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1. B

UA Y7 — 7 & (Wire-Arc Additive Manufacturing;
WAAM) FRIT K D eRiiEERET, REO7—7 &

B ZER T 200 TH Y, hofEiER A L ik LT,

HEEBIOHMBOBE TR A FTHLEW D HMEHET
5. BT, BAFRS~ORMNIMAFRETH D Z &,
CIXRR DB OBEANARETH D 2 &, BB ATREHEN K
L RBERIZHRIETE D Z LR EOFEND, BE -
ARSI & W o T BB K Ao dh i & A T D B~
OEARHFEINTND

EETI, VA Y2 mEICHET 5 2 & TIRARDD
KAy 215 % THE & 375 CMT FREED U A &G HIH
HAROBEHEBR P Z TND D LavL, EATC—Mmic
AWDLN DR L T 2 LA a2 MBS @O E IR
LD, —H, Bl O RGEERENFRREE T a R L
LT COJdEHEE MAG IEHENZET OGNS, FHH OITFANC
CONAHEIC L DA E R & i L7223, Fig. 11T X 91,
REITROCTHBEREE e 2 7 703 BT 5 2 L DR S
I, BABRIZ % < OFEERZ E3 5 LIz, MRk
EEHNET D WAAM TiEA 7 ZrEO B LIZA e
MEE D EEBEX DN EEREEINSED & Ay H
DIEINT 2 & IRITRABUC L0 IR DS NEE 272 25
ERETEEHITIEZ < OERTFEL TV D

ABFETUL, HIIHE 2 Bl L oo @ e 2 EBl 3 5 2
LEEMELTHMITH O RB LAy X ERT T ORAE
PH A HFFCE DEF VA MAG BE7n v 2 & AN
R 15T O S 1A 7 FERE R R & S L 7.

Fig. 1 Appearance of a wall with 120 layers deposited by
CO:z gas shielded arc welding.
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2.1 #EMBLUEREH

MM T ER 12 mm OV Y v KU A ¥ SE-A50S (JIS
Z3312 ICHEIND YGWIS) TH Y, HEMRIFHKE 9 mm D
i SS400 (JIS G 3101) AWz, U A Y OEEL R
ORI 35 X ULy % Table 1 121, FEfEaRBRD
BRK%E Fig. 2 \oRd. 7—7 h—F ZEAICHE L, ERK
O _EICEMREER 10 BIEE Lz, > —/V R H A1 Ar+20%CO0:2
T, Wit 20 L/min & L7z, BEEERIZE VA MAG %
FEEJR PSOOL IT (XA~ ) | i~ =ta L—2 2T
Motoman 80 Il (%)IIERERY) ZEH L7z, F7oiBRIIEE
DNREE A2 LED R E SN L 7 D 7, SRR
E (BEEERORBIA P I RIZRE) % 200°C 2L FICHE
B 7=. BEERIE ISR R FT-H40K (KEYENCE #Y)
R 7272 UBRERUR SRITATIE D% 5512 0.89 &
U7z, FEBRSAT% Table 2 1279, Al~A3 ITIEBSRE DR
B OBI~B2iXv s —b U EAORBERET S LEH
B& Lz, Cl~C41L, TNOLOMAEME 2, BEREEYD
ZRE L@ REROEREZ AL L TERET- .
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Fig.2 Schematic illustration of deposition test. (unit: mm)
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Table 1 Chemical compositions and mechanical properties of deposited metal of weld wire.

Chemical composition [mass %] Mechanical property
C Si Mn P S Y.S.[MPa] | T.S.[MPa] EL [%]
SE-A50S 0.08 0.35 1.06 0.009 0.011 460 540 28
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Table 2 Experimental conditions.

Arc current | Arc voltage | Travel speed . ) Wire feed Deposition | Weight of deposited
1D . Torch manipulation .
[A] [V] [cm/min] rate [m/min] | rate [kg/h] metal [g/cm]
Al 30 Stringer 2.0
A2 200 24.5 60 Stringer 6.7 3.6 1.0
A3 90 Stringer 0.7
Bl Stringer
200 24.5 30 6.7 3.6 2.0
B2 Weaving
Cl 200 24.5 15 6.7 3.6
C2 250 26.0 20 8.5 4.5
Weaving 3.9
C3 300 28.0 25 11.0 5.9
Cc4 350 31.0 30 132 7.0
3. REHER
- . o TN |
3.1 ERNBICRIFZTEEEEOCE N~ O\ - o
Fifgs Bl ot ES BIIZ, Table 2 1075 L7241 A1~A3 nﬁ.;%”*\iﬁ s LN
2 CEFEAMBLIC BT T IR BRI DB A G LT, 3'” § L ~ 2 //‘~ \\\\ )
S . _ § R ~ 75 B // / \\ ~ 75 i /—— W
WERAMBLES L OV % v 7 — 2 D B AERK L 7z i W T NN e N
M J,.f - \ N ‘::. \ %
07y A NVEENEIFig.3 & Fig. 4 (R, 9, WEHE S A N 25 ‘é;:*
L o e BTN

F£ 30 em/min TIE B — ROENIC L DR O L LIRS
WEN, ZHIUTHEME S B2 ) OREEBEORZ BFIA &
Ezbhilz. 22 CTHEZ 60, 90 cm/min (228 H L CHLE
EHT-0 OEBREZS L), HE D FRICEOEEAE
FEAL, BEOkERMEL RLZEL LT, 3~48H
TE— NI D BHARIL, B2 ER S I B — Rk

