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Abstract

:

Wire-arc additive manufacturing (WAAM) has been considered as one of the potential additive-manufacturing technologies to fabricate large components. However, its industrial application is still limited by the existence of stress and distortion. During the process of WAAM, the scanning pattern has an important influence on the temperature field, distortion and final quality of the part. Four kinds of deposition patterns, including sequence, symmetry, in–out and out–in, were designed to deposit H13 steel in this study. An in situ measurement system was set up to record the temperature history and the progress of accumulated distortion of the parts during deposition. An S value was proposed to evaluate the distortion of the substrate. It was shown that the distortion of the part deposited by sequence was significantly larger than those of other parts. The distortion deposited by the out–in pattern decreased by 68.6% compared with sequence. The inherent strain method and strain parameter were introduced to expose the mechanism of distortion reduction caused by pattern variation.
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1. Introduction


Additive manufacturing (AM) integrates digital technology, mechanical machining technology, materials science and other advanced technological achievements, as reported by Michel et al. [1], Ding et al. [2], Gu et al. [3] and Amaia et al. [4]. Compared with conventional manufacturing technologies, the advantages of AM include saving of materials and time, which is more significant when fabricating complex components [5]. In recent years, wire-arc additive manufacturing (WAAM) has increasingly attracted attention due to its advantages of high production efficiency, high material utilization ratio, high technology integration and low equipment cost compared to powder feedstock and alternative heat sources, such as laser and electron beams [6]. A welding arc is employed as the heat source to melt the wire that was deposited layer-by-layer according to a three-dimensional (3D) CAD model until the part is finally formed. A variety of engineering materials, such as titanium, aluminum, steel and nickel-based alloy, have been successfully manufactured through WAAM [7]. H13 steel was widely implemented to produce injection molding, casting and forging molds because of its excellent behaviors in red hardness, impact toughness and resistance to thermal-fatigue cracks. Through WAAM technology, it is possible to manufacture H13 molds with an internal channel to realize the function of synchronous cooling, which is difficult for traditional machining methods.



While the advantages of WAAM have been widely accepted, there still exist several technical challenges that hinder its industrial application. One of the obstacles is the undesirable thermal distortion induced by repeatedly rapid heating and cooling, imposing an impact on the dimensional accuracy of the printed parts or even cracks. Therefore, the mechanism of the generation and mitigation of distortion must be studied to guide its implementation in industry. Aurrekoetxea et al. [8] proposed a method for bulk stress characterization. Lu et al. [9] investigated the effect of laser power and scanning speed on residual stress and distortion in LSFed (Laser Solid Forming) Ti6Al4V parts. Denlinger et al. [10] selected Ti6Al4V and Inconel® 625 to discuss the effect of dwell time between layers on bending distortion. The contribution of individual pass to total distortion was captured through in situ distortion measurement. Lu et al. [11] performed in situ distortion measurement and temperature measurement simultaneously to study the mechanical response of the substrate with temperature. It was found that distortion in particular accumulates during the cooling phase. Xie et al. [12] reported that a digital image correlation method was used to capture the strain and distortion evolution during the deposition of Ti6Al4V. He found that the distribution of strain was nonuniform along vertical and longitudinal directions. It is also critical to predict the thermal state and internal stress field of the part to guide techniques before deposition. A simulation study was conducted by Cheng et al. [13] to investigate the distribution of internal stress and the temperature field of SLMed (Selective Laser Melting) parts under different scanning patterns. A numerical simulation study was carried out by Chen et al. [14] on the temperature field of WAAM under water-cooled conditions. The results showed that the cooling conditions helped reduce the high-temperature area of the substrate and volume of the molten pool.



