of the signal, as proposed by Ding et al. [21]. The
RMS indicates the voltage of the electric field resulting from the magnetic field.

For the BNA, Rollscan 350 (Stresstech Oy, Finland) was used, and four different sensors
were considered for the sake of this study, as summarised in Table 1. They represent a
variety of different pickup and receiving coil configurations, hence inducing different
magnetic fields in the material. Note that the S1-14-13-10 and S1-14-13-02 sensors did
not produce successful results in initial testing, as their positioning was not repeatable
due to the too-small contact area. Both positionings on the same and tilting angles were
difficult to repeat and led to significantly different results from one measurement to another.
The S1.18-13-01 sensor, a so-called “general purpose” sensor, even if more adapted to the
measurement context, was barely successful. The curved pole pieces and spring-loaded
pickup coils theoretically enable the measurement of different kinds of surfaces and sample
forms. However, in this case, the repeatability of the measurement was, again, not stable
enough. This was due to the smaller gauge volume measured, which could be different
from one location to another (even with very small position variations), as well as the
roughness of the surface, which appeared to increase the positioning difficulty of the
spring-loaded pickup coil.
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Table 1. Sensor section for Barkhausen noise analysis.

Sensor
Designation

Sensor
Picture

Magnetising Pole
Length Pickup Coil Length Magnetising Pole

Width Pickup Coil Width Contact Area
Specifications

S1-16-13-01
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The S1-16-13-01 sensor, a so-called “flat sensor”, was the most successful, as the gauge
volume was relatively large, the stress state of the material was averaged in this volume
and repeatability was increased. In addition, the positioning of the sensor with respect
to the sample was much more stable and easier than with other sensors. However, some
tilting and instability in the measurement might also be experienced due to the slight
vibration induced by magnetisation during measurement. For the additional experiments
in this study, only the flat sensor was considered, as the other sensors did not qualify for
the repeatable measurement of the flat but relatively rough surfaces of the as-processed
material. Nevertheless, it is worth mentioning that the S1-14-13-10 and S1-14-13-02 sensors
are usually used in sweeping measurements, in which the sensor is swept over a very
smooth surface (such as a camshaft or gear tooth). The measurement proposed here is a
static point-by-point approach for better stability. However, further development of the
in situ approach might allow for a continuous on-the-fly measurement over the surface
(during recoating time, for instance). In that case, it appears to be worth trying such sensors
again and reconsidering their suitability.

To assess the suitability of BNA on the 1.2709 tool steel produced via LPBF (CL M2,
Concept Laser GmbH, Lichtenfels, Germany), two experiments were conducted. In the first
experimental setup, an external load was applied to measure the development of stresses
in the material, as presented in Figure 1. As per the Euler–Bernoulli beam theory [22], for a
beam of constant cross-section,

M = −EI
d4 w
dx4 , (3)

where w(x) describes the deflection of the beam in the z direction at some position x. M is
the bending moment of the beam, E is the elastic modulus and I is the second moment of
area of the beam’s cross-section. Hence, stress on the top surface of the beam at a given
location is linearly proportional to the force applied with the screw (Figure 1d) in the linear
elastic domain considered here. In addition, for a given load, the stress at the surface
increases from the tip to the built-in end. For this experiment, a setup with a single element
composed of a beam of 80 × 50 × 5 mm with a constant section attached to a support frame
was manufactured and stress relieved, as shown in Figure 1b. The support frame was
equipped with a screw (Figure 1d) to apply a force on the tip of the beam. The deflection
of the beam was measured at 10 mm from its tip with a micrometric gauge, as shown in
Figure 1e. The whole setup was fabricated with a single piece of material using the LPBF
setup described with the CBBB sample process parameters from Table 2 and stress annealed.
The Barkhausen sensor was placed in contact with the beam at three different positions: 34,
41 and 46 mm from the tip. The measurement was continuously realised while bending
the beam. This approach allows the sensitivity of BNA to be validated in a mechanically
loaded component manufactured with LPBF. This first experiment is hereinafter referred to
as the bending beam method.

Table 2. Sample identification and processing parameters.

Sample ID Laser Power Scan Speed Energy Density

ABBB 150 W 709 mm/s 47 J/mm3

BBBZ 200 W 956 mm/s 46.5 J/mm3

CBBB 250 W 1182 mm/s 47 J/mm3

DBBB 300 W 1418 mm/s 47 J/mm3

EBBB 350 W 1655 mm/s 47 J/mm3
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Figure 1. Bending beam method setup: (a) supporting plate; (b) setup manufactured with LPBF;
(c) flat BNA sensor; (d) screw; (e) deflection measurement gauge.

