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Abstract: The current status and development trends of additive manufacturing (AM) technology for large-size
metal components are reviewed with applications in aerospace, energy, and other fields. Firstly, the
basic principles of AM and its advantages and limitations for large-size metal components are
discussed. Secondly, research progress in process parameter optimization and intelligent control
technologies during AM is analyzed. Particular focus is placed on the application of external field-
assisted control, real-time monitoring, and adaptive control technologies to enhance the precision and
stability of the manufacturing process. Additionally, online and post-processing shape synchronization
control technologies for large-size metal components are emphasized. Combined with heat treatment
and machining methods, these technologies are shown to effectively improve forming quality and
mechanical properties. Finally, future prospects of AM technology for large-size metal components are
outlined, and key issues related to process optimization, material properties, production efficiency, and
sustainable development are identified. The review demonstrates that with continuous technological
advancements, AM is expected to find broader applications in various fields and contribute to the
transformation of traditional manufacturing models.
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Fig. 1 The challenges faced by additive manufacturing of large-size metal

components
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Fig. 2 Temperature gradient maps under different parameters

Iy A& 8110



!
202555 1083 Additive Manufacturing i%% t’j *nﬁ
1.50 1.50 1.50
< < <
§ 1.25 g 125 g 1.25
& 1.00 & 1,00 & 1,00
i = i
* * *
0.75 0.75 0.75
0 10 20 30 0 5 10 15 0 10 20 30
I} 1] /min B} ] /min i} []/min
65
3B i 1.50 1.50
i - -
p o e 125 1.25
(| £ ¥
7 i & &
N | i ng EL%
nerpa 0.75 0.75
IR |
Lt e 0 10 20 30 0 10 20 30
[ As A\ i i

Bl 3 WO b i 3 A2 o R B A 4k

Fig. 3 The temperature variation of the molten pool during the laser additive manufacturing process
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Fig. 4 Residual stress distribution of additive manufactured part at room
temperature
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Fig. 5 Flowchart of the introduction of liquid metal base in the additive manufacturing process

DLV fisgoR S5A5 . 2% it maE X Lo
BrR I, S BRI R T Bl A X, kR
WL, kA SN EIE (K 6) , MREA
B AT T ISk o 1B 6a BT b YRR
TN 20 keV B SR OGO 532 nm A1 1 064 nm
1) ORI 2 O LB AR X Ti-6A1-4V & 4 9817 1,
3. 5wy (A EESL 1, 20 3) , FifS RS
7 1o A ks D 6b JIT s Ay e A ] B0 58 L 2% 1
T, MR GAEEN 30 keV B, TS R AR S0
a5

~1600 ¢ 1 064 nm
~1800 | —- 532 nm

—800 —=1 064 nm
-1 000} =532 nm

< <
[0} =9
= 2000 S -1200
R 2200 R 1400
k=) 9400 21 -1 600
& 4 —1 800
& -2600 2 000
-2 800 —2200
AR FER2 FER3 FER FEEh2 FEfH3
FER FEfh
(a) FfmhhZ:1 (b) Feilizk2

B 6 R RITHRIEX kA SFRAD I B
Fig. 6 The influence of scanning strategies on the residual stress of

titanium alloys

JEASE R 42 A 3 ek S P A 5 sh 2 S B

ST B T LD PR A R i Y P B 4 I R

16

Gen] B AT HOE TR B TR 3, R0 Tt R R D
Bl R 1 A o VR LA P, AT R AL 5% A I
R Ban Y R A AT B, DA N
T BE A AS AR BRI v i 055, R P B R AR L
J1HH 267.2+13.4 MPa [£{X %] 172.6+8.6 MPa, P %z
EVERR S, o METEAHPY S S, WK T s

400 +—TiAl/a,
v—TiAly
£ 300 3 —PB, :
'ER 2 AMI LI N 90(‘
Y AL -Avw
= 200 = e
& il 150 °C
4 100
0 4 A I 1 1L J
b S . fiEa 20 40 60 80 100 120
150 ¢ 300 C 20/ (°)
RS

(a) TR 5 54 B 7 A 5% 2% [ (b) B XRDATSTE

B 7 AR JE A R R B ) Be XRD A5 5 B il
Fig. 7 The residual stress and XRD diffraction patterns of the samples
before and after substrate preheating

