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Abstract: Lattice structures have gained attention in engineering due to their lightweight properties.
However, the complex geometry of lattice structures and the high melting temperature of metals
present significant manufacturing challenges for the large-scale fabrication of these structures. Direct
Energy Deposition (DED) methods, such as the Wire Arc Additive Manufacturing (WAAM) tech-
nique, appear to be an interesting solution for overcoming these limitations. This study provides a
detailed analysis of the manufacturing process of carbon steel lattice structures with auxetic geometry.
The study includes thermal analysis using infrared thermography, microstructural characterization
through metallography, and mechanical evaluation via hardness and mechanical testing. The findings
reveal the significant impact of heat input, thermal cycles, and deposition sequence on the morphol-
ogy and mechanical properties of the lattice structures. Fast thermal cycles are related to areas with
higher hardness values, smaller strut diameters, and porous formations, which shows that controlling
heat input and heat dissipation is crucial for optimizing the properties of lattice structures produced
using WAAM.

Keywords: lattice structures; auxetic; additive manufacturing; WAAM; thermal cycles; microstructure;
hardness

1. Introduction

Lattice structures, which consist of slender elements combined in specially designed
patterns, have recently gained a lot of interest from the scientific community, due to the
possibility of using them to create unique components, which are inherently lightweight
and may display a tailored mechanical performance, such as a negative Poisson’s ratio [1,2].
The potential applications of the lattice structures span a wide range of industries, including
biomedical [3], aerospace [4], military [5], and construction [6,7]. However, for the industrial
production of such structures to become feasible, the ability to produce large components
becomes imperative. Wire Arc Additive Manufacturing (WAAM) [8,9] has emerged as an
optimal process for solving this problem thanks to its capability to rapidly produce large
structures, compared to other metal additive manufacturing (MAM) techniques, such as
Selective Laser Melting (SLM) [10] or Laser Powder Bed Fusion (LPBF) [11].

Examples of the use of WAAM in the production of large lattice structures are, for
example, the works conducted by Radel et al. (2019) [12] and Zheng et al. 2022 [4].
Radel et al. (2019) [12] utilised WAAM to produce a lattice structure for a cantilever
beam, while Zheng et al. 2022 [4] fabricated a thermal insulation and load-bearing
component for hypersonic vehicles. These studies show that the methodologies used for
fabricating lattice structures employing WAAM diverge from the typical layer-by-layer
approach used for fabricating bulk solids. Alternative methodologies are used, which
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consist of sequentially producing the various struts of the lattice, using dot-by-dot metal
deposition. The majority of the studies available in the literature on the construction of
lattice structures using WAAM are primarily focused on this metal deposition technique
and on the software upgrades required to optimise the production of the slender ge-
ometries. The software optimisation envisaged enhancing the morphology of the struts
composing the lattices [13–16], improving the material deposition and the connections
between struts [17–19], mitigating collisions between the part under construction and
the torch [12], or implementing vision control systems [12,20].

To ensure the proper production of complex lattice structures, such as metallic auxetics,
for example, it is essential to achieve a proper balance between the heat input and the
material deposition. If the heat input is insufficient, it can cause important variations of
the strut’s diameter along its height or the incomplete melting of the feedstock wire. In
contrast, excessive heat input can lead to the collapse of the molten pool [21]. For the
fabrication of lattice structures in mild steel, Abe et al. 2019 [15] recommend using heat
inputs higher than 960 J and lower than 2700 J. The heat input was also found to govern
the strut diameter by Xu et al. 2020 [22]. The author also stated that the metal transfer and
the strut morphology are improved when the strut angle is between 45◦ and 90◦.