Moreover, near in situ experiments were conducted to validate the BNA sensitivity to
stress variations over different process parameters, as observed with XRD by Staub et al. [23].
For this experiment, samples of 40 × 40 × 10 mm3 were produced with parameters, leading
to a material density of ρ > 99.5%. All samples were manufactured with a constant energy
density of 47 J/mm3 (as per the definition of Röttger et al. [24]). Layer thickness and hatch
distance were fixed at 50 and 90 µm, respectively. Laser power was varied in 50 W intervals
from 150 to 350 W, while the scan speed was adjusted accordingly, as described in Table 2.
The scanning strategy was a standard bidirectional strategy on the whole length of the
sample with 90◦ rotation angle between successive layers. The samples for BNA were kept
on the build plate after the LPBF process to avoid releasing of the residual stresses. The
flat sensor was placed in the middle of the samples with the magnetic field parallel or
perpendicular to the scan direction of the last layer. The measurements were repeated three
times at the same location by two different operators to compensate for the very sensitive
sensor position and tilt measurement method. This experiment is hereinafter referred to as
the on-plate measurements.

3. Results
3.1. Microstructure Investigation

Overall, the grain size distributions showed good stability with variation in the laser
power input in the plane considered. Although differences can be observed between the
series, a power function fits the whole data set with an R2 of 0.88, indicating comparably
stable grain size between samples, as shown in Figure 2. Hence, it can be considered that
the relatively stable microstructures throughout the different samples considered in this
study allow for the interpretation of changes in Barkhausen noise signal as changes in the
stress states of the 1.2709 samples
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Figure 2. Grain size distribution of all samples together with a power fit function (dotted blue line,
R2 = 0.879).

3.2. Bending Beam Method

Figure 3 shows the linear response of the flat sensor to the application of a mechanical
load on a simple beam. The linear behaviour of the Barkhausen noise RMS average signal
is as expected because the beam theory predicts a linear increase in the stresses for a
given beam position with a linear increase in applied force. The R2 coefficients for a
linear fit are 0.97, 0.93 and 0.99 for the measurements at 34, 41 and 46 mm from the tip
of the beam, respectively. In addition, for a known load, the sensor position also shows
expected behaviour. Indeed, as the sensor becomes further from the tip of the beam, the
signal increases along with stresses in the beam. However, these results also highlight
the high sensitivity of the measurement technique, as the theoretical behaviour should be
represented by three parallel lines with distances between each one proportional to the
distance increase from the tip of the beam. However, the curves of the sensor response
tend to be more stable with higher bending of the beam, suggesting that the measurement
is more appropriate for relatively higher stress states or high variations. The bending
beam method highlights that the LPBF-processed 1.2709 steel is a suitable material for the
application of BNA to quantify the stress states of the material qualitatively.
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3.3. On-Plate Measurements

The on-plate measurement shows particularly relevant results when the magnetic
field is applied in the same direction as the scanning direction of the last layer. This
is the direction where most stresses are present, as shown by Vrancken et al. [25] and
Liu et al. [26]. The as-processed residual stresses of the parts, as presented in Figure 4,
result in a decreasing Barkhausen noise RMS average from 150 W, reaching a minimum at
250 W. A further increase in the laser power leads to an increase in the residual stresses at
300 W, followed by a decrease of 350 W.
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Figure 4. RMS average of different LPBF samples measured for in-contact measurements and lift-off
measurements at 0.1 and 0.2 mm, where magnetic field is parallel to the last layer scanning direction.

Although a different grade of steel was used in these experiments, these variations
in the RMS average signal match the residual stress XRD observations for 1.4404 from
Staub et al. [23]. The differences between the two observations are due to the differences in
material and geometry, as both influence residual stresses. However, the general non-trivial
behaviour (as linear behaviour would be expected, driven by a thermal gradient) of the
stress conditions is present for both materials at higher laser powers.