ML B4 F-Be )2 4L ( interpass rolling )
WAL IS TE BN 11, MARTINA F 26 7 B %
7 ( wire arc directed energy deposition, WA-DED )
HOR ISR G, BRAY N J1 B i i 40%. ZHOU S
2 (1 ]2 1) 4R i +WA-DED IR T2, 18484t

e

BT



20255551088

Additive Manufacturing 353 88 &l S

a3 PO BT 1 TR B S m g hn T
T AL TR A S K- . FANG X 2554 58 1 78 36 44 5
FEHOMAZ MRS AN B, B35 T AR AN IR,
i1 2% T8 BFF 3T A9 55 A% 102 3 AP AR 7 (+80 MPa ) #%
SRR S (=22 MPa) , WKl 8 firs .

Z Y 5 R R L 3 — 2D 5T T R0 e
71, QIUY %P KM T A MWtk (finite ele-
ment method, FEM ) ) Z W BB AL, (i N 7 4345

80

JE et A 0%
——— JE U B (40%

BRAR R ) /MPa

MRS B3R TE 10% (B 9) o Beakh, hFars R
(L 10) SEBLT BRIk v 4 1 A2 114 S ) 3 B
Shy S IR R A AR LR AT R T S S i
SERI VT 5 5 A B Ak BN g 4 il i) e A
b5, TAKEZAWA A S5 42 3L Tt e A X p B4
NARYE, BB BOCHE R AL S s 2 R
T CE ), SEBUZ MBS, fiAEE R

é'LUZIUE v
1432

-
z

Yt
B ——

A KOG M

VAL
60 um

T

60 pm

(a) HEuReAm A

YT 7R Sy

60 um

60 pm

(b) AHRRICIEIHH

—80 - - - - - g (c) AT PEMIT Ftd i A B
0 0.2 0.4 0.6 0.8 1.0 1.2 R ¢ —
o [ e
A 3 0 9 528/ mum 25 100 800 1300 1369 1404 2500 3000
N g/ C
Bl 8 B g BAE{E 0% R 40% # 5hHs )& B T W) MIBRA B ) 43+ 7R
Fig. 8 Residual stress distribution along thickness direction for samples B9 ZFHAMITYE: (FEM) WEZREBEER
with interlayer hammering strain values of 0% and 40% Fig. 9 Multi-scale model based on the FEM
o IR L5
70 I . :
- Y 1
- &
60 | ‘ﬁﬁ D g’&
Y\Lx S0t 1 i
- - i &
£ &
% 30}
LIRS - -
AL 20 + &
(a) RIS BIR 2 0l =
)\ﬁd‘*?‘&%f 0 ) i ,
oo %‘% 1000 0 1000
2, PiAs/ (10°m/m)  44RiA8/ (10 m/m)
EAu (b) ek fts 728 I 125 2 S Ak th 22
Y | pog MR A T (G A5 %
P 0, __0.010 AL A I =640
PR Gl i .
HE : 0.005
’ B
AL S0
HIRAHL =z
#HA +=—0.005 L L n L )
0 200 400 600 800 1000
JRJE/C
(c) —7Fh LD SNS N T AR e (A8 AHAS T ik A 4 1 (d) LTTHA fry 27 APLAR 22 35 2 i 2 K0 o 00
3
ST BT L s
BT oy o CN
— 20 ) m— i
e Wit s B BTG LS5 A B g I L R R
BT R At IBATHEI pr Aty IBAT S il
(e) BAESIFRF MR
B 10 3043 12 b i ks B A
Fig. 10 Lattice strain during the additive manufacturing process
Ifby 4] & B4 L0 17

Elnfafiief

2
S



1% t‘! *!]ig Additive Manufacturing

202555 1083

W/ 35%, JEALPR T 2 an# A5 ( hot isostatic pres-
sing, HIP ) FIJHBREEANL 7, {H ] fE T HBUfbifLAL ;
W65 4k (laser shock peening, LSP ) £ 54 41
rn A, AT LR T A B, It FRAR R
P MR AR S5 AP AUA 10, ) 2 i 55 AR PE BB G &R, 4]
QI 23 AL R AR I Je e 8% LSP AR 59 57 VB
T A% B, 25 7 UL B ) HIP DA AR R RaE 1

