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Fig. 1 Principle of double-pulsed TIG additive manu
facturing with stepped filling wire. (a) double
pulsed current waveform; (b) stepper feed
waveform; (c) schematic diagram of melt pool
formation and drop growth transition
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Fig. 2 Experimental system of double-pulsed TIG ad-
ditive manufacturing with stepped filling wire
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Fig. 3 Formation shape with different wire feed pattern.
(a) rear wire feeding mode; (b) lead wire feeding
mode
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Fig. 5 Droplet shape in one pulsed cycle with different deposited layer. (a) rear wire feeding mode; (b) lead wire
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Fig. 7 Droplet transfer behavior. (a) rear wire feeding
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Fig. 8 Force analysis of droplet transition. (a) lead wire
feeding mode; (b) rear wire feeding mode
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Fig. 10 Schematic diagram of weld pool height. (a) rear wire feeding mode; (b) lead wire feeding mode
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Fig. 11 Variation of weld pool height. (a) rear wire

feeding mode; (b) lead wire feeding mode
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