In the case of a magnetic field perpendicular to the last scan track, the stress state
is more complex and with lower magnitude versus the parallel case presented above, as
discussed by Cheng et al. [27]. Consequently, BNA does not properly correlate with these
local stress conditions. Hence, these data are not presented here. Additional measurements
were also conducted on the edge of the samples, but the results could not be correlated to
previously acquired stress data. The difficulty in interpreting the signals at these locations
has two origins. On the one hand, the edge of the sample and, hence, the end or start of the
scan track is not representative of the stress state in the core of the sample, as the melting
conditions are not comparable. Either the melting is just starting and is not yet stable, or
the front of the melt pool is solidified due to the discontinuity of the laser beam irradiation
(end of scan track). On the other hand, the electromagnetic field is sensitive to edge effects
and variation in the permeability of the material. Placing the sensor at the edge of a sample
will generate a magnetic field that will encounter the edge of the sample, hence disturbing
the measurement by passing from the metallic sample to the air.

The lift-off tests at 0.1 and 0.2 mm follow the same trend as identified for the in-
contact measurements (Figure 3), showing that the implementation of such sensors in LPBF
machines does not require direct contact with the material. On this occasion, it is clear that
the measured media permeability is different compared with when it is in direct contact
with the material, leading to a decrease in the signal amplitude. The magnitude of the drop
can be influenced to some extent by increasing the magnetising voltage, which was realised
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in this case. These measurements are also in favour of measurements of relatively rough
surfaces, as encountered in top surface LPBF samples, leading to different permeability
as the air gap varies. This is also the case for the in-contact measurement of this data set,
where a small air gap is also present, as the surface is not perfectly flat. Despite the more
difficult measurement environment, the lift-off measurement showed a decrease of 46%
and 73% of the standard deviation in the measurements for lift-off distances of 0.1 and
0.2 mm, respectively. This reduction is due to the high sensitivity of BNA to the sensor
placement, particularly when contact with the sample can induce some tilting of the sensor.
This tilting could originate from either the non-perfectly flat surface of the sensor or small
vibrations due to the magnetisation currents. For the sake of the lift-off measurements, the
sensor was attached to a micrometric axis, increasing the stability and repeatability of the
measurements.

4. Discussion

By analysing grain size distribution in different processing conditions and conducting
BNA in a mechanically induced stress state and an as-processed condition, this study
allows to highlight that:

1. The LPBF manufactured sample complies with the necessary prerequisites of BNA,
notably a good microstructure stability over process parameters variations.

2. BNA can successfully resolve stresses for 1.2709 steel in mechanically induced stress
conditions. The increase in BNA signal follows a linear relation when stresses are
applied linearly with confidence (R2) above 95%.

3. BNA shows promising results in the qualitative measurement of stresses in as-
processed LPBF samples, comparable to XRD measurements presented in the lit-
erature. A stress accumulation or drift could be identified over the buildup of layers.
Stress drift from 78% in the literature leads to a BNA signal drift of 82% in contact
with the sample and 74% with a 0.1 mm lift-off.

4. BNA can be realised in a contactless manner with a recommended lift-off of 0.1 mm.
This result advocates for its suitable use in rough LPBF parts as well as in situ contact-
less measurements.

These results underline the necessity for further research in the field of BNA applied to
LPBF, particularly for the control of stress evolution during the build job. Indeed, although
the measurement was not realised in the LPBF machine, only a few details are subject to
change in comparison to the lift-off measurement in an in situ measurement setup. Notably,
a temperature correction might be necessary. The opportunity for continuous measurement
should also be studied for larger cross-sections. Further work on sensor design is also
necessary to reduce the different uncertainties in the measurement presented.

Author Contributions: Conceptualisation, A.S.; methodology, A.S., M.S. and P.Z.; investigation, M.S.
and P.Z.; data curation, A.S., M.S. and P.Z.; writing—original draft preparation and editing, A.S.;
writing—review, A.B.S. and K.W. All authors have read and agreed to the published version of the
manuscript.

Funding: This research received no external funding.

Institutional Review Board Statement: Not applicable.

Informed Consent Statement: Not applicable.

Data Availability Statement: Not applicable.

Conflicts of Interest: The authors declare no conflict of interest.



Materials 2022, 15, 2676 10 of 10

References
1. Bourell, D.; Kruth, J.P.; Leu, M.; Levy, G.; Rosen, D.; Beese, A.M.; Clare, A. Materials for additive manufacturing. CIRP Ann.