Yo g »)@V\Vﬁ“
P TSI HRIE (d,0)
o 4 S (0)
O

R
AESERAER S E RS ROREE R RS

- R
(a) Step 1+ FRCHHRHIERT HIHES
WA
e A

FAAXARAERER S5 T YIRS A

AR ARG AT SR A
(b) Step 2: YLFTF AN KR S 4 A Al

A i
551
_ \ﬁﬂﬁﬁ>

'
\

B ERITEAR

e LIy = o A vuspppm——
WAL FREALL TR OBt

(c) Step 3: TEHEMHALTT WA HLATTEAR

N8 M45 :
N9 GO1 X-36.000 Y-18.000 Z0.025
N10 GO1 X-36.000 Y-22.000 Z0.025
N11 GO1 X-40.000 Y-22.000 Z0.025

NI2 GO1 X-40.000 Y-18.000 Z0.025
N13 M46

WOtHEARR A FeEBHILES DIEIA
GRS iy Az B A% R H Y B

(d) Step4: 55

B 11 R S MR E
Fig. 11 Flowchart after the optimized design

LI X %8| AT —Fh LSP G AL 45 A, 4438
T 5% A I 1 AN T AR B PR f1 (+187 MPa ) #%
AR ST (—164~-59 MPa) , W&l 12 i, H
R ZIBE LA Ky LSP AP . Wt AR5 AZ
JER 1, BB 12 Re, (ERE X A A
FTAbFR LIS 78T . CHANG T 2:°95% FlJ2 6] LSP T
2B L I 22 45 1 2319/5B06 SRR G A i,
AR b 32 LSP 5200 X 38k A4 ftor R sE KR /s o
1.2 MER-FRE-4EEMNDHEEE

K 4 8 A 136 14 i i A 0 7 S 7E T <%
KRRV =JotEie, M =FMEH A shE
AR, AE TR R, SEBLERCR Y . &
Jo i 21 24 o 5 00 S 2 T R T B R A A A O X
o WORIETER NG (U RO TR | R R
FE ) EARRAR I I, AT RED ] KR e H
T PR B AR B e B A SRARUIN R 5 1 & )5 il AR

18

o B, o A R AT A e Z DU T, {H
2 PEGERA & BT S A SRR, R R R
ST RE RS B ECRRE o o R AE SR AR R U vl
BRI PEREDLAL , AnBA SRR ) AR B AT BR AL,
HPERE AR LA RS o I, s 24 T 23
PRSPUR ok s e S SR PO B T

200

100 H

BRAR N J)/MPa
(=]

—100

s \‘”\ HOtREEA 16T

x o
i, b \

WAL 42,0 )
WOk A2.6 )
0 0.2 0.4 0.6 0.8 1.0 1.2

Y /mm

B 12 FR#OGREER T LSP ALHAE SRR BT IR AR L) 43 A

Fig. 12 Residual stress distribution along the depth direction for the LSP-

—200

treated samples with varying laser energies

1.2.1 BOR 5 B o

RS 2 g 348 A o) 3 ) 30 38 5 e 2 T 4
H/NEE, ERUZS TR S AR A AR, SeRETH
TR MR ) 6 AR 5 S AT AT AT MR R I R A
355 $ 1 36 W 2% 22 R DL LR i SR BE i
JE (e TREETH ) U R R T R 2wt

(b) ZRERWCIEE (o) A il

(a) SO FALHHA 3
B 13 SHM TR
Fig. 13 Schematics of multiple additive manufacturing

SR, R4 AT AL A B BT KU o 76 = DR
BORZMT, Auie tEREAR, P AR 20 3,
Gy RN R . (1) RAL S RIRIE I, s s
L FEE A SR, SRR TR E
AN, Sy IR LR . e 2%y (2) RRIA AR
R, F A R g o A AN S R B2 M A
B, SR sEEEE Az (3) A2V Rk
GO o 01 RS IRT e N N L T YA SN SR PN
FRIE, REAHLAALY . L REmE; (4) 248
AT F AR by NI ST R G 8 i F 25 3 M N
IR S SATE A LIS, R R