The interlayer temperature is another critical parameter that significantly influences
the lattice structure morphology. Wu et al. 2020 [23] and Yu et al. 2022 [21] investigated
the impact of the interlayer temperature on the structs morphology in the construction of
aluminium alloy lattice structures. Most of the studies on the fabrication of lattice structures
using WAAM have been focused on the analysis of the morphology of the struts, neglecting
the analysis of their mechanical and microstructural properties, as well as its correlation
with the heat input or thermal cycles. The knowledge on the relationship between heat input
and material properties, will not only help in enhancing the process efficiency, but will also
help in the optimization of the lattice structures properties. As lattice structures are typically
produced with lower heat inputs than those used for producing bulk components through
WAAM, previous results on this subject may not directly apply to the lattice structures.
Therefore, this article presents a study on the influence of the WAAM thermal fields on the
microstructural, mechanical, and morphological properties of carbon steel lattice structures
with auxetic geometry. The study includes the thermal analysis of the material deposition
process using infrared thermography, as well as the microstructural characterisation of the
deposited material. A deep analysis of the heterogeneity in mechanical properties using
hardness measurements was also performed, and the results were related to the thermal
and microstructural analysis. The auxeticity of the produced cells will be also tested, by
performing tensile tests.

2. Experimental Procedure

In this study, lattice structures with auxetic geometry were fabricated via WAAM,
using an ABB IRB 4600 robot (ABB Ltd., Zürich, Switzerland) and a Fronius CMT welding
power source (Fronius International GmbH, Austria). As shown in Figure 1, where the
production sequence for each of the lattice struts is illustrated, a re-entrant cell geometry
was adopted in this investigation. This geometry was chosen due to the previous experience
of the authors in analysing its mechanical performance [24], but also due to the important
challenge in fabricating it using WAAM. The production of the cell using WAAM includes
constructing vertical and inclined struts, with extreme overhang angles between them,
which requires using various deposition strategies, such as vertical down, vertical up,
and overhead. Moreover, the selected geometry includes producing intersections between
vertical and inclined segments, which represented important challenges in terms of thermal
dissipation and material deposition.

As illustrated in Figure 1, the building of the different cell segments involved eight
distinct deposition sequences, performed using the dot-by-dot deposition mode of CMT.
Each material deposition sequence is identified in the figure by the corresponding number.
The vertical cell members produced during deposition sequence numbers 1, 4, 6, and 8
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resulted from the dot-by-dot deposition of material in the vertical direction, i.e., the torch
angle was identical to the segment building direction. On the other hand, for the inclined
segments produced during deposition sequence numbers 2, 3, 5, and 7, the welding torch
was placed with an inclination angle between 25◦ and 35◦ in relation to the member building
direction. Deposition sequence number 4 consisted of the simultaneous production of the
right and left vertical struts, by the alternated material deposition of the material dots in
each strut. With this procedure, it was envisaged to reduce the cell production time.
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Figure 1. Schematic representation of the deposition strategy sequences.

As illustrated in the image corresponding to sequence number 4 in Figure 1, deposition
times (t) of 0.5 s and dwelling times (∆t) of 8 s were used for the dot-by-dot material
deposition. As schematized in Figure 2, the deposition time corresponds to the arc time,
during which the feedstock wire is melted and a material dot is deposited, and the dwelling
time corresponds to the time between two successive material dots. During the transition
between two different deposition sequences, the dwelling time was extended to 60 s, to
enable the repositioning of the welding torch. For deposition sequences 4 and 8, the first
two dots were set with a deposition time of 1.7 s and 1.5 s, respectively, to ensure the re-
melting of the previously deposited material. Finally, the torch was moved upward (∆z in
Figure 2) between the deposition of two successive dots to allow for the continuous material
deposition and maintenance of the standoff distance at a constant value. Displacements
of 1 mm and 0.7 mm were used for the deposition of the vertical and inclined elements,
respectively. The deposition parameters are summarised in Table 1 and the chemical
composition of the feedstock material is shown in Figure 3, as provided by the manufacturer.
These deposition parameters/procedures were set using trial and error tests to enable the
production of the overhang members, using the available laboratory facilities.

The planned cell dimensions in the image corresponding to deposition sequence
number 8 are represented in Figure 1, where the height (h), diameter (Ø), and length
of the struts (l and r) are represented, as well as the angle (θ) between the vertical and
inclined cell segments. Replicas of the vertical segments were also produced, along with
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the re-entrant auxetic cells, with the aim of analysing the thermal dissipation within
each individual cell segment.
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Table 1. Deposition parameters and feedstock material.