LRV BT ORI LIz d LB A BLD . R
ZRFD e — Foffba iR L, LRk B S E

REMERSH D, LTz, AMEWEICITE— FOR T
#u%f%ékﬂ%b,?4~EV7@ﬁ%%@%LK

(b) A2 (60 cm/min, 1.0 g/cm)

i R e N

(c) A3 (90 cm/min, 0.7 g/cm)
Fig.3 Appearance of the additive manufacturing specimens.
(ID: Al to A3)
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(c) A3 (90 cm/min, 0.7 g/cm)

Fig.4 Central cross-section from scanning data. (ID: A1 to A3)
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Fig. S IR THIES Y r — LV V2 ERAT 2 F LY R
ME— RBIREZEK L, BE L& ER T2 %
HEJIZ, Table2 |27~ L7250 B1, B2 |2 CHRRZ FEhi L /-.
FHERICBWC Y  —E U I X DB EI 2 EE L7~
—FBEEE, DB KRG AIIN IR ELD B
MR Liz7ow, SBRSME B2 KRBT DU 4 — B v V&M%
T L CREE 23 30 C & 2 4R1R 5.0 mm, J& AL 1.0Hz & L7z,
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am— Stringer S[‘r]'nger bead
—\\/eaVving vy = 0
a Weaving bead
vy = 2mafcos(2mft)

a : Amplitude [cm]
f : Frequency [Hz]
t: Time [s]

VAV

Fig. 5 Torch manipulation utilizing a weaving technique.

W LI BR IR OSMBLIE B % Fig. 6 12, Paliim > 7 7
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(b) B2 (Weaving, 5 mm, 1 Hz)
Fig. 6 Appearance of the additive manufacturing specimens.
(ID: B1, B2)
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(a) B1 (Stringer) (b) B2 (Weaving, Smm, 1Hz)

Fig. 7 Cross-sectional shape at the center position along the

length. (ID: B1, B2)

RER AT IREOWI B EE % Fig. 8 1R T28, With
DM BN T H NI RIBIIMER TE Iemodz. I 7 ufl
BT 44— 7 OFRIIE T 7 a iR ENRD
b, RBREM Bl (74— B 7)) TIIRBRE CHb
NIRRT (i) \CHK2R7 =T 4 F LIS GRSz,
JEATHFZE 39T, Rt OFERBIC L » ZRER &8 2 5 BVERE
TR (GERGT) £ CIREAREL, (i) © X 5 2
RHRIR T = T4 MERAE LR D A SR TWDD, AR
FCH b TZE T (i) TIEFENRE N LR E T LA
T, 0) O LEERULEEE DI 7 ol kFE L
fewBZzond. —J, WBREME B2 (V—E v 7Hh)
TIEHRER (vi) 2> Dl (v) £ TH— IS TR 23 A 23
v, BEANC I 7 wAERRRIE L Tuve. fERIYIC, B2
TiE Bl &R EEEBREMAZR T = 7 A MAREAIH E
BFEL TN ERHRTE 5.

Fusion Boundary

S R
(b) B2 (Weaving, 5 mm, 1 Hz)

Fig. 8 Cross-sectional observation results of deposited metal. (ID: B1, B2)
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3.3 EfEEMERRE LI-ERERREH

TERRZE T S 2 5 LM IS8 23 N T2, FE
WA &L DM & 2 LARETAIUZIEAAY 20 mm 2
DOFEJEE D E R S5 . o FAEE G D5 A 11X
JEIZE S AEET DGR LN D), SAENRIEFIZL L 2

DRERE LT, MAERRORILKMZ: & DRIEAAE T D%
DR F 7 EBROREE ClI S AN S EIR I 2 30T 2 B

WiV, NABHE 2 D & EB R AR 5 2 ImHEIFER] O
FANEZ 52 ENBEEND. AECIERTEE COMEE
B E 2 T, JEE 20mm FREOHEDELEZAEL, 1/E 18
A TR R COIER ATRENE 2 Miat L7z,

Table 2 DEBRZENT C1~C4 IR LT 4 S CHEBREE
L7z, AR S &7z ) OWERIBRERZ D720, HHE
B L OEEEE AL ST, U 4 — B 3= mR
&0 BRI 7.0 mm, JEPEL 0.5 Hz 2 LT,

EE LI BR IR O FMEL % Fig. 9 127797, Fig. 9 kv, Ak
PN TRKERED 350 A SRV THREEER S ]
HETH DI LEMRB L. VA YERHIE T RoE#E 7o &
AT Skg/h LA FOERIEEN R TH B89, REBRTI
7.0kg/h THRAIFIZHEE CE D2 L 2R L. —F, B
DN 2 D AUIE TR AN T DA S iR TX 5. 2
TILEBR EFICEEEEN ENRD Z LTy —E T D%
RIEOBIRENILL IpoTzieb B2 b5, LinL, 7 a—
vy Z RN SR B D L RE OIS B O BRI A e R
JERMAKIT /2 D BN AL D120, 74— 7 &4t

UNCHET 2N ERH D EEZ LS.

(d) C4 (350 A, 30 cm/min, 7.0 kg/h)

Fig. 9 Appearance of the additively manufactured specimens.
(ID: C1 to C4)
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Fusion boundary Fusion boundary
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(b) C2 (250 A, 20 cm/min)

Fusion boundary

Fusion boundary

(¢) C3 (300 A, 25 cm/min) (d) C4 (350 A, 30 cm/min)

Fig. 10 Cross-sectional observation results of the deposited
metal. (ID: C1 to C4)
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