The distortion of parts manufactured by different AM technics are summarized in Table 1. In comparison with block and cylindrical parts, the heat generated during the deposition process of thin-walled parts is smaller due to less heat accumulation. Besides, the smaller area of heat affected zone in thin-walled parts was considered to be another reason for less distortion. The thickness of the substrate is also an important factor affecting the magnitude of thermal distortion. Regardless of the deposition process in thin-walled or block parts, the substrate with larger thickness tended to produce less thermal distortion. Similar to welding, the distortion generated in WAAM is also affected by the heat input [15]. A higher wire-feeding speed and lower traveling speed tend to produce greater distortion.



As demonstrated above, the dimension accuracy of the part was decreased by accumulated distortion. It should be controlled during the process of deposition, rather than removing it after manufacturing. To address this issue, Wu et al. [19] employed interpass cooling to mitigate thermal distortion, which can decrease longitudinal distortion up to 81% more than natural cooling. Li et al. [20] presented a flexible multipoint support fixture to control the distortion by adjusting the constrained force during the manufacturing process. Denlinger et al. [21] proposed that the thermal distortion could be mitigated through deposition of sacrificial materials by balancing the bending moment about the neutral axis of the substrate. Mukherjee et al. [22] integrated heat input, material properties, geometric structure and heat dissipation, and proposed that thermal distortion was related to the strain parameter.



Four scanning strategies were designed in this study. An in situ distortion measurement system was built to record the distortion evolution under four scanning strategies, and a concurrent temperature measurement was performed. A postprocess distortion measurement was also conducted to calculate the final distortion of the substrate. The effects of scanning patterns on temperature field and substrate distortion were both discussed.




2. Materials and Methods


2.1. Materials and Equipment


A Fronius TransPlus Synergic 5000 CMT (FRONIUS Inc., Pettenbach, Austria) was employed as the welding power source. A commercially available H13 filler wire with a diameter of 1.2 mm was used for the deposition material. After a series of experiments for substrate selection, the base metal used in this study was a Q345 steel plate with a size of 150 mm × 150 mm × 8 mm. The nominal chemical composition of the substrate and deposited wire material are listed in Table 2



Before deposition, the plate plane was polished by a grinding machine and then cleaned with acetone to remove contaminates and oxides. The shielding gas used for this work was a mixture of 2.5% CO2 and 97.5% Ar, and the gas flow was 15 L/min. A set of preliminary design-of-experiments were carried out for the process parameters selection. The deposition parameters chosen from preliminary experiments are listed in Table 3.




2.2. Experiment Setup


As shown in Figure 1, three Type-K thermocouples (TC1–TC3, YOUDI Inc., Dongtai, Jiangsu, China) with a diameter of 0.5 mm were installed at the underside of the substrate to record the temperature history. In order to investigate the influence of deposition patterns on distortion of the substrate, four kinds of scanning patterns sequence, symmetry, in–out and out–in were designed, as shown in Figure 2a–d, respectively. The first pass for each layer was marked by a point.



The substrate was clamped on one end to the fixture, allowing a free distortion at the opposite end. A digital indicator with a diameter of 2 mm, a range of 30 mm and a resolution of 0.02 mm was used to capture the displacement in the z-direction. As shown in Figure 3, it was positioned near the edge of the free end, at about 3 mm. An alternative design with a comblike shape was also conducted by Rodríguez-Barrero et al. [23].



In addition to the in situ distortion measurements during WAAM, the profile of the bottom plane of each substrate was also detected after WAAM. A series of three-dimensional coordinates were obtained by measuring the displacement in the z-direction of 36 data points, as shown in Figure 4. We transferred the data points to an ideal plane in MATLAB and calculated the distance from each point to the plane. The comprehensive distance from each scattered point to the fitted plane could be calculated according to Equation (3), which was taken to evaluate the total distortion of the substrate.