Iy 4] & KL 21

— e
e



2025555 1087

Additive Manufacturing 3 854 )3

(5) FRMEFE TR, VIR AR, Sk
JET R, SECERIHRE R, FE MRk T.,
PR, 7EXG M e v, A T B SR AR
TEAE STk AL R (0 JLATRG B . BB 1 5 IR 1
Ao XX SEPRI PR PR, R AR A IR A IR R
. AEREOR MG, WAL K SBLEROE . i
REERFI . PR 5T
122 i SR RS Ll

Habr il R, AR O USSR AEAR K
FERE I e g TR 1 G 2 S i 2 B0 55 R4 vl gk
g, MBS AN Tl 75— R L%
LV S PERE, WA M S, A2 S
P I SRR R A R AT, R e A e A 4 203 Ak ik
TR 042 2 HL v B O RO B A 55 4R 07 D 5
AER . MEE,  “EBE” RNUERE JUTIE SR
. RIEOGT . ZOEEE D, BT OCHE Y AR
M LU . BombE S sk

Bian, FEAESIE R D B AP B R H R
AR, Wi BN T . HEGUR S BOR R X I,
JIFMReE S B, Snl kRN I E . FFREg
Wisd; RAEGBbE . AL N BE T REME e
B AR, S R o MR RE AR IR Y SR
FRIE T80 70 7= AR B B & 1) S, FEZ 3k fr 1
FF BIFSE M5 2 RN R A 202U SRS kL
TR R &I 55958 B S5 B2 G B e s SELehh R}
T RGN IS E I A SR T IR AT BB IE A
FABVUIE SO R AT, L HIsrERe .

PRI, BRAIR AR AL G0 3 S0 1 0 JLARDHS B A B0
FEVPAS AR, TR A (R i e A X T O B A
P ) IR AR 2 A R o A 3 SR 8 S5 it O 11 [+
B, WAZTTTR A B R o 38 A 2o 2 b et 1 2 2
FEML, JEHIESRIEIA DT Lt Sk A . MAE L 41
FA I 1) 5 M BL T o

KRS, WMl E e NS fE Tk
(1) PR R 58 H R RS o s 1
JeUpR . B . PR S TS, SCIE
AR AR A PR EEE, fEUE AR Afb; (2)
B gntbiems, WZEPLsh CEmbiidt) o 8
PRGBS, Rk
FHRIE R (3) R e i A 5t 2 HATE
ARG, P 418 I B TR 2k, A
Ji AU D RE A PR RS (4) TERSE A SRR
H, BLA R A EEAAE T, sk,
AR . HRREAL . THBRZU 5 I ) B

Iy A& 8110

ARk, T T A T O AR A8 T A A B
AT T A, B2 “ 441
PERE-T. 27 Zp 2 REESCHBIR, B2y
il . BRIk IR S B Re I R g, LI
WA i AT L Tt HEshE e
TR 1) 2 A A B RS T AR N
123 Pple] 4 S ms

REIECR . BT SR EIE L, KRS
LR IE A HE R IE m 24 . R R SR
PR Ty W R . O PRERTE TP RCR S T 5 4
PERER PG, Bl AR R A e g | K UL S
PEREBE BN, Tk BB SR 2 2 A0 M ) T B SR A
FE . YR SERAE LT T

(1) ZHW T ES5ME

14 T AT RO 2 gl Al vk, RCRIR A AR
. FETIRITEEE: (design of experiment, DoE ) |
M )7 4 7Y ( response surface method, RSM ) K AHL#%
% >] (' machine learning, ML ) B&.3%5, "I #yz T 25
ZHEEZHE (A& . BB ) BFBUHER,
o9/ G A TR U ) IVATTR ) I 04 4| R V0 s R e 33
YA SRR SR Fp Ly & A i By T 92 XA e iR
£ 4 GHA169 UG A T 27 2804k (&114)
i E RS EOE B MRS T 2R M

4.000 86.55

[

ke
HLTE Jik e 5%/ Hz

2.040

0 = .
5 \ S 0.800
3.54.04550556.06.57.0
WL/ (m/min)
(a) RALLBHTERER
FrRkE

81.18

BT/ (m/min)