Manuf. Technol. 2017, 66, 659–681. [CrossRef]
2. Schmidt, M.; Merklein, M.; Bourell, D.; Dimitrov, D.; Hausotte, T.; Wegener, K.; Overmeyer, L.; Vollertsen, F.; Levy, G.N. Laser

based additive manufacturing in industry and academia. CIRP Ann. 2017, 66, 561–583. [CrossRef]
3. Patterson, A.E.; Messimer, S.L.; Farrington, P.A. Overhanging Features and the SLM/DMLS Residual Stresses Problem: Review

and Future Research Need. Technologies 2017, 5, 15. [CrossRef]
4. Withers, P.J.; Bhadeshia, H.K.D.H. Residual stress part 2-Nature and origins. Mater. Sci. Technol. 2001, 17, 366–375. [CrossRef]
5. Safronov, V.A.; Khmyrov, R.S.; Kotoban, D.V.; Gusarov, A.V. Distortions and residual stresses at layer-by-layer additive manufac-

turing by fusion. J. Manuf. Sci. Eng. Trans. ASME 2017, 139, 031017. [CrossRef]
6. Ghasri-Khouzani, M.; Peng, H.; Rogge, R.; Attardo, R.; Ostiguy, P.; Neidig, J.; Billo, R.; Hoelzle, D.; Shankar, M.R. Experimental

measurement of residual stress and distortion in additively manufactured stainless steel components with various dimensions.
Mater. Sci. Eng. A 2017, 707, 689–700. [CrossRef]

7. Bartlett, J.L.; Croom, B.P.; Burdick, J.; Henkel, D.; Li, X. Revealing mechanisms of residual stress development in additive
manufacturing via digital image correlation. Addit. Manuf. 2018, 22, 1–12. [CrossRef]

8. Ilker Yelbay, H.; Cam, I.; Hakan Gür, C. Non-destructive determination of residual stress state in steel weldments by Magnetic
Barkhausen Noise technique. NDT E Int. 2010, 43, 29–33. [CrossRef]

9. Ju, J.-B.; Lee, J.-S.; Jang, J.-i.; Kim, W.-s.; Kwon, D. Determination of welding residual stress distribution in API X65 pipeline using
a modified magnetic Barkhausen noise method. Int. J. Press. Vessel. Pip. 2003, 80, 641–646. [CrossRef]

10. Buttle, D.J.; Moorthy, V.; Shaw, B.; Lord, J.D. Determination of Residual Stresses by Magnetic Methods; National Physical
Laboratory Hampton Road, Teddington, Middlesex, United Kingdom; 2006. Available online: https://www.npl.co.uk/gpgs/
determination-of-residual-stresses-by-magnetic-met (accessed on 24 February 2022).

11. Santa-aho, S. Barkhausen Noise Method for Hardened Steel Surface Characterization—The Effect of Heat Treatments, Thermal
Damages and Stresses. Ph.D. Thesis, Tampere University of Technology, Tampere, Finland, 2012. Available online: https:
//urn.fi/URN:ISBN:978-952-15-2947-4 (accessed on 24 February 2022).

12. Buttle, D.; Scruby, C. Residual Stresses: Measurement using Magnetoelastic Effects. In Encyclopedia of Materials: Science and
Technology; Buschow, K.H.J., Cahn, R.W., Flemings, M.C., Ilschner, B., Kramer, E.J., Mahajan, S., Veyssière, P., Eds.; Elsevier:
Oxford, UK, 2001; pp. 8173–8180. [CrossRef]

13. Rosipal, M.; Neslušan, M.; Ochodek, V.; Šípek, M. Application of barkhausen noise for analysis of surface quality after machining.
Mater. Eng. 2010, 17, 11–14.

14. Vaidhianathasamy, M.; Shaw, B. Gear Quality Assessment Using Magnetic Barkhausen Noise Technique. Stud. Appl. Electromagn.
Mech. 2012, 36, 54–61. [CrossRef]

15. Moorthy, V.; Shaw, B.A.; Hopkins, P. Surface and subsurface stress evaluation in case-carburised steel using high and low
frequency magnetic barkhausen emission measurements. J. Magn. Magn. Mater. 2006, 299, 362–375. [CrossRef]

16. Grum, J.; Zerovnik, P.; Fefer, D. Use of Barkhausen effect in Measurement of Residual Stresses in Steel after Heat Treatment and
Grinding. In Proceedings of the 15th World Conference on Non-Destructive Testing, Rome, Italy, 15–21 October 2000; Available
online: https://www.ndt.net/article/wcndt00/papers/idn780/idn780.htm (accessed on 24 February 2022).