For a series of points in space, the coordinates are:


(xi, yi, zi), i = 0, 1, …, n − 1 (n ≥ 3)



(1)







There will be an ideal plane expressed by Equation (2) so that the shortest distance occurs from the scattered points to the plane. A, B, C and D are constants to describe the spatial characteristics of the plane:


Ax + By + Cz + D = 0



(2)







The comprehensive distance from each data point to fitted plane could be calculated by Equation (3) to obtain the S value, which was applied to evaluate the distortion of the substrate, so that the distortion accumulated during the deposition could be quantitatively compared under different scanning patterns.


  S =   ∑  i = 1  36      |  A  x i  + B  y i  + C  z i   + D  |       A 2  +  B 2  +  C 2         



(3)









3. Results


3.1. Temperature History


Temperature variation curves at selected locations captured by thermocouples are presented in Figure 5. In all cases, the 5 min dwell between layers allowed the heat to diffuse, resulting in a similar curve oscillation for each layer. The following results can be obtained from Figure 5:



(1) For any one of the four patterns, TC1 showed a lower temperature than the others due to it being close to the fixture. In addition to heat radiation, heat exchange with fixture was conducive for heat dissipation.



(2) For Cases 2 and 4, the temperature in TC2 gradually increased in each layer with the deposition time due to the effect of heat accumulation. While for Cases 1 and 3, the temperature measured in TC2 reached a peak when the arc passed nearby, and maintained a stable fluctuation until the end of each layer.



(3) Compared with TC2, TC3 showed a completely different temperature fluctuation. For Cases 1 and 3, the effect of heat accumulation allowed the temperature to increase with the deposition time until the end of each layer; while for Cases 2 and 4, the temperature did not decrease significantly after the peak. This is because the substrate was preheated after the first pass was deposited.




3.2. In Situ Measurements of Distortion


A digital indicator was used to monitor the distortion of the substrate to obtain the progression that the substrate encountered. Figure 6 provides the results of the in situ measurements of distortion for all cases. With the increasing of deposition time, the mechanical response of the substrate became more prominent. There was a significant difference in accumulation mode and amount of distortion between the raster patterns (Cases 1 and 2) and spiral patterns (Cases 3 and 4).



Accumulated distortion was the general trend in all cases analyzed here, and was particularly prevalent in raster patterns (Cases 1 and 2). In Case 1, each pass experienced basically the same distortion accumulation at the beginning of the first layer. After completion of half of the first layer (seven passes), the distortion accumulation of each pass continued to increase until completion of the first layer. During the deposition of the following layers, the regular of distortion accumulation was consistent with the first layer except for the accumulating rate. As shown in Figure 6a, the rate of accumulation of distortion in the second layer increased slightly after first layer, while it decreased during the deposition of the third layer. Viewing Case 2 as a whole, the trend of accumulated distortion was consistent with Case 1, while the amount of distortion in Case 2 was about 3 mm less than Case 1. The smaller distortion of substrate was due to the smaller stress concentration area, which was caused by the dispersed heat sources. After the three-layer deposition was completed, the maximum distortion of the free end was 16.56 mm for Case 1 and 13.03 mm for Case 2.



The most prominent observation from Figure 6b was the different modes of accumulated distortion between the in–out and out–in patterns. Besides, the first layer behaved in a different mode from the subsequent layers for both cases. During the deposition of the first layer in Case 3, the distortion accumulated at the free end as a result of the increasing length of each pass, whereas when the following layers were deposited, the distortion accumulated from the first layer was decreased during the first two passes of deposition, as shown in the blue segment in Figure 6b. The distortion decreased about 14.1% after the first two passes of deposition in the second layer, and then it began to accumulate again with the increasing length of the latter passes. The deposition of Case 4 displayed an opposite distortion behavior from Case 3. The first three passes contributed to most of the accumulated distortion for each layer. Lower distortion accumulated in the next few passes as the passes became shorter. Furthermore, similar to Case 3, the accumulated distortion could be mitigated by the passes deposited near the center of the substrate, which is presented in the blue segment in Figure 6b.