(b) FRITESHFRIEH R
EERIE

96.70
92.64
88.58
84.52
80.46
76.40

A5 I /mm
u’go._.Nw.pu.o\loo

(¢) ARATLLZHALTE R
W 7 1 T

(d) RFETESHTRICHE B
Wi 3 i

B 14 g B2 ih i A
Fig. 14 Multiple response surface modeling
(2) SR Z YIS 5 1
BERA R T R AL T IR B L BEE KV )
ALK Z W G . W2 AL, 1]

19 -



1% "1 %!Ii% Additive Manufacturing

TR L 7 oA AT o SN A R A, AT
PR AT B g e T I AR AR AR SRR
PR3 2 ST T 8 52 5 v DICHE A 5 9 — 2 I 25 H
WAL, X EC AT 1 PR O b vty |
SRR T2 A

JE R BEFAT I (1B 15) .
P53 R A i R I T B SO

2025655108
(3) FAE N R H R4
A IS I M 5 5 A5 4 ) R AR T 1 R

GRS o LLANARAR | RIS e I S5 AR SRR AT 52
ISR EE A . RER A DS CHESH™ . 455
PRI, ShaS TR0 IR | bR K16
2k (E16) .

HEAR, ERRE AR E M-S U

JE (m/s) T {4153 JHE (m/s) T k4153
e — —— ——— ————
214 0 033 067 10 0 0.6:

127 191 0 033 0.67 100

(a) HUETEHRE SHILR

) IHii]=1.3404 5
SHJE (m/s) [ {24143
o —

019 038 0570 _ 033 06

X e

6) fil=1.3494 s
TN i

023 045 067 0 0.33__0.67 _1.00

1 mm
(8) I=1.369 4 5

(] I =1.353 8 5

(b) B

B 15 SR EsR

Fig. 15 Multiple simulation results

ZMIRIE
e

Ji SBE

T oK |
EIW@%%%

AT

AT R
&

JRIE AR AL ]
FUCRH S T2

SR G R A R
BME TSR B

B R G

e el

t

TZIERE o DM

E 3

gl bt

- 4SSO o

(=T
MODBUS-TCP : a
1

MODBUS-TCP
[k 1/0 [z ] EHRY

B
feBeE®
=tk
Hadoopf# i HE4L

E 3

——— e — — —

.=1

e e e

(a) SbA il Tl It b- = - e A i

(b) BHF NG 2 VS A 4

SR

(c) SLM3¥H e Toll- 0k o) 1 ek & 43 7

B 16 3 A it HHLR S B BIEA & TAEHR

Fig. 16 Three computer systems control additive manufacturing workflow

Iy A& LA

E

e



2025555 1087

Additive Manufacturing 3 854 )3

2 2R G o0 B 25 R IR B i 4 R AR AL B e T 3
E-H[“]o

(4) BERF-JbE - B A B — A A i 3 A2

MRS B S vERE, g TR < B AL AR
JE-Ja Rh B A2 0 T U R R A L 7E OB B B
WUER N TAvE, W EEE (HIP) ™31 bR B4
SRRAN A1, FREEA B T e I AR T RS
KR 5w R Sk R O A Ak
RRGE RIS bR, kA BB B B
A LA SR AR SR AE R, 3K T LA TACSE A )
AIHLIREBE™ . 3 — “ 3 b+ Ab B (A
B, BB R b il s i R A 2 —

2 KRRST&EMHEMHIENXERR

21 IZMUETEEEEES
2.1.1 T 24tk

(1) 2S84kt

T ASBUR W G ) B A0 AR, W
KeBEE A (FOBDR . BARGEE ., Bildk) 5
MR 6k, Rau)y ) S2HNEME.
RKEY, SH & 8 ERERIE S S5 R0E N,
HETT S A A O 2L kR . I L T
L, B 52 70 251 SR i o7 1 325 57 306 38 1 TiAl
B NEINERY , 455 AL AR E LS B0
Fl, WBERERMOCE R, RS RE D, K
TR SEER T AT “ T2-4H8-%
AE” MLSFIC R, Qs s AL A 2 =) T e 5 4 0 AR
EHRALR SRR N 15010, 18T SEEh S,
CHANG T %" S F 504 41 WA-DED i1 [n) 1,
XA T 2250 M FE S DR & DL R P BR R T 0F
5%, XTTEAS [F#E A RIS 451 T DR T AR 4L AR 1
IV IR UL B R A T R A, IEXTIX
SN ONTRAE 7/ I DN ETE AN R Vi e (N o
F5 0t o X i RN PR H VA 2N AR AT SR R B 90 4 SR A T 43
Mr, R T A-dHSPEREM KR