Current [A] 120

Voltage [V] 13

Wire feed rate [m/min] 0.9

Stick-out [mm] 15

Feedstock material ER70S-6

Wire diameter [mm] 1

Shielding gas 98% Ar + 2% CO2

Flow rate [L/min] 14
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During the production of the auxetic cell, the thermal cycles associated with the
material deposition were acquired with a FLIR A655sc thermographic camera. A constant
emissivity of 0.65 was applied to determine the temperature evolution throughout the
process. This value was determined during the deposition of a wall made of the same
material of the lattice structure [25], by comparing the temperature readings obtained with
a thermocouple welded to the wall to those recorded with the thermographic camera,
as exemplified in Figure 4. In the figure, the curves representing the evolution of the
temperature at the thermocouple location with time, during the deposition of several
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material layers, are shown. The curves correspond to the temperature registered by the
thermocouple, and to the temperatures determined using the thermographic data, for
two different emissivity values (0.65 and 0.95). As is shown in the graphic, the curve
corresponding to the emissivity of 0.65 perfectly fits the thermocouple results.
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Figure 4. Analysis of the emissivity in the WAAM of carbon steel walls.

After production, the EinScan Pro HD 3D (Shining 3D, Hangzhou, China) scan-
ning device was utilized to capture the geometry of the cells. A optical microscope
(Leica DM 4000 M LED, Wetzlar, Germany) was used to conduct a microstructural
analysis. Metallographic samples were extracted from several cell locations, and were
polished and etched with 2% Nital. Microhardness measurements were performed
using a Microhardness Tester (Shimadzu, Kyoto, Japan), with a 200 g load and a 15 s
holding time, to complement the information from the microstructural analysis. The
mechanical characterisation also included performing quasi-static tensile tests of the
WAAM auxetic cells, to assess their auxeticity. The tests were performed at room
temperature with a loading speed of 2 mm/min using a universal machine (Shimadzu
AGS-X 100 kN, Kyoto, Japan).

3. Results and Discussion
3.1. Thermal Analysis

The evolution of the maximum temperature, interlayer temperature, and cooling
rates recorded during the fabrication of the individual cell segments, and determined as
indicated in Figure 5, are shown in Figure 6. In Figure 5, the temperature evolution with
time, during the deposition of three successive material dots, is shown. The maximum
temperatures in Figure 6 correspond to the collection of the maximum temperature values
registered for each dot deposition, and the interlayer temperature corresponds to the
minimum temperature registered between two successive dots. The cooling rate in Figure 6
corresponds to the average of the cooling rates determined for the descending part of each
temperature cycle (highlighted in blue in Figure 5).

Analysing Figure 6, it is possible to conclude that the lower maximum and interlayer
temperatures were registered during the deposition of the first material dots (bottom part
of the strut), due to the severe heat dissipation through the non-preheated substrate. For the
middle and top parts of the segment, which were deposited over material still at an elevated
temperature, the heat dissipation was slower, as shown in Figure 6c, and the maximum and
interlayer temperatures were higher than that registered for the first material depositions.
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The figure also shows that for the middle and top regions of the strut, the dwelling time
between dots was enough to ensure a constant interlayer temperature of around 800 ◦C.
These results are similar to those registered during the deposition of bulk stainless steel
walls [26].
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along the longitudinal axis of the vertical cell member.

