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Wire arc additive manufacturing is categorized as a directed energy
deposition technique that is specifically developed for fabricating large-scale metallic parts with
complex features. In this study, we investigated the factors that affect the generation of voids
inside built parts through the process visualization and the evaluation of geometry and void
distribution. The results indicate that the major factor that induces voids inside built parts is a
poor penetration between adjacent layers, and dense parts can be obtained under appropriate building

conditions for achieving the desired geometry and penetration of single tracks.
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