(2) SM7H ik

S B E AR B o B ARG . R el A T
AT R, NIRRT SO REA AL R B A2
TR S i B Bh v E2E B T AR AR,
R4 EHRER AR 4R T 15%., ZHAO W 251 B3¢
R, YA 34 b e A Ak FL IS A4 48 G 4 1 S ks
RGE, JETRIEIN 20%., A48 (In3EpR ik, )2
(¥R 20 ) 38 I B S SI AR AR A N T, B

@ AL kg

e s g ka e PR, BN LA AR BT RE 5| & R
AR . BUERL S LI AR, BB S
A AR G A A B A N T BEATR 30% DA T .

SN B AR R —Fp gl A R R e 3 10 A
SR T R R ) s e BRPE (R T B, R B AR ORI
WA ISR E S, B T () B S R G
FEAE L MUY, R AR A A 2 A G 1
5o RRHHY i v il Tl i . AR,
A R I X TR AR T ML S A M o0 H 2,
51 G175 Bl T 0 8 AR S R TR R B o
SR FNPLM M RE SR ME T 2 Ry T REME . (R AEDIR
KA LERE, bt et S AR CHEE, &
JIE DX 3 N AT 45 25 S0 B 19 35 43 A e — RO
[}

JIAO G %™ 5 F WA-DED T. 2.3 & 8 7 i 4%
B BNE R THA R EVRLS B S, L
Z G0 W E 5% HOXT Invar & 4 WO ROUL 25 49 1 AR . LA
PERE RN A5 B AR RS2, 38 R S I AR B B
WA-DED il i A4 35 142 B 1t S5 A0 1 BE T HL Ao &%
IS DL E A4k . ZHANG M 255 58 i 8 7 %y B 4%
SICE ] B 2t OR8¢ T 5 A 40 SO0 25 /7Y NiTi
B4, il EDURUE R 5] A 7 4 Bh 37 M 25 3]
T L T R SR I g o R P P el B R v
7 23 ARORIT 7 i B G A a0 T R 1 3 AR v A A bR 1 A
1L MARAR LU, S i B S T R AR N AR
SR TR A Tl SR (R T B N T AR AL T 22 1 g AR
MeAE, N > T AR i R A BT R
FANG X 55" X . BEA &M BUE R, R 2
B) #E o5 b BB R (K] 17) 454 WA-DED il % T
EPERE AZ31BE A 4. TERIMRITE MR SIA TS
shEd AL, FFRE AR A, i P i
B 622 iR S8 (AR & L R K
o), BEHIUTRRR IR MBS AR, LAt ok

oo N et

(a) WS VLB 4 (v) St
B 17 MG a8 35 4 S04 o TR AL BBk

Fig. 17 WA-DED equipment with external hammering strengthening
module

21



1% t‘! ﬁ!]ig Additive Manufacturing

202555 1083

BT ERE s I B RGH BT T R AE T
I ST B4 388 A S s 2 P A TR i ) BB RRAE L R
SEK L P0EE . RHIRZUM R AL b RE . 2 )R
d AR A T R AN S 5 A SRR Y Ok i S
ARL Ak . LA AT A FLIR A A, DAEOR SE Bk G
G . SOULZE R R AR BE AR T, 33X R B R 1 A1
i B AL 18 A UL o

