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Fig.1 Turning with actively driven rotary tool (ADRT)
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Fig.2 Fiber-coupled two-color pyrometry in turning
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Fig.3 Influence of tool rotational speed on tool temperature
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Fig.4 Laser irradiation on the workpiece before face milling
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Fig.5 Cross-section of machined workpiece surface
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Fig.6 Influence of laser-hardening on burr height
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Fig.7 Photograph of laser heat treated structure in S45C
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Fig.8 Profiles of machined surface of heat treated steel
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Fig.10 Laser metal sintering method and SEM images of sintered surfaces
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Fig.11 Hardness distribution of the sintered materials
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