Figure 6 also enables the conclusion that steady-state conditions in maximum and
interlayer temperatures and cooling rates were reached after the deposition of eighteen
material dots. This is also illustrated in Figure 7, where the temperature evolution during
the deposition of successive material dots at the bottom, middle, and top of the vertical
segment are shown. The time scales of the different curves were adjusted to enable the
direct comparison of the temperatures registered for the different locations of the strut.
The figure shows that the temperature evolution with time was similar for the dots of
the top and middle parts of the segment, and very different from that registered for the
dots deposited during the production of the bottom part of the strut. As a consequence of
the differences in heat dissipation, the diameter of the vertical segments evolves from the
bottom to the top of the segment, together with the temperature distribution, as is shown in
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Figure 8, where the evolution of the strut diameter with the building height is represented.
The image shows that the segment diameter increases from the bottom, where the lower
temperatures were registered, to the top, where the highest temperatures were registered.
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In Figure 9, the distribution of the maximum and interlayer temperatures registered
during the fabrication of the re-entrant cell are represented, as well as the cooling rates,
determined using the same procedures described for the vertical segment (Figure 5). The
figure clearly shows that in a similar manner to that registered for the singular vertical
segment, the cell also experienced an almost uniform temperature distribution during
its fabrication. The only noticeable differences in temperatures and cooling rates were
registered for the regions produced during the transition between deposition sequences 1
and 3, 4 and 5, 4 and 6, and 6 and 7, for which extended dwelling times of 60 s were used.
However, for the transition between deposition sequences 2 and 4, 3 and 4, and 7 and 8,
even though a similar dwell time of 60 s was used, lower temperatures were not recorded
because the first two spots of sequences 4 and 8 were deposited using deposition times
equal to 1.7 s and 1.5 s, respectively. These results show the important influence of the
deposition time on the heat input and dissipation, and how these variables may be used to
ensure steady-state thermal distribution during the construction of the cells.
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3.2. Microstructural Characterisation

Figure 10a shows the as-built cell geometry, acquired using laser scanning, with the
main average dimensions determined for the cell displayed on it. Despite the similarities in
dimensions, comparing the volume of the as-built cell with that determined for the planned
geometry, shown in Figure 1, it was concluded that the as-built geometry has 24% extra
mass, which results from the irregular morphology of the as-built cell. The differences
between the planned and as-built geometry are mainly important in the regions corre-
sponding to the intersection between the vertical and inclined struts, for which fabrication
still needs to be improved.

In Figure 10a, rectangles identifying the locations from which the micrographs in
Figure 10b–h were taken are also represented. The micrographs in Figure 10b,c represent
the microstructural evolution along the first strut produced (sequence number 1), for which
the steeper cooling rates were registered. The micrographs in Figure 10d,e illustrate the
microstructure at the connecting zones between deposition sequences 3 and 4 and the mi-
crographs in Figure 10f,g represent the microstructural evolution along the strut produced
during deposition sequence number 4. Finally, Figure 10h represents the microstructure of
the top part of the last strut being deposited.

Analysing the images, it is possible to conclude that the regions closer to the substrate
(Figure 10b), which experienced severe cooling rates, are composed of refined ferrite,
allotriomorphic ferrite, and bainitic grains. Moving along the build direction (Figure 10c),
the same microstructures may be observed, despite coarser grain sizes. This is the result of
the heat accumulation during the dot-by-dot material deposition, as was demonstrated by
the thermal analysis results in Figure 6.

Analysing the images in Figure 10d,e, which correspond to the connecting region
between the segments produced during sequences 3 and 4, it is possible to conclude that
the extended dwelling time of 60 s conducted to severe cooling rates, since the grain sizes
in these regions are smaller than in the previous ones. In this figure, it is also possible to
observe small pores along the entire sample cross-section, resulting from the fast-cooling
rates, which lead to the entrapment of gases when the weld pool solidifies. However, since
the thermal history experienced by the deposited material along the build direction resulted
in heat accumulation and steady-state heat dissipation, for the middle of the strut, coarser
grains of polygonal ferrite and intergranular lamellar pearlite were, once again, registered,
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as shown in Figure 10f,g. Finally, as shown in Figure 10h, in the last part of the cell being
deposited, a mixture of acicular ferrite, allotriomorphic ferrite, and bainite was registered,
as for the bottom of the first strut. The microstructures are similar, since the upper part of
the cell did not experience the thermal effect of other depositions and no recrystallization
took place after the solidification of that material.
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3.3. Mechanical Characterisation

The presence of a heterogeneous microstructure along the building direction of the
auxetic cell may lead to a mismatch in mechanical properties between the different cell
segments, potentially influencing the macroscopic behaviour of the cell and its auxeticity.
The mismatch in mechanical properties among the cells was assessed by performing
hardness measurements. Figure 11 shows the hardness map obtained, together with
the average, maximum, minimum, and standard deviation values calculated from these
hardness profiles. The results show that the hardness values had a gradient along the
cell volume, decreasing from the base to the top of the cell. This is also evident for each
deposition sequence, which presented higher hardness values at the beginning than at
the end of the printing sequence. The average hardness of the cell was determined to
be 202 HV0.2, with a range spanning from a maximum of 305 HV0.2 to a minimum of
155 HV0.2, resulting in a standard deviation value of 27 HV0.2.
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Figure 11. Hardness distribution map and hardness average, maximum, minimum, and standard
deviation values.