T T IR B, B T — R R s
Wk, WA T LAZESE M il o AR v B A T R B, 5K
PO B A TR H A, i2 R H AR 3%,
BUE T R G 4 HREE M, I B 1
B o B o HCR R R A X T TR e LG B T
SR e, DT A B A A ER R DL R 5
1 1 2 1 2 RS o Tk — 2B F5E . ZHAO W
U RGEGE T AN 1) 58 AE R %R A 4 LR
B AR AT L PRI . TURUB S L R
HAVERE M Z R, BT B AN S5 v A5 8808 s
W, RSB E R AL oM H 4. CHANG T %%
i I 2 e O bl (B 18) ek i 2 9 1 BE
YU £ 0 2319/5B06 S FP A4S A 4 314 /Y S 1w 1
A, AR THIED M RERLR R, BER
TR e RE il B RE R OB A5 1Y
ARG A 0 AU OSSR AL A M B R s B T
T.45% . FANG X %™ W FotnfsiAR (LSP)
X WA-DED i BE & {4 il i 8 #6147 T 0F59E, XF g
JE ) Al-6Mg-0.3Sc ZHFiE4T T LSP Zb3H 3 ixf X 4b
PSS AL B B AL RAE, & B LSP Ab
S AN FRFLBR BE D T 68% LA 1, B R
WA PN, AR E —eftm, R ERA
(ZRAEAFFEXT LSP (52 ML T 2, il &
PERE 1 S A 3R AL B IR PR i T — R Oy vk

AERANVRE | AeBIS—RIRUE

(al) '

L

X

X EEBYZHOL S

(a3) iy ||| oo - ile un
SR ALAAALAL G Ejﬁf
74 EI Sysgfgm
oy v
x L B o) mnm

(a) JEHHOLM R
Bl 18 2 WL M R A
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CTWD and the arc voltage signal

- 23



:l%* :‘1 *!]ig Additive Manufacturing

20255551088

TR AR K A b 4k B8 R T R KR 4% ((gas
tungsten arc welding, GTAW ) T. 2403k, JF&42H
T —Fh T EIMGR LA B . JE)E LM . Canny BT
(R b R | R A A DN ) PR A AR, AR AR B
TR TERE, JFIF R T BT s A B A
FRY M e BE A TR, RN YE I E {H 7 mm
F, 3R22/0 T 0.4 mm, W ERBUE BRI EOR . 45k
B TIG, MIG M B il i ot 5 Bk 17
THHgE, s T A AR A Ry O o
A5 SABARE i, SRR AR TS B, DA VA 2 T
PRI AR B i AT 4R, JF RS R ik
4R S SERE B

(2) Pl

TEUTSUAE R, Bl ) ROk B2 iz
TEIGA G b T3 b o 2o AR H A TR 5 i B AL
P, JE—FEA IR MR R, s
(1) PID 5 e AN X, AR ] L i 28 ) 2 4 ol
T 4 AR R AR VA R AR s M L R
AR S B T B, BRI
il E s h2E S Z AR T A, SEI R SR Y
e o AR AR S B, MR LA A i T
2RI, WA A, IR R LS X
R b i R B A A R o i A, A R AT LS A A
BTN SN T A s A I 5 B0 () AL s = > A
R, S8 RO 3 A i i A A R AR

FENG S %5 @il 57 v ks 22 )2 % 27 W I &1 1% 5
PlERf I HAR S G, LR IR 5 2R
MEMGRGENE, anl& 22 FioR, SEEXT LPBF i 2 H i
B CRpBIEFLBR ) BORSHEBUN, Jf H85& X Tt
T DX A 2ok i v e R T 1S i B LA R A ST
SVEEHR T — R R Y SRR T T, ARk S
ST PR S TR LR R R R R G AT T IR SRR
22 HEZ/ELAEBEEERSEERAR

B S5 MRS B (metal AM, MAM )
TZMWANEEELZE R, B2, MAM &Y
Kbk, g5t . MYy . L2 MR ERES
IR 2L R G0, XS MAM s 2R RE- T 25-
Y 2P i 06 AR AR A UMERR RS, [F B MAM
P PRI | 4 B RIIEE ] 2 AR 25 7 A B A
WSS R FVRRAE , OB SN 5 e B AL . 2480, )
JE B, X B 2 A IR R 4 AL T
SAEG T A, MAM R0 19 3 100 808 4 i
W, FEFERFEZZ TR R A B . 565
IERL R AR Y . RIS . 78 R R ER RN 5
IR URL LA RV I T R Y A s B A A R
PEVS T A G ] el 3 A4 i s 4 TR AL SRR RE |
PBE R A EE RN E. HATeE MAM
FPF LU RE . P R RIE R ik Z . £
By AR LR AR UG AL BRE P
22.1 TELEE

