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Abstract: Wire arc additive manufacturing is a highly efficient and rapid near-net forming technology. Due to its significant
advantages of low cost and high flexibility, it has become a hot research topic and the preferred choice for the manufacturing
of medium/large parts. It is widely used in core equipment manufacturing fields such as aerospace, weapons and so on. In
this paper, the recent research of wire arc additive manufacturing in forming trajectory and process planning is reviewed.
The three-dimensional model slicing method, the two-dimensional contour path planning method with different geometric
characteristics, the special path planning strategy of typical structure and the optimization and control strategy of forming
process parameters are summarized. The technological methods to improve the surface quality and forming accuracy in vari-
ous aspects, the non-support printing strategy of overhang and inclined structure are introduced. Finally, the current research
progress of wire arc additive manufacturing is summarized, and the resreach direction of improving the intelligent of arc
welding additive manufactuing equipment and process control in the future is pointed out.
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Fig. 1 Application of WAAM in different fields
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Fig.3 Slicing method in different application situation
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Fig. 4 Control strategy of starting and extinguish arc
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Fig. 5 Path planning method
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Fig. 6 Path planning strategy of typical structure
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