The presented findings highlight the substantial influence of thermal cycles on cell
microstructure and mechanical properties. The regions experiencing lower cooling rates
and higher temperatures for extended periods exhibit larger grain sizes, accompanied
by lower hardness values. Contrary to this, the areas near the substrate or the initially
deposited regions for each deposition sequence presented higher heat dissipation, leading
to refined grain structures and higher hardness values.

Figure 12 shows the load–displacement and Poisson’s ratio–displacement curves ob-
tained for the auxetic cell, tested in tension. Poisson’s ratio was calculated by determining
the ratio between the transverse and axial displacement of some selected cell nodes, as
schematically represented in the figure. Although the cell presented small porous and
geometrical inaccuracies, the figure shows that the cell was able to withstand large defor-
mations of around 16 mm before failure, and displayed a negative Poisson’s ratio, which is
consistent with the expected behaviour of an auxetic component. Furthermore, a more com-
prehensive analysis of the mechanical properties and numerical modelling of the auxetic
cells fabricated using WAAM will be prepared for a future publication.
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4. Conclusions

The present work aimed at analysing the thermal cycles and the microstructural and
mechanical properties of complex lattice structures with auxetic geometry, produced using
WAAM. The following conclusions were reached:

• For each strut, lower temperatures were registered during the initial material deposi-
tion due to rapid heat dissipation through the substrate or the previously deposited
material. Steady-state conditions in temperature and cooling rates were achieved after
the deposition of eighteen material dots. Additionally, the temperature distribution
within the auxetic cell was uniform, except for the transition zones between vertical
and inclined struts, emphasizing the influence of the deposition time and strategy on
the thermal distribution.

• The microstructural analysis enabled the observation of structures with varying grain
morphology and size along the build direction. The severe cooling rates at the cell
transitions zones lead to a refined microstructure with a mixture of acicular ferrite,
allotriomorphic ferrite, and bainite grains, while the regions with slower cooling
resulted in coarser grains of polygonal ferrite and intergranular lamellar pearlite.

• Hardness measurements indicate a gradient in hardness values from the base to the
top of the cell, with higher values at the beginning of deposition sequences. However,
despite the heterogeneity in local mechanical properties and the presence of minor
defects, such as porosities and geometrical irregularities, the cell displayed an auxetic
behaviour when loaded in tension, withstanding significant deformation before failure.

• Based on the current findings, optimising the WAAM process by implementing a
controlled deposition approach, utilising a constant interlayer temperature rather
than a constant dwelling time is recommended. This adjustment aims to achieve
lattice structures with a more homogeneous microstructure and mechanical properties.
Furthermore, for the initial spot welds, pre-heating the previously deposited material
is advised to mitigate the formation of brittle phases and defects like pores. By
integrating these recommendations into the fabrication process, it is anticipated that
the resulting lattice structures will exhibit an improved structural performance.
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2. Novak, N.; Starčevič, L.; Vesenjak, M.; Ren, Z. Blast Response Study of the Sandwich Composite Panels with 3D Chiral Auxetic

Core. Compos. Struct. 2019, 210, 167–178. [CrossRef]

https://doi.org/10.1016/j.ijmecsci.2017.05.048
https://doi.org/10.1016/j.compstruct.2018.11.050


Materials 2024, 17, 2813 12 of 12

3. Tyagi, S.A.; M, M. Additive Manufacturing of Titanium-Based Lattice Structures for Medical Applications—A Review. Bioprinting
2023, 30, e00267. [CrossRef]

4. Zheng, B.; Yu, S.; Tang, L.; Shi, Y. Directed Energy Deposition-Arc of Aluminum-Alloy Curved-Generatrix-Shell Pyramid Lattice
Structure. J. Manuf. Process. 2022, 84, 587–599. [CrossRef]