MAM ¢ H 052 56 B 58 42 3% IR 2R SE 8

TS %

A RRE SR
WL
IR A A

JR R

2R E R
JeWi RS (OCT)

2L M B JEAEBIRAE

A e s & BT I ik ]

TolkCT

0 20 40 60 80 100

BoR AL 7500 Qs A0TARKR

1 N
5 ik

EIHX, K&Y, BRBOLY X5 1 M

BLEs = IBR Y=AY)

HEL LR
Wi = B 15

FHIEX PREEY

A
P G B

\‘~%ﬁ%wn
Plagaes)

HE. it
il vigii

B 22 HlasE IR

Fig. 22 Machine learning framework
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Bl 25 LSP #)5 2319 B FLBEAM
Fig. 25 Pore distribution of LSP 2319 before and after
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Bl 26 3D FTED i K 4 Hsk R 2L
Fig. 26 A 3D printed rocket propulsion engine
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AR RE ST, AHAE RS 46 S A 1 U0l 32 1) - LA
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KL 5 rp DL /N RS S 2 F D 32 . Qi 27 Bie
7, fdH PBF AR 3 AT 23 T Rl Hh A= 2 IR Y
SBREMT MR PBF BT 23 T K S i
RN EEAT .

(c) EBPBFilik &HlL
RARE R Ee

(b) SLM#iliE Mgk &z
BB

(a) BIARIR
Har At

(d) LPBF#ii&fy  (e) LPBF#iliE i & ZHLAL

() SLMHIE = Fp

JoR i g TRASURG: 25 AL

B 27 A A S R o g B
Fig. 27 Additive manufacturing in aerospace
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[fl i), DED [ LA R (738 1~3 kg/h ) Kig
PETH AR, RIS A S AR s K R 7K 0 2
FaPF B R I . b 4h, DED 37 4% £ 1 R 1 il
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A il 1 9 K Hi Terran 1 (%5 “GLHF” ) . R4
KO A A S UK R R B ATIUE LA, B
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U9 UE T 34 A4 il 3 7E AT R S Al AT M o Terran 1 A%
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1 3D FTER K &7, KT 85% By i i i 3D FTER il i,
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Aeon 1| —H K HLAI 1 & Aeon Vac - K sh#l .
Relativity Space fi*) Stargate 3D FTEJ R 4 ] 1£ 60 K N
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PRLARL, W/ T WSO A5

& 28 Terran 1 HL53¥4F il 3 2

Fig. 28 Terran | airframe additive manufacturing process
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K30 ffr7n, NASA i IE 3068 K %2 10 B8 = LA
HE T E 178 m. HAK 1.52 m B9 K AYmEHE

B 29 i
Fig. 29 Storage tank

Bl 30 KRB
Fig. 30 Large nozzle pipe
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Y/ wir a e Y,

Fig. 31 “Bridge type” additive manufacturing equipment with multi-
deposition paths
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Fig. 32 Heavy-duty rocket connection ring
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( liquefied natural gas, LNG ) ¥AAk#s!"™, iz bistE
i LNG FE0f 0 OGR4, LA 5K % 1 1T Y
T AR PG TE 4, RS R I TR BT S AR
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Bl 33 CMT k4l gk & SR ek
Fig. 33 CMT additively manufactured titanium alloy propeller

B 34 milibr R 10CrNi3MoV 4 B A
Fig. 34 Arc additive fabrication 10CrNi3MoV steel forming specimen

& 35 3D $TEI BRI IR LNG 354038
Fig. 35 3D printed LNG vaporizer
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Bl 36 At #4538 WA-DED Jil it i JL 4
Fig. 36 Typical components manufactured by WA-DED in the

shipbuilding field
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Fig. 37 WAAM manufactures double-sided aluminium spar structures
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(a) MERASRTESR (b) MY AXRAH

38 HILHA G B AR R AT X RS
Fig. 38 Ship propellers and X-shaped structures manufactured by WAAM
technology
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