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Fig.1 Classification principle of arc additive manufacturing
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Fig.2 Classification principle of laser additive manufacturing
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Fig.3 Manufacturing principle of laser arc composite additive
FERRE B PR | IR A
14 HBFRIEMHIE

LA BE LT HA R RIS A L T RO A G B
HATRE R AR BB B DTSR L s Bh
BTG YA AR, JE A XER AR R L BOR 25 34
BN AR — R Y E A SRR
MERE 2B, ISASTHAER , RIGHE P IE 2
PR, HLE A B SR R S EUSIE AR %5
ARATLL A PIZE s —RJEHET [P IR 22 i L AR
LIERFIE 5 O SR T IR A 1 o
DXABALHAR, WnlE] 4 JiR . 25 LT, I At b i
T PRI P REE R AL RIEE I, 7 2 I
AP SR A, AR TR RIEREDL ALY
SR AR T SO ZE AN R TR
BRI REOC, IS SR A B2
EBCKR , SFEURIE ARG 4 BRI AZ 2R o
1.5 EfREHHIE

SRR A TSR], (AR A ] B AR O
T BRI RIE TR, RV 7 Al OB AR

C BB
— HEE R

a B FRIBLIGH

b BB FHRIEXIENL
E4 mBFREHSEFRE

Fig.4 Classification principle of electron beam additive
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Table 1 Mechanical properties of 2219 and 2024 aluminum
alloy WAAM specimens

JEMRGREE  PhIRE SEfRR

ke R,MPa R./MPa  A/%

WAAM DIRES 130 260 155

RIVBEE 16k 309 455 136
% 2219 0 76 172 18
mas T6Zs 290 414 10

WAAM 0 185 287 114
2024 HEE 16 407 499 83
5B 2024 oz 70 185 20
A T6ZS 393 476 10
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535 500 MPa.
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Fig.6 Internal metallographic diagram of additive parts with different CMT modes*)
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Fig.7 Internal porosity of WAAM test piece®™
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Fig.8 Arc and sample morphology under different processes
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Fig.9 Aluminum alloy additive manufacturing: microstructure transformation and crack suppression based on Zr element

addition™"™

Blecsris Md&nf Waohine < 45 -




B At A&

F1K

%51 %

T, Z A S ERIE R 5 e AR R EL, B
4505 15 Bl Mg 5 s RGN G R, T Si TR AR
A R SLM i 2 rp i R, [ s 40 1k BT
PERTHOZHZ, NP 10 s o e BET T T — R A
AU R S5 B A 4 Al-Mg—Si-Mn—Sc—Zr
1.5wt% Mg 3.0wt% Mg

~

WT Build directi

35r
3.0F

25F
20F
1.5F
1.0p
051

B (Lm/pm? x 10°%)

G4, SR FRZE S BV N SR
P 3 i AL (Sc, Zr) 9K T 5000 e 2% B 2 ] i
FRTE U256 1A RE (B Ao B A Ak {3
Sk 3] 497 MPa 1 11%., £ PR FE G, ke
B HER B2 IR S 550 MPa, SYEAE 8%~17% Z 1)) .

6.0wt% Mg 3.0wt% Mg+1.3wi% Si

Wt v 0

TR
8 TEY _.‘—

0 )
1.5wt% Mg 3.0wt% Mg 6.0wr% Mg 3.0wt% Mg+1.3wi% Si
b JTEX A RAIRIRND
E10 FTEMEEESLM B4ARSHI KM

Fig.10 Effect of elements on Microstructure and crack of aluminum alloy SLM sample

MR R BE K, it A A n R eI
TR B RSB I iR AL LT 24 M s MUK
AR &, i il T A M Reis Bl uee a5k bE
BB Y KB TR R ARV AR SR BOE -TIG
EATMHIE T 2H4 T 2219 BB, iR AR
J£ R 155.5 £ 7.9 MPa, $itHi5s 5 4 301.5 + 16.7 MPa,
T 12.8 +2.8% , 5 T TIG . CMT FISLM SJIEAE,
HLAARXT N 2 FiR . BRI -TIC & A3 14
1 BB AR PR S BUBRCRAS 8 TR, (H2
MRS BARTEBEZEFEAC K, X B2l F U4
RELRE . T HOE— IR AR, &2 NERT
TEMR T 2 Mg 65 258 & 8 AL, 52 ikE
2EVERE, DR R AR A A 1A T 1 S A R I R
il , JEHR T BR S FLB R AR I R ST R e 3
BB BLAN, W] D O A P 9 45 [ Sk —
ELEIEA i LA A E R AL ) — O
2.3 HFHRIEHHIE

22 EMUR R 24 FIRFFE PO B R T R AR A A
TG R AR B SR AT B 2002 4, %ALY
() Taminger 25 N\ *™ EERFSE T TS5 (TR

° 46 * %loo&ﬂia Mw/o‘n %oﬁiﬂo
Z

[76]

#2 ARIET 2219 M HIERF 4 FEREXSLE
Table 2 Comparison of mechanical properties of formed
parts made of 2219 additive under different processes

P il i £ By
BOL-TIG® 301.5+16.7 1555+79  12.8+28
TIG"” 240.0£10.0 108.0+5.0 10.7 +2.0
CMT" 263.0+12  113.0+4.7 152+13
SLM™ 2350+13.8 115.0+10.1  13.8+2.2

Uiy R 22 RS Eh U | N F ) X 2219 HLF
FEI IS S PERE S L . A58 T
A RT I X PR | 2 BT | s B
Jrid, FERE T B A A T O 22 M OB, 3R
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TESLHFIT IR 1, oA T B2 (] 4 48 A o i 4
B, NASA XHE SRS TR A S B T ARE 2401
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HEfhi , SZ IR ) 55w sk S 0 U VR R R i
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Table 3 Analysis of EBF pattern composition of traditional welding wire and Mg added welding wire

Al Cu Mg Ag Mn Zr Fe Si Ti
JAR 22 93.8 47 0.52 0.38 0.36 0.002 0.062 0.008 0.051
TR Z g 93.7 5.0 0.16 0.55 0.42 0.002 0.060 0.032 0.051
G [X. 93.5 5.1 0.47 0.42 0.28 0.024 0.054 0.026 0.100
HepAk 93.7 4.7 0.47 0.55 0.32 0.025 0.053 0.030 0.110
PR AR 22 923 5.0 1.69 0.50 0.33 0.011 0.075 0.054 0.061
R MTTRR 2 93.2 5.3 0.52 0.50 0.31 0.009 0.080 0.051 0.064
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Fig.11 Metal flow mechanism of friction stir additive™
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