5. Colorado, H.A.; Cardenas, C.A.; Gutierrez-Velazquez, E.I.; Escobedo, J.P.; Monteiro, S.N. Additive Manufacturing in Armor and
Military Applications: Research, Materials, Processing Technologies, Perspectives, and Challenges. J. Mater. Res. Technol. 2023, 27,
3900–3913. [CrossRef]

6. Bohara, R.P.; Linforth, S.; Nguyen, T.; Ghazlan, A.; Ngo, T. Anti-Blast and -Impact Performances of Auxetic Structures: A Review
of Structures, Materials, Methods, and Fabrications. Eng. Struct. 2023, 276, 115377. [CrossRef]

7. Laghi, V.; Palermo, M.; Gasparini, G.; Trombetti, T. Computational Design and Manufacturing of a Half-Scaled 3D-Printed
Stainless Steel Diagrid Column. Addit. Manuf. 2020, 36, 101505. [CrossRef]

8. Rodrigues, T.A.; Duarte, V.; Miranda, R.M.; Santos, T.G.; Oliveira, J.P. Current Status and Perspectives on Wire and Arc Additive
Manufacturing (WAAM). Materials 2019, 12, 1121. [CrossRef]

9. Treutler, K.; Wesling, V. The Current State of Research of Wire Arc Additive Manufacturing (Waam): A Review. Appl. Sci. 2021,
11, 8619. [CrossRef]

10. Maconachie, T.; Leary, M.; Lozanovski, B.; Zhang, X.; Qian, M.; Faruque, O.; Brandt, M. SLM Lattice Structures: Properties,
Performance, Applications and Challenges. Mater. Des. 2019, 183, 108137. [CrossRef]

11. du Plessis, A.; Yadroitsava, I.; Yadroitsev, I. Ti6Al4V Lightweight Lattice Structures Manufactured by Laser Powder Bed Fusion
for Load-Bearing Applications. Opt. Laser Technol. 2018, 108, 521–528. [CrossRef]

12. Radel, S.; Diourte, A.; Soulié, F.; Company, O.; Bordreuil, C. Skeleton Arc Additive Manufacturing with Closed Loop Control.
Addit. Manuf. 2019, 26, 106–116. [CrossRef]

13. Zhang, H.; Huang, J.; Liu, C.; Ma, Y.; Han, Y.; Xu, T.; Lu, J.; Fang, H. Fabricating Pyramidal Lattice Structures of 304 L Stainless
Steel by Wire Arc Additive Manufacturing. Materials 2020, 13, 3482. [CrossRef] [PubMed]

14. Yu, Z.; Ding, D.; Pan, Z.; Li, H.; Lu, Q.; Fang, X. A Strut-Based Process Planning Method for Wire Arc Additive Manufacturing of
Lattice Structures. J. Manuf. Process. 2021, 65, 283–298. [CrossRef]

15. Abe, T.; Sasahara, H. Layer Geometry Control for the Fabrication of Lattice Structures by Wire and Arc Additive Manufacturing.
Addit. Manuf. 2019, 28, 639–648. [CrossRef]

16. Yu, Z.; Pan, Z.; Ding, D.; Polden, J.; He, F.; Yuan, L.; Li, H. A Practical Fabrication Strategy for Wire Arc Additive Manufacturing
of Metallic Parts with Wire Structures. Int. J. Adv. Manuf. Technol. 2021, 115, 3197–3212. [CrossRef]

17. Xu, T.; Huang, J.; Cui, Y.; Jing, C.; Lu, T.; Ma, S.; Ling, X.; Liu, C. Exploring a Novel Panel-Core Connection Method of Large Size
Lattice Sandwich Structure Based on Wire Arc Additive Manufacturing. Mater. Des. 2021, 212, 110223. [CrossRef]

18. Xu, H.; Liu, C.; Mao, H.; Bai, F.; Xu, T. Strengthening Nodes to Obtain High-Strength Pyramid Lattice Structure by Using Wire
Arc Additive Manufacturing Method. J. Manuf. Process. 2024, 117, 125–133. [CrossRef]

19. Riegger, F.; Wenzler, D.L.; Zaeh, M.F. Stud and Wire Arc Additive Manufacturing—Development of a Combined Process for the
High-Productivity Additive Manufacturing of Large-Scale Lattice Structures. J. Adv. Join. Process. 2024, 9, 100189. [CrossRef]