3.3. Postprocess Distortion


In addition to the in situ distortion captured by the digital indicator, the postprocess distortion of the substrate was also conducted to reflect the degree of distortion for all cases, and the results are presented in Figure 7. Through MATLAB programming, plane fitting was performed on 36 data points to obtain the spatial expression of the fitted plane, which is shown in Table 4. The S value was also calculated using Equations (2) and (3). It is clear from Figure 7 that the distortion mode of substrate was angular distortion when sequence and symmetry patterns were used. The sequence pattern experienced much higher levels of distortion than the other patterns. Compared with the S value in Table 4, the postprocess distortion in Cases 3 and 4 were lower than Case 1 by 66.2% and 68.6%, respectively.





4. Discussion


4.1. Contribution of Single Pass to the Total Distortion


The in situ distortion measurements allowed for the distortion attributable to every single pass to be captured, and displayed that different mechanical responses depend on deposition patterns. In order to evaluate the contribution of a single pass to the total distortion, the following relationship was used:


  % distortion =   δ i   δ max   × 100 %  



(4)




where δi is the distortion captured by the digital indicator after deposition of the pass i, and δmax is the maximum distortion captured during the whole process of deposition.



The contribution of each deposited pass to the maximum distortion using four deposition patterns are presented in Figure 8. Deposition was completed after 42 passes (14 passes and 3 layers) in raster patterns (Cases 1 and 2) and 21 passes (7 closed-shape passes and 3 layers) in spiral patterns (Cases 3 and 4).



Figure 8a illustrates the cumulative distortion due to the completion of individual passes for Case 1 and Case 2. Each single pass continued to accumulate distortion during the deposition in Case 1, while the changes in sequential order of passes resulted in different accumulated distortion modes in Case 2. The odd and even passes in Case 2 were symmetrical to the central line, and even-numbered passes were farther from the free end of the substrate. Tensile stress formed by local shrinkage after completion of even-numbered passes would drive the free end to wrap, while the odd-numbered passes had relatively little influence on the free end. During deposition of the second layer, the distortion accumulated by a single pass increased for both cases, which meant that the second layer contributed to the majority of the total distortion. In absolute terms, after deposition of the second layer, the cumulative distortion increased from 5.37 mm to 13.18 mm in Case 1, and from 4.23 mm to 11.18 mm in Case 2. After the completion of the second layer, Case 1 and Case 2 reached 79.6% and 85.8% of the total distortion, respectively.



The cumulative distortion of each individual pass in Case 3 and Case 4 are presented in Figure 8b. Except for different modes of accumulating distortion in Case 3 and Case 4, it was noticed that the passes deposited in the center of the substrate could relieve the distortion to a certain extent after the first layer. The corresponding passes caused little shrinkage due to smaller lengths, which contributed little to the distortion. Furthermore, the temperature of TC2 during the deposition of certain passes in the center of the substrate was about 400 °C, as shown in Figure 5c,d. The substrate was annealed to relieve residual stress during the deposition, which was shown as a reduction in cumulative distortion.



Contribution of a single pass to the total distortion could be provided with the use of in situ methods, which would remain uncaptured if only postprocess measurements were used. It is important to comprehend the progress that the substrate goes through during WAAM and identify the important deposited components for distortion. As demonstrated above, cumulative distortion of the second layer in Case 1 and Case 2 accounted for 47.2% and 53.3% of the total distortion, respectively. When the second layer is deposited, measures should be taken to suppress distortion, such as reducing heat input and increasing constrains. Additionally, the S value can evaluate postprocess distortion more comprehensively than [16,20].




4.2. Effect of Sequence of Heat Source


The WAAM process can be divided into two stages: heating and cooling. Stress and strain will evolve during these two stages. The thermal expansion coefficient for H13 steel is 1.3 × 105 °C−1 and the melting point is 1452 °C, so there will be a large amount of strain during the heating stage. In order of convenience, the specimens were simplified by a constrained bar model as shown in Figure 9. C-bar represented the area affected by thermal recycle, which was shown as deposition pass and the adjacent region in WAAM. S-bar represented the base metal, which restricted the expansion and shrinkage of c-bar during heating and cooling. The cross-sectional areas of c-bar and s-bar were A and A0/2, respectively.



