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Abstract: Laser wire additive manufacturing technology exhibits unique advantages in the production of complex geo-
metric structures, large equipment components, and lightweight production, which boasts high material utilization,
promotes green production, and has garnered widespread attention in both industrial and academic fields. However, the
technology faces significant challenges in adaptability to special materials, defect control, and equipment stability. Con-
tinuous optimization of process parameters is essential to ensure component quality. The current state on laser wire

additive manufacturing technology was summarized. On this basis, the research status of hybrid heat source wire tech-

nology was explored, and the development trends of laser wire additive manufacturing technology was prospected.
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Fig.2 Workpiece illumination proportion at a reserved position of 4.5 mm
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