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Medtronic is exploring additive manufacturing (AM) powder bed fusion (PBF) processes for producing customizable This work Is sponsored by Medtronic PLC
titanium pacemaker shields. The shields require surface processing to create a visually smooth surface. Centrifugal (Mounds View, MN), and The Barnes Group
Disc (CD) Finishing and Fine Shot Peening were explored to reduce surface roughness and enhance the visual quality Advisors (Pittsburgh, PA)

of AM sample coupons. Roughness was measured via optical profilometry and AFM. Coupons produced using an E-

beam energy source (EB-PBF) had a lower initial roughness than those using a laser source (L-PBF). CD processes M dt : S THE BARNES GROUP
resulted in an average 2.5 pum decrease in roughness for both L-PBF and EB-PBF coupons and an improved visual eatironic #» ~PVISORS

smoothness. Fine shot peening led to a decrease In roughness on average of 52% for EB-PBF and 26% for LA-PBF.
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