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BE: WIS 2ZM BT 6 & (wire arc additive manufacturing, WAAM) f{4-PEfE, #H T —FP B sl 44 il & 2
& JZ 8] = #EE # (wire arc additive manufacturing hybrid interlayer high speed friction, WAAM-HSF) i 5 %:. KA E
£ 1.2 mm [y 4047 SERESE2Z, T H] WAAM-HSF J5 2 R W RERG PRI, XF ELATSE T WAAM F1 WAAM-HSF Xf
O s TRE R (A I O SRR FD ) 2R S ). 25 53R BH, WAAM Al WAAM-HSF #4149 TR A5 48 i A7 A6 6 Ko
IR R . 5 WAAM A HL, WAAM-HSF #1425 0 B A0k, [RIES, ARE T2 0 Sk e e $—2, AP
R AR T 1 R DA TBUT 31 RS AR sl . AR A ] IX 5, WAAM #4441 i RO KT WAAM-HSF #444:. i
IEEIRANE L T A K, SR FIARAR R H Y. 5 WAAM ML, WAAM-HSF A4 R F- 505 K SN T 5%;
{H WAAM-HSF 4 f~F- 15 S el o S ot B U7 il £ 17 9. 96 HV 1 17 MPa.
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A4 HL S 3 B4 i & (wire arc additive manufacturing,
WAAM) TERR SRS G s T 2 B T e i
P RTS. SEGEHE AR, WAAM SORAER
WD ATRH BRI IHAE, 48 %80 TR A > iR Aa 1.
WAAM H F RN - B0 TR (gas tungsten arc
welding, GTAW), %5 5 F & (plasma arc welding,
PAW) A AR RIS R (gas metal arc welding,
GMAW)" st
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HMESS 2 WAAM A7 R A R B 6
AL R 2 1 B — (), B T —
A HL S 41 52 A 2 A i 8 EE 48 (wire arc additive
manufacturing hybrid interlayer high speed friction,
WAAM-HSF) #7715, 8 i JZ 1] e B 455 | A SR
AR, IR RUR SN IESS FhZH 2] A7 2% 1 ) S AE
25 8, IITARALARRE | AR LA 1.2 mm 4,
TR ZZAE N DT TR R, R WAAM-HSF J7 %2547
B W BERG PR 2, BIFSE T )2 ) ey R4 X BE
G S TOWH SV Ty 2 PERE RS2 IR, IF38 1 a0 AN
BEIS A BT AHZE B 10 77 2O R 1 21 23 R 5 PR BL
il FEAT L.

1 Rkt EFE

WAAM-HSF {30245 0] LSl T WAAM Fl
WAAM-HSF Pifh T. 21105, WAAM-HSF 5 &
geiniE 1 fis, Hd WAAM iR 2R 4800 5 1542
Ji (FastMig X 350). 1% #Z#l (FastMig WFX 300T).
TAES . WKSh L PR MIG F2 4546, WAAM-HSF iz,
IR GAE WAAM [ SEA Fonse T s BE R R 4.
WIS HRHERE B RN 1.2 mm 1Y 4047 $5-5 41522,
RSFR 150 mm x 100 mm x 8 mm 1) 2A12 454 4

WA VE R b, 4047 S22 2A12 JEAR AL 27 R 53
W 1 Fiw. | TR TG 2 0 AL 2 R A2
Jte, A B EG, PSR A A T 2R 1 A bR
AL Z, BRG0PI RS Uk, 76 AR AR AR
W E 50 °C. HEFE Kb MIG B0, T Z S50
F2WR. h TPk A BT 2 & A PR
G2, 30 A U AR L 1) Ty 2Ok ek D J2 R] A A
. RS EONE, BB EERN 1 mm/s,
BURHE R 19,5 mm/s, PTAR 40 )2 )5 39 b1 4%
. WAAM-HSF 3 4t 3= B4 55 5 3 B 4 & 45 Al
WAAM ZR %, WE 1 iR, £ WAAM-HSF 1, 2k
HTY5 WAAM MR TS E. TERZ TR SE AR
Je PEAT 2 (8] i BRI, J2 ) g SR R S B Ry
5000 r/min, %k 200 N.

