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Fig. 1 Truss structure additive manufacturing system
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Table 1 Column height at different welding speeds
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Table 2 Column height at different wire dry elongation
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Fig. 4 Force analysis of the branches in the forming
process of truss structure

FERIE R, MTHREE R T LAG3 WA 55—
i, B RIR ATy 2 T T ARy ) (18] 2)5 55 —
i, OB B F B AN B A DL 1433 (K] 4).
M RT 1, AT R A By SR, AR AN IR Y 57
AR B, M4 M 4 R B O =, RIARAR Y
RHA FEN R, MRS ST A 032 T O, BEFh RUE
AT ATE— € TE B NS TR, Sy T
SRR S A 52 D7 L, BERRER A OE Oy ik
1732 1500, Zad il xy b, e TZ2S8F
(R 22 E 9.4 m/min, JEHEEE 4 mm/s FIEAE T
B 1 mm) ST EATAL, AT RAR B B
R, 1520 BT RUE % 242 R=3 mm, & & =1 mm.



28 S - ¢ %41 %
Z IR A SN =R S AP o7 Ny Ny I (0 i 8% = AT O
Fg = (Fare + Fg)cosd () e AR PR s 2 6 A 0, O 15001, 1P
_pmI’n (. rpsinéy 1 1 Fo = i‘mﬁ 0g (3)
Fare = 47 (ln Fu 4 1-cosby - T3
2 2 ) ® A rp HIET AR, p NSIETH I ZE, ¢ HE
(1-cosy)? 1+cosby JIhnEE .

K, 0 H ARG SR, TR, A
YR AR, ry WRRZ22EAE, n R B ITE R 2%,
Oy A HLBEHE £, 24 i B A KT 60°HT, X H

F, =2nRcy @)

Aorbey MWK R B R, T 5 2 fih
rRetE. 20 ()-8 3) IS EUEUE WL 3.

£33 ZNHHAXSH

Table 3 Force analysis formula parameter value
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Fig. 8 Square component forming process. (a) welding
torch attitude 1; (b) welding torch attitude 2;
(c) collision part 1; (d) collision part 2; (e) for-
med part finished; (f) square component
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