17. De Oliveira, A.R.; de Oliveira, V.F.; Teixeira, J.C.; Del Conte, E.G. Investigation of the build orientation effect on magnetic
properties and Barkhausen Noise of additively manufactured maraging steel 300. Addit. Manuf. 2021, 38, 101827. [CrossRef]

18. Bajaj, P.; Hariharan, A.; Kini, A.; Kürnsteiner, P.; Raabe, D.; Jägle, E.A. Steels in additive manufacturing: A review of their
microstructure and properties. Mater. Sci. Eng. A 2020, 772, 138633. [CrossRef]

19. Rotman, J.J. Advanced Modern Algebra: Third Edition, Parts 1 And 2; American Mathematical Society: Providence, RI, USA, 2017.
20. Colin Cameron, A.; Windmeijer, F.A.G. An R-squared measure of goodness of fit for some common nonlinear regression models.

J. Econom. 1997, 77, 329–342. [CrossRef]
21. Ding, S.; Tian, G.; Moorthy, V.; Wang, P. New feature extraction for applied stress detection on ferromagnetic material using

magnetic Barkhausen noise. Measurement 2015, 73, 515–519. [CrossRef]
22. Truesdell, C.A.E.L. The Rational Mechanics of Flexible or Elastic Bodies: 1638–1788: Introduction to Leonhardi Euleri Opera Omnia Vol. X

et XI Seriei Secundae; Orell Füssli: Zurich, Switzerland, 1960.
23. Staub, A.; Spierings, A.B.; Wegener, K. Correlation of meltpool characteristics and residual stresses at high laser intensity for

metal lpbf process. Adv. Mater. Processing Technol. 2018, 5, 153–161. [CrossRef]
24. Röttger, A.; Boes, J.; Theisen, W.; Thiele, M.; Esen, C.; Edelmann, A.; Hellmann, R. Microstructure and mechanical properties of

316L austenitic stainless steel processed by different SLM devices. Int. J. Adv. Manuf. Technol. 2020, 108, 769–783. [CrossRef]
25. Vrancken, B.; Wauthle, R.; Kruth, J.P.; Van Humbeeck, J. Study of the influence of material properties on residual stress in selective

laser melting. In Proceedings of the 24th International SFF Symposium, Austin, TX, USA, 12–14 August 2013; pp. 393–407.
Available online: https://lirias.kuleuven.be/1572878 (accessed on 24 February 2022).

26. Liu, Y.; Yang, Y.; Wang, D. A study on the residual stress during selective laser melting (SLM) of metallic powder. Int. J. Adv.
Manuf. Technol. 2016, 87, 647–656. [CrossRef]

27. Cheng, B.; Shrestha, S.; Chou, K. Stress and deformation evaluations of scanning strategy effect in selective laser melting. Addit.
Manuf. 2016, 12, 240–251. [CrossRef]

http://doi.org/10.1016/j.cirp.2017.05.009
http://doi.org/10.1016/j.cirp.2017.05.011
http://doi.org/10.3390/technologies5020015
http://doi.org/10.1179/026708301101510087
http://doi.org/10.1115/1.4034714
http://doi.org/10.1016/j.msea.2017.09.108
http://doi.org/10.1016/j.addma.2018.04.025
http://doi.org/10.1016/j.ndteint.2009.08.003
http://doi.org/10.1016/S0308-0161(03)00131-5
https://www.npl.co.uk/gpgs/determination-of-residual-stresses-by-magnetic-met
https://www.npl.co.uk/gpgs/determination-of-residual-stresses-by-magnetic-met
https://urn.fi/URN:ISBN:978-952-15-2947-4
https://urn.fi/URN:ISBN:978-952-15-2947-4
http://doi.org/10.1016/B0-08-043152-6/01465-0
http://doi.org/10.3233/978-1-60750-968-4-54
http://doi.org/10.1016/j.jmmm.2005.04.028
https://www.ndt.net/article/wcndt00/papers/idn780/idn780.htm
http://doi.org/10.1016/j.addma.2020.101827
http://doi.org/10.1016/j.msea.2019.138633
http://doi.org/10.1016/S0304-4076(96)01818-0
http://doi.org/10.1016/j.measurement.2015.05.031
http://doi.org/10.1080/2374068X.2018.1535643
http://doi.org/10.1007/s00170-020-05371-1
https://lirias.kuleuven.be/1572878
http://doi.org/10.1007/s00170-016-8466-y
http://doi.org/10.1016/j.addma.2016.05.007

	Introduction 
	Materials and Methods 
	Results 
	Microstructure Investigation 
	Bending Beam Method 
	On-Plate Measurements 

	Discussion 
	References