B 1 WAAM-HSF Xl 24 R = E
Schematic representation of the WAAM-HSF
experimental system

Fig. 1

R 1 4047 182 2A12 B FER D (RESE, %)

Table 1 Chemical compositions of 4047 wire and 2A12 substrate
o Si Fe Cu Mg Mn Ni Zn Al
4047 11~13 < 0.6 < 0.3 <0.1 <0.15 < 0.05 < 0.20 A
2A12 < 0.50 0~0.5 3.8~4.9 1.2~1.8 0.30~0.9 <0.10 < 0.30 N

*k2 BEIZSH
Table 2 Welding process parameters

WIS ReMbRE  kedyly  UTIREE K

O/(L-min ) I/mm vimmin ) vg(mm's ') L/mm

15 18 5 8.5 5

s VI EI ML 45 2 AR R AR, 1R
YIEU EARREE RSN 2 fios, SRR O
400 ~ 1200 5 > 44K 1] FAA 1] 5 H IF FH 4 AH 90 %
ML T, Z T B AR, % GB/T 228.1—

2010 CaJmArRE fr e 55 13850 Rl Jr
) 8 WDW-100 B 47 A28 56 Lk 47 5 3 17 i
R, P FN 1 mm/min. F Keller X7 75476
i, R BOE e, FHIRXBLIR TS . A4
i HF WA (scanning electronic microscopy, SEM)
FHE 1t 1 (energy dispersive spectrometer, EDS) i
T OB SNSRI 08T ] HVS-1000 24 %L
AR BT AT A R 3, I #R AT 1.96 N,
] 15 s EEE I YT AL E A B, )RR
A5 mm.
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Fig. 2 Specimen cutting locations and tensile specimen
dimensions. (a) cutting position of the specimen;
(b) size of the tensile specimen
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FEAR AR 0 A K AR ARIRAL, AN PRV AN 1)
Hf.

4 5 WAAM Fl WAAM-HSF 3 BEF {4 AN [H]
{LE Y EDS WA EG. K 4c FE 4f b Si &
Iy 14.42% F 17.38%, A5 R KT 4047 42
2R Si S (A1 12%), PR ARG I R
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R, 7eA R X8, WAAM Ry Sk RoF ok
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Fig. 3 Microstructure of different areas of thin wall member. (a) bottom of WAAM component; (b) middle of WAAM
component; (c) top of WAAM component; (d) bottom of WAAM-HSF component; (e) middle of WAAM-HSF

component; (f) top of WAAM-HSF component
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Fig. 4 EDS scan images of WAAM and WAAM-HSF at different positions. (a) top of WAAM; (b) middle of WAAM,;
(c) bottom of WAAM,; (d) top of WAAM-HSF; (e) middle of WAAM-HSF; (f) bottom of WAAM-HSF
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VAR 8 T i 0 R TR T R v A S R
Pl S Ay HERE R [R) DX S R B . NIRL S AT AR,
TR —IX 38 WAAM-HSF 734 i i e WAAM
5 9.96 HV. 7£ 0 #B X &k, 7 WAAM-HSF 1 #f
5 1Y 5 K W ICRE B (86.9 HV) b WAAM M4/ T
18.4 HV. 7E ] (BETR A 15 mm {7 ) FIE B X
B, (FETHE 20 mm 17 &), WAAM-HSF 85 K i i
W7 e WAAM 38T 15,1 F1 11.8 HV.

100

R 1 S 2 B P 5E 166 MPa i 17 MPa, b
WAAM iRE 1725 i AR5 & 155 MPa 5 16 MPa.
WAAM-HSF H i #1518 T WAAM,
WAAM-HSF i # 19 °F 2 Wi J5 i K 2 8 6.0%,
WAAM IRAFERE B R KN 11, 0%.
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Fig. 5 Microhardness in different regions of the thin wall
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Fig. 6 Tensile test results in different areas of thin walls
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BAHEEE — 2, S TR AIE A . SN ES, i
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Fracture morphology of WAAM sample. (a)
fracture morphology; (b) amplification of area B
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Fig. 8 Fracture morphology of WAAM-HSF sample. (a)
fracture morphology; (b) amplification of area D
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