20. Li, Y.; Yu, S.; Chen, Y.; Yu, R.; Shi, Y. Wire and Arc Additive Manufacturing of Aluminum Alloy Lattice Structure. J. Manuf. Process.
2020, 50, 510–519. [CrossRef]

21. Yu, Z.; Pan, Z.; Ding, D.; Rong, Z.; Li, H.; Wu, B. Strut Formation Control and Processing Time Optimization for Wire Arc Additive
Manufacturing of Lattice Structures. J. Manuf. Process. 2022, 79, 962–974. [CrossRef]

22. Xu, T.; Tang, S.; Liu, C.; Li, Z.; Fan, H.; Ma, S.Y. Obtaining Large-Size Pyramidal Lattice Cell Structures by Pulse Wire Arc Additive
Manufacturing. Mater. Des. 2020, 187, 108401. [CrossRef]

23. Wu, B.; Pan, Z.; Ziping, Y.; van Duin, S.; Li, H.; Pierson, E. Robotic Skeleton Arc Additive Manufacturing of Aluminium Alloy. Int.
J. Adv. Manuf. Technol. 2021, 114, 2945–2959. [CrossRef]

24. Sabari, S.; Andrade, D.G.; Leitão, C.; Simões, F.; Rodrigues, D.M. Influence of the Strain Hardening Behaviour on the Tensile and
Compressive Response of Aluminium Auxetic Structures. Compos. Struct. 2023, 305, 116472. [CrossRef]

25. Tankova, T.; Andrade, D.; Branco, R.; Zhu, C.; Rodrigues, D.; Simões da Silva, L. Characterization of Robotized CMT-WAAM
Carbon Steel. J. Constr. Steel Res. 2022, 199, 107624. [CrossRef]

26. Andrade, D.G.; Tankova, T.; Zhu, C.; Branco, R.; Simões da, L.; Rodrigues, D.M. Mechanical Properties of 3D Printed CMT-WAAM
316 LSi Stainless Steel Walls. J. Constr. Steel Res. 2024, 215, 108527. [CrossRef]

Disclaimer/Publisher’s Note: The statements, opinions and data contained in all publications are solely those of the individual
author(s) and contributor(s) and not of MDPI and/or the editor(s). MDPI and/or the editor(s) disclaim responsibility for any injury to
people or property resulting from any ideas, methods, instructions or products referred to in the content.

https://doi.org/10.1016/j.bprint.2023.e00267
https://doi.org/10.1016/j.jmapro.2022.10.040
https://doi.org/10.1016/j.jmrt.2023.11.030
https://doi.org/10.1016/j.engstruct.2022.115377
https://doi.org/10.1016/j.addma.2020.101505
https://doi.org/10.3390/ma12071121
https://doi.org/10.3390/app11188619
https://doi.org/10.1016/j.matdes.2019.108137
https://doi.org/10.1016/j.optlastec.2018.07.050
https://doi.org/10.1016/j.addma.2019.01.003
https://doi.org/10.3390/MA13163482
https://www.ncbi.nlm.nih.gov/pubmed/32784577
https://doi.org/10.1016/j.jmapro.2021.03.038
https://doi.org/10.1016/j.addma.2019.06.010
https://doi.org/10.1007/s00170-021-07375-x
https://doi.org/10.1016/j.matdes.2021.110223
https://doi.org/10.1016/j.jmapro.2024.03.023
https://doi.org/10.1016/j.jajp.2024.100189
https://doi.org/10.1016/j.jmapro.2019.12.049
https://doi.org/10.1016/j.jmapro.2022.05.043
https://doi.org/10.1016/j.matdes.2019.108401
https://doi.org/10.1007/s00170-021-07077-4
https://doi.org/10.1016/j.compstruct.2022.116472
https://doi.org/10.1016/j.jcsr.2022.107624
https://doi.org/10.1016/j.jcsr.2024.108527

	Introduction 
	Experimental Procedure 
	Results and Discussion 
	Thermal Analysis 
	Microstructural Characterisation 
	Mechanical Characterisation 

	Conclusions 
	References