The stress and strain evolution with respect to temperature are presented in Figure 10a. During the deposition of individual passes, as shown in Figure 10a, a compressive elastic strain was generated until the c-bar yielded at temperature Ty (step 1). The yield temperature could be calculated by the following relationship:


   T y  =    σ y    β E   ⋅   A +  A 0     A 0     



(5)







The c-bar had already yielded when the temperature reached Tmax and the thermal strain was transformed into compressive plastic strain (Step 2) due to constraint of the s-bar. The plastic strain generated in the heating stage was:


  Δ  ε 1    p  = − β  (   T  max   −  T y   )   



(6)







The c-bar would shrink during the cooling stage, as shown in steps 3 and 4. The compressive stress gradually relieved until the temperature cooled down to T1. Afterwards, tensile stress increased until cooling down to T2 (Step 3). The c-bar had already yielded in Step 4, which resulted in the thermal strain becoming plastic tensile strain due to constraint from the s-bar. The plastic strain generated in this stage was:


  Δ  ε 2    p  = β  (   T  max   − 2  T y   )   



(7)







During the whole thermal cycle of the c-bar, compressive plastic strain and tensile plastic strain were generated in the heating and cooling stages, respectively. Eventually, the sum of the compressive and tensile strain was retained as the residual plastic strain, which was called inherent strain by Ma et al. [24,25].


  ε ∗ = Δ  ε 1    p  + Δ  ε 2    p  = − β  T y   



(8)







It can be seen from Equation (8) that ε* is a function of yield temperature Ty.



Different thermal behaviors in the heating stage resulted in different cumulative distortion between Case 1 and Case 2. When the part was deposited using the sequence pattern, temperature between the adjacent passes was higher than that using the symmetry pattern. When the first pass was deposited, the area around the pass was heated up before the deposition of the subsequent passes. The adjacent region of the first pass was heated up again due to inadequate heat dissipation during the deposition of subsequent pass in Case 1, which resulted in the two passes experiencing almost the same thermal recycle in a short period of time, while a relatively lower temperature between adjacent passes resulting from sufficient heat dissipation occurred in Case 2. Therefore, the cross-sectional area Acase1 of the c-bar in Case 1 (shown in Figure 9) was greater than that of Acase2 in Case 2 during deposition of every single pass. According to Equations (5) and (8), yield temperature (Ty) increased with the cross-sectional Acase1 in the c-bar, and thus resulted in a higher   ε ∗   in Case 1, as shown in Figure 10b. The higher S value of Case 1 than Case 2 listed in Table 4 could be explained by the increase of   ε ∗  .




4.3. Effect of Structure Features


Spiral patterns accumulated more heat than raster patterns, while the S value of Case 4 decreased about 68% more than Case 1. The existence of passes along the y-direction in the spiral patterns (Cases 3 and 4) was the most significant difference compared with raster patterns (Cases 1 and 2). Mukherjee et al. [22] proposed that the thermal distortion was related to strain parameter, ε0:


   ε 0  =   β Δ  TtH  3 / 2     EIF  ρ     



(9)






  F =   α τ    w 2    =  α V  L  



(10)







The process parameters and materials used in this study were the same for all cases, which meant that the ε0 was determined by the characteristic time (t) and the moment of inertia of the substrate (I), which was usually used to describe the nature of the section to resist bending. Taking Case 1 and Case 4 as examples, the deposition time of Case 1 was 30% longer than Case 4, while the moment of inertia of Case 4 was larger by more than 11% over Case 1 after the deposition of each pass. For example, by calculating after the deposition of the first pass, the moments of inertia of Case 1 and Case 4 were 9.04 × 106 mm4 and 10.07 × 106 mm4, respectively. After completing half of the first layer, the moments of inertia of Case 1 and Case 4 were 9.51 × 106 mm4 and 10.97 × 106 mm4, respectively. The ability of the substrate to resist bending distortion was enhanced by the increased moment of inertia of the substrate. By balancing the bending moment of the work piece, a 91% reduction in longitudinal distortion could be obtained in large AM parts [21]. In addition, yield temperature (Ty) would be reduced by the increase of resistance of substrate to thermal distortion, as proposed by Li et al. [15]. Therefore, the inherent strain would be lower, resulting in smaller distortion when spiral patterns were used to deposit.



As demonstrated above, a 68.6% reduction in distortion could be obtained using the out–in pattern, which is higher than the 62.7% reduction by using an island pattern [26] but lower than the 83.2% reduction by using the rolling technique [5]. Although this technique is effective in reducing distortion, the accuracy of the part is decreased due to post-treatment.




4.4. Application of Inherent Strain Analysis


Three groups of different cooling conditions (natural cooling, 25 °C water-cooling and 5 °C water-cooling) were set up for the cooling experiment. The substrate was mounted on the water-cooling fixture, as shown in Figure 11. A thermostatic water tank was used to keep a constant temperature of the cooling water. Sequence pattern was used in the water-cooling experiment for distinct distortion.



Figure 12 shows the results for the distortion of the specimens in different conditions. The displacement in the z-direction was normalized in order to visually compare the difference in distortion. Compared with natural cooling, distortion could be reduced by 77.6% when 5 °C water-cooling was employed. Owing to the rapid cooling produced by circulating water, the effect of direct cooling helped accelerate the cooling rate of the molten pool, contributing to a lower temperature in the molten pool and surrounding area, and thus a narrower weld bead (area A). According to Equations (5) and (8), inherent strain decreases with reduction of the cross-sectional area of the c-bar, as shown in Figure 10b.





5. Conclusions


Part distortion was investigated by WAAM technology under four kinds of deposition patterns: sequence, symmetry, in–out and out–in. The thermal behavior, in situ distortion and postprocess distortion were studied. The effect of inertia moment and inherent strain theory were introduced to explain the reason for the reduction in distortion when symmetry, in–out and out–in deposition patterns were used to deposit. The conclusions are summarized as follows:




	
The highest peak temperature of 598 °C was obtained in the center of the substrate when the out–in pattern was employed, and severe temperature fluctuations occurred near the free end of the substrate in the sequence pattern.



	
The distortion accumulated with deposition time using raster patterns (Cases 1 and 2). For spiral patterns (Cases 3 and 4), the distortion accumulated from previous layers could be decreased by about 14%, caused by the passes deposited near the center of the substrate.



	
The S value was proposed to evaluate the distortion for all cases. For raster patterns, the distortion could be decreased by reducing the heated area. A 39.1% reduction of distortion could be obtained by the symmetry pattern. For spiral patterns, the existence of the passes along the y-direction increased the moment of inertia, resulting in enhancement of the ability of the substrate to resist bending distortion. A 68.6% reduction of distortion could be obtained by the out–in pattern.



	
Additional water-cooling lead to the least distortion. By reducing the heated area and forming a narrower weld bead, a 77.6% maximum reduction of distortion could be obtained when 5 °C cooling water was used.
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Nomenclature




	ε*
	Inherent strain



	εy
	Yield strain



	σy
	Yield stress



	β
	Coefficient of thermal expansion



	Ty
	Yield temperature



	Ty1
	Yield temperature for Case 1



	Ty2
	Yield temperature for Case 2



	A
	Cross-sectional areas of c-bar



	A0/2
	Cross-sectional areas of s-bar



	E
	Young’s modulus



	Tmax
	Maximum temperature



	ρ
	Density of the alloy wire



	α
	Thermal diffusivity



	t
	Characteristic time



	H
	Heat input per unit length



	I
	Moment of inertia of the substrate



	F
	Fourier number



	Δt
	Maximum rise in temperature
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Figure 1. Position of temperature measurement and in situ measurement (unit: mm). 
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Figure 2. Schematic diagram of four deposition patterns (a–d): sequence pattern, symmetry pattern, in–out pattern, out–in pattern; (e) part deposited by in–out pattern; (f) part deposited by out–in pattern). 
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Figure 3. Setup for the in situ measurement: (a) schematic diagram; (b) machine setup for in situ measurement of distortion. 






Figure 3. Setup for the in situ measurement: (a) schematic diagram; (b) machine setup for in situ measurement of distortion.



[image: Metals 11 00485 g003]







[image: Metals 11 00485 g004 550] 





Figure 4. Schematic diagram of measuring points of substrate distortion after deposition (unit: mm). 
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Figure 5. Temperature variation curves of four deposition patterns: (a) Case 1; (b) Case 2; (c) Case 3; (d) Case 4. 
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Figure 6. In situ distortion measurements of four deposition patterns: (a) Cases 1 and 2; (b) Cases 3 and 4. 
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Figure 7. Postprocess distortion of substrate of four patterns: (a) sequence pattern; (b) symmetry pattern; (c) in–out pattern; (d) out–in pattern. 
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Figure 8. Contribution of a single pass to the total distortion: (a) Case 1 and Case 2; (b) Case 3 and Case 4. 
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Figure 9. Simplified constrained bar model. 
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Figure 10. Stress and strain evolution with respect to temperature: (a) Case1; (b) Case2. 
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Figure 11. Schematic diagram for the water-cooling experiment. 
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Figure 12. Distortion in different cooling conditions. 
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Table 1. Distortion of substrate under different AM technics.
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Deposited Materials

	
AM Technics

	
Thickness of Substrate

	
Structure of Part

	
Maximum Distortion

	
Literature






	
H13

	
LHW

	
19 mm

	
Block

	
2.52 mm

	
[16]




	
Ti6Al4V

	
LBM

	
12.7 mm

	
Wall

	
2.07 mm

	
[10]




	
Inconel® 625

	
2.76 mm




	
AlSi-316L

	
LSM

	
8 mm

	
Block

	
7.03 mm

	
[17]




	
Ti6Al4V

	
LSM

	
6 mm

	
Wall

	
3.37 mm

	
[11]




	
IN718

	
DLF

	
5 mm

	
Cylinder

	
9.37 mm

	
[18]
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Table 2. Chemical composition of H13 wire and Q345 substrate.
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	Element
	C
	S
	P
	Si
	Mn
	Cr
	Mo
	V
	Fe





	Substrate
	0.130
	0.006
	0.016
	0.290
	0.650
	0.016
	0.003
	0.001
	Bal.



	Wire
	0.450
	0.030
	0.030
	0.820
	0.500
	4.750
	1.100
	0.800
	Bal.
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Table 3. Parameters during deposition process.
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	Depositing Parameters
	Depositing Speed
	Depositing Current
	Depositing Voltage
	Wire Feed Speed
	Distance Per Pass
	Dwelling Time Per Layer





	Value
	0.2 m/min
	144 A
	19 V
	5 m/min
	5.75 mm
	300 s
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Table 4. Results of S value and equation of the fitted plane for all deposition patterns.
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	Case Number
	Equation of the Fitting Plane
	S Value/mm





	Case 1
	0.0121x − 0.0127y − 0.9998z − 5.1119 = 0
	90.4



	Case 2
	−0.0134x − 0.00024y + 0.9999z + 6.732 = 0
	54.92



	Case 3
	0.0062x − 0.0031y + z + 5.2682 = 0
	30.54



	Case 4
	−0.0074x − 0.0102y + 0.9999z + 7.2311 = 0
	28.38
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